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-000492
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0465

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 6CE

Procedural [ Procedural [J Description:

Reference Description: Blasting and Painting of OBG Segment 6CE prior to obtaining the "QA Approval
Form"

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on

October 17th, 2009 and observed that the OBG segment 6CE had been moved to the shop for blasting and

painting the previous night prior to the completion of the following fabrication and obtaining the "QA

Approva Form" per CCO77.

1. Bottom Panel BP169A and the transverse angle X 74E were found with distortion measured up to 10mm at
the storage block location for panel point 43.5 at work point E4.

2. Thetransverse X37 Deck Brackets in this segment require afillet weld per approved drawings with the
maximum root opening not to exceed 5mm as alowed by AWS D1.5/2002 Section 3.3.1. The termination of
these fillet welds at the following locations show aroot gap greater than that alowed by the code:

X37 Brackets at Location E2 at the following panel points: 43.25, 43.75, 44.25, 44.75, 45.25, 45.75, 46.25,
and 46.75.

X37 Brackets at Location E5 at the following panel points: 45.25, 45.75, 46.25, and 46.75.

3. The transverse X37 Deck Bracket at panel point 45.75 at location E5 is distorted and misaligned with the
adjacent X3S Deck Stiffener.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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1. Special Provisions Section 10-1.59 Shop Welding, Dimensional Tolerances- Component walls of box girder
shall be straight within 1:1000, measured in the direction of the axis of the girder or crossbeam, where the
girder axisis defined to bein the longitudinal direction of the bridge and the crossbeam axisis defined to be

along the transverse axis of the bridge.

2. AWS D1.5/2002 Section 3.3.1- “The parts to be joined by fillet welds shall be brought into as close contact
as practicable. The root opening shall not exceed 5 mm [3/16 in.] except in cases involving either shapes or
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

plates 75 mm [3in.] or greater in thicknessif, after straightening and in assembly, the root opening cannot be
closed sufficiently to meet this tolerance. In such cases, a maximum root opening of 8mm may be used, with a
backing weld or suitable backing. If the root opening is greater than 2 mm, the leg of the fillet weld shall be
increased by the amount of the root opening or the Contractor shall demonstrate that the required weld size has
been obtained.”

3. Standard Specifications July 1999, Section 55-3.01; Workmanship and finish shall be equal to the best
general practice in modern bridge shops.

-AWS D1.5/2002 Section 3.4.1; In assembling and joining parts of a structure or of built-up membersand in
welding reinforcing parts to members, the procedure and sequence shall minimize distortion and shrinkage.

-Standard Specifications July 1999, Section 55-3.09; Finish members shall be true to line and free from twists,
bends and open joints.

4. Contract Change Order CCO77, Section 3.3.i) “The QA approval form shall be issued for the following
subassemblies: Segment assembly before painting and lift assembly.”

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1000 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1400 hours, verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector awar e of the problem: L] Yeslvl 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: 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: 04-Dec-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: 05.03.06-000455
Subject: NCR No. ZPMC-0465

Reference Description:  Blasting and Painting of OBG Segment 6CE prior to obtaining the "QA Approval Form"

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPM C fabrication facility at 0700 on October 17th, 2009 and
observed that the OBG segment 6CE had been moved to the shop for blasting and painting the previous night prior to the completion of
the following fabrication and obtaining the "QA Approva Form" per CCO77.

1. Bottom Panel BP169A and the transverse angle X 74E were found with distortion measured up to 10mm at the storage block location
for panel point 43.5 at work point E4.

2. The transverse X37 Deck Brackets in this segment require afillet weld per approved drawings with the maximum root opening not to
exceed 5mm as allowed by AWS D1.5/2002 Section 3.3.1. The termination of thesefillet welds at the following locations show aroot
gap greater than that allowed by the code:

X37 Brackets at Location E2 at the following pandl points: 43.25, 43.75, 44.25, 44.75, 45.25, 45.75, 46.25, and 46.75.

X37 Brackets at Location E5 at the following panel points: 45.25, 45.75, 46.25, and 46.75.

3. The transverse X37 Deck Bracket at panel point 45.75 at location E5 is distorted and misaligned with the adjacent X3S Deck Stiffener.

Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Obtain QA Approva Form.

Transmitted by: Bill Howe
Attachments: ZPMC-0465

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chao

Y/ 05.03.06-000455,NCT
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File: 05.03.06
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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: 08-Feb-2010

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-000573 Rev: 00
Ref: 05.03.06-000455

Subject:  NCR No. ZPMC-0465

Contractor's Proposed Resolution:
Reference Resolution: Once the QA approval forms are signed after trial assembly is complete, ZPMC will provide them to close this NCR.

Once the QA approval forms are signed after trial assembly is complete, ZPMC will provide them to close this NCR. Since it is clear that the
documents required to close this NCR will not be available until that time, ZPMC request that this proposal be accepted with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000573R00

Caltrans' comments: Status: REJ
Date: 08-Feb-2010

The documents requested are for work already completed. There is not a connection between the requested documents and completion of
trial assembly. This NPR is rejected.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):
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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: 10-Feb-2010

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-000573 Rev: 01
Ref: 05.03.06-000455

Subject:  NCR No. ZPMC-0465

Contractor's Proposed Resolution:
Reference Resolution: Until the remaining tags are signed, ZPMC requests that this proposal be accepted with actions pending.

To close this NCR, when ZPMC, ABFJV, and Caltrans agree that the non conformances documented have been corrected and the material is
in conformance ZPMC will request the green tags not yet signed for this segment be signed by all three parties. Until the remaining tags are
signed, ZPMC requests that this proposal be accepted with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000573R01

Caltrans' comments: Status: AAP

Date: 11-Feb-2010

AAP approved.

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

Al
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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: 15-Mar-2010

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000573 Rev: 02
Ref: 05.03.06-000455

Subject:  NCR No. ZPMC-0465

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has cleared the items on this NCR on the punchlist and is providing documentation to show that the items
documented are now acceptable. This segment has been green tagged completely as well.

ZPMC has cleared the items on this NCR on the punchlist and is providing documentation to show that the items documented are now
acceptable. This segment has been green tagged completely as well. Based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000573R02;

Caltrans' comments: Status: CLO
Date: 17-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 17-Mar-2010

Attachment(s):
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@ No. B-669
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000492(ZPMC-0465)

Part 1. The Bottom Plate BP169A is assisting with the bottom transverse splice weld. The bottom
splice weld has been finished and is now acceptable,

Part 2. All the X37s where the root opening exceed Smm have been removed from CA and the free
edges were built up to ensure the root opening to be satisfied.

Part 3. ZPMC has adjusted the misalignment of X3S at PP45.75,

ZPMC is providing the WRRs and NDT records to show that the repaired areas are acceptable,
This issue has been confirmed and removed from punchlist. Please be noticed the green tags will
be achieved after the NCR has been closed. Based on this ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000492(ZPMC-0465)
B-WRE9R7
B787-MT-16793
B787-MT-17290
B787-MT-17291
B787-MT-17292
B787-MT-17293
B787-MT-17294
B787-MT-17205
B787-MT-17296
B787-MT-17297
B787-MT-172908
B787-MT-19925
B787-MT-19926
B-WR9067
B787-UT-10318
B787-MT-17010
B-WR 10882
B787-MT-20652
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

lnftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Ta: AMERICAN BRIDGEFLUOR, A JV Date: 04-Dee-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No; 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Joh Name: SAS Superstructure
Altention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000455
Subject: NCR No. ZPMC-0465

Reference Description: Blasting and Painting of OBG Segment 6CE prior to obtaining the “QA Approval Form®

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contraci documents.
Quality Control (QC) not performed in conformance with contract documents.
[l Recurring QC issue that constilutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: 0BG Lift: 06
Remarks:
The Caltrans Quality Assurance (QA) Inspector arrived onsile at the ZPMC fabrication facility at 0700 on Ociober 17th, 2009 and
observed that the OBG segment 6CE had been moved to the shop for blasting and painting the previous night prior to the completion of
the following fabrication and obtaining the "QA Approval Form" per CCO77.

| Bottom Panel BP169A and the transverse angle X74E were found with distortion measured up ta |0mm at the storage block location
for panel point 43.5 a1 work point E4,

2. The transverse X37 Deck Brackets in this segment require a fillet weld per approved drawings with the maximum root opening not to
exceed Smm as allowed by AWS D1.52002 Section 3.3.1. The termination of these fillet welds at the Tollowing loeations show a root
gap greater than that allowed by the code:

X37 Brackets m Location E2 ot the following panel points: 43.25, 43.75, 44 25, 44.75, 43,25, 45.75, 46.25, and 46.75,

X37 Brackets at Location ES at the following pancl points: 45.25, 45.75, 46.25, and 46.75.

3. The transverse X37 Deck Bracket at panel point 45.75 at location ES is distorted and misaligned with the adjacent X35 Deck Stiffencr.

Action Required and/or Action Taken:
Submit o repair procedure to the engineer for approval. Obtain QA Approval Form.

Transmitted by:  Bill Howe
Attachments: ZPMC-D465

ce:  Rick Morrow, Gary Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chao
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STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenagge:, Govemar

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Mat erials

Quality Assurance and Source Inspection

Contract #: 04-0120F4 ™
Bay Area Branch e

680 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94552-1133 S S
(707) 649-5453 File#: 69.25B

(707} 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000492

Prime Contractor: American Bridge/Fluor Enterprises, a JV Date; 17-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0465
Type of problem:

Welding 0 Conerete [ Other

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

Joint fit-up [] Coating [ Other L0 Component: OBG Segment 6CE

Procedural [] Procedural [ Deseription:

Reference Description:  Blasting and Painting of OBG Segment 6CE prior to obtaining the "QA Approval
Form"

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on

October 17th, 2009 and observed that the OBG segment 6CE had been moved to the shop for blasting and

painting the previous night prior to the completion of the following fabrication and obtaining the "QA

Approval Form" per CCO77.

1. Bottom Panel BP169A and the transverse angle X74E were found with distortion measured up to 10mm at
the storage block location for panel point 43.5 at work point E4,

2. The transverse X37 Deck Brackets in this segment require a fillet weld per approved drawings with the
maximum root opening not to exceed Smm as allowed by AWS D1.5/2002 Section 3.3.1. The termination of
these fillet welds at the following locations show a root gap greater than that allowed by the code:

X37 Brackets at Location E2 at the following panel points: 43.25, 43.75, 44.25, 44.75, 45.25, 45.75, 46.25,
and 46.75.

X37 Brackets at Location ES at the following panel points: 45.25, 45.75, 46.25, and 46.75.

3. The ransverse X37 Deck Bracket at panel point 45.75 at location ES is distorted and misaligned with the
adjacent X3S Deck Stiffener.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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Applicable reference:

I Special Provisions Section 10-1.59 Shop Welding, Dimensional Tolerances- Component walls of box girder
shall be straight within 1:1000, measured in the direction of the axis of the girder or crossheam, where the
girder axis is defined to be in the longitudinal direction of the bridge and the crossbeam axis is defined to be
along the transverse axis of the bridge.

2. AWS D1.5/2002 Section 3.3.1- “The parts to be joined by fillet welds shall be brought into as close contact
as practicable. The root opening shall not exceed 5 mm [3/16 in.] except in cases involving either shapes or
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
f Cﬂ!lﬁ“ﬂ:d Page f of 3 )

plates 75 mm [3 in.] or greater in thickness if, afier straightening and in assembly, the root opening cannot be
closed sufficiently to meet this tolerance, In such cases, & maximum root opening of 8mm may be used, with a
backing weld or suitable backing. If the root opening is greater than 2 mm, the leg of the fillet weld shall be
increased by the amount of the root opening or the Contractor shall demonstrate that the required weld size has
been obtained.”

3. Standard Specifications July 1999, Section 55-3.01; Workmanship and finish shall be equal to the best
general practice in modern bridge shops.

-AWS D1.5/2002 Section 3.4.1: In assembling and joining parts of a structure or of built-up members and in
welding reinforcing parts to members, the procedure and sequence shall minimize distortion and shrinkage.

-Standard Specifications July 1999, Section 55-3.09: Finish members shall be true to line and free from twists.
bends and open joints.

4. Contract Change Order CCO77, Section 3.3.1) “The QA approval form shall be issued for the following
subassemblies: Segment assembly before painting and lift assembly,”

Who discovered the problem: Rodney Patterson

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1000 hours, verbal

Name of Caltrans Engincer notified: Ching Chao

Time and method of notification: 1400 hours, verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: O Yes & No

Contractor's proposal to correct the problem:

MN/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:  Carreon,Albert Lead Reviewer/Task Leader

Reviewed By:  Wahbeh Mazen SMR
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EEEEE
Inspection After repairing:
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REPORT OF MAGNETIC PARTICLE EXAMINATION
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A S CUSTOMER

14 SIGN | A DATE

fa ) B B4
REPORT NO. #4585 B7BT-MT-16703 DATEH N 2000.12.15 PAGE OFHE 1M Ravislon Mo: §
PROJECT NO. 2906787 CONTRACTOR: Eiiiins
THEEG: " o
DRAWING NO. SEGZBHIJ CA30/20 CALTRANS CONTRACT NO.:
04-0120F4
i DECK PLATE | RIB MMIERYG
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S R EEIEN Arias e Ty
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 26 2008
EQUIPMENT % MANUFACTURER it ifs MODEL NO. B 5 SERIAL NO. 1554
MT YOKE PARKER B3105 5395 5617 5620
|MAGNETIZING METHOD Continuous magnetic yoks  |CURRENT .
WL BiEEE oy i
PARTICLE TYPE Ory magnat powder YOKE SPACING .
4 380 T B e "
T NG
MATERIAL TO BE {WELDING {24 Material & thicknass ATOSM-HPS48SW
EXAMINED O CASTING ## B4, A
By DO FORGING IBif I0mm
WELDING PROCESS ik TYPE OF JOINT -
PR i
DISCONTINUITY RSttt
WELD I.D BRG] ACCEPT REJECT REMARKS
WiRR G INDICATION TYPE e L B4 Wit
&

RS30C ACC. 10D%MT

RS32D ACC. 100%MT

RSE2H ACC, 100%MT

RS620G ACC. 100%MT

RES82F ACC. 00T

BASE MATAL PER B-WRAOST
BLANK

EXAMINED BY £ 1 \ REVIEWED BY Wit iy
LI zhan hua L ).me hﬁm. ol LJgy
LEVEL -1l SIGM B4 | DATERH rﬁ 3oy LEVEL-l  SIGN | DATEFIE \:r'rp 12 {f




REPORT OF MAGNETIC PARTICLE EXAMINATION
T 0 A 0 490 45
REPORT NO. Hit5 458 B7E7-MT-17200 DATEE N 2000.12.29 PAGE OFUIE 1i1 Ravislon No: ¢
PROJECT NO. EE CONTRACTOR: B—
TR ) o TRANS
CALTRANS CONTRACT NO..
G ND. SEGD2EH ;
ARG 04-0120F4
S OBG CORNER ASSEMALY M TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BTN #EER BFRS BTN R
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 [Dec. 28 2010
EQUIPMENT % MANUFACTURER R MODEL NO, #tige SERIAL NO, ik 8
MT YOKE PARKER B3105 5395 5617 E&z0
MAGNETIZING METHOD Continuous magnotic yoe |CURRENT i
[ Ay M R
|PARTICLE TYPE Dry magnet powder YOKE SPACING =
e FEH 8 e
MATERIAL TO BE JWELDING Hii8{ Matartal & thickness ATOOM-345T2-X/ATOOM-HPS-
EXAMINED O CASTING #644 B e 485WT2
& O FORGING it 16/30mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
s A
DISCONTIMNUITY f ik i
WELD 1.D. BT ACCEPT REJECT REMARKS
Mg g INDICATION TYPE i B 1By Y
i wey
SEGD28H-030 ACC. efter repnired
SEGD28H-031 ACC. after repaired
SEGD28H-034 ACC. after repaired
SEGD28H-035 ACC. after repaired
SEGD28H-036 ACC. after repaired
SEG028H-037 ACC. after repaired
SEGO28H-127 ACC. after repaired
SEG028H-128 ACC. after repaired
SEG028H-129 ACC, after repaired
SEGO28H-130 ACC. efter repaired
SEGDO28H-131 ACC. efter repaired
SEGO28H-132 ACC. aftar repaired
AFTER B-WRBS87
BLANK
EXAMINED BY 0 REVIEWED BY W & 5
Lizhenhwa 2 %’@@a = Y Lo
LEVEL -1l SIGN @4 | DATEGN m.f LEVEL-E  SiGN I DATESM sk "f
MIEHRE 1 ocm _Z__ i1 ' ' # /" CUSTOMER i ]
. k. i o |
A e T el - B T | Fr— SE—— e L E Ny
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REPORT OF MAGNETIC PARTICLE EXAMINATION
R B BN 8L
[REPORT NO. %18} BT87-MT-17201 DATEF I 2009.12.29 PAGE OFFL&} 1/ Ravision No: g
PROJECT NO. CONTRACTOR:
TRRS: ZP06-787 m CALTRANS
CALTRANS CONTRACT NO.;
DRAWING NO. SEGO3
[oRawiN » 04-0120F4
B 0BG CORNER ASSEMBLY mM R Y
REFEREMCING CODE ACCEFTANCE STANDARD |PROCEDURE NO. CALIERATION DUE DATE
AR 7 HrEY 1 B IE 17 s
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 2010
EQUIPMENT &% MANUFACTURER 2 iy MODEL NO. B s Y SERIAL NO, ifiEig 0
MT YOKE PARKER B310S 5395 S5E17 5620
MAGNETIZING METHOD Continuous magnelic yoke |CURRENT P
LA 1L g ot i
|PARTICLE TYPE Dry magnet powder YOKE SPACING —
LR AR FHE i A ] ¥
MATERIAL TO BE Y WELDING 1548 & Material & thickness ATOOM-345T2-XIATOOM-HPS-
EXAMINED O CASTING # B4 B 485WT2
HEHT O FORGING R 16/30mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
e ek ]
DISCONTINUITY AR FERk 1
WELD I.D, TEee] ACCEPT REJECT REMARKS
L e INDICATION TYPE 1 i3 gk ik
ey it
SEG032J-007 ACC. after repaired
SEG032J-008 ACC. after repnirad
SEG032J-011 ACC. after repaired
SEG032)-012 ACC. after repoired
SEGDAZJ-013 ACC. after repaired
SEGD32J-014 ACC, after repaired
SEG032J-030 ACC. after repalred
SEG032)-031 ACC, after repaired
SEG032J-034 ACC, al'tar repnired
SEG032)-035 ACC. after repaired
SEG03zJ-036 ACC. after repaired
SEGD3ZJ-037 ACC, alter Tepaired
AFTER B-WREBEOA7
BLANK
EXAMINED BY E#! . REVIEWED BY ili#f
Li_Zhenhua Ll )41611 }jn_avf-;;. ) 54#“"’1
LEVEL-Il SIGN%% | DATEEN 7 levern  sign 7 paretim @/ . 12 3
HEHSE ) acM HPCUSTOMER r Fi
¥ SIGN/ AW DATE EF SIGN | B DATE

(FORM# ZPOC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION
A e 0 4

REPORT NO. #il {454 B787-MT-17202 DATEL W 2008.12.29 PAGE OFIM 11 Ravision No: o

PROJECT NO. o CONTRACTOR: Al

THEH: P

CALTRANS CONTRACT NO.:
G ND. CAnzE

rran A 04-0120F4

e OBG CORNER ABSEMBLY M IEss

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE HO. CALIBRATION DUE DATE

AT EB iR HERS Gl Bt stm

AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28" 2010

EQUIPMENT &4 MANUFACTURER it MODEL NO. #f=52 SERIAL ND. ity

|Mv voxe PARKER 83105 5385 5617 5620

MAGNETIZING METHOD Confinuous magnotic yoks  |CURRENT e

Bk i MELS R HLHE

PARTICLE TYPE Dry magnot powder YOKE SPACING .

Mg Fi g B4 ] 65 i

MATERIAL TO BE YWELDING Bz Material & thickness AT0OM-345T2-XIATOOM-HPS-

EXAMINED O CASTING #4# 4, H 485WT2

e O FORGING i 16/30mm

WELDING PROCESS TYPE OF JOINT

SMaw T-JOINT
BiEAE s
DISCONTINUITY ik
WELD 1D. TS ACCEPT REJECT REMARKS
Hime INDICATION TYPE 10 s il =
i Hn

CAD2B-D33 ACLC. after repaired
CADZB-034 ACC, after repaired
CAD2B-035 AGC after repaired
CAD2B-035 ACC. after repaired
CADZB-037 ACC. after repaired
CADZ8-038 ACC. nfter repaired

AFTER B-WRB2R7

BLANK

EXAMINED BY =

REVIEWED BY Wi

T CE.-
i "R I.I.Jx_"lll"' .

Ll Zhenhum _ll_-?JaﬁﬁL'l\ gb_fi"___
LEVEL-il SIGN 232 ¢ DATER# l’f LEVELJl  SIGN | DATEH B .J? 4] '7'EJ
i BT P OOM 1

MM CUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R B
o 2 0 4 4
REPORT NO. #4515 BT8T-MT-17293 DATER W 2008.12.29 PAGE OFE® 111 Revision No: g
PROJECT ND, Shiaam: CONTRACTOR: =
TRES: R A AR
DRAWING NO. CAD2E CALTRANS CONTRACT NO.:
04-0120F4
iR E OBG CORNER ASSEMBLY mMIRse
REFERENCING CODE ACCEPTANCE STANDARD FROCEDURE NO. CALIBRATION DUE DATE
BN NRIRE bideeidd BEigg SR 40 F om
AWS D1.5-2002 AWS D1.5-2002 ZPOQC-MT-01 Dec. 267 2010
EQUIPMENT %% MANUFACTURER 1oy MODEL NO, #stigg |SERIAL ND. 2@ &
MT YOKE PARKER B310S 5395 5617 ssz0
MAGNETIZING METHOD Conlinuous magnetic yoke |CURRENT -
ki oL e AU
PARTICLE TYPE Dry magnet powder YOKE 5PACING o
wE R FHln B4 B il
MATERIAL TO BE VWELDING 42 [Material & thickness AT0OM-345T 2-X/AT0M. HPS-
EXAMINED O CASTING 844 o, 4B5WT2
(b g ol O FORGING 0 16/30mm
WELDING PROCESS TYPE OF JOINT o
SMAW T-JOINT
B i i
DISCONTINUTY Rimieit
WELD |.D. TENGTTT ] ACCEPT REJECT REMARKS
Wi INDICATION TYPE em £5 {51 i
fia E-Eid
CAD2B-057 ACC, after repaired
CADZB-058 ACC, after repaired
CADZB-D50 ACC, after repairad
CAD28-080 ACC, after repaired
CAD28-061 ACC. after repuired
CA0Z8-0562 ACC, aftsr repairad
CADZ8-D45 ACC. efter repairad
CADZB-045 ACC, after repaired
CADZB-047 ACC, efter ropaired
CADZ8-048 ACC, after repaired
CADZB-048 ACC, after repaired
CADZ28-050 ACC. ofter repairad
AFTER B-WRB287
BLAMK
EXAMINED BY=#3 REVIEWED BY wWH
LI Zhenhus l.l :Jlfﬂ. L'-m _q.._ Laesf 3
LEVEL -1l SIGN &% | DATEﬂPJ‘J -‘F 1L i LEVEL-l  sigN | _DATEE M -"P.J --‘*)P
EEER rocu 1 HACUSTOMER 4
_ T& ;mt- ﬂl S e
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REFORT

OF MAGNETIC PARTICLE EXAMINATION

AR B8 4

REPORT NO. {43 § B787-MT-17204

DATEE i 20081220

PAGE OFTIR 11

Ravision No: g

PROJECT NO. —— CONTRACTOR: CAUTRANS
THEiGT: i W
CALTRANS CONTRACT NO.:
DRAWING NO. CAO30 i
g 0BG CORNER ASSEMBLY M IRiET
REFERENCING CODE ACCEPTANCE STANDARD  |PROGEDURE NOD. CALIBRATION DUE DATE |
SRS EREg BRGe WBHENER
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 2857 2010
EQUIPMENT # & MANUFACTURER fhi: i MODEL NO, B85 SERIAL NO. B85
I"‘LT YOKE PARKER B3105 5385 5617 5B20
lmamaua METHOD Continuous magnetic yoke  |CURRENT AT
Mk ik Bt LS
PARTICLE TYPE Dry magnet powdar YOKE SPACING
70~-150mm
X FHE 4T ]
MATERIAL TO BE YWELDING i Matarial & thicknoss ATOBM-345T2. XA T0OM-HPS -
EXAMINED O CASTING ¥t B4, ABEWT2
N O FORGING 3 1630mm
WELDING PROCESS AN TYPE OF JOINT T
MR e M
DISCONTINUITY T issg 48
WELD 1D, TENGTTT ] ACCEPT REJECT REMARKS
Hitina INDICATION TYPE e fE iy Fit
EHE M
CAD30-112 ACC. after repaived
CAD30-114 ACC. after repaired
CAD30-115 ACC, after repaired
CAD30-118 ACC, after repaired
CAD30-117 ACC. after repaired
CAD30-118 ACC. after repaired
AFTER B-WRROB7
BLANK
EXAMINED BYy:E REVIEWED BY Wk
Li hua B j'flﬂét !1‘*& . i Yasd [
LEVEL-u SIGN ## | paTedm -1" 3 -Vf LEVELl  SiGN ! DATEH M u-,g sl "70
EIHER / oom ,r' % ASCUSTOMER
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“Z‘E REPORT OF MAGNETT C PARTICLE EXAMINATION
k45 48 45
REPORT ND, HEme BTBT-MT-17205 DATER B 2009.12.29 PAGE OFF & 1M Revision Ng: ¢
PROJECT NO. CONTRACTOR:
THRS. ZP0OB-TET B P CALTRANS
CALTRANS CONTRACT ND..
(o
DRAWING NO, A03D D4:0130F4
e, OBG CORNER ASSEMaLyY MRS
|REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DaTe )
S RERR E2450 Pabpd R S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2019
EQUIPMENT 9% MANUFACTURER i T MODEL NO. Halge SERIAL NO. 80
MT YOKE PARKER B3105 5385 5817 sezp
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
Rk Tk B e LEF
PARTICLE TYPE Dry magnat powder YOKE SPACING
T0~150mm
-] T B4 M
MATERIAL TD BE JWELDING e Matarial & thickness ATOSM-345T2-X/A700M-HP 5.
EXAMINED O CASTING W5 S 485WT2
EMNH O FORGING iRin 16/30mm
[WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
WA Mgt e
DISCONTINUITY Fizépp
WELD 1D, T BRG]  ACCEPT REJECT REMARKS
g INDICATION TYPE e g eIy 5
P #o
CAD30-073 ACC, efter repairad
CAD30-074 ACC, after repnirad
CAD30-075 ACC, after repaired
CAD30-075 ACC. after repairad
CAD30-077 ACC. after repaired
CAD30-078 ACC. after repaived
CAD30-085 ACC, BEter repaired
CAD30-086 ACC. after repairad
CAD30-087 ACC, ofter repaired
CAD30-088 ACC. after repairad
CADA0-0RY ACC, after repaired
CAD30-n80 I ACC. efter ropaired
AFTER B-WRBBET
BLANK
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REPORT

R A0 0 40 5

OF MAGNETIC PARTICLE EXAMINATION

REFORT NO. fll & i BYB7-MT-17208 DATEE W 2000.12.99 PAGE OFF® 14 Revision Ne: o
PROJECT ND, CONTRACTOR:
08-787 5
TR, e H p: CALTRAN
CALTRANS CONTRACT HNO.:
MG NO. Canan
HRAWING No) 04-0120F4
me.: 0BG CORNER ASSEMALY In# TRmE I
REFERENCING CODE ACCEPTANCE ETANDARD PROCEDURE NO, CALIBRATION DUE DATE B
ceigoliiaa) BBiEm Birige U B T aees
AWS D1.5-2002 AWS D1.5.2002 ZPOC-MT-01 Dec. 28% 2010
EQUIPMENT # % MANUFACTURER ]2 0 MODEL ND., Wsting SERIAL NO, Eiine
MT YOKE PARKER B3105 5385 SB1T 5820
MAGNETIZING METHOD Continuous magnetic yoke CURRENT i
B [T i
PARTICLE TYPE Dry magnet powdar YOKE SPACING =
'umm TES 4 £ i
MATERIAL TO BE Y WELDING #igiF Material & thickness ATOBM-345T2-XIATDIMHPS.
EXAMINED 0 CASTING 8 ik N 4BSWT2
BEHE D FORGING &3 16/30mm
WELDING PROCESS TYPE OF JOINT
SMAwW T-JOINT
Wb M
DJSCDNT{NLIITY'FE i3
WELD I.D. = —Emm- ACCEPT REJECT REMARKS
Hyign INDICATION TYPE i me B it
i -3
CAD30-040 ACC, efter repmired
CAD30-050 ACC. after repaired
CAD30-051 ACC. afler repaired
CAD30-052 ACC. afler repaired
CAQ30-053 ACC. after repaired
CADA0-054 ACC, after repaired
CAD30-062 ACC. efter ropaired
CAD030-0B4 ACC. after repaiyed
AFTER B-WRBoRT
BLANK

EXAMINED BY %33
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EE IE REPORT OF MAGNETIC PARTICLE EXAMINATION
BB MR
REPORT NO, #1428 BI87-MT-17207 DATEE W 2008.12.20 PAGE OFE® 14 Rovision No: g
PROJECT HO, ol CONTRAGTOR: AT
TEGS: 4 s TRANS
CALTRANS CONTRACT NO.-
G NO. ]
[DRAWING N CAD3 i
LR OBG CORNER ASSEMBLY piich e ak TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ENRARE b Brme BB
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dee. 26 2010
EQUIPMENT &% MANUFACTURER il MODEL NO, #f43 % SERIAL NO, ftRigS
MT YOKE PARKER Bi1os 3385 5617 s620
|MAGNETIZING METHOD Continuous magnetic yoka |CURRENT Al
e 31 g Bt ki
FARTICLE TYPE Dry magnel powder YOKE SPACING St
e FHH B i
MATERIAL TO BE ¥ WELDING fpindf Material & thicknoss ATOSM-345T2-XAT0OM-HPS .
EXAMINED O CASTING 86 1841, 0L 4B5WT2
sy O FORGING B 16/30mm
WELDING PROCESS TYPE OF JOINT
sSMAW T-JOINT
e i Lk E
DISCONTINUITY Fristgds
WELD 1.0 =i TENETITeS] ACCEPT REJECT REMARKS
Higge INDICATION TYPE wm &% Bz i
bl W
CADAD-02S ACC. after repaired
CAD30-026 ACC, efter repaired
CAD3D-027 ACC. after repaired
CAD30-028 ACC, efter repaired
CAD30-029 ACC. after repairsd
CAD30-030 ACC. after repaired
CAD30-038 ACC. efLer Tepaired
CAD30-040 ACC, aftar repaired
AFTER B-WRrRaoay
BLAMNK
EXAMINED BY E5 REVIEWED BY W H ‘
Li Zhenhua ‘i‘ -LJL‘hJ“lM v-‘F Q‘h LA
LEVEL-1l SIGN £% / Dategy J‘ﬁfl' i LEVEL-lIl  BIGN [ DATEH I d‘ﬁ-l -'3—-}:'
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EEZB REPORT OF MAGNETIC PARTICLE EXAMINATT oN
B R R
REPORT NO. # # 485 8767-MT-17208 DATEH N 2000.12.28 'PAGE OFFER 11 Revision No: o
PROJECT NO, shis e CONTRACTOR; EAETRARG
TR, e TRA
CALTRANS CONTRACT ND.-
NG NO, EGO2AH
ORAWING N =0m 04-0120F4
mag. DBG CORNER ASSEMBLY InfH THiga
REFERENCING CODE ACCEPTANCE STANDARD FROCEDURE NO, CALIBRATION DUE DATE
BN IR BB i BrFiag L Re 40 T e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26 2010
EQUIPMENT 85 MANUFACTURER #lim MODEL NO. FEstina SERIAL NO. E&tigE
MT YOKE PARKER Biins 5385 5617 5620
MAGNETIZING METHOD Continubus magnstic yoke |CURRENT AG
i T st i i HFE
PARTICLE TYPE Bry magnet powder YOKE SPACING 20~180
A Fam R 8 o
MATERIAL TO BE VWELDING B Matorial & thickness AT08M-345T2-XIATOOM-HPS-
EXAMINED O CASTING #{t i, 485wWr2
HBaHE O FORGING 1R 16/30mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
i 7 i A
DISCONTINUITY T ifid ¢
WELD 0. mmﬁ" - ACCEPT REJECT REMARICS
HMEipa INDICATION TYPE g B i &
I *u
SEG028H-139 ACC, efter repairad
SEG028H-140 ACC, after repaired
SEGOD2BH-143 ACLC. efter repaired
SEGO28H-144 ACC. aftar repaired
SEG028H-145 ACC, after ropairved
SEGO28H-145 ACC, after repaired
AFTER B-WRaoB?
BLANK
EXAMINED Y= & REVIEWED BY m&
Li Zhenhys __-Ldfilg.ﬂ P Ve Py —
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REPORT OF MAGNETIC PARTICLE EXAMT NATION
5 B AR 4
REPORT NO. il {55! BTA7-MT-19925 DATEE M 2009.12.20 PAGE OFilE} 111 Revision No: 0
PROJECT NO. CONTRACTOR:
— ZPOB-T87 " CALTRANS
DRAWING NO. CAD30 CALTRANS CONTRACT NO.:
¥ 42 CORNER ASSEMBLY MM TREY Gl
REFERENCING CODE ACCEPTANCE 5TANDARD |PROCEDURE NO. CALIBRATION DUE DATE
895 TS B B2 R (B 9 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26" 2009
EQUIPMENT i & MANUFACTURER Wi MODEL NO, fF X5 SERIAL NO. TR
MT YOKE PARKER B3105 5395 5617 5620
MAGNETIZING METHOD Cantinuous magnetic yoke |CURRENT
W79 At i AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
e — Rita  —
MATERIAL TO BE { WELDING #1421t Material & thicknoss ATOSM-345T2-X
EXAMINED C1 CASTING Wi TR T AT0OMHPS485WT2
HEHE O FORGING B 16130 mm
WELDING PROCESS Sl TYPE OF JOINT i
R H ik MRy
DISCONTINUITY 4: kb ¢
WELD 1.D. BT ACCEPT REJECT REMARKS
b LR INDICATION TYPE o 4 iy ik
{im Hi
CAD30-101 ACC, after repaired
CAD30-102 ACC, after repaired
CA030-103 ACC. after repaired
CA030-104 ACC, after repaired
CAD30-105 ACC, after repaired
CAD30-106 ACC, after repaired
AFTER B - WR 8987
BLANK
EXAMINED BY REVIEWED BY Wi
|Li Zhenhua &,wan ;]M.ﬂ}’- ,»'1-7 . }J
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R B
REPORT NO. il %45 BTB7-MT-18925 DATEF Il 2009.12.20 PAGE OFiE 11 Rovision No: o
PROJECT MO, CONTRAGTOR:
. ZPOE-TBT - CALTRANS
DRAWING NO, SEGDIZI CALTRANS CONTRACT ND..
g CORNER ASSEMBLY I TR .
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
LN RS B e ETam
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28™ 2008
EQUIPMENT 3% MANUFACTURER BIEL MODEL NO. 1Fiim & SERIAL ND, EILig 0
MT YOKE PARKER B310S 5395 5617 5620
MAGHETIZING METHOD Continuous magnetic yoke |CURRENT
L Jyit BB i e
PARTICLE TYPE Dry magnel powder YOKE SPACING
70~150mm
23k TR EL M
MATERIAL TO BE Y WELDING i8¢t Material & thickness ATOOM-345T2-%
[exammen O CASTING #1} TRy ATOIMHPS485WT2
ot rag ] O FORGING {83 16130 mm
WELDING PROCESS il TYPE OF JOINT TJOINT
T 5k Pt et
WELD 1.0 RECONTINUITY ARSI ACCEPT REJECT REMARIKS
B Y INDICATION TYPE 1“”5}::;” E o o it
fle i |
SEG032J-127 ACC. after repaired
SEG032)-128 ACC. after repaired
SEGD32J-129 ACC, after repaired
SEG032J-130 ACC. afler repaired
SEG032J-131 ACC, alfter repaired
SEGD32J)-132 ACC, after repaired
SEG032)-139 ACC. after repaired
SEGD3zJ)-140 ACC, after repaired
SEGD3zJ)-143 ACC. after repaired
SEG032J-144 ACC. after repaired
SEG032J-145 ACC. after repaired
SEGD32)-146 ACC. after repaired
AFTER B - WR 8987
EXAMINED Bﬁz!; REVIEWED BY Wiy
| Zha
|LiZhenhua #u-m a oy,
LEVEL -1l SIGN %4 | nér? H ol D ¥ '7 LEVEL-W __SIGN__ / pATEAM 7. |1 . 3/0
B3 / gcm 4 M/ CUSTOMER 7 /
%5 SIGN / El Il DATE 25 SIGN / B I DATE
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Corner assemb) ¥ 5

tiffenay

Description of
IRELG B 5t HIXITR S TRAR 1t a4 IR, Mm% WRIEE 4 EB*“RBQEHJ:EESE.
ﬂ- ﬁﬂl

weiding diseontin ulty:

+ It needag to build up

2] pears.
287 (Inspector) I.’lﬂ_u.g_gi;“_'?gﬂ Hi(Date) » 09.12.13
ﬂiﬁa‘ﬁﬂilﬁfﬁ:m :

Paosition

Draft of welding n‘lsnunt!nui‘ty:

ASTATRHET I
The 893p exceedad requirement a¢ east |ine gjy lifting caorner assembly x3rk and deck
p!ati I rib after remove wald According g B-WRgsgy
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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-000572
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 29-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0465

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:  17-Oct-2009

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on
October 17th, 2009 and observed that the OBG segment 6CE had been moved to the shop for blasting and
painting the previous night prior to the completion of the following fabrication and obtaining the "QA
Approva Form" per CCO77.

1. Bottom Panel BP169A and the transverse angle X 74E were found with distortion measured up to 10mm at
the storage block location for panel point 43.5 at work point E4.

2. The transverse X 37 Deck Brackets in this segment require afillet weld per approved drawings with the
maximum root opening not to exceed 5mm as allowed by AWS D1.5/2002 Section 3.3.1. The termination of
these fillet welds at the following locations show aroot gap greater than that allowed by the code:

X 37 Brackets at Location E2 at the following panel points: 43.25, 43.75, 44.25, 44.75, 45.25, 45.75, 46.25,
and 46.75.

X37 Brackets at Location E5 at the following panel points. 45.25, 45.75, 46.25, and 46.75.

3. The transverse X37 Deck Bracket at panel point 45.75 at location E5 is distorted and misaligned with the
adjacent X3S Deck Stiffener.

Contractor's proposal to correct the problem:

Perform Heat Strragihtening to Bottom Plate distortion. Replace X-37 bracket with misalignment issue.
Remove X-37 brackets with oversized root openings for correction.

Corrective action taken:

Bottom Plate was heat straightened and is now in conformance with Contract tolerances. X37 brackets were
removed and root opening issues were corrected by buttering. Misaligned X 37 bracket was removed and
replaced.

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

Did corrective action require Engineer's approval ? [] Yesl¥l No

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

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

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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