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

Bay Area Branch

Contract # 04-0120F4

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Report No: NCR-000546
Date: 17-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0519

Type of problem:
Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: Segment 6BE to 6CE

Procedural [ Procedural [1 Description: Dimensiona Control

Reference Description: Side Panel Flatness, Segments 6BE/6CE
Description of Non-Conformance:

During arandom visual survey inspection for flathess of Corner Assembly (CA) to Side Panels (SP) of the
Transverse Splice for segment 6BE to segment 6CE between PP43 and PP44, the Caltrans Quality Assurance
(QA) Inspector verified out of flatness measurements at the intersections of CA to SP welds. The maximum out
of flathess measurement was 7mm, utilizing a 600mm straight edge and the maximum allowable tolerance is

5mm. Additional information identifying this non-conformance islisted below.

1) Side Panel 6BE plateisidentified as: SP527A
2) Side Panel 6CE plateisidentified as: SP528A
3) Corner Assembly 6BE plateisidentified as: CA14A
4) Corner Assembly 6CE plateisidentified as: SP88C

5) Transverse weld splice for 6BE to 6CE isidentified as: OBE6C-002
6) Horizontal weld splices are identified as: SEG030A-010 and SEG032B-025
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
Standard Specifications July, 1999: Section 55-3.17 WELDING; "The flat side of all butt welded joints shall
not deviate from flatness by more than 5 mm in alength of 600 mm centered over the weld joint."

Who discovered the problem:  S. Manjunath. Math

Name of individual from Contractor notified: C.K. Chan
Time and method of notification: 1020 hours, 12-15-09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1130 hours, 12-16-09 Verbal
QC Ingpector's Name: Wang Lu

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

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 Eric Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 05.03.06-000507
Subject: NCR No. ZPMC-0519

Reference Description:  Side Panel Flatness, Segments 6BE/6CE

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: 06
Remarks:
During arandom visual survey inspection for flatness of Corner Assembly (CA) to Side Panels (SP) of the Transverse Splice for
segment 6BE to segment 6CE between PPA3 and PP44, the Caltrans Quality Assurance (QA) Inspector verified out of flathess
measurements at the intersections of CA to SP welds. The maximum out of flatness measurement was 7mm, utilizing a 600mm straight
edge and the maximum allowable tolerance is 5mm. Additional information identifying this non-conformanceis listed below.

1) Side Panel 6BE plateisidentified as: SP527A
2) Side Panel 6CE plateisidentified as: SP528A
3) Corner Assembly 6BE plate isidentified as: CA14A
4) Corner Assembly 6CE plate isidentified as: SP88C
5) Transverse weld splice for 6BE to 6CE isidentified as: OBE6C-002
6) Horizontal weld splices are identified as: SEG030A-010 and SEG032B-025
Action Required and/or Action Taken:
Submit arepair procedure to correct flattness to within the specified tolerance to the engineer for approval. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0519

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

ogral " 05.03.06-000507,NCT
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AmEI’iE}aﬂ < 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-SF-80-13.2/13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000576 Rev: 00
Ref: 05.03.06-000507

Subject:  NCR No. ZPMC-0519

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-000576R00

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

No repair procedure was received. This NPR is rejected.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):

‘h‘? Page 1 of 1



AmEI’iE}aﬂ < 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-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000576 Rev: 01
Ref: 05.03.06-000507

Subject:  NCR No. ZPMC-0519

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-000576R01

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

AAP approved.

Submitted by:  Howe, Bill Date: 11-Feb-2010
Attachment(s):

Page 1 of 1



AmEI’iE}aﬂ < 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: 29-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-000576 Rev: 02
Ref: 05.03.06-000507

Subject: NCR No. ZPMC-0519

Contractor's Proposed Resolution:

Reference Resolution: While performing the NDT of the welds after ZPMC discovered an indication and is providing documentation of the
repair and subsequent NDT showing that the welds are acceptable

REFLASH: REVISED ATTACHMENT, 3-29-10

ZPMC has rectified the flatness issues documented in the NCR. While performing the NDT of the welds after ZPMC discovered an indication
and is providing documentation of the repair and subsequent NDT showing that the welds are acceptable. Based on this ZPMC requests
closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000576R02;

Caltrans' comments: Status: CLO
Date: 05-Apr-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0519 is closed.

Submitted by:  Eagen, Sean Date: 05-Apr-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-680
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000546(ZPMC-0519)

ZPMC performed heat straightening work to rectify this dimension issue between Side Plates.
Attached Heat Straightening Report and Dimension Check Report show the side plates’ dimension
problem has been rectified and accepted. ZPMC performed NDT to the affected welds and has
fixed the indication found by UT. ZPMC is providing the NDT records show all the affected welds
are acceptable. After the verification by CT’s representative this issue has been removed from
punchlist. Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000546(ZPMC-0519)
HSRI1(B)-8154

DIMENSION CHECK AFTER HS
B787-UT-11550

B787-MT-19952

B-WR10739

B787-UT-11278 R1

v

%[:(\’/v




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

&/trw Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOQR, A TV 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 Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-0}9\050 D,
Subject: NCR No. ZPMC-0519 \/Q S@V £
Reference Description:  Side Panel Flatness, Segments 6BE/6CE //> /3 \:\\\\\‘} |
The attached Non-Conformance Report deseribes an occurrence where the contractor did not comply wifﬁ\r:hujrememaof the contract document as !
indicated below: \\\)
Material or Workmanship not in conformance with contract documents, ,«\f »
] Quality Control {QC) not performed in conformance with contract documents. /_} B
td Recurring QC issue that constitutes a systematic problem in quality control, {\ /’ )
(] Non-Conformance Resolved. o C“ \ | ”‘—-f"
Material Location: OBG ,/»-f:{& k \ Lift: -t R
Remarks: i "\'3 . \"\1“; “’“‘“‘;\
7 . \\ N

During a random visual survey inspection for flatness of Corner Au"\.ﬁ;f A) t0:Side le S;”JP) of the Transverse Splice for
segment 6BE to segment 6CE between PP43 and PPdd, the C‘altrans‘Qqahtyﬁ\:ésurancr'ff"‘.—‘ﬂ.) Inspector verified out of flamess

=
measurements at the intersections of CA to SP welds. The n-gmmum ouﬁg?ﬂatness(j\nfasmemem was 7mm, utilizing a 600mm straight

edge and the maximum allowable tolerance is 5mm, AC["‘]]:" ﬁ’mformatlon 1d€n‘Fth this non-conformance is listed below.

Fo RN N Dy 1;‘5\:\__/
. i, ; - ¢ Ny WV L
1) Side Panel 6BE plate is identified as: SP527A< ) } d;u <
2) Side Panel 6CE plate is identified as: & :r'fcz \\ \// ™ G‘:ﬁ
A

3) Corner Assembly 6BE plate is :dcntrf%\as !LA14A "S‘:&?‘Q
4) Carner Assembly 6CE plate is uﬁge 1§\>SP88C' \i\&“‘)
5) Transverse weld splice for EBE’, eCE is identiﬁedﬁr}i‘\‘G\‘BEGC 002
6) Horizontal weld splices are 1d@::nﬁed\aa SEGO030A-010 and SEG032B-025
Action Required and/or A({/ﬁ:‘.\ﬁ[“h‘ﬂ
Submit a repair ploci'dh w&rn.ct flattness to within the specified tolerance to the engineer for approval. A response for the
resolution ci*;%}us [°5' X é@ected within 7 days.
</’ i l \._./
~
\P
{ /"”
L
[ransmitted by: Bill Howe
Attachments: ZPMC-0519

ez Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
file:  05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source | nspection

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 .
(707) 545.5453 File #: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000546
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0319

Type of problem:

Welding [l Concrete [0 Other
Welding L] Curing [J Procedural (0  Bridge No: 34-0006
Joint fitup [] Coating [ Other Component: Segment 6BE to 6CE

Procedural [] Procedural [J Deseription: Dimensional Control
Reference Description: Side Panel Flatness, Segments 6BE/6CE
Description of Non-Conformance:

During a random visual survey inspection for flatness of Corner Assembly (CA) to Side Panels (SP) of the
Transverse Splice for segment 6BE to segment 6CE between PP43 and PP44, the Caltrans Quality Assurance
(QA) Inspector verified out of flatness measurements at the intersections of CA to SP welds. The maximum out
of flatmess measurement was 7mm, utilizing a 600mm straight edge and the maximum allowable tolerance is
Smm. Additional information identifying this non-conformance is listed below.

1) Side Panel 6BE plate is identified as: SP527A

2) Side Panel 6CE plate is identified as: SP528A

3) Corner Assembly 6BE plate is identified as: CA14A

4) Corner Assembly 6CE plate is identified as: SP88C

5) Transverse weld splice for 6BE to 6CE is identified as: OBE6C-002

6) Horizontal weld splices are identified as: SEG030A-010 and SEG032B-025

2/ 15/2009 1010

';ﬁ'?; TL-13,Quality Assurance -- Non-Conformance Report Poge lof 2




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

Applicable reference:
Standard Specifications July, 1999: Section 55-3.17 WELDING; "The flat side of all butt welded joints shall
not deviate from flatness by more than 5 mm in a length of 600 mm centered over the weld joint."

Who discovered the problem:  S. Manjunath. Math

Name of individual from Contractor notified: C.K. Chan
Time and method of notification: 1020 hours, 12-15-09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1130 hours, 12-16-09 Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [ Yes[4 No
Contractor's proposal to correct the problem:

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 Eric Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

hz‘ TL-13,Quality Assurance — Non-Conformuance Report Page 2 of 2




‘ » &5 Record# HSR1(B)-8154
ij E_[—E IR JRFE Revision &

0
Heat Straightening Record(HSR1) H#Date [2010.02.24
SR E# B AP San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 THEHEIOB: ZP06-787
= ACAssembly:; F#5CFQuality Control Representative
3£ Sub-Assembly: A - Ve
ZEEGird:  BBE+6CE SRR /Qality Assurgnce Manager~Approval
HE B Tower: N/A / Z—,/V[/A 412
RESWeld No: - 002
B 4EHE S Weld Map No:  OBEGA | 4
1§ #32 Description of Condition
Cause[&H Welding distortion EE47E

Type of Defectf f&JE R0 Welding distortion EEH G

Inspection Methodi@ & /7%  Visual Big

L& 7% Disposition
ik &S ZFR 77 1% (Defect Removal Method): Flame Straightening by oxygen acetylene
- ’ After finishing heat straightening, the weld of the heat area shall perform NDT according to the
& o)
JE4:NDE(Post-Removal NDE): approved shap drawing
5 . : Control current . voltage and weld speed according to relevant WPS., If necessary anti-deformation
&| IEF&H(Corrective Action(s)): g ¥ g 4

or hold down device can be added .

SCi R (Number of application): 1~3

T o im e (Maximurm temprature) <650°C

75 &I Sketch

= BAEAES Ormm,, HKXEES0~100mm.
NOTE: the max deformation is about Smm,heat straightening the
width is 50~100mm.

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

3 R Inspector: A %5 Signature: /i‘_ pg
CWi#| o]j2071] i
I ZZ#£5 NDE Certification: Level Il Closing Date: 20l0. .11
P H#£3EQC Manager 5% HjiReview Date:

Note: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002.

#R787-QCP-1101
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REPORT OF ULTRASONIC EXAMINATION

ZBPRE
UTHRGH %
REPORT NO. iﬁ‘é—iﬁ% B787-UT-11550 DATE 2010.03.10 PAGE 1 QF1 Revision No: 0
PROJECT NO. : T3 < ZP06-787 CONTRACTOR ;: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
) SIDE PLATE OBEB
BRELFR A mHIEES

REFERENCING CODE &3

AWS D1.5-2002

ACCEPTANCE STANDARD & i

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. BFHE

ZPQC-UT-01

WELDING PROCESS j&

ﬁ%S?
m

FCAW

BUTT

JOINT TYPE 1255247

CALIBRATION DUE DATE {{ 3243 IF 4 3048

Dec. 2857 2010

EQUIPMENT %

UT SCOPE

MANUFACTURER & &

PANAMETRICS

EPOCH-4B

MODEL NO. #3455

SERIAL NO. F5|52

071565311, 061488510,
061495811, 070152011,

CALIBRATION BLOCK &k COUPLANT #5577 MATERIAL/THICKNESS #f#} /25
AWS [IW BLOCK TYPE I C.M.C AT09M-345 16 mm
TRANSDUCER ##:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
I BE R R+ HIEm BE E2IE Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level 2:3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4# R DISCONTINUITY EgEd: =
. 5
WELD 2 |3 8 |~z |z I5s. ks E 25
z 28 |2_ | Ez5efEElEE LOCATION OF DISCONTINUITY &= &
9 = |wE]| 583|258 ok i
IDENTIFICATION | £k [ S5 |25 |5 |23[8 8|2 & S & A EEAL T (mm) 25 | #
<@ | pE Qs S I - 5= 5
™ o & g EE E
B L B ke e 1 o s =
RS S = g:. = Sound | Depth from . 5 «
= Length From'X | From'Y o
a b c| d E Path Surface X sEy a
BiE BEETIFEL B i o
OBEGC-002 70 32 ACC. 100%
AFTER HSR1 (B)- 8154
BLANK
JEXAMINED BYZi% \ REVIEWED BY i
Coue™ y A \ 4, = AlA— | .
tever-n sl | DATQ 1O LEVEL-Il SIGN / BATE ).t
IitEsE / acM FAFPCUSTOMER
ET SIGN/ B naTs 455 SIGN/ T4 DATE

FORME ZPQC-UTOT)




: @ 2 REPORT OF MAGNETIC PARTICLE EXAMINATION
REPORT NO. i %5 42 B787-MT-10952 DATEB# 2010.03.11 PAGE OFHE#E 1M Revision No: 0
PROJECT NO. CONTRACTOR:

ZP06-787 CALTRANS
IB%E: H A:
DRAWING NO. 6BE/6CE CALTRANS CONTRACT NO.: )
04-0120F4
Hs: CB SIDE PLATE M TERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B k) BB BFrse B EH 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2657 2010
EQUIPMENT &% MANUFACTURER #i& 75 MODEL NO. 52 SERIAL NO. #E&E5 2
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING IHJIETHDD CDntiﬂUOUS magneﬁc yoke CURRENT
AC
B B =R
= " 70~150
R T AT mm
MATERIAL TO BE v WELDING HBEsE i i
Material & thickness A709M-345
EXAMINED O CASTING %1 B3, FLEE
BRI B O FORGING 83 16mm
WELDING PROCESS TYPE OF JOINT
FCAW BUTT
BET% BEEAeRy
DISCONTINUITY A gt £ s
WELD I.D. T ACCEPT REJECT REMARK
mane INDICATION TYPE qLENG{',:I.lN i Tl ZiE
xR E=$iv) -
OBEBC-002 ACC. 100%MT
AFTER HSR1(B)-8154
BLANK
V#ENED BYZ#§ REVIEWED BY B
a M- /ou}-'/ K R-Z/b& /“d?'”
LEVEL -1l SIGN &2 DATER M LEVEL-Il |'VSIGN { DATEHH
Ptz / Qem F P CUSTOMER

&5 SIGN / H i DATE

%5 SIGN/ Hii DATE

(FORM3# ZPQC-MTO1)




q,{zmogz‘(

If g 4 cx tems Na ND BOX SIDE PLATE
K E Hm S me
Project No.: ZP06-787 _[

— i:%l: é’-’ﬁ jg ﬂ% _TI-EL % M4 Rev. No.
Welding Repair Report ; 0
T 475 EEMES KR | HHEE 6BE e S e—
Project Name SFOBB Drawing No Repart-No: ]
aFs 04-0120F4 HAF 4

CORNER ASSEMBLY Al NDT#R.4 %<
Report No.of NDT| B787-UT-11278

PR Ak

Description of welding discontinuity:

allowance aggregate length.

(UTﬁﬁ&'ﬁﬂE‘ﬁfﬁHﬁH*&E/J\Tﬁ%jcfﬂi#iéﬁu ) SEG030A-010

G ek

2R (Inspector) -Tang /Xingshan 8 J#(Date) :

—2010.02.25

BRI R 751

Draft of welding discontinuity:

~_ |
\_m,/

WELD NUMBER: SEGO30A-010

18 \___~_/




FEEH:
Caused:
1. BBk ER&BF &,

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

# 19 fi 37 A(Foreman):

7L/1”’?)a $(Date): > )

-

2. SHBERETZME (WPS) L EMITELIR, i,
3. EADHE R R ATV R RS I 5 2 b
4. CEHEFNEIRIT BB S B4 sl AR SR A T 5T

5. 1RIENHERT IR ] B Uk s TR A,

PAGFERE BT BE — U (D<0.65T, DWSMAIREE, THIRMD) SRMHEIBEIT B i vk £ a2 4e s

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. Grind the repaired area flush with base metal or the adjacent weld;
5. Check the welds according to the working drawings.

Sraglt e

Techntca] engmeer

H:
Approved by

B
Date
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. HEime B787-UT-11278 DATE 2010.02.25 PAGE 1 OF1 Revision No: 0
PROJECT NO. LRSS ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
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RN BOX SIDE PLATE |E% MRy
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REFERENCING CODE SHE

ACCEPTANCE STANDARD#: H 1k
AWS D1.5-2002(Table 6.3)
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WELDING PROCESS #4574 1:
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I s —— - o
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PROJECT NO. :T7E#ES ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
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REFERENCING CODE =31 ACCEPTANCE STANDARD#EZ 57 PROCEDURE NO. BrF42
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WELDING PROCESS 2# 75

JOINT TYPE {2453 7)

CALIBRATION DUE DATE {{S# [F & % 45
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UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
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HESH RE I Rt HER BE M R~
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REPORT NO.#i & %S B787-UT-12114

DATE

2010.03.10 PAGE 1 OF 1

Revision No: @

PROJECT NO. : T#%'S ZP06-787

CONTRACTOR :

CALTRANS

ITEMS NAME: OBG SIDE PLATE SPLICE
i 6CE Mg

DRAWING NO.: SEG032B

MM TRgRS

CALTRANS CONTRACT NO.:

04-0120F4

REFERENCING CODE Z#Hli
AWS D1.5-2002

ACCEPTANCE STANDARD #5457
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. EJrsge
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JOINT TYPE# 41264
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DEC. 28°, 2010
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SERIAL NO. FEFl&%
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061495811, 070152011,
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TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SIZE
i piili ik R I3 F A RsF
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Changchao 0° 2.5 MHz 20 mm Reference Level £33 R 20dB
Reference Level 2% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UTOK.
DECIBELS4* DISCONTINUITY  ARgEsEf: 5
o 1] w T ”
p=4 = B O ~ | g o 8« | g = +
WELD Z o S &|f 2|3k 52|22 LOCATION OF DISCONTINUITY S . o=
E k|l B2 €8 (27808 e2 — 2% | =
IDENTIFICATION | & #| @ RlQ 0 ik |5 = RIELEAL T (mm) 23 5
o x £
AR B e % 8‘_ H a b d Length | Sound Path | Depth from Surface | From'X é &
i z c 8
KR PR YR BT #ix o
SEG032B-025 70 32 ACC. | 100%UT

AFTER HSR1(B)-8154

BLANK

EXAMINED BY F#§

Tl Jo)oot s

LEVEL -,JJ S]GNj / DATE

REVIEWED BY ##:

LEVEL- Il GN ! DATE

XV'A?GM 9w %’/o °2.]0
/

BRI / QCM

5 SIGN/ H#f DATE

FFCUSTOMER

%5 SIGN/ HI DATE

(FORM# ZPQC-UT01-1)




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-000611
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0519

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:  17-Dec-2009

Description of Non-Conformance:

During arandom visual survey inspection for flathess of Corner Assembly (CA) to Side Panels (SP) of the
Transverse Splice for segment 6BE to segment 6CE between PP43 and PP44, the Caltrans Quality Assurance
(QA) Inspector verified out of flatness measurements at the intersections of CA to SP welds. The maximum out
of flatness measurement was 7mm, utilizing a 600mm straight edge and the maximum allowable tolerance is
5mm. Additional information identifying this non-conformance is listed below.

1) Side Panel 6BE plateisidentified as: SP527A

2) Side Panel 6CE plate isidentified as. SP528A

3) Corner Assembly 6BE plateisidentified as: CA14A

4) Corner Assembly 6CE plate isidentified as. SP88C

5) Transverse weld splice for 6BE to 6CE isidentified as: OBE6C-002

6) Horizontal weld splices are identified as. SEG030A-010 and SEG032B-025

Contractor's proposal to correct the problem:

Perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted NDT reports verifying welds affected by heat straightening procedure 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 of

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



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

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

Page 2 of 2
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