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-000536
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0509

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating  [] Other [ ]  Component: Segment 6BW FB Flange to Top Flange LD

Procedural [ Procedural [J Description:

Reference Description: Excessive Root Opening at the Floor Beam Flange to the Top Flange of the
Longitudinal Diaphragm for Segment 6BW

Description of Non-Conformance:

During arandom in-process visual inspection of OBG segment 6BW, the Caltrans Quality Assurance (QA)

Inspector observed an excessive root joint opening (12mm) of a complete joint penetration (CJP) weld between

the Floor Beam (FB) Flange and Top Flange of the Longitudinal Diaphragm (LD) located at PP41 and W4.

Additional information identifying this non-conformance is listed below.

1) The approved welding procedure specification (WPS) isidentified as: WPS-B-T-2232-TC-U4B-F.
2) The affected weld isidentified as: SEG029B-009
3) ThisweldisaComplete Joint Penetration (CJP)
4) The Floor Beam Flange is identified as. FB015-001
5) The Top Flange of the Longitudinal Diaphragm isidentified as. LD15E
6) The maximum allowable root opening per this approved WPS is 5mm.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
Approved WPS; WPS-B-T-2232-Tc-U4b-F states that the root opening is 3mm (+2mm max).

AWS D1.5-2002 Section 3.3.2.1; The root opening between parts shall not exceed 5mm [3/16 in.] except in
cases involving rolled shapes or plates 75mm [3in.] or greater in thicknessiif, after straightening and in
assembly, the root opening cannot be closed sufficiently to meet this tolerance. In such cases, a maximum root
opening of 8mm [5/16 in.] may be used with abacking weld or suitable backing and the final weld meets the
requirements for weld size.

Who discovered the problem:  Shrikant Utekar

Name of individual from Contractor notified: Li Jing Bo

Time and method of notification: 2045 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 0730 hours, Verbal

QC Ingpector's Name: Zhang Hai Tao

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

Contractor's proposal to correct the problem:

N/A

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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected 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: 05.03.06-000497
Subject: NCR No. ZPMC-0509

Reference Description:  Excessive Root Opening at the Floor Beam Flange to the Top Flange of the Longitudinal Diaphragm for Segment 6BW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During arandom in-process visual inspection of OBG segment 6BW, the Caltrans Quality Assurance (QA) Inspector observed an
excessive root joint opening (12mm) of a complete joint penetration (CJP) weld between the Floor Beam (FB) Flange and Top Flange
of the Longitudinal Diaphragm (LD) located at PP41 and W4.
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-0509

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

Y/ 05.03.06-000497,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: 03-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-000606 Rev: 00
Ref: 05.03.06-000497

Subject:  NCR No. ZPMC-0509

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications present and retested the welds for acceptability. Attached is
documentation showing the welds are sounds. Based on that ZPMC requests closure of this NCR.

ZPMC has repaired the missed indications present and retested the welds for acceptability. Attached is documentation showing the welds are
sounds. Based on that ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000606R00;

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):
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@ No. B-637
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-3
REGARDING: NCR-000536(ZPMC-0509)

With this letter of response, ZPMC requests closure of CT NCR-000536(ZPMC-0509) what
mentioned that CT inspector observed missed MT indication by ZPMC QC.

- Indication was found after the weld was completed. A fter repair this welds was tested
and accepted by UT.

- Attached NDT documentation shows this weld is sound and acceptable.

- Punch List 341 what mentioning this NCR has been confirmed and closed by CT
inspector.

Base on the taken actions and responses above, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000536(ZPMC-0509)
B-WR9729
B787-UT-10531R1

14 2
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo. CA 94592-1133 Flle #: 69.258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000536
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0509

Type of problem:

Welding Concrete [ Other O

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

Joint fit-up M Coating (1 Other O] Component: Segment 6BW FB Flange to Top Flange LD

Procedural [] Procedural (] Description:

Reference Description: Excessive Root Opening at the Floor Beam F lange to the Top Flange of the
Longitudinal Diaphragm for Segment 6BW

Description of Non-Conformance:

During a random in-process visual inspection of OBG segment 6BW, the Caltrans Quality Assurance (QA)

Inspector observed an excessive root joint opening (12mm) of a complete joint penetration (CJP) weld between

the Floor Beam (FB) Flange and Top Flange of the Longitudinal Diaphragm (LD) located at PP41 and W4.

Additional information identifying this non-conformance is listed below.

1) The approved welding procedure specification (WPS) is identified as: WPS-B-T-2232-TC-U4B-F.
2) The affected weld is identified as: SEG029B-009
3) This weld is a Complete Joint Penetration (CJP)
4) The Floor Beam Flange is identified as: FB015-001
5) The Top Flange of the Longitudinal Diaphragm is identified as: LD15E
6) The maximum allowable root opening per this approved WPS is Smm.

1
%

0BG 6BW

4 FB075-001

20:08112/14/2009
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicable reference:
Approved WPS; WPS-B-T-2232-Tc-U4b-F states that the root opening is 3mm (+2mm max).

AWS D1.5-2002 Section 3.3.2.1; The root opening between parts shall not exceed 5mm [3/16 in.] except in
cases involving rolled shapes or plates 75mm [3 in.] or greater in thickness if, after straightening and in
assembly, the root opening cannot be closed sufficiently to meet this tolerance. In such cases, a maximum root
opening of 8mm [5/16 in.] may be used with a backing weld or suitable backing and the final weld meets the
requirements for weld size.

Who discovered the problem:  Shrikant Utekar

Name of individual from Contractor notified: Li Jing Bo

Time and method of notification: 2045 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 0730 hours, Verbal

QC Inspector's Name: Zhang Hai Tao

Was QC Inspector aware of the problem: [ 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
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| Welding Repair Report 0
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Contract No - AIh2 AR SENFERNLENET | NS B787-UT-10531
A BT Items Name UDINAL Report No.of NDT
: ZP06-787
Project No.:
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Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.
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WELD NUMBER: SEG029B-009




FEBRA:

Caused:

1. R ERE®EFE.

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

% 18] 51 3t A(Foreman):(5, A9 J wnE #A(Date): ( . 7

22 ER !
Disposition :

1. MOLFEEE BRI EUE —M (D<X0.65T, DAGRMGEE, THET) FHAB kT FES BT 2 2 B L e e B

3. JRATSHE Fh I AEAT VT AR Gk Fes 55 S 7 14
4. CRHEANXEITEE R S B AT AR 4 T 5

5. SHREENMTUTRIY, i s 4 4 b & S 30 & 52 16 50mm.

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

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

9. Perform UT inspection to the weld along with 50mm on each end of the repair area;

Technical engineer , Approved by Date
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Correction action to prevent re occurrence:
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1. Improve monitoring of welding and interpass cleaning.
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REPORT OF ULTRASONIC EXAMINATION
(ZPMc) UTH A 4

REPORT NoO. Hsme B787-UT-10531R1 DATE 2010.02,28 PAGE 1 OF 1 ) Revision No: ¢

PROJECT No. : Tia438 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 6BWHEAW FRAWING NO.: -— CALTRANS CONTRACT NO.- 04-0120F4
A4 A LONGITUDINAL |, I g
REFERENCING CODE % iz ACCEPTANCE STANDARD #&57$7:(k PROCEDURE No. 12435
AWS D1.5.2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS ##:71: JOINT TYPE #iggaicm) CALIBRATION DUE DATE kR ETT 20
SMAW CORNER-JOINT Dec. 2857 2019
EQUIPMENT 4 MANUFACTURER #ii%fs MODEL NO. #:m 2 SERIAL NO. 555
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011
CALIBRATION BLOCK ik COUPLANT #2 &3 MATERIAL/THICKNESS WE
AWS W BLOCK TYPE |1 c.M.c A709M-345 25/30/14/20mm
TRANSDUCER 3L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il g 7y bjiliy R R+t il bl s Rt
Changchao 70° 2.5MHz 18X18mm
Changchao 0° 2.5MHz 20mm Reference Level B4 A r 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ | DISCONTINUITY 7R3tgdu S
WELD 2 2 ) S 1§_18_J5.[s 2 al
S |2a(2. |8 (238 @5 LOCATION OF DISCONTINUITY g | %
oo = | W : & Sle 8 e =
IDENTIFICATION |2 | SS|LE (X [E 3 SSESE 8 I I (mm) 25 | =
S*|az|oE| J [FTRTEYE Ex | g
- o= E=
Hios [ 4t 42 42 [T w ’\ b=} 1]
}.’éfméﬂ 4 HHE g E = Sound Depth from i S o
= Length FromX | From'y )
a b c d e Path Surface #1ix sy o
PR | e - = o
SEG0298-009 1R1 | 70 32 ACC. | 100%

AFTER B-WR9729

BLANK

T T

————____——___,-——___———___———__

EXAMINED BYZEi#z REVI‘!;VI!VED BY
g 52 ~‘ﬂ7 & A O— 07"/)44)

LEVEL -1l SIGN DATE LEVEL - 1| sIGN !/ DATE
Heit &y / QCM7

ﬁ}F’CUSTOMER
z.R’ [0

EFSIGN/ H DATE XEF SIGN/ H i DATE

(FORM3# 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-000544
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 15-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0509

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  14-Dec-2009

Description of Non-Conformance:

During arandom in-process visual inspection of OBG segment 6BW, the Caltrans Quality Assurance (QA)
Inspector observed an excessive root joint opening (12mm) of a complete joint penetration (CJP) weld between
the Floor Beam (FB) Flange and Top Flange of the Longitudinal Diaphragm (LD) located at PP41 and W4.
Additional information identifying this non-conformance is listed below.

1) The approved welding procedure specification (WPS) isidentified as. WPS-B-T-2232-TC-U4B-F.

2) The affected weld isidentified as: SEG029B-009

3) Thisweld isaComplete Joint Penetration (CJP)

4) The Floor Beam Flange isidentified as. FB015-001

5) The Top Flange of the Longitudinal Diaphragm isidentified as: LD15E

6) The maximum allowable root opening per this approved WPS is 5mm.
Contractor's proposal to correct the problem:
Perform NDT required to verify weld quality and repair as necessary.
Corrective action taken:
Contractor submitted NDT report showing defects discovered in weld after initial NDT inspection and
documentation verifying defects were repaired along with subsequent NDT documentation verifying the weld
isin conformance with Contract specifications.
Did corrective action require Engineer's approval? [J Yeslvl No
If so, name of Engineer providing approval: Date:
| s Engineer'sapproval attached? [ Yeslv] 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.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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