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-000501
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0474

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: 6AE Floor Beams and Side Panels at CB13

Procedural Procedural [] Description:

Reference Description: Fracture Critical Tack Welds did not comply with the minimum length requirement
in CB13 and 6AE

Description of Non-Conformance:

During random in process visual inspection of above mentioned crossbeam, this Quality Assurance | nspector

(QA) observed numerous Fracture Critical Weld (FCW) tack welds that do not appear to comply with the

contract documents. The tack welds in question are joining the floor beam diaphragms to the SPCM area of the

intermediate panel and the east and west side panels. The length of the tack welds measure approximately

50mm. Theinsufficient tack weld length exists at all four floor beam locations. The members affected are

identified as floor beams FB204, FB205, FB202A (SPCM) and side panels SP202A (SPCM) and SP205A

(SPCM) in CB13. Weld joints are identified as CB202G-037/038/039/040-181, CB202G-037/038/039/040-183

and CB202G-037/038/039/040-185. The following FCW tack welds appeared to exhibit crack like indications

in the crater areas. CB202G-037-183 and CB202G-038-181.

During arandom in process visual inspection, this Quality Assurance (QA) Inspector observed several Fracture
Critical Weld (FCW) tack welds that do not appear to comply with the contract documents. The tack weldsin
question are joining one (1) of the FB Diaphragms to the SPCM area of the Side Panel and FB Diaphragm to
Bottom Plate. The members are identified as FB20A to X27B weld joint and X 104E to Bottom Plate between
PP38 and PP39 in 6AE. The length of these tack welds measure 35mm to 55mm in length and there were six
(6) tack weldsin each weld joint listed above. The minimum length of FCW tack welds per AWS D1.5 section
12 shall be 75mm or as specified by table 12.2.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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AWS D1.5 2002 section 12, table 12.2 requires FCW tack welds not covered by Submerged Arc Welding

(SAW) to be a minimum of 75mm in length.

AWS D1.5 2002 section 3.3.7.1 “Tack welds shall be subject to the same quality requirements as the final

welds...”

AWS D1.5 2002 section 6.26.1.1 “The weld shall have no cracks.”

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

Page 2 of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

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.

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Zou Hu

Time and method of notification: 1000 hours, Verba

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1100 hours, Verba

QC Inspector's Name: Zhang Wei

Was QC Inspector awar e of the problem: [] 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: 11-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: 05.03.06-000464
Subject: NCR No. ZPMC-0474

Reference Description:  Fracture Critical Tack Welds did not comply with the minimum length requirement in CB13 and 6AE

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:
During random in process visual inspection of above mentioned crossbheam, this Quality Assurance Inspector (QA) observed numerous
Fracture Critical Weld (FCW) tack welds that do not appear to comply with the contract documents. The tack welds in question are
joining the floor beam diaphragms to the SPCM area of the intermediate panel and the east and west side panels. The length of the tack
welds measure approximately 50mm. The insufficient tack weld length exists at all four floor beam locations. The members affected are
identified as floor beams FB204, FB205, FB202A (SPCM) and side panels SP202A (SPCM) and SP205A (SPCM) in CB13. Weld
joints are identified as CB202G-037/038/039/040-181, CB202G-037/038/039/040-183 and CB202G-037/038/039/040-185. The
following FCW tack welds appeared to exhibit crack like indications in the crater areas: CB202G-037-183 and CB202G-038-181.

During arandom in process visual inspection, this Quality Assurance (QA) Inspector observed severa Fracture Critical Weld (FCW)
tack welds that do not appear to comply with the contract documents. The tack weldsin question are joining one (1) of the FB
Diaphragms to the SPCM area of the Side Panel and FB Diaphragm to Bottom Plate. The members are identified as FB20A to X27B
weld joint and X 104E to Bottom Plate between PP38 and PP39 in 6AE. The length of these tack welds measure 35mm to 55mm in
length and there were six (6) tack weldsin each weld joint listed above. The minimum length of FCW tack welds per AWS D1.5 section
12 shall be 75mm or as specified by table 12.2.

Action Required and/or Action Taken:

Submit arepair procedure to the engineer for approval that includes the correct size tack welds.

Transmitted by: Bill Howe
Attachments: ZPMC-0474

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File 05.03.06
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AmEI’iE}aﬂ < 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: 25-Jan-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-000542 Rev: 00
Ref: 05.03.06-000464

Subject:  NCR No. ZPMC-0474

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide explanation of measures that they took to correct the issue. In addition, NDT documentation will
be provided to show the welds in question are acceptable.

ZPMC will provide explanation of measures that they took to correct the issue documented in the NCR. In addition, NDT documentation will be
provided to show the welds in question are acceptable. Based on this ZPMC requests that this course of action be approved with action
pending. When documents become available ZPMC will request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000542R00

Caltrans' comments: Status: AAP
Date: 26-Jan-2010

The proposed resolution provided by the contractor is accepted. The NCR will be closed once the required preventative measures are taken
and repair documentation are submitted for the Engineer's review and acceptance.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):
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AmEI’iE}aﬂ < 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: 23-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-000542 Rev: 01
Ref: 05.03.06-000464

Subject: NCR No. ZPMC-0474

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has issued an internal NCR to inform the relevant departments of the deficiencies noted in the NCR. ZPMC
is providing NDT to show that the completed welds are acceptable and free of defect.

ZPMC has issued an internal NCR to inform the relevant departments of the deficiencies noted in the NCR. ZPMC is providing NDT to show
that the completed welds are acceptable and free of defect. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000542R01;

Caltrans' comments: Status: CLO
Date: 05-Apr-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0474 is closed.

Submitted by:  Eagen, Sean Date: 05-Apr-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-701

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-21
REGARDING: NCR-000501(ZPMC-0474)

ZPMC acknowledged this problem and has issued internal NCR. ZPMC QA has instructed this
site QC/CWI to notice such problem and enhance to monitor on site. ZPMC is providing the NDT
records show the soundness of these affected welds. This issue has been confirmed and removed
form punchlist by CT’s representative. Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000501(ZPMC-0474)
NCR-B-323(ZPMC-0474)
B787-MT-19931
B787-MT-19868

{4y T
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-Dec-2009
375 BURMA ROAD
OAKLAND CA 935607 Contract No: 04-0120F4
04-8F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000464
Subject: NCR No. ZPMC-0474

Reference Description:  Fracture Critical Tack Welds did not comply with the minimum length requirement in CB13 and 6AE

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 net in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random in process visual inspection of above mentioned crossbeam, this Quality Assurance Inspector (QA) observed numerous
Fracture Critical Weld (FCW) tack welds that do not appear to comply with the contract documents, The tack welds in question are
Joining the floor beam diaphragms to the SPCM area of the intermediate panel and the cast and west side panels. The length of the tack
welds measure approximately 50mm. The insufficient tack weld length exists at all four floor beam locations. The members affected are
identified as floor beams FB204, FB205, FB202A (SPCM) and side pancls SP202A (SPCM) and SP2054A (SPCM) in CB13, Weld
Joints are identified as CB202G-037/038/039/040-181, CB202G-037/038/039/040-183 and CB202G-037/038/039/040-185. The
following FCW tack welds appeared to exhibit crack like indications in the crater areas: CB202G-037-183 and CB202G-038-181.

During a random in process visual inspection, this Quality Assurance (QA) Inspector observed several Fracture Critical Weld (FCW)
tack welds that do not appear to comply with the contract documents. The tack welds in question are joining one (1) of the FB
Diaphragms to the SPCM area of the Side Panel and FB Diaphragm to Bottom Plate. The members are identified as FB20A to X278
weld joint and X104E to Bottom Plate between PP38 and PP39 in 6AE. The length of these tack welds measure 35mm to 55mm in
length and there were six (6) tack welds in each weld joint listed above, The minimum length of FCW tack welds per AWS D1.5 section
12 shall be 75mm or as specified by table 12.2.

Action Required and/or Action Taken:

Submit a repair procedure to the engineer for approval that includes the correct size tack welds,

Transmitted by: Bill Howe
Attachments: ZPMC-0474

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION T
DIVISION OF ENGINEERING SERVICES - !
Office of Structural Materials B

Quality Assurance and Source Inspection "'?iﬁﬁé'}
Contract #: 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 - :
et File#  69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000501
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 04-Nov-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0474

Type of problem:

Welding Concrete [ Other ]

Welding (1 Curing [1 Procedural [1  Bridge No: 34-0006

Joint fit-up [ Coating (1 Other ] Component: 6AE Floor Beams and Side Panels at CB13

Procedural Procedural [] Description:

Reference Description: Fracture Critical Tack Welds did not comply with the minimum length requirement
in CB13 and 6AE

Description of Non-Conformance:

During random in process visual inspection of above mentioned crossbeam, this Quality Assurance Inspector

(QA) observed numerous Fracture Critical Weld (FCW) tack welds that do not appear to comply with the

contract documents. The tack welds in question are Joining the floor beam diaphragms to the SPCM area of the

intermediate panel and the east and west side panels. The length of the tack welds measure approximately

S0mm. The insufficient tack weld length exists at all four floor beam locations. The members affected are

identified as floor beams FB204, FB205, FB202A (SPCM) and side panels SP202A (SPCM) and SP205A

(SPCM) in CB13. Weld joints are identified as CB202G-037/038/039/040-18 ] , CB202G-037/038/039/040-183

and CB202G-037/038/039/040-185. The following FCW tack welds appeared to exhibit crack like indications

in the crater areas: CB202G-037-183 and CB202G-038-181.

During a random in process visual inspection, this Quality Assurance (QA) Inspector observed several Fracture
Critical Weld (FCW) tack welds that do not appear to comply with the contract documents. The tack welds in
question are joining one (1) of the FB Diaphragms to the SPCM area of the Side Panel and FB Diaphragm to
Bottom Plate. The members are identified as FB20A to X27B weld Joint and X104E to Bottom Plate between
PP38 and PP39 in 6AE. The length of these tack welds measure 35mm to 55mm in length and there were six
(6) tack welds in each weld joint listed above. The minimum length of FCW tack welds per AWS D1.5 section
12 shall be 75mm or as specified by table 12.2.

'ﬁz‘ TL-15,0uality Assurance - Non-Conformance Report Page I of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Contined Page 2 of 3 )
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Applicable reference:
AWS D1.5 2002 section 12, table 12.2 requires FCW tack welds not covered by Submerged Arc Welding
(SAW) to be a minimum of 75mm in length.

AWS D1.5 2002 section 3.3.7.1 “Tack welds shall be subject to the same quality requirements as the final
welds...”

AWS D1.5 2002 section 6.26.1.1 “The weld shall have no cracks.”

‘HZ_ TL-15,0uality Assurance -- Non-Conformance Report Page 2 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

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.

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Zou Hu

Time and method of notification: 1000 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1100 hours, Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: L] Yes 4] 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

‘ﬁ’}; TL-15,Quality Assurance — Non-Conformance Report Page 3 of 3




— | Nonconformance Report
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Description of Nonconformance:
AT A IR

During random in process visual inspection of above mentioned crossbeam, this Quality Assurancd
Inspector (QA) observed numerous Fracture Critical Weld (FCW) tack welds that do not appear to
comply with the contract documents. The tack welds in question are joining the floor beam diaphragms
to the SPCM area of the intermediate panel and the east and west side panels. The length of the tack
welds measure approximately S0mm. The insufficient tack weld length exists at all four floor beam
locations. The members affected are identified as Hoor beams FB204, FB205, FB202A(SPCM) and siddg
panels  SP202A(SPCM) and SP205A(SPCM) in CBI3. Weld joints are identified as
CB202G-037/038/039/040-181.

During a random in process visual inspection, this Quality Assurance (QA) Inspector observed
several Fracture Critical Weld (FCW) tack welds that do not appear to comply with the contract
documents. The tack welds in question are Jjoining one (1) of the FB Diaphragms to the SPCM area ol
the Side Panel and FB Diaphragm to Bottom Plate. The members are identified as FB20A to X27B weld]
joint and X104E to Bottom Plate between PP38 and PP39 in GAE. The length of these tack weldg
measure 35mm to 55mm in length and there were six (6) tack welds in each weld joint listed above. The
minimum length of FCW tack welds per AWS D1.5 section 12 shall be 75mm or as specified by tabld
12.2.
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REPORT OF MAGNETIC PARTICLE EXAMINATE[ON

REPORT NO. 1% &5 B787-MT-19931

DATEE ] 2010.03.08

IPAGE OF TG 1/3

IRevision No: 0

PROJECT NO.
TEE&ES:

ZP06-787

CONTRACTOR:
A P

CALTRANS

DRAWING NO.
HE:

OBE6

6AE STRUT PLATE FLOOR BEAM

CALTRANS CONTRACT NO.:

MIBERS

04-0120F4

REFERENCING CODE
ESep bk i
AWS D1.5-2002

ACCEPTANCE STANDARD
bt
AWS D1.5-2002

PROCEDURE NO.

BRF&S
ZPQC-MT-01

CALIBRATION DUE DATE
PSR IE A
Dec. 28%7 2010

EQUIPMENT 4%
MT YOKE

MANUFACTURER 15 1§
PARKER

MODEL NO. #:4<

B310S

SERIAL NO. #4ige
5395 5617 5620

MAGNETIZING METHOD
WAL T

Continuous magnetic yoke

R B

CURRENT
%

AC

PARTICLE TYPE
[LE/ e

Dry magnet powder
TR

YOKE SPACING
R 2R

70~150mm

MATERIAL TO BE
EXAMINED

3B

v WELDING #$:4:
O CASTING %
O FORGING &t

Material & thickness

BEH,JLHE

AT709M-345

12/14mm

WELDING PROCESS
T

FCAW

TYPE OF JOINT
R

T- JOINT

DISCONTINUITY A3 &4

WELD 1.D.
KL

INDICATION

TYPE
T Ry

9113

LENGTH IN mm

ACCEPT
378

REJECT REMARKS
RN ik

5SD27-PP039-
001

ACC.

100%MT

S58D27-PP039-
002

ACC.

100%MT

SSD27-PP039-
005

ACC.

100%MT

S8D27-PP039-
006

ACC.

100%MT

SSD27-PP039-
009

ACC.

100%MT

8SD27-PP039-
010

ACC.

100%MT

SSD27-PP039-
013

ACC.

100%MT

S8D27-PP039-
014

ACC.

100%MT

SSD27-PP039-
017

ACC.

100%MT

S8D27-PP030-
018

ACC.

100%MT

$3SD27-PP039-
021

ACC.

100%MT

S8D27-PP039-
022

ACC.

100%MT

SSD27-PP039-
025

ACC.

100%MT

S8D27-PP039-
026

ACC.

100%MT

EXAMINED BY 45

0.3

TEE M

REVIEWED,BY i #

SV W 2wlo o} .09

LEVEL-l SIGN

! DATEH

FItE3E / QCm

% SIGN / Bl DATE

A/ CUSTOMER

FF SIGN / HIJ DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATiON

REPORT NO. it $5445 B787-MT-19931

DATEH ] 2010.03.08

PAGE OFW#g 2/3

Revision No: 0

PROJECT NO.
TERS:

ZP06-787

CONTRACTOR:
P

CALTRANS

DRAWING NO.
H5:

OBE6

6AE STRUT PLATE FLOOR BEAM

CALTRANS CONTRACT NO.:
IR S

04-0120F4

REFERENCING CODE
BHRIEHD
AWS D1.5-2002

ACCEPTANCE STANDARD
i3 g
AWS D1.5-2002

PROCEDURE NO.
BIF5S
ZPQC-MT-01

CALIBRATION DUE DATE
B BEIE AT 200
Dec. 28°" 2010

EQUIPMENT # 4
MT YOKE

MANUFACTURER {3
PARKER

MODEL NO. #4582
B310S

SERIAL NO. #E4:RS
5395 5617 5620

MAGNETIZING METHOD
B b T

Continuous magnetic yoke

RS R A

CURRENT
HL 3

AC

PARTICLE TYPE
MM

Dry magnet powder
TReH

YOKE SPACING
R4 BE

70~150mm

MATERIAL TO BE
EXAMINED
KR

YWELDING #8484
O CASTING # )
O FORGING #&i

Material & thickness

BEH R

AT09M-345

1214mm

WELDING PROCESS
T

FCAW

TYPE OF JOINT
FRaReny

T- JOINT

DISCONTINUITY A 4

WELD I.D.
st

INDICATION TYPE

iy E0

I———
LENGTHINmm] ACCEPT

K1 3

REJECT REMARKS
B{ELV'S ik

S8D27-PP039-
027

ACC.

100%MT

SSD27-PP039-
028

ACC.

100%MT

S8D27-PP039-
033

ACC.

100%MT

S5D27-PP039-
034

ACC.

100%MT

S58D27-PP039-
041

ACC.

100%MT

S8D27-PP039-
042

ACC.

100%MT

S5D27-PP038-
043

ACC.

100%MT

S5D27-PP039-
044

ACC.

100%MT

S§SD27-PP039-
049

ACC.

100%MT

S5D27-PP039-
050

ACC.

100%MT

SSD27-PP039-
051

ACC.

100%MT

55D27-PP039-
052

ACC.

100%MT

SS8D27-PP039-
055

ACC.

100%MT

S5SD27-PP039-
056

ACC.

100%MT

EXAMINED BY = #§ !

LEVEL -1 SIGNAE#%

le %’]"a"}-”g

DATEH i

REVIEWED BY #1§

Weh. Jelo.07 .4

LEVEL-ll SIGN ! DATEHN

JEIE4 3 / QCM

- SIGN / Bl DATE

HlF*CUSTOMER

% SIGN/ H i DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

MRy R JU4R &
REPORT NO. {4 4% B787-MT-19931 [DATEF 1 2010.03.08 IPAGE OFBTH4 3/3 [Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THE&E: B oo
DRAWING NO. OBESG CALTRANS CONTRACT NO.:
. 04-0120F4
[LR= 6AE STRUT PLATE FLOOR BEAM  |InMTHEpe
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B AR E BeZAFiE RS LR TES R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT # % MANUFACTURER #1i& 7§ MODEL NO. #3445 SERIAL NO. i 2
MT YOKE PARKER B310S 5395 5617 5620
MAGNET]Z!NG METHOD Continuous magnetic yuke CURRENT AC
R4k R gk HLFH
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
rE ATl FrEH AR R
MATERIAL TO BE Y WELDING 4} i i
T Material & thickness A709M-345
EXAMINED O CASTING % T, L
R O FORGING #&i% 12/14mm
WELDING PROCESS o TYPE OF JOINT T- JOINT
1R JRgEATY
WELD I.D. DISCONTINUITY A~ it 4 ACCEPT REJECT REMARKS
kiR LENGTH IN mmi EZ G ik
e INDICATION TYPE LENGEQ'N o =
: H '
il ACC. 100%MT
i ACC. 100%MT
S S ACC. 100%MT
SSD2IPP039- ACC. 100%MT
Sy A ACC. 100%MT
SSD23;;P039- ACC. 100%MT
SRRR e ACC. 100%MT
i~ Sl ACC. 100%MT
BLANK
EXA%YEﬁ REVIEWED BY %4
]
Fary | J@ Zp/o.o}‘og SU\MEA ')T{/O o} ~"§z
LEVEL - 11 SIGN 4';, / LEVEL-l  SIGN / DATEEM
RT3 / QCM FlJ"CUSTOMER
% SIGN / B DATE &7 SIGN / Al DATE

(FORM# ZPQC-MT01)
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@ REPORT OF MAGNETIC PARTICLE EXAMINATION
REPORT NO. #1542 B787-MT-19868 DATEH 1 2010.03.19 PAGE OFR{& 1M Revision No: 0
PROJECT NO. CONTRACTOR:

ZP06-787 CALTRANS
TR H P
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
) 04-0120F4
HE: CB13 CROSS BEAM MM IBERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B s ik [ 2Rk BEHS LB EA 0N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" 2010
EQUIPMENT # % MANUFACTURER flift 1§ MODEL NO. Bsp2 SERIAL NO, 42432
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke ~|CURRENT
AC
AL M s L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
EEAES FREH B4 ) PE
MATERIAL TO BE vV WELDING #g{ i i
1 Material & thickness AT09M-345F2-X
EXAMINED O CASTING &} b
Bt s O FORGING i 12/14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Pk T ik ek D)
s DISCONTINUITY A 4 e REJT VBB
LD I.D. ACCEPT C RE
PisE T INDICATION TYPE e ™ = 1ml ik
e HRY
CB202G-037-181 ACC. 100%MT
CB202G-038-181 ACC. 100%MT
CB202G-039-181 ACC., 100%MT
CB202G-040-181 ACC. 1009%MT
CB202G-037-183 ACC. 100%MT
CB202G-038-183 ACC. 100%MT
CB202G-039-183 ACC. 100%MT
CB202G-040-183 ACC. 100%MT
CB202G-037-185 ACC. 100%MT
CB202G-038-185 ACC. 100%MT
CB202G-039-185 ACC. 100%MT
CB202G-040-185 ACC. 100%MT
BLANK
EXAMINED BY 4% REVIEWED BY i &
2 ‘o) Q- é’l/\/\&/
w7ﬁm’VM /‘3 2178 VASE Y4
LEVEL - II SIGN s A DATEEU%!] LEVEL-l  SIGN ! DATERH
HIt&1E / QeM Fl/'CUSTOMER
%5 SIGN/ Bl DATE %5 SIGN/ FI i) DATE
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000655
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  05-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing ISlandNCR #: ZPMC-0474

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: ~ 04-Nov-2009

Description of Non-Conformance:

During random in process visual inspection of above mentioned crossbeam, this Quality Assurance Inspector
(QA) observed numerous Fracture Critical Weld (FCW) tack welds that do not appear to comply with the
contract documents. The tack welds in question are joining the floor beam diaphragmsto the SPCM area of the
intermediate panel and the east and west side panels. The length of the tack welds measure approximately
50mm. Theinsufficient tack weld length exists at all four floor beam locations. The members affected are
identified as floor beams FB204, FB205, FB202A (SPCM) and side panels SP202A (SPCM) and SP205A
(SPCM) in CB13. Weld joints are identified as CB202G-037/038/039/040-181, CB202G-037/038/039/040-183
and CB202G-037/038/039/040-185. The following FCW tack welds appeared to exhibit crack like indications
in the crater areas: CB202G-037-183 and CB202G-038-181.

During arandom in process visual inspection, this Quality Assurance (QA) Inspector observed several Fracture
Critical Weld (FCW) tack welds that do not appear to comply with the contract documents. The tack weldsin
guestion are joining one (1) of the FB Diaphragms to the SPCM area of the Side Panel and FB Diaphragm to
Bottom Plate. The members are identified as FB20A to X27B weld joint and X104E to Bottom Plate between
PP38 and PP39 in 6AE. The length of these tack welds measure 35mm to 55mm in length and there were six
(6) tack welds in each weld joint listed above. The minimum length of FCW tack welds per AWS D1.5 section
12 shall be 75mm or as specified by table 12.2.

Contractor's proposal to correct the problem:

Inform QC/CWI of reoccurring problem and perform NDT required to verify weld quality.

Corrective action taken:

Contractor issued an internal NCR regarding said issue and provided NDT documentation verifying weld meets
Contract weld quality requirements.

Did corrective action require Engineer's approval?

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



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

[ Yeslvl 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, 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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