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-000502
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0475

Type of problem:

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

Procedural [ Procedural [J Description:

Reference Description: ZPMC moved segment 6AW to the Blast Shop prior to completion and obtaining the
"QA Approval Form" per CCO77

Description of Non-Conformance:

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

October 26th, 2009 and observed that the OBG segment 6AW had been moved to the blast shop for blast and

paint prior to the completion of the following fabrication and obtaining the "QA Approval Form" per CCO77.

1. Thetransverse X37 Deck Bracketsin 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 W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75.
X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75.

2. The FL2-1, FL1 and FL 3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the
adjacent Deck Panel Diaphragm weld connecting to this upper Flange Plate was changed from afillet weld to
acomplete joint penetration (CJP) dueto fit up issues. The maximum distortion (tilt) of the flange from its
origina flat position is 23mm.

3. Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on
both ends of the cut out for T-Rib stiffeners. The weld detail on drawing shows thefillet weld is to be welded
both sides and not welded al around (wrapped). Furthermore, RFI 1786 clarified that contractor shall
“terminate welds in accordance with the contract plans and the approved shop drawings.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

- ~

Typicatlocation of wrap welds
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Wrap around Welds

| Flogr Beam Assembly FB009-020
L with beavy distortion at PP 37,
/4

Fillet To CJP

Applicablereference:

1. 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
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.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

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

3. AWSD1.5/2002 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.

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

5. Segment Assembly Drawings SEGSD9/9A, SEGSD10/10A, SEGSD11/11A, SEGSD12/12B - Joint design
on drawing calls for a 6-8mm fillet weld, welded on both sides not wrapped and RFI 1786.

6. 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: 1100 hours, Verba

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1200 hours, Verba

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: 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: 05.03.06-000465
Subject: NCR No. ZPMC-0475

Reference Description:  ZPMC moved segment 6AW to the Blast Shop prior to completion and obtaining the "QA Approval Form" per CCO77

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 Cadltrans Quality Assurance (QA) Inspector arrived onsite at the ZPM C fabrication facility at 0700 on October 26th, 2009 and
observed that the OBG segment 6AW had been moved to the blast shop for blast and paint prior to the completion of the following
fabrication and obtaining the "QA Approva Form" per CCO77.

1. The transverse 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 a root
gap greater than that allowed by the code.

X37 Brackets at Location W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75.

X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75.

2. The FL2-1, FL1 and FL 3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the adjacent Deck Panel
Diaphragm weld connecting to this upper Flange Plate was changed from afillet weld to a complete joint penetration (CJP) due to fit up
issues. The maximum distortion (tilt) of the flange from its origina flat position is 23mm.

3. Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on both ends of the cut out for
T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded both sides and not welded all around (wrapped).
Furthermore, RFI 1786 clarified that contractor shall “terminate welds in accordance with the contract plans and the approved shop
drawings.”

Action Required and/or Action Taken:
1. Make sure to submit the "QA Approva Form" per CCO77.
2. Submit repair request to use CIP weld in lieu of fillet weld.
3. Submit arepair plan to the engineer for approval.

Y/ 05.03.06-000465,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by:  Bill Howe
Attachments: ZPMC-0475

ccC: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
Filee 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-000574 Rev: 00
Ref: 05.03.06-000465

Subject:  NCR No. ZPMC-0475

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-000574R00

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

Trial assembly should not preclude submitting the documents as requested. 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-000574 Rev: 01
Ref: 05.03.06-000465

Subject:  NCR No. ZPMC-0475

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-000574R01

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: 09-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-000574 Rev: 02
Ref: 05.03.06-000465

Subject:  NCR No. ZPMC-0475

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has rectified the issues listed in non conformance report and is providing documents to show that root gap,
distortion and wrap around welds have been corrected or accepted.

ZPMC has rectified the issues listed in non conformance report and is providing documents to show that root gap, distortion and wrap around
welds have been corrected or accepted. The QA Approval form will be signed after closure of this NCR. Based on the documents provided
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000574R02;

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

The information to close this received for this NCR is sufficient NCR. It should be noted that this 6AW segment has had numerous issues with
respect to heat straightening, and floor beam flatness that remain open.

Submitted by:  Howe, Bill Date: 17-Mar-2010
Attachment(s):
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@ No. B-652
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-8
REGARDING: NCR-000502 (ZPMC-0475)

With this letter of response, ZPMC requests closure of CT NCR-000502 (ZPMC-0475)

what mentioned about several issues on GAW.

- ZPMC acknowledged these problems and has issued internal NCR.

- Part 1. Building up was performed to X37s to rectify the root opening. Please see
attached B-WR5177. MT & UT were performed to warrant the quality of base metal
repair area. MT was performed and accepted after X37s were welded in CA by both
ZPMC & CT.

- Part 2. Heat straightening was performed to adjust the dimension of Floor Beam.
Attached check report shows the dimension is acceplable after heat straightening.

- Part 3. The wrap-around fillets have been inspected by CT inspector and accepted.

- Please been noticed the “QA Approval Form” will been achieved after the above issues
be approved.

Based on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-000502 (ZPMC-0475)
NCR-B-324(ZPMC-0475)

B-WR5177

B787-UT-11273

B787-MT-19544

HSR1(B)-7886

DIMENSION CHECK REPORT AFTER HS

Lz

59/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 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: 05.03.06-000465
Subject: NCR No. ZPMC-0475

Reference Description:  ZPMC moved segment GAW to the Blast Shop prior to completion and obtaining the "QA Approval Form" per CCO77

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 contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O 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 ZPMC fabrication facility at 0700 on October 26th, 2009 and
observed that the OBG segment 6AW had been moved to the blast shop for blast and paint prior to the completion of the following

fabrication and obtaining the "QA Approval Form" per CCO77.

L. The transverse X37 Deck Brackets in this segment requite a fillet weld per approved drawings with the maximum root opening not to
exceed 5Smm 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 W2 at panel points 37.25, 37.75, 38.25, 38.73, 39.25, 39.75, 40.25, and 40.75.

X37 Brackets at Location W3 at panel points 37.25, 37.75, 38.25, and 38.75.

2. The FL2-1, FL1 and FL3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the adjacent Deck Panel
Diaphragm weld connecting to this upper Flange Plate was changed from a fillet weld to a complelc joint penetration (CIP) due to fit up

issues. The maximum distortion (tilt) of the flange from its original flat position is 23mm.

3. Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on both ends of the cut out for
T-Rib stiffencrs. The weld detail on drawing shows the fillet weld is to be welded both sides and not welded all around (wrapped).
Furthermore, RFI 1786 clarificd that contractor shall “terminate welds in accordance with the contract plans and the approved shop
drawings.”

Action Required and/or Action Taken:
1. Make sure to submit the "QA Approval Form" per CCO77.
2. Submit repair request to use CIP weld in lieu of fillet weld.

3. Submit a repair plan to the engineer for approval.

x5 ;
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NCT
( Continted Page 2 of 2 )

Transmitted by: Bill Howe
Attachments: ZPMC-0475

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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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 I nspection

Contract #: 04-0120F4
Bay Area Branch

690 Walnut Ave St. 150 Cty: SF/ALARte: 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-000502
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 27-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0475

Type of problem:

Welding [1 Conerete [J Other
Welding Ll Curing (] Procedural Bridge No: 34-0006
Joint fit-up [] Coating [0 Other L]  Component: OBG Segment 6AW

Procedural [] Procedural [] Description:

Reference Description: ZPMC moved segment 6AW to the Blast Shop prior to completion and obtaining the
"QA Approval Form" per CCO77

Description of Non-Conformance:

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

October 26th, 2009 and observed that the OBG segment 6AW had been moved to the blast shop for blast and

paint prior to the completion of the following fabrication and obtaining the "QA Approval Form" per CCO77.

I. 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 W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75.
X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75.

2. The FL2-1, FL1 and FL3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the
adjacent Deck Panel Diaphragm weld connecting to this upper Flange Plate was changed from a fillet weld to

a complete joint penetration (CJP) due to fit up issues. The maximum distortion (tilt) of the flange from its
original flat position is 23mm.

3. Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on
both ends of the cut out for T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded
both sides and not welded all around (wrapped). Furthermore, RFI 1786 clarified that contractor shall
“terminate welds in accordance with the contract plans and the approved shop drawings.”

‘hZ- TL-13,Quality Assurance - Non-Conformance Report Page { of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

b '
'ryps':.x? Iocation of wisp welds
{

i
xcessive Root Gap ot epen ot miz
37 Fillet Attachment weld (Typical)

Typical location of Excessive Root Gap at . Wrap around Welds
X37 to openrib fillet attachment Weld

% v A TH#
..\ F‘loc_:{t!mm Assembly FEO02:020.
*Ludi baavy distortion at PPA7.

Fillet weld changed to CIP.

e=— FL3 Assembly FB019-001 heavily
disterted in the upper flange plate

Applicable reference:

1. 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
plates 75 mm [3 in.] or greater in thickness if, 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.”

‘h-z‘ TL-13,Quatity Assurance - Non-Conformance Report Page 2 of 3



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

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

3. 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.

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

5. Segment Assembly Drawings SEGSD9/9A, SEGSD10/10A, SEGSD11/1 1A, SEGSDI12/12B - Joint design
on drawing calls for a 6-8mm fillet weld, welded on both sides not wrapped and RFI 1786.

6. 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: 1100 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1200 hours, Verbal

QC Inspector's Name: Zhang Wei .

Was QC Inspector aware of the problem: [] Yes ¥l 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

‘.}V’_ TL-15, Quality dssurance - Non-Conformance Report Page 3 of 3
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Welding Repair Report 0
A A e R A B 5 X37 ke s
i B-WR5177
Project Name SFOBB Drawing No Report No.
ik fiy LA _
Contract No.: iy A 2 AR c NDTHR 4 45
orner assembly NA
0 | B ltems Name ) Report No.of NDT
el ZP06-787 stiffener
Project No.:
ST AEH A 5iE -

Description of welding discontinuity:

ST R ILFE HE6AW SR S T A X3TALS THAR T B (B BRAB AR, oK M6, dmm (2108 T sfe 55 SR BR AR 5nm )
W R iREE: CA025-0257030\0377042\0497054\061°066\073™ Q78\085 090\101” 196\113 118, SEG027]-139
\140\1437146\127" 132\007\008\011 014

After inspection box BAW assembly inner X37A and deck plate I-rib, the gap was maximu
m 6.4mm, which shall be 5mm, weld ID: CA025-0257030\037042\0497054\0617066\073"078\085"
090\1017106\1137118, SEG027J-139\140\1437146\127" 132\007\008\0117014.

[D Cvanhua E]Jifl(Date) 09.06.03

&35 R (Inspector) :

BAEASEEFEE
gDraft of welding discontinuity:

| T (Bl BRAB R AL
s \LV : E‘i"' N I !
i N
= INY
Nz ANY =1

ety
A -

aNZE X37A N
i N N
SIRIVZS N

VE i
i?ﬁ% a2
o




FAEBRRA:

Caused:
REEENHFERE,

Weld distortion and fabricate error.

T

A3 ER,

Disposition :

1.

No g ks wwn

T4 TR R3S A {4 X 37 AT Hi 15 b i,

B A B IRAT B e

AEF— A EMESIER, Afds LEEHWPS,

#100%VTHI100%MT, -4 I8 I8 — B A i 24, B2 MAWS D1.5.3.13;
HRIZIR 5 MR R TS MR (WPS) HEATToU B b 4

BREEBARITH, S IRGE T T S5 84 5,

WU E R BER BT AINDT (VT.  MTRIUT) i,

F#/ me tal BEREK/ surFaci ing crea
¢
\

/_

e/ Steel bacwin

N
1
]

drawing |

Perform surfing to item X37A per wark drawing;
Grind the edge of the repair area cleanly;

Prepare an right joint according to the approved WPS;

Perform 100%VT and 100%MT, and add steel backing according to the attached drawing

1 and AWS D1.5.3.13;
Preheat and weld according to the relevant WPS;

Gouge off the steel backing and grind the weld flush with base metal after welding;

Perform NDT inspection(VT. MT and UT) of the weld according to the working drawings.

Technical engineer Appruved by W Date

b+

% 1 i t A (Foreman): A/y.j“jﬂ #i(Date): 07 é

o?yz ?

#R787-QCP-900
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Welding Repair Report 0
T E & e [E T ok A 5 RAE45 5
. X37 R&HGiEND B-WR5177
Project Name SFOBB Drawing No p -
&R fa R JEiiR
04-0120F4 S 24, 3B A g 2
e 4 NDTHR%
Contract No.: HF2 44 Corner assembly el NA
P ltems Name Report No.of NDT
AR %Y ZP06-787 stiffener ‘
Project No.:
e

Correction action to prevent re occurrence:

IMERAEST TR R, Wz,

Enhance supervision in process of welding to reduce error.

% 1 fi J A(Foreman): / WLq{?mJ‘EHf}](Date) i §

£ BB WPSHh
Repair WPS No.

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

Tzh
technologist

b 5

R CTEBI) @7 M AR
Preheat temperature

- W& fE 0y B
= Description

before gouging /e of discontinuity ey Gy
18 i 4 P A B 1 T i ‘
Inspection ‘{. Preheat temperature o ity
before welding A2 before welding Pl =
I Kk ) 8 g ¥ o &k i 7
Max. depth of gouging vid Total length of gouging R
I i oy BiEERxY . 1 g i }'L"’*
welder C‘H/g { Z b welding type %1% ]Q v position 7 'i‘
(SRR <f Q/ BESE - 154 P
Current Voltage P Speed T
EEERTE
Inspection After repairing: / -

p e il (£
ob A /\ ]nspecto (' E‘ Date o
VT result o N, 7 7 2099 |‘ G. s
NDTHE f& UTACL VE 10; } W e f R
NDT result mﬂaﬂé NDT person uﬁi‘j/ Date . é\;

A : ™ /

Witness/Review:

F o

Remark :

#R787-QCP-900
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REPORT OF ULTRASONIC EXAMINATION

UTHRGIR &

-y

REPORT NO. {Rérdss B787-UT-11273 DATE 2009.06.28 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L2845 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
- SEMBLY i X37A N
ff 4 AS [9 TR e

REFERENCING CODE #3545

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD #5545k

PROCEDURE NO. i&JFi5+8
ZPQC-UT-01

WELDING PROCESS #&4 1

JOINT TYPE Jfggsae

CALIBRATION DUE DATE {3 28 BEIF A %01

NA NA Dec. 2857 ;2008
EQUIPMENT #&% MANUFACTURER [fili%if§ MODEL NO, H:stiye SERIAL NO. 55435
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011,
CALIBRATION BLOCK itk COUPLANT &3 MATERIALITHICKNESS #$HE fir
AWS IIW BLOCK TYPE II c.M.Cc AT09M-345T2-X 16mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il FHEE EHiE Rt FIE ] fulE 5 Rt
Changchao 70° 2,5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #£3 R F 20dB
Base metal inspected per AWS [D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ M DISCONTINUITY gt &
: 3
WELD 2 |2 |y |als_le l5.ls 3 .
z.. |S8ua{a._|= B S|I5EE 8% 2 LOCATION OF DISCONTINUITY & &
= =|wsE|x |Bz|2 olg = i g =
IDENTIFICATION | 2 1 “E|E|X [E3es R A ELERLR (mm) >E =
SE|aE|ow s kg OE e m
wmums |8 |0 |E |8 £¥ | E
e LI g E = Sound Depth from P . E o
_ Length From'X | From'Y 0
albfc|d e Path Surface dix P 0
& | mgemEs | o
X37A 70 32 ACC. | 100%
X37A 70 32 ACC. | 100%
BASE METAL PER B-WR5177
BLANK
EXAMINED BYZ:4f REVJEWED BY i
1w Fene tang [o'~
N ! ’ PN ),('( { B & & & 7’%
LEVEL-Il SIGN / DATE e LEVEL -1l SIGN / DATE /
SRS/ QCM.) A FCUSTOMER
¥F SIGN/ EU!H DATE % SIGN/ Hill DATE

(FORM# ZPQC-UTO01)



(FORM# ZPCIC-MT01)

@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TRy R 4R
REPORT NO. {455 B787-MT-19544 DATEH 11 2009.06.12 PAGE OF#f% 11 Revision No: 0
PROJECT NO. e CONTRACTOR: o SRR
TH%: i [
DRAWING NO. CORNER ASSEMBLY CALTRANS CONTRACT NO.:
04-0120F4
[R=1 6AW M TEEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
A 4T R RIE BFRY Ve =gl
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2008
EQUIPMENT %4 MANUFACTURER 1% MODEL NO. 452 SERIAL NO. #Eg:42
[MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT T
T4k it i
PARTICLE TYPE Dry magnet powder YOKE SPACING o
2R TR AR (] B g
MATERIAL TO BE Y WELDING Fi:4: i i
HHHEY Material & thickness P
EXAMINED O CASTING #4 a4, L
Rt B O FORGING &% 16mm
WELDING PROCESS il TYPE OF JOINT ik
R oLz
DISCONTINUITY A~ % &4
WELD 1.D. T ACEEPT REJECT REMARKS
RS INDICATION TYPE i "% el ik
& gen
X37A ACC. 100%MT
X37A ACC. 100%MT
BASE METAL PER B-WR5177
BLANK
EXAMINED BY3: RE WED Y T _
¥ U o7, Ll P Tg Loy v é». l
LEVEL -1l E,GN %4 | DATEAM : LEVEL-II S]GN /| DATERJH
Bt / QCMZM/ HJ"CUSTOMER
LA b/ it b /, y/
4% SIGN / llJ}l DATE %% SIGN / i DATE
I




_21711/! (- oS
V47 34~ #1347,

-
arll v IRE&E Record # HSR1(B)-7886
@ %—L &E 752:% JEZE Revision # 0
Heat Straightening Record(HSRI ) E#jDate  [2009.11.12

FE S AHT San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 LEEFI0BH: ZP06-787

% Assembly: 213 /Quality Control Representative
HiZESub-Assembly: o i L

ZBGird: BAW T 5 /Quality Asstirance Manager~Approval
B Tower: N/A (1Y firs

R4S Weld No: See Sketch 7

R4 B S Weld Map No: N/A

i ##% Description of Condition

Cause[a[H Welding distortion EZEHIE
Type of Defect@k[EZEET_ Welding distorfion JEIEAE

Inspection Method®& & 5%  Visual B35

£ E 777 Disposition

FIRER A (Defect Removal Method): — nafural gas <7,

After finishing heat straightening,

JE4ENDE (Post-Removal NDE) approved shop drawing A B

the weld of the heat area shall perform NDT according fo the
&?fﬁ@%@@?ﬂﬁt&wgﬁﬁﬁNDT&ﬂ

| [EF Mi(Corrective Action(s))

TR R TRE,

Control current , voltage and we
or hold down device can be adde

Id speed according fo relevant WES. i necessary anti-deforrmation
d . ARG WPS B BRI IS0, B TR, W,

SR B (Number of application) 1~3

T i o (Maximum temprature):<650°C

% & Sketch

2TRRO

| P
AT 1 [ ] =)
B b J i E f [ A

[ I TR s I o - T e s <o K t
| FE3a

;' — |

Fpisa
THRE/inck
5 5
e o R, (T, A, A, A, Y ¥V W v U . h A R, A .~ A% !
L Y ¥ VvV VvV v v vy Y ¥V ¥V VvV Vv ¥V ¥ V vV Vv v XIH_te3a |
J0%R00=24000 2300 ]
Py &

& BEFAXAEHZ0mm
NOTE: the maox deformotion is about20mm

***To be signed when Closing HSR~Verify compliance and sli necessary reports are ready to attach***

RNRAZN :
{&38 7 Inspector: L 45 Signature: %’ i%i »(_"i(;
U 12070 1
1T ZE57] NDE Certification: Level Il Closing Date: | <0°- 1. /§
i 225 QC Manager Wf i A” B H #iReview Date: Lﬁf/“’

2002.

Nole: Alf repair word: shall be performed in acc«irdance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5

#R787-QCP-1101

G Prevec A7 [ ”l/tfq.‘hi’uw/wh A

[ T,
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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-000568
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 29-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0475

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:  27-Oct-2009

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on
October 26th, 2009 and observed that the OBG segment 6AW had been moved to the blast shop for blast and
paint prior to the completion of the following fabrication and obtaining the "QA Approval Form" per CCO77.

1. Thetransverse X37 Deck Bracketsin 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 allowed by the code:

X37 Brackets at Location W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75.
X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75.

2. The FL2-1, FL1 and FL 3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the
adjacent Deck Panel Diaphragm weld connecting to this upper Flange Plate was changed from afillet weld to
acomplete joint penetration (CJP) due to fit up issues. The maximum distortion (tilt) of the flange from its
original flat position is 23mm.

3. Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on
both ends of the cut out for T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded
both sides and not welded all around (wrapped). Furthermore, RFI 1786 clarified that contractor shall
“terminate welds in accordance with the contract plans and the approved shop drawings.”

Contractor's proposal to correct the problem:

Address distorition issues by heat straightening, remove X 37 brackets and butter ends to correct excessive root
opening.

Corrective action taken:

Contractor has performed heat straightening at said location, and flange is now in conformance with Contract
specifications. X 37 brackets were removed and excessive root openings were repaired via buttering.

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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