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-000535
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0508

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: Segment 5AW SP (SP469A) to SP (SP415A)

Procedural [ Procedural [ Description: Out of flatness

Reference Description: Out of Panel Flatness found on the Side Panel of 5AW

Description of Non-Conformance:

During arandom visual skin flathess survey of exterior surfaces of segment 5SAW located in the Trial

Assembly area, the Caltrans Quality Assurance (QA) Inspector discovered the following issues:

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG021A-010,
Cross Beam side of 5AW between PP31 to PP32. The out of flatness measurements were taken across the Side
Panel in the transverse direction between the longitudinal weld splice. These measurements were out of flathess
9mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per the approved State |etter 05.
03.01.004667.

Theweld isidentified as: SEG021A-010.
The SP to SP plate numbers are: SP469A to SP415A.

The location was at the Cross Beam side of Segment 5AW.

Elatness across the side panetin the
transverse direction, between the
longitudinal weld joining side panel to side
panel of SAW 5 9mm in 630mm

Weld Number #
SEG021A-010

Survey was taken on the exterior sida of
the 5AW side panel on the cross beam sidée

Y :

2009:12:11 14:03:05
5AW Side panel.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

CALTRANS Letter No. 05.03.01-004667 Subject: OBG Skin Plate Flatness

“The maximum deviation from detailed flatness for the stiffened plate would not exceed the greater of 5Smm.”
“The 630mm long template (straight edge) could be used to check both transversely between stiffeners, and
along the length of the stiffeners to determine local deviations.”

Who discovered the problem:  M.Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hour, Verbal

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1700 hours, Verba

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: [] Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 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: 05.03.06-000496
Subject: NCR No. ZPMC-0508

Reference Description:  Out of Panel Flatness found on the Side Panel of 5AW

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: 05
Remarks:
During arandom visual skin flatness survey of exterior surfaces of segment 5AW located in the Trial Assembly area, the Caltrans
Quality Assurance (QA) Inspector discovered the following issues:
Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG021A-010, Cross Beam side of 5AW
between PP31 to PP32. The out of flathess measurements were taken across the Side Panel in the transverse direction between the
longitudinal weld splice. These measurements were out of flatness 9mm in 630mm, which exceeds the maximum 5mm out of flatness
requirement per the approved State letter 05.03.01.004667.

Theweld isidentified as; SEG021A-010.
The SP to SP plate numbers are: SP469A to SPA15A.
The location was at the Cross Beam side of Segment 5AW.

Action Required and/or Action Taken:
Submit arepair plan to the engineer for approval. A response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0508

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

Y/ 05.03.06-000496,NCT
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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-000575 Rev: 00
Ref: 05.03.06-000496

Subject:  NCR No. ZPMC-0508

Contractor's Proposed Resolution:

Reference Resolution: Dimensional acceptance will be available at the time of shipment after all parties are in agreement. ZPMC requests
that this NCR be approved with actions pending.

As these are related to the final dimensions of the sub assembly and there is potential for distortion with ongoing work in trial assembly,
dimensional acceptance will be available at the time of shipment after all parties are in agreement. Until that those results are available, ZPMC
requests that this NCR be approved with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000575R00

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

Submit a repair procedure. 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-000575 Rev: 01
Ref: 05.03.06-000496

Subject:  NCR No. ZPMC-0508

Contractor's Proposed Resolution:

Reference Resolution: To close this NCR, once the distortion documented in this non conformance is corrected and the applicable
documents that verify this are submitted ZPMC will request closure.

To close this NCR, once the distortion documented in this non conformance is corrected and the applicable documents that verify this are
submitted ZPMC will request closure. Until they become available ZPMC requests that this proposal be accepted with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000575R01

Caltrans' comments: Status: AAP
Date: 11-Feb-2010
AAP approved.

Submitted by:  Howe, Bill Date: 12-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: 01-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-000575 Rev: 02
Ref: 05.03.06-000496

Subject:  NCR No. ZPMC-0508

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has heat straightened the side panels noted in the NCR and has attached the heat straightening record and
NDT which shows that welds were not affected by the heat straightening.

ZPMC has heat straightened the side panels noted in the NCR and has attached the heat straightening record and NDT which shows that welds
were not affected by the heat straightening. The results of the heat straightening were acceptable as noted by the closing of the item on the
work punchlist which is verified by Caltrans inspectors. Based on this ZPMC requests that this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000575R02;

Caltrans' comments: Status: CLO
Date: 18-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-628

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-28
REGARDING: NCR-000535 (ZPMC-0508)

With this letter of response, ZPMC requests closure of CT NCR-000535(ZPMC-0508 ) what
mentioned about the flatness issue of SPs.

ZPMC has rectified the flatness according to approved HSRs.

After heat straightening the flatness for SPs were accepted by three parities.

Punch List Item 342 what mentioned this issue has been confirmed and closed by CT
inspector.

The affected weld weas tested, repaired, retested and accepted after then.

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

ATTACHMENT:
NCR-000535 (ZPMC-0508)
B-WR 10699

B787-UT-11240 R1
B787-MT-19651



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

ofrans 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
Dear: Mr. Charles Kanapicki Job Name: SAS Supcrslructure%
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06- 00049f
Subject: NCR No. ZPMC-0508

Reference Description: Out of Panel Flatness found on the Side Panel of 5SAW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply \V&\%@A f 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. N \\\
{ A
[ Recurring QC issue that constitutes a systematic problem in quality control. T ( & i)
[J Non-Conformance Resolved. PO e
Material Location: OBG ,\Q \:\‘:7\} ) Lift:
r\,{\&\\
Remarks: 1\

During a random visual skin flatness survey of exterior surfaces of/c/ en W\[hcated ,w&@%‘?na] Assembly area, the Caltrans
Quality Assurance (QA) Inspector discovered the fo]!owmg issues: \

Surface flatness surveys were taken on the exterior Side 1 (SP) sur fweld jre SEGOj 1A-010, Cross Beam side of 5AW
between PP31 to PP32. The out of flatness measureme&s{

longitudinal weld splice. These measurements 2@( ess Smm | m, which exceeds the maximum 5mm out of flatness
requirement per the approved State letter 05.0 00466 @
The weld is identified as: SEG021A-0 O

The SP to SP plate numbers are: A to SP415A.

The location was at the (ﬁiij de of Segment SAW,
Action Required and/or J‘lken'

Submit a regfin pl 14 ¢ngincer for approval. A response for the resolution of this issue is expected within 7 days.

aken across tl @Panel in the transverse direction between the

L
Transmitted by: Bill Howe
Attachments: ZPMC-0508

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

N 0503 06-000996.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 Malerials

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

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-000535
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0508

Type of problem:

Welding 0 Concrete [1 Other

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

Joint fit-up [ Coating [] Other Component: Segment SAW SP (SP469A) to SP (SP415A)

Procedural [ Procedural ] Description: Out of flatness

Reference Description: Out of Panel Flatness found on the Side Panel of 5AW

Description of Non-Conformance:

During a random visual skin flatness survey of exterior surfaces of segment SAW located in the Trial

Assembly area, the Caltrans Quality Assurance (QA) Inspector discovered the following issues:

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG021A-010,
Cross Beam side of SAW between PP31 to PP32. The out of flatness measurements were taken across the Side
Panel in the transverse direction between the longitudinal weld splice. These measurements were out of flatness
9mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per the approved State letter 05.
03.01.004667.

The weld is identified as: SEG021A-010.
The SP to SP plate numbers are: SP469A to SP415A.

The location was at the Cross Beam side of Segment 5AW.

Flatness actoss the side panalinithe
transverse direction. between the
; langitudinal weld joining side panel o side
Weld Number # panel of SAW s 9mm in 630mn
SEGO21A-010
.

2009:12:11 14:03:05
5AW Side|panel.

_h/" TL-15,Quality Assurance -- Non-Conformance Report Pagadof



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 0f 2 )

Applicable reference:

CALTRANS Letter No. 05.03.01-004667 Subject: OBG Skin Plate Flatness

“The maximum deviation from detailed flatness for the stiffened plate would not exceed the greater of Smm.”
“The 630mm long template (straight edge) could be used to check both transversely between stiffeners, and
along the length of the stiffeners to determine local deviations.”

Who discovered the problem:  M.Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hour, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1700 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L] Yes[Z] 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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1. Did not clear the weld pass completely in time.

£ [8) i fr A(Foreman): MAaRUT®g 19 Date): 7o p2. 29

HEEL
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5. REBHEMTERERKEEIZE.

1. Gouge or grind from nearer side from metai edge (D<0.65T, “D” is depth of defects, “T" is thickness of |

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

5. Check the welds according to the working drawings.
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(ZBMC

REPORT OF ULTRASONIC EXAMINATION
UTH G &

AWS D1.5-2002

REPORT NO. #i5i2% B787-UT-11240 DATE 2010.02.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T.##4 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: CORNER BOTTOM DRAWING NO.- CALTRANS CONTRACT NO.: 04-0120F4
PLATE AND BOX SAWISBW/SCW B
Y& 1 SIDE PLATE g} TGS
REFERENCING CODE #4443 ACCEPTANCE STANDARD 42 bixk PROCEDURE NO. #4342

AWS D11.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS 454 3

JOINT TYPE # fg 2y CALIBRATION DUE DATE {386 I 4744 W

SAW BUTT Dec. 287 ;2010
EQUIPMENT #4 MANUFACTURER 3% #%§ MODEL NO. #si% SERIAL NO. J§$5)#2 0
071565311, 061488510
S 1 1
UT SCOPE PANAMETRIC EPOCH-48 061495811, 070152014,
CALIBRATION BLOCK st COUPLANT 4147 MATERIALITHICKNESS 44 4175
AWS |IWBLOCK TYPE 1] C.M.C AT09M-345T2/F2-X 18/16mm
TRANSDUCER 3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] , ANGLE FREQUENCY SIZE
i il 8R4 Rt e pjilid i Rt
Changchao 70" 2.5MHz 18%18mm
Changchao 0 2.5MHz 20mm | Reference Leve! %58t 20d8
Base melal inspecled per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS3 DISCONTINUITY ZR&EfE 5
o] w c & i
WELD z = 5] ~ 5.8 5. |s = =
z 12x|2 |2 Es EslE s S g LOCATION OF DISCONTINUITY - b
O x| 2| x |BZE2j22E RiEEE R e
IDENTIFICATION |E k= =2 T B84 Sifod L7 (mm) =3 =
«EZ pE|os S A ER g
OT | g& & g EE E
$EL £ e o] 5 ik 5
ML % E 4 Sound | Depth from : E w
= Length From'X | From™ I
a|bjlc|d i Path Surface o sy 0
R BE | mms . - a]
SEGD21A-001 1 70 A 1 |41]32] 2 |+7| 10 48 16 -10 1900 | REJ. | 100%
SEG021A-010 1 70 A 1 [4pf{ 32| 1 |+7] 10 42 14 +10 | 4050 | REJ. | 100%
2 70 A 1 |40032) 1+7| 10 ag 13 0 5420 | REJ. | 100%
SEGD23A-031 1 70 A 1 |41]32) 1 |+8| 10 s 10 0 3140 | REJ 100%
2 70 A 1 14132 2| +7| 10 56 2 -10 | ®100 | REJ. | 100%
SEG0254-009 70 32 ACC. | 100%
SEGD25A-010 1 70 A 1 41|32 2 ]+7] 10 55 q -0 8500 | REJ. | 100%
AFTER HSR1(B)-348~350
EXAMINED BY 4 REVIEEED BY ##;
7Mf//m PEVERIN oviry g ?,.-_./p p )2
LEVE[_/ I SIGN | DATE LEVEL I -s/ gu/ r/ DATE
Bl &3 / aom HFPCUSTOMER
%5 SIGN/ 131 DATE 2 SIGN/ [ )8 DATE

(FORM# ZPQC-UTo1)




€=

REPORT OF ULTRASONIC EXAMINATION

UTHRGHR &

REPORT NO. {44

B787-UT-11240R1

Revision No: Q

PROJECT NO. : T#4%:% ZP06-787

ITEMS NAME:

i

CORNER BOTTOM
PLATE AND BOX
SIDE PLATE

DATE 2010.02.25 PAGE 1 OF 1
CONTRACTOR : CALTRANS
DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
- SAWISBW/SCW .
4949 T EES

REFERENCING CODE %€ #57

AWS D1.5-2002

ACCEPTANCE STANDARD 3% 5 45

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #1385

WELDING PROCESS #7141

JOINT TYPE fa5F23 Ry

CALIBRATION DUE DATE {¥ 8% # i 1241

SMAW BUTT Dec. 28%7 2010
EQUIPMENT i # MANUFACTURER itk s MODEL NO. #3485 SERIAL NO. I¥ 511454}
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i _|COUPLANT & MATERIAL/THICKNESS ##jLL55
AWS [IW BLOCK TYPE I C.M.C AT0OM-345T2/F2-X 18/16mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
iRl M HiE st it ifi 75 bl g st
Changchao 70° 2.5MHz 18%1Bmm
Chanéchaﬂ 0° 2.5MHz 20mm Reference Level £33 HE 20dB
Base melal inspecled per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
DECIBELS 4} Il DISCONTINUITY FRiLEfs £
a ] c g ’
WELD z — w ~ | tg |5 [= 3 P
z 18x|S |2 EslEsEsler LOCATION OF DISCONTINUITY - #
ow ZZ|EE |k [Be|SE|EBE3 i e
IDENTIFICATION =5 | uS|s&8 | C B2 AECE & FELEAT T (mm) = I
<3| mi|o&F =k EE SE @
T o 27| @ EX E
AR =
YIRS g & = Sound | Depth from ' = x
= Length From'X | From™Y o
alb ¢ d o Path Surface sfix iy a
Skt LI I T o g o
SEG021A-001 1iR1 | 70 32 ACC. | 100%
SEG021A-D10 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
SEG023A-031 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 AcC. | 100%
SEGD25A-010 R1 | 70 3z ACC. | 100%
AFTERB-WR10699.10700.10705, 0706,
BLANK
EXAMINED BY;k . REVIEWED BY i #
rijﬁvfii 4] C?}‘:?r/'ﬂ L el ®) }l‘/lf ﬁr: i DN Z’t:/o . >l er
LEVEL - I SIGNY 1  DATE LEVEL - WSIGN DATE
BRI/ ocM FIFCUSTOMER

% SIGN | 1 DATE

%5 SIGNJ 1% DATE

{FORM# ZPQC-UTa1)




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATTON

Rk A R J 4 4
REPORT NO. #l%# § B787-MT-19651 DATEH ! 2010.02.25 PAGE OF i/ 1/1 Revision No: 0
PROJECT NO. CONTRACTOR:
i ZP06-787 CALTRANS
TRERY, s
DRAWING NO. 5AE/SBE/SCE CALTRANS CONTRACT NO.:
04-0120F4
. CORNER ASSEMBLY BOTTOM PLATE [in# TE4:E
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£2 4 A i oy BrEse DB TE AT R0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2010
EQUIPMENT ## MANUFACTURER 13 7§ MODEL NO. 45 ¢ SERIAL NO. #4RS
MT YOKE PARKER B310s 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
kA & A 47 1
PARTICLE TYPE Dry magnet powder YOKE SPACING
) T0~150mm
A A TR AR A3
V NG iz i i
MATERIAL TO BE WELDING B4 Material & thickness ATOOM-SHET AR
EXAMINED O CASTING &t B4, L EE
BRI E O FORGING 3% 16/18mm
WELDING PROCESS S TYPE. OF JOINT Sty
A i)
WELD B SCONTNUIT e ACCEPT REJECT REMARKS
1.D.
E INDICATION TYPE LENGE{N T il i
EHiEn e “
SEG021A-001 ACC. 100%MT
~SEGU021A-010 ACC. 100%MT
SEG023A-031 ACC. 100%MT
SEG025A-009 ACC. 100%MT
SEGD25A-010 ACC. 100%MT
AFTER HSR(B)-349~354
BLANK
EXAMINED BYE# _ %
I)M ftho J-203 /» PN
LEVEL || SIGN &£ .f DATEHR 1 LEVEL-l  SIGN DATEH #}
I3 / QCm A CUSTOMER
£ SIGN / AW DATE %5 SIGN f B DATE

(FORM# ZPQC-MTO01)




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-000522
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0508

Type of problem:

Welding [] Concrete [ 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:  11-Dec-2009

Description of Non-Conformance:

During arandom visual skin flatness survey of exterior surfaces of segment 5AW located in the Trial

Assembly area, the Caltrans Quality Assurance (QA) Inspector discovered the following issues.

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG021A-010,
Cross Beam side of 5AW between PP31 to PP32. The out of flathess measurements were taken across the Side
Panel in the transverse direction between the longitudinal weld splice. These measurements were out of flathess
9mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per the approved State letter 05.
03.01.004667.

Theweld isidentified as: SEG021A-010.
The SP to SP plate numbers are: SP469A to SP415A.

The location was at the Cross Beam side of Segment 5AW.

Contractor's proposal to correct the problem:

Perform Heat Straightening at said location along with required NDT to verify weld quality.

Corrective action taken:

Out of tolerance was corrected in accordance with approved HSR and repairs were performed on defective
welds. Contractor has submitted NDT reports to verify welds are 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

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



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

of Structural Materials for your project.

I nspected By: Simonis,Jim Quality Assurance | nspector
Reviewed By: Wahbeh,Mazen QA Reviewer
N7 TL-16,0A -- Non-Conformance Resolution
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