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-000525
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0498

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Lift 12 Floor Beam Web Plate-X3003C

Procedural [ Procedural [J Description:

Reference Description: Base Metal damage in SPCM material during the weld repair processin Lift 12
Floorbeam

Description of Non-Conformance:

During random in process visual inspection at Bay #2, the Quality Assurance Inspector (QA) observed an OBG

FL3lift 12 Floor Beam web plate-X3003C had been arc-gouged approximately 15 mm in depth into the base

material and 670 mm in length during the excavation of complete joint penetration (CJP) web to flange T-weld

joint. The excavation was supposed to be for the weld reject that was found by ZPMC Ultrasonic Testing (UT)

technician.

The affected Floor Beam and weld joint details are as follow:

FB3006-001-148 (Web to flange)

Complete Joint Penetration (CJP) T- joint

Web Plate — X3003C, SPCM

Flange — X3014B

GOUGED IN TO THE WEBPLATE DURING
WELD EXCAVATION AFTER UT REJECT

FLANGE (X3014B) = _ {
- -

IEB PLATE (X3003C)
- spem

EXCAVATED APPROXIMATELY| * - ; ...—-—-:
15 MM DEEP IN TO THE .

WEB PLATE (X3003C) - SPCM " 12/04/09

Applicablereference:

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



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

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.”

AWSD1.5 2002, Section 3.7.1; “The removal of the weld metal or portions of the base metal may be done by
machining, carbon arc cutting and gouging, thermal cutting, chipping, or grinding. It shall be donein such a
manner that the remaining weld metal or base metal is not nicked or undercut.”

“Unacceptable portions of the weld shall be removed without substantial removal of the base metal.”

Who discovered the problem:  Sandeep Kumar Naddi

Name of individual from Contractor notified: Luo Gui Lin

Time and method of notification: 0800 hours, Verba

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 0930 hours, Verba

QC Ingpector's Name: Zhu Tian Shu

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

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: 24-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: 05.03.06-000486
Subject: NCR No. ZPMC-0498

Reference Description:  Base Metal damage in SPCM material during the weld repair processin Lift 12 Floorbeam

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.
Il 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: 12
Remarks:
During random in process visual inspection at Bay #2, the Quality Assurance Inspector (QA) observed an OBG FL 3 lift 12 Floor Beam
web plate-X3003C had been arc-gouged approximately 15 mm in depth into the base material and 670 mm in length during the
excavation of complete joint penetration (CJP) web to flange T-weld joint. The excavation was supposed to be for the weld reject that
was found by ZPMC Ultrasonic Testing (UT) technician.
The affected Floor Beam and weld joint details are as follow:
FB3006-001-148 (Web to flange)
Complete Joint Penetration (CJP) T- joint
Web Plate — X3003C, SPCM
Flange — X3014B
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0498

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

Y/ 05.03.06-000486,NCT

Pagelof 1



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: 01-Mar-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000603 Rev: 00
Ref: 05.03.06-000486

Subject:  NCR No. ZPMC-0498

Contractor's Proposed Resolution:

Reference Resolution: ZPMC recognized that this plate was SPCM material and issued a CWR. Please see the attached documents
which shows an approved CWR.

ZPMC recognized that this plate was SPCM material and issued a CWR. Please see the attached documents which shows an approved
CWR. Attached is the documentation of successful repair of the weld in question. Based on this ZPMC requests that this NCR be rescinded.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000603R00;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-626
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-28
REGARDING: NCR-000525 (ZPMC-0498)

With this letter of response, ZPMC requests withdrawal of CT NCR-000525 (ZPMC-0498)
what mentioned about the UT repair for FB.

- ZPMC realized the indication was in SPCM plate and has issued CWR.

- No ZPMC QA personnel was informed at that moment on site, without good
communication this CT inspector thought there was no CWR reflecting to this repair.
Misunderstanding occurred to this inspector.

Base on the response above and attached documentations, ZPMC requests withdrawal of

this NCR.

ATTACHMENT:
NCR-000525 (ZPMC-0498)
B-WR8877

B-CWR956

B787-UT-9900

g

7 L1



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

Glbrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-Dec-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80- 132/13}\
Dear: Mr. Charles Kanapicki Job Name: SAS Superslructurc o %
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03. 06-00048&\\)
Subject: NCR No. ZPMC-0498 Z @
Reference Description:  Base Metal damage in SPCM material during the weld repair process in Lift 12 E
The attached Non-Conformance Report describes an occurrence where the contractor did not comply widra iremehtof the contract document as
indicated below: o
Material or Workmanship not in conformance with contract documents. (((
O Quality Control (QC) not performed in conformance with contract documents. ,-:_‘\) ™ \\_
J Recurring QC issue that constitutes a systematic problem in quality control. A K(.//’ j) ’
] Non-Conformance Resolved. . (_\__\\\\\“::’/
Material Location: OBG ,-‘?\\\ ‘év\ Lii\'t;\@kz
Remarks: R 6 Rty 5.5\\ X
During rantdom in process visual inspection at Bay #2, the Quallt sum spbclor (Q{@féwed an OBG FL3 lifi 12 Floor Beam
web plate-X3003C had been arc-gouged approximately 15 mm in d into, basc al and 670 mm in length during the

excavation of complete joint penetration (CJP) web to ﬂ/n T-weld joi L/I/e excayafion was supposed to be for the weld reject that

was found by ZPMC Ultrasonic Testing (UT) techmcm Q <

The affected Floor Beam and weld joint detmls O

FB3006-001-148 (Web to flange)

Complete Joint Penetration (CIP) T- j _|01

Web Plate — X3003C, SPCM

Flange — X3014B '
Action Required and/or Action

c

-conformance with revised procedures to prevent future occurrences. A response for the

hin 7 days.

Propose a resolution for the ide

resolution of this issue is

<
Transmitted by Howe
Attachments: MC-0498

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

i _D0D486.N
N/ 0s.03.06-000486.nCT 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 #: 04-0 1$20F 4
Bay Area Branch -
690 Walnut Ave.SL 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 o
207 Bl File#:  69.25B

{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000525
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 04-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0498

Type of problem:

Welding (0 Concrete [J1 Other

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

Joint fitup [ Coating 0 Other ] Component: Lift 12 Floor Beam Web Plate-X3003C

Procedural [] Procedural [] Description:

Reference Description: Base Metal damage in SPCM material during the weld repair process in Lift 12
Floorbeam

Description of Non-Conformance:

During random in process visual inspection at Bay #2, the Quality Assurance Inspector (QA) observed an OBG

FL3 lift 12 Floor Beam web plate-X3003C had been arc-gouged approximately 15 mm in depth into the base

material and 670 mm in length during the excavation of complete joint penetration (CJP) web to flange T-weld

joint. The excavation was supposed to be for the weld reject that was found by ZPMC Ultrasonic Testing (UT)

technician.

The affected Floor Beam and weld joint details are as follow:

FB3006-001-148 (Web to flange)

Complete Joint Penetration (CJP) T- joint

Web Plate — X3003C, SPCM

Flange — X3014B

GOUGED INTO THE WEBPLATE DURING
WELD EXCAVATION AFTER UT REJECT

EXCAVATED APPROXIMATELY .' 3 :
15 ViM DEEP IN TO THE
WEB PLATE (X3003C) -SPCM /|

Applicable reference:

hz_ TL-15,Quality Assurance -- Non-Conformance Report Paged of 3



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

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.”

AWS D1.5 2002, Section 3.7.1; “The removal of the weld metal or portions of the base metal may be done by
machining, carbon arc cutting and gouging, thermal cutting, chipping, or grinding. It shall be done in such a
manner that the remaining weld metal or base metal is not nicked or undercut.”

“Unacceptable portions of the weld shall be removed without substantial removal of the base metal.”

Who discovered the problem: Sandeep Kumar Naddi

Name of individual from Contractor notified: Luo Gui Lin

Time and method of notification: 0800 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 0930 hours, Verbal

QC Inspector's Name: Zhu Tian Shu

Was QC Inspector aware of the problem: L] Yes[] No

Contractor's proposal to correct the problem:

N/A

Comments:

This repart 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}_ﬁ FL-15,Qualin: Assurance — Non-Conformance Report PageZof 2
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Welding Repair Report

B 2% 2 [E iy A A7 Bt E 2 ;
Project Name SFOBB Drawing No -‘WR8877
SR%

04-0120F4 Bk g ##

OBG FLOOR BEAM NDTIR4 25 =
ltems Name

12 LIFTING

R AEd gt |

Description of welding discontinuity:

Rejected indication f
allowance aggregate length,

(UT-ﬁE‘f%Ziﬂﬂi‘@&Bﬁ-ﬁﬁlﬁ’]\‘?ﬁkiﬂiﬂ}:ﬁﬁa ) FB3006-001-148

ound by ultrasonic inspection js less than the maximum

_ Hﬂn\ F@" '
L ] (Inspector) :Hap Feng” HJf(Date) : 09.12.01
ﬁﬁﬁ%ﬁi%ﬁ@?

Draft'of welding discontinuity:

-

o

|

vy 3+

=

( x

£

Froj g

AT LS_-
| ' 5 :
[ 0

L _Lengthds-10s)
WELD NUMBER:- FBSOOS-OOI—MB

Please see the detail datig from UT report!

Report No.of NDT B787-UT-9800




AR,
Caused:

T BREREWRmT e,

1. Did not clear the weld pass completely in time.

£ 18] % T A(Foreman): Hu )(//‘

2@ E
Disposition :

2. SMBERZETEME (WPs) & EMEL s, MRS,
3. Eﬁﬁﬁf%*bﬁﬁiﬁﬁWﬁ%ﬁ!ﬁiﬂﬁéﬂé’ﬁﬁﬁﬁiﬁl%:
4. WENREITER S8 BUARIT R a3,

5. ARIEHAEGYZE (A B ks 2 pm g,

metal) to remove all defects:
2. Follow repair WPS for joint breparation, preheat, and weld deposit:
3. Verify with VT no defects remain in the weld joint prior to welding;
4 4. Grind the repaired area flush with base metal or the adjacent weld:

5. Check the welds according to the working drawings.

Technical engineer

K

Approved by

e

#R

=

87-QCP-900

1. Gouge or grind from nearer side from metal edge (D<065T, “D” is depth of defects,

IE:)ZV\PO'J‘&: i l«,,;/TmZL‘ B
122 ° /

B #(Date): 0/./>-°]

T Gk SR 0 T e — (D=0.65T, DA#khasgss, TAHRE) %ﬁ?ﬁﬂﬁﬂiﬁ@ﬂﬁf&%%ﬁ%ﬁ@é;

Date

“T” is thickness of

()0




= ) .
Welding Repair Report 0

I H 4 F 36 B A A5 FB3005 RS S WRegT7

Project Name SFOBB Drawing No Report No. ) '
Gk
04-0120F4 . : g
_ 3[4k 4 4 | OBG FLOOR BEAM| NDTHR.4 45

Contract No.: e NN B787-UT-9900

5 B 252 ltems Name 12 LIFTING Report No.of NDT

kel ZP06-787

Project No.:

2 55

Correction action to prevent re occurrence:

1 INEERR i P s A s

1. Improve monitoring of welding and interpass cleaning.

% i8] % 9 A (Foreman): !—/, A YM}/@"‘I B Hi(Date): 97 Ll /

£ BIHWPSE S
Repair WPS No.

WPS-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-FCAW-2

G(2F)-FCM-Repair

IER
technologist

ul%jl’/ﬂ"
n?lz "]

BAE () fimAEE
Preheat temperature
before gouging

790

B AE Y kA
Description
of discontinuity

g

BEIAL A E B REE
Inspection /éu\/ Preheat temperature o
before welding before welding \ZS—_C—
T KT R B Bal s
Max. depth of gouging ﬂ) VA | Total length of gouging 700“’“”\
BT Bk B R
welder f%ﬁqﬂ welding type W position flé
BEaER BEBE B A
Current ﬂ(A Voltage 27, g/(/ Speed ¢ W//W
EERFRE ; /
Inspection After repairing: -
ol B A

MK E |
7 et A”’ Inspector chen &t Date ‘;Zm) /204
NDTE # 2 R Vil =
NDT result % NDT person /IMMW Date ;

] o g 3
RAE :
Witness/Review:
T
Remark :

#R787-QCP-900




{(FORM# ZPQC-UT04

& -3 UTHGHR &
|
REPORT NO. #%&4&E B787-UT-9900 DATE 2000.12.01 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : #4538 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG FLOOR BEAM [PRAWING NO.: _ CALTRANS CONTRACT NO.: 04-0120F4
ik FF 12 LIFTING HE TR S
REFERENCING CODE &% 37 ACCEPTANCE STANDARD 4T HE PROCEDURE NO. BF &%
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS /8475 JOINT TYPE 184837 CALIBRATION DUE DATE {3 S8 EH 2
[Fcaw T-JOINT Dec. 2857 ,2000
IEQUIPMENT B#E MANUFACTURER 435 i MODEL NO. #3458 SERIAL NO. 5l
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #-&7 MATERIAL/THICKNESS #1 %} BLIF
AWS |IW BLOCK TYPE II cMC AT09M-345F2-X 30/20mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
HliET faBE ;= Rt BT FuliE i Rk
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3% R#AF 20dB
iBase metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY stk 5
o] w w c ‘g 13y
WELD = - ~ s |2 I8 _1Is 2 #
z. 2w 2 a| BB Ss[ESR 2 LOCATION OF DISCONTINUITY s | =
o w = Bi8 s el
IDENTIFICATION | Bk S |=® | T [E[EHECE e LA (mm) 28 | ¢
<= imEg|OfE N O O S a
3] o¥ | K e E# E
IREERMR S o e - E (4
= o Length Sound AL S From'X | FromY 8
a|bjlc]|d s Path Surface FEX I5Y a
= BE | mERmESE | 3 =
FB3006-001-148 1 70 A 1 |39|32] 1|+ =20 38 13 -7 20 REJ. | 100%
2 70 A 1 4132 2|+7] 20 46 18 0 30 REJ. | 100%
3 70 A 1 |41|32]2]+7| 30 46 18 0 50 REJ. | 100%
4 70 A 1 ]42]|32| 2 |+8] 20 45 18 0 185 REJ. | 100%
5 70 A 1 |39|32]| 2|+5] 40 52 18 0 220 REJ. | 100%
6 70 A 1 |39|32| 1|+ =20 43 16 -7 130 REJ. | 100%
7 70 A 114032 2+ 20 48 22 0 170 REJ. | 100%
8 70 A 1 {4032 2|+ 30 54 24 0 220 REJ. | 100%
EXAMINED BY =45 REV;\:ED BY ##
P A (T We ' o5 g
LEVEL -1l SIGN~7  DATE LEVEL-1l SIGN / DATE
JifiH2E / QCM Fi/"CUSTOMER
%% SIGN/ [1 ] DATE Vb, e %5 SIGN ! il DATE

)




(ZBMC UTHRGHR &
=
REPORT NO. ##&4&% B787-UT-9800 DATE 2009.12.01 PAGE 2 OF 2 Revision No: 0
DECIBELS#} I DISCONTINUITY ZREE&E{E: -
' e
=] w c 3
WELD z 1 W ~ 15 I8 |8 |5 = bl
z . |Sx 2 = | B -§ slEs[EEED LOCATION OF DISCONTINUITY px |
o |Z=|niE| 2 5|8 = .
IDENTIFICATION | = Ik | o gl== ERg3 §HEEE R T4 i (mm) zE | ¢
; SRIBe S| o L IF [ 2z | £
L ¥ -
RAEHITRS 2 & - & Sound | Depth from \ & w
- ength From'X | From'Y o
a|lblec|d P Path Surface 5EX Y K]
BE | mRmEsR o
9 | 70| A | 1 |at|32|2]|+]| 20 45 17 0 450 | REJ. | 100%
10 | 70| A | 1|40]32]2]+| 20 50 24 0 660 | REJ. | 100%
BLANK
EXAMINED BY %47 REVIEWED BY #1#
sk P S opq9) Gr WC g 40
: - T 7T 1
LEVEL-1l SIGN / DATE LEVEL-1l SIGN / DATE
JtE 3 / QCM A CUSTOMER
{ - -
%5 SIGN | 1§ DATE )i %5 SIGN | H Il DATE

(FORM# ZPQC-UT04)




STATE OF CALIFORNIA_BUSINESS, TRANSPORTATION AND HOUSING AGENGY Amnald Schwarzenagger, Govemnar
DEPARTMENT OF TRANSPORTATION S,

CHINA FABRICATION TEAM
666 Feng B Road
Chengyng istand, Shangha, PRC -
REVIEW OF CONTRACTOR’S SUBMITTAL
To: Thomas Nilsson, American Bridge/Fluor, a Joint Venture Review Date: Dec-08-2000

Gary Pursell, Resident Engineer

From: Eric Tsang, Structural Materials Representative Contract No.: 04-0120F4

: - —— y y China Standard Time
Date/Time Submittal Received: Dec-07-2009/ 15:00 (GMT+08:00)
Contractor's Transmittal #: AFC-CAL-TRN-004926 Rev.#0

[ | substantially complies with contract requirements and is approved
X substantially complies with contract requirements and is approved as noted.
Lacks sufficient information and/or contains unacceptable items that must be corrected or prior

to resubmital
Verbal Notification No [ ]Ves Date: Time:;
Name of individual from Contracior Notified:
This submittal is a: D Welding Report Critical Weld Repair
Request for Information T Heat Straightening Request
Fabrication Procedures Other:

Submitting Contractor: American Bridge — Fluor, a Joint Venture
ITEMS REVIEWED | COMPLIES COMMENTS
1. | B-CWR956 RO XIYes | [No | Third Time UT Reject, FB, Lift 12

Remarks:
Preheat to 65°C prior to grinding or gouging.

Reviewer: Jim Simonis Q Date: Dec-08-2009

E{Constmction Conturrence: S Initial tz|qltﬁ Date

Received by (ABFIV): ‘Ipbqa—}c—j/ ba:c: [2/9 { wf} Timc;__cfl:a b

TC-20, Review of Contractor’s Submittal Page 1 of 1
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Critical Welding Repair Report (CWR)

?ﬁizﬁ i ki I;‘Esuns RERS
PRt Nl SFOBR Drawing No.: Report No.:
AAS 04-0120F4
Contract No.: A OBG FLODOR BEAM NDT $edse. -
: . -UT-290
TEER . tem Name: 12 LIFTING NDT Report No.: OR1
Project No.:
0 T

Description of Welding Discontinuity:

Rejectable indications were found by ultrasonlic inspection for a second repair on the
SPCM plate.

(UTHRGEEE — %, FF B %A% b SPCMIR ) FB3006-001-148
WelderID No. (BT 48 8): 045276 Position:(f1 ¥): 2¢

I
WE R (Inspector) : H ‘

an_Feng H# (Date) : 2008.12.03

BEEGRTEE
Draft of Welding Discontinuity:

3, APPRCNVED
& /FROVED AS NOTES
L3 ! _TURNED FOR CORRESTION
I srzuani to 8actioni 5-1.02
v! i:0 Standard Spacifications

State of Caltiomia
L}__\’ TLAENT OF TRANSEORTATION
# i cf Engineerng Services
ONC L. o Blrueture Construdtion
8 v N Lew AN . \z ‘:1 [}
:'; re Hepresantative
= >
T
o From Y(#-9#) £
a
e AT i |
e X
0 |
e T BE
o Length(1#-94#)

WELD NUMBER: FB3006-001-148
Please see the detai] data from UT report!




PR

Cause:
1.The weld defect location may not have been properly identified prior to grinding, i.e, the X and Y location w
as incorrect or the excavation was not centered on the defect, therefore the excavation did not encompass th
€ whole defect.
L TERMREM T RR BT ELE, $II0. YR AR AR Er, BB TGS, Eibnt
B H5ps. -

FERHFEA (Foreman): Hu Yu 'ELQ/'I, BH (Date): < 4. g
LEER v el

Disposition :
BNERIEEF, QCALeader CWIRBIFTH BB, TR,

EEEH, QCHLeader CWIN ZHHHMCWR,

QCHiLeader CWIN %45 SR 4, ELARIE 4 AR S BE Rt 4T,

ggfﬁﬁ, R L RUTR T BB B m s, #Eﬁﬁﬁﬁfﬂﬁiﬁﬁli*ﬁﬁ&ﬁﬂ%. WMBATE, Whae

P owop oo

Mﬁiﬁéﬁﬁiﬁﬂﬁ—ﬂﬁﬂﬂﬁﬁﬁﬂBﬁ)&‘&%iﬁzﬁé&@éﬁﬁ (D=<0.65T,D% 6k EREE, T34

5
6. REHAEMIREWPSHEE B L

7. HERENEKBITETS, s S R i e T HAMTAVTR?
8

8

EFHEGIRHANEARA CORRECHONM

14. Eﬁ%ﬁ%ﬂﬁﬁﬁﬁ&%ﬁd\B#H)’E?‘Ji#ﬁNDTﬁzﬁ.
15. J_?Eﬁ?tt?i’éfiﬁ?iiEE%WMT.UTJFQWJE‘&EB‘H%%. B IND TR B4 R 4 /10-1.50 “REW” B CRRmRE
iTe

1. QC and a Lead CWI| shall be present and direct alf gouging, grinding and welding operations during this re
pair.

2. QC and a Lead CWI shall have a copy of the CWR in hand and shall be at the repair location prior to th
€ fepair.

3. QC and the Lead CW| shall direct the repair to ensure the repair is per the disposition requirements.

4. Clean excavation area of all Joose debris including UT powder, and preheat according to the Table 1 of th

6. Prepare a right joint according to approved WPS,
7. Grind repair area smooth to a shiny finish with tapered ends 1o ensure staggered stops and starts, and p
erform VT and MT to ensure the defects have been removed.

12. Perform post weld heating according to the Table 1 of the New Repair Procedure,

13. Allow the weld to cool to ambient temperature gradually. Grind the repaired area flush with base melal or t
he adjacent weld after post weld heating.

14. Wait 48 hours after the fepair area has cooled to ambient temperature before perfarming NDT.

15. Check the weld by performing VT, MT and UT 1o ihe repair area accarding lo the drawings. Additional ND
T in accordance with the applicable notes in Special Provisions Section 10-1.59 ‘Steel Structure’ | subsect
ion  ‘Inspection and Testing’ .

I% : _ i .a Al
Technical Engineer: M| "T‘E"f ‘/’ Approved By: LT’? lq"LM Date: .7 A2 °5

#R787-QCP-900

S

AL EMTRAUTR SR B R B T, of e ok $0 Bction £-1.02
- QCHlLeader CWIBIIAIR & EA96LIE B4 4 M, ‘ ~ Staie of Califiomia
10. BARBEERSHYMEE T bR 130T, et OF TRANGPORTATION
. ERATHETEH, QCERH, DN IR AR W, Oifice of Structure Canstructi
12. MRS T LR B, L sTe O on 4]
ucture Hepress ate
13 BRESRERTONSRBFEEE. 4B RITIE S0 H v T,

e New Repair Procedure prior to gouging. Me-prohes s AH T OnRiN~is—gnl_being uspd. Psyint ese
5. Gouge andfor grind accurately from nearer side from metal edge (D<0.65T, “D” js depth of defects, “T” ﬁi"—’[a&é 7P
is thickness of metal) to remove all defects. G NNING
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Critical Welding Repair Report (CWR)

0

R &% SBENW AN AAEE e
Project Name: ; ; FB300s B-CWRo56
J] m SFOBB Drawing No.: Report No.:
bl 04-D120F4
" i 787-UT-9900R1
HEEE —— ltem Name: 12 LIFTING NDT Report No.:
Project No.:
ﬂi’ﬁ'ﬁa: ]

Corrective Action to Prevent Re-occurrence:
L. QC and production to properly lay out the UT defect, mark the X, Y.D on the base metal and the location g

the surface of weld by use of rectangle or circle,

of the defert

2. The UT aperator and or CHI will take the responsibility to verify the excavation has completely removed the defect
L QCRMEF=B0I ] N IR A7t G B s B,
. TEBET, AES MM B A SIS A4 38,

2. UT&%E%CM%@@M%% EEmLuE.

ERAFA (Foreman):

prior to excavation.

by doing this, UT operator will verify the exact locatiop

TEREH LR HERIEY, v, Dy, ERE b, Bk AR B4F e ], ix

Hu Yudo] B¥ (Date):

WPS-345-SMAW-2G(2F)~FCM { . -
B vPSL B -Repair I¥R /\/m’ﬁ*f-“‘#
Repair WPS No.: WPS-345-FCAW-ZG(2F)-FCM~ Technologist: Y
Repair ] }

B CBAD 1 0 ki
Preheat Temperature of
Before Gouging: Discontinuity:

B HAHE F
P A Ry 2 Preheat
Inspection Temperature
Before Welding: Before

] Welding:
l?jcmDﬂﬂ afhm f Gouge: 'ﬁgl‘aLfngth
ke HApth o uge: of Gouge:
8T ¥ L BRERE
Welder: Welding Type: Position:
ok 38 AERE BEE
Current: Voltage: Speed:
EEERE g/Amwaﬁ i )
Inspection After Repair: APPROVED AS NOTED
0 BETURNED FOA CORRECTION

ShAE BER B Fursuant to Section 5-1.02
VT Result: Inspector: Dale: of f Sﬁlnm
NDTH # 15 8
NDT Resul¢: NDT Person:
BAE :
Witness/Review:
¥

Remark :

#R787-QCcP-900




's|qedidde jou s| N, 'slosep sl , X . ‘sigpoust, p

i

£09-dJ0-L8LN#

SIayl) _H__ —(4) T¥SH * "ON ¥SH T813V [ - ON M IO ¥MD I31jy HW
ssed 18400 1817y P pPTem j001 a8y | 1
- |
|
: |
|
|
|
VN ¥N %)) r il I I r r r p T@HILPRI0IRdNS | 7 602570 | 8¥1-100-900£4:1
Hh A | ShEEEEE | B | WL | WEUH | )6 B "y 7 & o A BT | &M T W
ENE S A [ neday | j0sley  [3oelD [sieneds [yuis oy | s8ern [dejsenQ | Ausolod | inosspun S3|qe Unsuod  |uolesoT (#d’| JepIeM ‘ON PIEM
liedal 1aye 10 1daoay Burnapn {
j0aley Jo jdasay /
e G = =i |
g ::\3 [eaosddy~ sebeueyy aoueinssy Ajeny £8/-90dZ opN Jo8foid _,
Feecloo ¥ w7 R WY ETE W H i |
a) AMD abpug Aeg puepjeQ oosiaiel ueg ;"oN Jooloi m
é%ﬁm % N ] SEESH
‘enejussalday j03u0n Alrend #40c10-70 'O JoB4UOD SuBHED |
N i (o0l B U IR E T
wwag 100[] DGO L ) p10day uonoadsuy pjay jvnsi g
[zLie00z|  HH
HBOT B H

Mh,ﬁw.:/\am



(ZBMcT

UTHGH &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. }&%.‘ﬁ% B787—UT-9900R1 DATE 2009.12.03 PAGE 1 OF 2 Revision No: 0
PROJECT NO. :T#E4%% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG FLOOR BEAM RAWING NO.- —_— CALTRANS CONTRACT NO.: 04-0120F4

AT 12 LIFTING HE M Ti2se

REFERENCING CODE E5H
AWS D1.5-2002

ACCEPTANCE STANDARD RN
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. £33 5

WELDING PROCESS EE

JOINT TYPE #8233y

CALIBRATION DUE DATE {8 E 3 3

= SIGN / H i DaTE

FCAW T-JOINT Dec. 2857 2000
EQUIPMENT %% MANUFACTURER il vy MODEL NoO. HRee SERIAL-NO, Filge
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 0701 52011,
CALIBRATION BLOCK iRtk COUPLANT #2471 MATERIAL/THICKNESS HEER
AWS IIW BLOCK TYPE I C.M.C AT09M-345F2-X 30/20mm
TRANSDUCER #L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
3 ABE HIE R=f HE bi:li Wik R~
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #2557 20dB
Base metal inspected per AWS D1:5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY AELE s
: g
WELD g |4 S |gls_[zg_I5. |z = #
zZ.88|2 g% BEEeES 3 8 LOCATION OF DISCONTINUITY aE | ®
[y i o = " A
IDENTIFICATION |E ik <& |25 | 5 eSS E AELEL T (mm) £y | «
SE(nZ|(ow = F R OE 2 £
; s [eF|ET| 8 % | §
ﬁ%ﬁﬁé‘ﬁ% g E = Sound | Depth from i S =
= Length From’X | From'y o
a|blec|d K Path Surface EEX oy 0
BE | ERmwg B o
FB3006-001-148 1R1 70 1 421341 1 | +7 20 38 23 +5 40 REJ. 100%
2R1 70 A 1 43134 1 | +8 20 37 19 +3 65 - REJ. 100%
3R1 70 A 1 41134 1 | +6 20 39 22 +4 140 REJ. 100%
4R1 70 A 1 42 (34| 1 | +7 20 39 19 +3 180 REJ. 100%
5R1 70 A 1 41134 1 | +6 50 38 19 +3 450 REJ. 100%
6R1 70 A 1 42 [ 34| 1 | +7 30 37 23 +2 40 REJ. 100%
7R1 70 A 1 421 34| 1 +7 20 37 24 +4 100 RE.. 100%
8R1 70 A 1 42 1 34 ] 1 +7 50 37 23 +3 300 REJ. 100%
EXAMINED By - REVIEWED BY Gik: -
Hon 3 Jin_ Jea g
D
LEVEL - Il SIGN / DATE = LEVEL -1 SIGN / DATE y) i, .,7)
REES /aom | /. oA P CUSTOMER i
———e—e L el 7 : R S o
T T SIGN /b ppTe



@ REPORT OF ULTRASONIC EXAMINATIGH
UTHGHEH

REPORT NO. #4#44%% B787-UT-9900R1 DATE 2009.12.03 PAGE 2 OF 2 Revision No: 0
DECIBELS4} It DISCONTINUITY gty 5
s i ‘"
WELD 2 |3 |4 |als_le B lso = 3
z 19|29 _| % BslEs@sl ¢ LOCATION OF DISCONTINUITY 2o | %
o <4 = = ﬁ%gzggﬂﬁ TR w s
IDENTIFICATION |E 1k | i £ | =& | © g~ [S-[EEz & PRk g | %
SF\8% 1R¥|g L F T ¥
5L L IS
RENARS % E - Sound | Depthfrom & 5 ke
= Length From'X | From'Y o
alblc|d i Path Surface gix Y 0
BE | mMmEK a
oR1| 70 | A | 1 |a2|3a]| 1|+7]| 40 38 | 19 +4 | s80 | REJ | 100%
AFTER B-WR8877
BLANK
EXAMINED BYz:#5 REVIEWED BY ##
Han Fens Jin fone
e J
LEVEL-1l SIGN / DATE u‘i, »Lo) LEVEL -l SIGN / DATE ._,%?_,) ~3
23 / Qcm _ . _|mrcusTomeR
‘ZA/I\ v Lo ! L/W/OT
%< SIGN/ = ¥ DATE { I {37 SIGN /N4 DATE

FORME 78040 40T




(FORM# ZPQC-UT01)

E_:...Z—B REPORT OF ULTRASONIC EXAMINATION
P ot
—1— UTHRG#H 5
REPORT NO. {4 #%E B787-UT-9800R2 DATE 2009.12.13 PAGE 1 OF 2 Revision No: 0
IPROJECT NO.:T#4% ZP06-787 CONTRACTOR: CALTRANS
liTEMS NANME: OBG FLOOR BEAM PRAWING NO.: EE3006 CALTRANS CONTRACT NO.: 04-0120F4
AT T2LIFTING g A LIES S
REFERENCING CODE ¥ #li5 ACCEPTANCE STANDARD3E %47 PROCEDURE NO. BF&%S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 184& 4 #: JOINT TYPE {54335 1 CALIBRATION DUE DATE 1 88 E B3
FCAW T-JOINT Dec. 2857 ,2000
EQUIPMENT 84 MANUFACTURER #1341 MODEL NO. B# 5 SERIAL NO. 53435
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #-&7 MATERIAL/ITHICKNESS #¥| B i
AWS IIW BLOCK TYPE 1I c.m.C AT0OM-345F2-X 30/20mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
&S piilid mE R~ Sl g yitlia 5k R+
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level £ RIFHAE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ I DISCONTINUITY Aashit 5
" n b
INELD .9: 5 g = E - 8 — E 13 E [=1] T:'u iH
z . |z8|2-|® EE|EEEEEE LOCATION OF DISCONTINUITY > 4 &
o |G| E|l X |S3|5328]ER PR A W
IDENTIFICATION | Ik |y (=% | < [2- E-EE[E EE R (rm) g £
& il — j—
! SFIE% g% g I T 2% | ¢
1 4 Q==X -t
RERHRS Z E - Sound | Depthfrom 3 £ x
- Length From'X | From"Y o
a b c d i Path Surface X SRy a
jig e SEETIR L o
FB3006-001-148 | 1R2 | 70 34 ACC. | 100%
2R2 | 70 34 ACC. | 100%
3R2 | 70 34 ACC. | 100%
4Rz | 70 34 ACC. | 100%
5R2 | 70 34 ACC. | 100%
6R2 | 70 34 ACC. | 100%
7TR2 | 70 34 ACC. | 100%
8R2 | 70 34 ACC. | 100%
EXAMINED BY3:4 REVIEWED BY H1# 5—- W
<
[Hom wr, o
LEVEL -1l SIGN [/ DATE d’fl 2, ;5 LEVEL-Il SIGN |/ DATE rr‘ 2. 73
RS /Qc K KPP CUSTOMER
UL{M/\/\ VA 1 "q] "L"{T
%% SIGN / [ DATE %5 SIGN 1 Bl DATE
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R REPORT OF ULTRASONIC EXAMINATION
(ZPMC UTHE G &

REPORT NO. #i%54%% B787-UT-9900R2 DATE 2009.12.13 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ DISCONTINUITY Ak £
d w [11] c ‘g sy
WELD -4 ar ~ 15 |8 |8 |s 3 a2
z . |Suw|2, |® BslssEEl 2 LOCATION OF DISCONTINUITY T
OX e | B | |83|58|28|183 T T M
IDENTIFICATION E Rlug |28~ [2- gtz e JEEAY H (mm) 25 £
h = = = ]
SFIORIB¥| o < 2% | E
El L4 S A Yt L) b=
TS g E = L Sound | Depth from . 5 o
= ength From'X| From'Y e
a|lbjc]d i Path Surface ¥EX SEY ]
mE | EkEm . : B
9R2 | 70 34 ACC. | 100%
AFTER B-CWRO56
BLANK
EXAMINED BYE:# REVIEWED BY ## 9
M
o F WL
LEVEL -l SIGN / DATE qu?— ‘H) LEVEL-Ul SIGN |/ DATE Q_IP‘@“S
. -~
it / m F1FCUSTOMER
un}m/\/\a[\)/"’\ P IANEIN iﬁ
25 SIGN / H4l DATE %<F SIGN 1 B DATE

(FORM# ZPQC-UTO1)




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-000530
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0498

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:  04-Dec-2009

Description of Non-Conformance:

During random in process visual inspection at Bay #2, the Quality Assurance Inspector (QA) observed an OBG
FL3 lift 12 Floor Beam web plate-X3003C had been arc-gouged approximately 15 mm in depth into the base
material and 670 mm in length during the excavation of complete joint penetration (CJP) web to flange T-weld
joint. The excavation was supposed to be for the weld reject that was found by ZPMC Ultrasonic Testing (UT)
technician.

The affected Floor Beam and weld joint details are as follow:

FB3006-001-148 (Web to flange)

Complete Joint Penetration (CJP) T- joint

Web Plate — X3003C, SPCM

Flange — X3014B

Contractor's proposal to correct the problem:

Submit CWR for Engineer's review, repair said damage in accordance with approved CWR, and perform NDT
required to verify weld quality.

Corrective action taken:

Contractor has submitted CWR along with subsequent NDT report verifying the weld is now in conformance
with Contract specifications.

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 152. 1675.3703, who represents the Office
of Structural Materials for your project.

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



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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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



	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off


