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-000519
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 20-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0492

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Crossbeam 14 Intermediate Diaphragm

Procedural Procedural [] Description:

Reference Description: ZPMC performed base metal weld build-up without the Engineer's approval or an
approved Critical Weld Repair procedure for CB14

Description of Non-Conformance:

This Quality Assurance (QA) inspector observed ZPM C welding personnel building up additional base metal

weld to correct the dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel

stiffeners go through. The slots are located in the web plates of floor beam diaphragms identified as FB204 and

FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D, X205E, X205D and X 205F at all four

diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058, 061 and 062;

CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and

052; CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal

build-up were performed without the Engineer’ s approval or an approved critical weld repair procedure (CWR).

OBG crossbeam CB14
bottom panel stiffener FCW fillet weld joint to
pass through slots SPCM bottom panel

OBG crossbeam CB14

bottom panel stiffener Slot width as detailed
pass through slot. on drawings is 45mm

CB202G-XXX-148/166
FB204 PCMK

11/19/2009 15:29

Applicablereference:
-AWS D1.5 2002 section 3.1.5: “Welds shall be prohibited on the work except as follows:
(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),

) TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator.

(2) All welds detailed on approved shop drawings.

(3) Repair welds authorized by this code.

(4) Other welds approved by the Engineer.”

-AWS D1.5 2002 section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for arevised design to compensate for deficiencies.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Kelvin Chueng

Time and method of notification: 1130 hours, Verba

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1330 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 t
Office of Structural Materials for your project.

he

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

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

Page 2 of 2



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: 23-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: 05.03.06-000482
Subject: NCR No. ZPMC-0492

Reference Description:  ZPMC performed base metal weld build-up without the Engineer's approval or an approved Critical Weld Repair procedure for CB1

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 14
Remarks:
This Quality Assurance (QA) inspector observed ZPM C welding personnel building up additional base metal weld to correct the
dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel stiffeners go through. The slots are located in
the web plates of floor beam diaphragms identified as FB204 and FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D,
X205E, X205D and X 205F at all four diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058,
061 and 062; CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and 052;
CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal build-up were performed without
the Engineer’s approval or an approved critical weld repair procedure (CWR).
Action Required and/or Action Taken:
Submit arepair plan to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0492

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

_ 05.03.06-000482,NCT Pagelof 1



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 10-Jun-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-000683 Rev: 00
Ref: 05.03.06-000482

Subject:  NCR No. ZPMC-0492

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide the WRR used when performing the base metal repair build up as well as the NDT after to show
it is acceptable.

ZPMC will provide the WRR used when performing the base metal repair build up as well as the NDT after to show it is acceptable. Based on
this proposal ZPMC requests that this NCR be approved, with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000683R00

Caltrans' comments: Status: AAP
Date: 14-Jun-2010
See response to ABF-NPR-000683R01.

Submitted by:  Eagen, Sean Date: 14-Jun-2010
Attachment(s):

‘h‘} Page 1 of 1
siar



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jun-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-000683 Rev: 01
Ref: 05.03.06-000482

Subject:  NCR No. ZPMC-0492

Contractor's Proposed Resolution:

Reference Resolution: Weld built up to 20mm does not require Engineer approval. Attached is the WRR used and NDT after to show that
the results are acceptable.

Weld built up to 20mm does not require Engineer approval. Attached is the WRR used and NDT after to show that the results are acceptable.
Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000683R01,;

Caltrans' comments: Status: AAP
Date: 14-Jun-2010

The NDT results provided with this NPR do not address subject Piece Mark 205F. This proposed resolution is accepted, action pending.
Please provide NDT results for Piece Mark 205F.

Submitted by:  Eagen, Sean Date: 14-Jun-2010
Attachment(s):

‘R}'I Page 1 of 1



@ No. B-789
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-10
REGARDING: NCR-000519(ZPMC-0492)

The maximum buttering size is 14mm on NON-SPCM material what is not required the engineer’s
approval prior to repair. ZPMC is providing the WRR & NDT records show the soundness of the

buttering area and is requesting closure of this NCR.

ATTACHMENT:
NCR-000519(ZPMC-0492)
B-WRS8561
B787-UT-13408
B787-MT-23976

Q@
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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: 23-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: 05.03.06-000482
Subject: NCR No. ZPMC-0492

Reference Description:  ZPMC performed base metal weld build-up without the Engineer's approval or an approved Critical Weld Repair procedure for CI

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.
L] Non-Conformance Resolved.

Material Location: Xbeam Lift: 14

Remarks:
This Quality Assurance (QA) inspector observed ZPMC welding personnel building up additional base metal weld to correct the
dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel stiffeners go through. The slots are located in
the web plates of floor beam diaphragms identified as FB204 and FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D,
X205E, X205D and X205F at all four diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058,
061 and 062; CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and 052;
CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal build-up were performed without
the Engineer’s approval or an approved critical weld repair procedure (CWR).

Action Required and/or Action Taken:

Submit a repair plan to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPM(C-0492

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chao
File: 05.03.06

0202:15.04 ' Received
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator.

(2) All welds detailed on approved shop drawings.

(3) Repair welds authorized by this code.

(4) Other welds approved by the Engineer.”

-AWS D1.5 2002 section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for a revised design to compensate for deficiencies.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Kelvin Chueng

Time and method of notification: 1130 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1330 hours, Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: 1 Yes ] 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

‘h;i TL-15,Quality Assurance — Non-Conformance Report Page 2 of 2




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 A Eier
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

(707) 649-5453
(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China' Report No: NCR-000519
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0492

Type of problem:

Welding Concrete [ Other ]

Welding L] Curing 00 Procedural (1  Bridge No: 34-0006

Joint fittup [] Coating [ Other L Component: OBG Crossbeam 14 Intermediate Diaphragm

Procedural Procedural [] Description:

Reference Description: ZPMC performed base metal weld build-up without the Engineer's approval or an
approved Critical Weld Repair procedure for CB14

Description of Non-Conformance:

This Quality Assurance (QA) inspector observed ZPMC welding personnel building up additional base metal

weld to correct the dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel

stiffeners go through. The slots are located in the web plates of floor beam diaphragms identified as FB204 and

FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D, X205E, X205D and X205F at all four

diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058, 061 and 062;

CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and

052; CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal

build-up were performed without the Engineer’s approval or an approved critical weld repair procedure (CWR).

* OBG crossbeam CB14:
bottom panel stiffenar =
pass through slot.

OBG crossbeam CB14

bottom panel stiffener FCW fillet weld joint to

pass through slots SPCM bottom panel
CB202G-XXX-148/166

FB204 PCMK
X203D

o

FB204
11/19/2008 15:3

= 111/19/200915:29

Applicable reference:
-AWS DI1.5 2002 section 3.1.5: “Welds shall be prohibited on the work except as follows:
(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),

fﬁz TL-15,Quality Assurance -- Non-Conformance Report Page 1of 2




d maximum 14mm,

WS FER -

IR (Inspector) :

Description of welding discontinuity: '
ﬁ;ﬁcm%tﬁiﬁétééﬁaﬁmxzosn, X205E, X203D, X204B
After inspection CB14 bottom plate gap at X205

Guo yuan ting

SRR A ST I3 /N AT B A K 1,
D, X205E, X203D, X204B and I-ribs,

é,u,o YMT !’F\g-ﬂ}}(Date) :

o H L& 2 Vo 4
sz *:F % Jé {% ﬁ = h4 Rev. No.
Welding Repair Report 0
WEB#H BN BB 5 CB202G. BEHS
Project Name i SFOBB Drawing' No Re'gmﬁ No. B-WRBS‘?'I
S 04-0120F4 5 i
Contract No.: 4t 2 AR CB14 NDTHR 445 o
I H e ltems Name . Report No.of NDT
Praoject No,: ZPoB-787 \J\
Pkt 373 fdhiE 4o -

minimum 4mm ap

09.11.14

Draft of welding discontinuity:

/\/\

XPOSF

T

Gap




FHEER:
Caused:
Eﬁi‘ﬁiféﬁ?fﬁdﬁ?ip‘%%a

Weld distortion and fabricate error.

k] 4 + «

10 53 A(Foreman): ) o+ ik B(Date): 09, {. 1\
HBER - ¥
Disposition :
T HREI MK EITE L,
2. MmHE—AERNGELE, Rk BB EHWPS,

3. FE—RREINE B, RIBRENREEETENE (WPS) HATH#M R R, HEX205F HE R BIWPS 22 sk f ] pe
EZ A,

4. ITEHRRS IS5 FE
5. iﬁﬁﬁﬁiﬁiﬁﬁéﬁtﬁ#ﬁﬁﬂ
AT u]
1. Grind the edge of the repair area cleanly
2. Prepare an right joint according to the approved WPS;

3. Add steel| backing on one side, preheat and weld according to the approved repair WPS, perform sur
fing to item X205F to make its gap with |-Rib meets the requirement;

4. Grind the repair area flush with the metal base;

5. Perform relevant NDT inspection to repair area according to the working drawing.

T % /’/C%/'M C‘q B 303

Technical engineer Approved by Date

o) 1.1

#R787-QCP-900




AT  RBREHR e 1k e
e

Welding Repair Report 0
Project Name SFOBB Drawing No, Report No, :
e 04-0120F4 A
Contract No.: : kL CB14 NDTHR 4 4 & L
T B 452 ltems Name | . Report No.of NDT.
S ZP0s-787
Project No.:
8 E 4

Correction action to prevent re occurrence:
B S S 2T, REREKTE,
Train and educate operator to improve operation skill

“?5_31&-__ MW—BQCF)J@’W
* 18) 5 Tf:‘A(Foreman)-‘?w/ﬂqu J(Date): 074, Ha
WPS-345-SMAW-1 l
BBHWPSE = G(1F)- Repair I¥f J Ao

He gty
Repair WPS No. WPS-345-FCAW.-1 technologist Z
G(1F)-Repair-1

BAE (BA) 815 #i8pw 3 1 B9 G pa

Preheat temperature Description An
before gouging 1 of discontinuity 4 /7
12 i 45 18 £ 25 P2 R D
Inspection Preheat temperature
before welding before welding (
B K B B a8k _
Max. depth of gouging Total length of gouging & A gzow
BRI BE¥gn BENR
welder ! 0 welding type osition

{ M g typ 4 P %
P : REarg BEZE
Current //0)4 Voltage ))__m/ Speed //Q/‘),/K)‘b
BEEFRE /
Inspection After repairin g:

58 &

Inspector é )(I'
NDTHE # B 45 5

NDT result e NDT person 3"9‘8 [ c)’
_-_-_-_-_‘———L -

E : - e Tin flaq -ﬁ/?,

74 T H 2

R V75
Witness/Review:

FHE

Remark : ]

#R787-QCP-900




REPORT OF ULTRASONIC EXAMINATION

UTH G &

REPORT NO. #454E B787-UT-13408 DATE 2009.11.23 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM X205/203/204
i k=S o TiRmE

REFERENCING CODE #3413
AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD ﬁﬁﬁf‘?fg

PROCEDURE NO. #5418
ZPQC-UT-01

WELDING PROCESS #8447

JOINT TYPE #4351y

CALIBRATION DUE DATE T =g d ]

FCAW NA Dec. 28°T 2009
EQUIPMENT &% MANUFACTURER #illifs 7§ MODEL NO. #3lie SERIAL NO, 55|45 &
071565311, 061488510
E PANAMETRICS EPO B ! z
HTS208 M CH:4 061495811, 070152011,
CALIBRATION BLOCK #{h COUPLANT #5471 MATERIAL/THICKNESS ) B
AWS IIW BLOCK TYPE 1I C.M.C AT09M-345T2 10/14/12/15mm
TRANSDUCER #83L
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER ANGLE | FREQUENCY SIZE
fhiE g biiliid B R=t 3 T faHE EoE S R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ RiHr 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ 1 DISCONTINUITY it 5
: i =
WELD 2 |3 (4 [=ls_ e ls. ] 3 z 2
Z.|Sm|2 g | B EEEEEEEE LOCATION OF DISCONTINUITY g | &
IDENTIFICATION |21k |<E (22 (S |86 82 RIS LS T (mm) 23 | =
se|la¥|oe £ EIE £z | £
} ST |o¥ & 2 E & E
13 & ey =
e % g:. - L Sound | Depth from . 5 o
- ength From'X | From'y Q
a b| ¢ d I Path Surface HiX iy @
e ERIERAE o
X205D 70 32 ACC. 100%
0 22 ACC. 100%
X205E 70 32 ACC. 100%
0 22 ACC, 100%
X203D 70 32 ACC. 100%
0 22 AcC. | 100%
X204B 70 32 ACC. 100%
0 22 ACC. 100%
Base metal per B-WRB561
EXAMI;ED BYE:if REVIEWED BY ## hﬂe f
)/57 W\'{’\ ‘L} 7/ Y 2’“ 1 ’/\ J’}
LEVEL -1l SIGN l/ DATE LEVEL -l SIGN 7/ DAT]
FitEE / QcMm M FCUSTOMER
%7 SIGN / Hi DATE % SIGN / H#il DATE

(FORM# ZPQC-UTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

REH R R 45
REPORT NO. #4852 B787-MT-23976 DATER ] 2009.11.25 PAGE OFTIR 1M Revision No: 0
PROJECT NO. CONTRACTOR:
IRGS: i s CALTRANS
DRAWING NO. X205/203/204 CALTRANS CONTRACT NO.:
z2f= FLOOR BEAM MM TESS ol
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EENERT HRIRE BFERe BB EA N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT # % MANUFACTURER 379 MODEL NO. #3558 SERIAL NO, #4Eige
[MT YOKE PARKER B310S 5395 5617 5620
{MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
REAL T B o e AG
PARTICLE TYPE Dry magnet powder - YOKE SPACING
AT FRD R 70~150mm
MATERIAL TO BE Y WELDING &4 Material & thickness
EXAMINED 1 CASTING #4 B AT09M-345T2
Hr gl O FORGING #&i 14/10/12/15 mm
WELDING PROCESS R TYPE OF JOINT i
T Pkt gl
DISCONTINUITY i a4tk
Ei-p i)
X205D ACC, after
repaired
X205E ACC. after
repaired
X203D ACC. after
repajred
X204B ACC. alver
repaired
Base metal per B-WR8561
BLANK
EXAMINED BY*if WREVIEWED BY

%< SIGN/ Bif DATE

Jin Jianting 2 )
LEVEL-Il SIGN%#% / DATERH i 7‘ (-5 LEVELY _ SIGN__ / pateasm / Pl 128
RIRER / QCM Fi/~CUSTOMER

% SIGN/ F i DATE

(FORM# ZPQC-MT01)




,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 29-Jun-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-000683 Rev: 02
Ref: 05.03.06-000482

Subject:  NCR No. ZPMC-0492

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is submitting previously omitted NDT results from the weld build up performed. Based on this
documentation and previously submitted documents. ZPMC requests closure of this NCR.

ZPMC is submitting previously omitted NDT results from the weld build up performed. Based on this documentation and previously submitted
documents. ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000683R02;

Caltrans' comments: Status: REJ

Date: 07-Jul-2010

Please provide NDT documentation for the piece marks listed in the NCR.

Submitted by:  Woo, Laraine Date: 07-Jul-2010
Attachment(s):

‘h‘} Page 1 of 1
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@ No. B-806
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-29
REGARDING: NCR-000519(ZPMC-0492)

ZPMC is providing the WRR and NDT results for engineer to review and is requesting closure of
this NCR,

ATTACHMENT:
NCR-000519(ZPMC-0492)
B-WR11788
B787-UT-13663
B787-MT-24520

LM”

o[ [




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 IV Date: 23-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: 05.03.06-000482
Subject: NCR No. ZPMC-0492

Reference Description:  ZPMC performed base metal weld build-up without the Engineer's approval or an approved Critical Weld Repair procedure fi

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.
] Recurring QC issue that constitutes a systematic problem in quality control,
[] Non-Conformance Resolved.

Material Location: Xbeam Lift: 14

Remarks;
This Quality Assurance (QA) inspector observed ZPMC welding personnel building up additional base metal weld to correct the
dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel stiffeners go through. The slots are located in
the web plates of floor beam diaphragms identified as FB204 and FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D,
X205E, X205D and X205F at all four diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058,
061 and 062; CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and 052;
CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal build-up were performed without
the Engineer’s approval or an approved critical weld repair procedure (CWR).

Action Required and/or Action Taken:

Submit a repair plan to the engineer for approval,

Transmitted by: Bill Howe
Attachments: ZPMC-0492

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Contract Files, Ching Chao
File: 05.03.06

02.02:1 Received
%g- é"’gsﬁ‘”"”"”’“’” NCT-000482 24 Dec 09 Paseior 1




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenegger, Governar

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/ALARte: 80 PM: 13.2/13.9
VE"BjD, 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-000519
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Channgng Island  NCR #: ZPMC-0492

Type of problem:

Welding Concrete [] Other [

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

Joint fitup [] Coating [] Other [l Component: OBG Crossbeam 14 Intermediate Diaphragm

Procedural Procedural [] Description:

Reference Description: ZPMC performed base metal weld build-up without the Engineer's approval or an
approved Critical Weld Repair procedure for CB14

Description of Non-Conformance:

This Quality Assurance (QA) inspector observed ZPMC welding personnel building up additional base metal

weld to correct the dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel

stiffeners go through. The slots are located in the web plates of floor beam diaphragms identified as FB204 and

FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D, X205E, X205D and X205F at all four

diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058, 061 and 062;

CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and

052; CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal

build-up were performed without the Engineer’s approval or an approved critical weld repair procedure (CWR).

OBG crossbeam CB14 3 7
bottom panel stiffener Slot width as detailed

pass through slot. on drawings is 45mm

OBG crossbeam CB14

bottom panel stiffener FCW fillet weld joint to

pass through slots SPCM bottom panel
CB202G-XXX-148/166

PCMK

FB204
xznab\

11/19/2009 15:30 -~y 11/19/2008 15:29

Applicable reference:
-AWS D1.5 2002 section 3.1.5: “Welds shall be prohibited on the work except as follows:
(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),

‘}’2. TL-15,Quality Assurance - Non-Conformance Report Page 1 of 2




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

Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator.

(2) All welds detailed on approved shop drawings.

(3) Repair welds authorized by this code.

(4) Other welds approved by the Engineer.”

-AWS D1.5 2002 section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for a revised design to compensate for deficiencies.”

‘Who discovered the problem:  Steve Hall -

Name of individual from Contractor notified: Kelvin Chueng

Time and method of notification: 1130 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1330 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 2 of 2




 (ZPMC]

s e .

Welding Repair Report

0

e I
f4 Rev. No. |

maximum I4mm.

Description of welding discontinuity:
HAGECB14/TAR TRALAC & BLX205F &5 It (A) S {m Ac. E20 0 Ak 55 /I 1) Bt dom B85 A 1dimm
After inspection CB14 hottom plate,

EE R (Inspector) :

Guo_vyuan ting

TWE &5 e RS KA AR 5 REwE
CHZ0et B-WR117
Project Name SFOBB Drawing No Report No. = 88
Al 04-0120F4
Contract No.: Ep .5 4k cBi4 NDTiR 4452
FH 5 Iltems Name Report No.of NDT NA
. - ZP06-787
Project No.:
AR i 4o T .

gap was found at X205F and I-ribs, minimum 4mm and

B #(Date) :

—09.11.14

Draft of welding discontinuity:

X205F
|

Al |

b o |

Gap

F




| AR

Caused:
BiEFEANER s,

Weld distortion and fabricate error.

# |7 5 % A(Foreman): Hu yu zhang H #(Date): 10.06.28

it o

2EE R,
Disposition

1. MBS IR BT I T
2. WMER—MEMELES, AthksLREHWPS.

3. A {URSHNEIR R, RIBR AN SER ST 2 HE (WPS) SEATTA SR, {4X205F HERBIWPS SR 1 ]
LI Pr s

4. FTEHERR R AR BEA SR

5. R At SR ST T

1. Grind the edge of the repair area cleanly
2. Prepare an right joint according to the approved WPS;

3. Add steel backing on one side, preheat and weld according to the approved repair WPS, perform sur
fing to item X205F to make its gap with I-Rib meets the requirement;

4. Grind the repair area flush with the metal base;

5. Perform relevant NDT inspection to repair area according to the working drawing.

I #: He xiaolin W H510.06.28
Technical engineer Approved by Date

#R787-QCP-900

11788




TR s ST B g

e i A A i

BT T Y o

e

AL Rev. No.

|
'

AT Welding Repair Report 0
I 4 5 TeRifHA A & 4 CR202G RE 255
Project Name SFOBB Drawing No. Report No. E W16
gl 04-0120F4 ; -
Contract No.: S 4 5 CB14 NDTIR 4 455 |
BT ltems Name Report No.of NDT i
i ZP06-787
Project No.:
#IEA5 36
Correction action to prevent re occurrence:
FUIFBE BT, LRk,
Train and educate operator to improve operation skill
41 1 Jr A(Foreman):Hu yuzhang & #5(Date):06.28
WPS-345-SMAW-1
&I WPSH ) G(1F)- Repair T#R He xiaolin
Repair WPS No. WPS-345-FCAW-1 | technologist 10.06.28
G(1F)-Repair-1
B (BEA) W R SR s B ik BE
Preheat temperature /\JA Description ?Cﬁf
before gouging of discontinuity
BE i Ak 02 4 A ,{3 T B R e
Inspection ! Preheat temperature -
before welding before welding 73 c
Tt Kk TR ) 8 e /VA B8
Max. depth of gouging Total length of gouging [0 v,
JE B 1L o %
welder 057788 welding type ShRWw position ] §
1 05 e B B 12 i
Current /1o/5 Voltage oV Speed L0 ™ Sony e
REFHE
Inspection After repairing:
iR A M
A i t D R D
VT result fy e~ il gl 2,1 Pl zmj ate '}«:\f io. 2/3
NDTH i /Q . B 157 B} Utucf = |8 W i
NDT result clt NDT person A JDpate Vosj H /\6
{ 2 bﬁ\\{:w\\\‘f‘/_p" f 1 :
T - |\ ) v
Witness/Review:
&L
Remark :

#R787-QCP-900




REPORT OF ULTRASONIC EXAMINATION
UTHRG5 R &

REPORT NO. #l&4E B787-UT-13663 DATE 2009.11.23 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : [f##3 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NQ.: CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM X205F :
i Bk TR
iREFERENClNG CODE #4815 ACCEPTANCE STANDARD i£5#58 PROCEDURE NO. 2
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #iAi JOINT TYPE gy CALIBRATION DUE DATE i % [E#7 5%
SMAW NA ; Dec. 265" ,2009
|EQUIPMENT &% MANUFACTURER ‘i3 % MODEL NO. kst s SERIAL NO, 554
071565311, 061488510,
PAl TRICS EPOGC ’ 3
BROHORE pBtE s 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT 47 MATERIALITHICKNESS #1515 i
AWS IIW BLOCK TYPE Il cM.C ATO9M-345T2-X 14/10mm
TRANSDUCER #3L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
Tl i ME R Rt falbedie) fanE bk R+
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level =8 R FHF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.10.5 0° UT OK.
DECIBELS4} I DISCONTINUITY kit 5
[o] w e §
WELD 2 pur} u ~ |8 (8- |[e 3 o
z,|2%(2 | % BEEEEERE LOCATION OF DISCONTINUITY x| &
IDENTIFICATION |2 1% | < & =m|S 5383 §ofs & TELAT H(mm) »i8 i,
< g3 % 53 oX = e < = = = 8
umnas |5 |27 (B |8 5% E
e LT g o = Sound | Depth from : 5 S
= Langth From'X | From'y G
alblec|d ERE Path Surface X sy B
BR[| SEREmEA & a
X208F 70 12 Acc, | beee
metal
base
0
& AGC. metal
AFTER B-WR11788

Tt st T

7
LEVEL-1l SIGN / DATE LEVEL-Il SIGN / DATE !
R L3 / QCM FFCUSTOMER
HF SIGN/ Hii DATE : % SIGN / il DATE

(FORM# ZPQC-UTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

LE\%L-II‘ sﬂén %¥4£ | DATEAM

B R EI R 5

REPORT NO. #1545 B787-MT-24520 DATEH 1 2009.11.25 PAGE OFIIRY 1/ Revision No: o
PROJECT NO. S CONTRACTOR:

TEREE: g B A GALTRANS

DRAWING NO. X205F CALTRANS CONTRACT NO.:

04-0120F4

EiR=H FLOOR BEAM mMATERGS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
235 I v T bind o Brrigs {SRER N

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2009
EQUIPMENT % MANUFACTURER #li&5 MODEL NO. #3558 SERIAL NO, it

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoks |CURRENT ol

WAL BERE Sk HLHE

PARTICLE TYPE Dry magnst powder YOKE SPACING . -

B se R TR AT 70~150mm
IMATERIAL TO BE + WELDING B :4F Material & thickness

AT0SM-345T2-X

EXAMINED O CASTING ¥4 BEH, ELIE

breackaped O FORGING #iff 14/10mm

WELDING PROCESS TYPE OF JOINT

SMAW NA
PUEE Y sl
RIS DISCONTINUITYAS s dk eeET REIEET -
.D. TEReT JE REMARKS
Py INDICATION TYPE il (e, o Kok
/R et
X-205F ACC. BASE METAL
AFTER B-WR11788
EXATHJED BYE4R M e WREVIEWED BY ##
Vs Vo 10 ) JrS w7, A

LEVEL-l  SIGN ! DATEBM
HIE3 /7 QCM i/ CUSTOMER
% SIGN 7 Hii DATE ¥ SIGN [ Hii DATE

(FORM# ZPQC-MTO01)




,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 13-Jul-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-000683 Rev: 03
Ref: 05.03.06-000482

Subject:  NCR No. ZPMC-0492

Contractor's Proposed Resolution:

Reference Resolution: It is unclear why the Department is requesting NDT for closure of this NCR when all requested NDT has been
provided in previous submittals, please refer to ABF-NPR-00683R01 and ABF-NPR-00683R02.

It is unclear why the Department is requesting NDT for closure of this NCR when all requested NDT has been provided in previous submittals,
please refer to ABF-NPR-00683R01 and ABF-NPR-00683R02. See attachments for reference, based on previously submitted documentation
ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000683R03;; ; ;

Caltrans' comments: Status: CLO
Date: 14-Jul-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Woo, Laraine Date: 14-Jul-2010
Attachment(s):

‘R}'I Page 1 of 1



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-000717
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0492

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: ~ 20-Nov-2009

Description of Non-Conformance:

This Quality Assurance (QA) inspector observed ZPM C welding personnel building up additional base metal
weld to correct the dimensional/fit-up issue of the intermediate diaphragm slot holes, where the bottom panel
stiffeners go through. The slots are located in the web plates of floor beam diaphragms identified as FB204 and
FB205 at CB14. Piece Mark (PCMK) numbers affected are X203D, X205E, X205D and X 205F at all four
diaphragm locations. Weld numbers affected are as follows: CB202G-041-055, 056, 057, 058, 061 and 062;
CB202G-042-053~062; CB202G-043-053~058, 061 and 062; CB202G-044-053~062; CB202G-041-051 and
052; CB202G-042-051 and 052; CB202G-043-051 and 052; CB202G-044-051 and 052. These base metal
build-up were performed without the Engineer’ s approval or an approved critical weld repair procedure (CWR).

Contractor's proposal to correct the problem:

Provide WRR used and subsequent NDT reports required to verify repair quality.

Corrective action taken:

Contractor has submitted WRR used during repairs aswell as NDT documentation verifying repair welds meet
Contract weld quality requirements.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥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.

I nspected By: Simonis,Jim Quality Assurance I nspector

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



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

Reviewed By: Wahbeh,Mazen QA Reviewer

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