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-000558
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0531

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Lift 5 East

Procedural [ Procedural [ Description: Dimensiona Control

Reference Description: Side Panel Flatness, L5E

Description of Non-Conformance:

During arandom visual skin flatness survey of exterior surfaces of segment Lift 5 East located in the Trial
Assembly area, the Caltrans Quality Assurance (QA) Inspector discovered the following issues.

5AE to 5BE

1) 5AE SP (SP304A) to SP (SP423A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-010, Bike
path side of 5AE 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 8mm in
630mm, which exceeds the maximum 5mm out of flathess requirement per State letter 05.03.01.004667.

- Out of flathess 8mm in 630mm

-The longitudinal weld spliceisidentified as. SEG022A-010.

-The Transverse weld splice isidentified as: OBESA-004 & OBESA-005.
-The SPto SP plate numbers are: SP304A to SP423A.

-The location was at the Bike path side of Segment 5AE.

- Between PP31 to PP32

2) 5AE SP (SP521A) to SP (SP419A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-001,
Cross beam side of 5AE 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
7mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.
004667.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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-Out of flathess 7mm in 630mm

-The longitudinal weld spliceisidentified as; SEG022A-001.

-The Transverse weld splice isidentified as;: OBE5A-002 & OBESA-001.
-The SPto SP plate numbers are: SP521A to SP419A.

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

-Between PP31 to PP32

5BE to 5CE

1) 5BE SP (SP305A) to SP (SP424A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG024A-031, Bike
path side of 5BE between PP34 to PP35. The out of flatness measurements were taken across the Side Pandl in
the transverse direction between the longitudinal weld splice. These measurements were out of flatness 7mm in
630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.004667.

-Out of flathess 7mm in 630mm.

-The longitudinal weld spliceisidentified as; SEG024A-031.

-The Transverse weld splice for 5BE to 5CE isidentified as: OBESA-009 & OBESA-010.

-The SPto SP plate numbers are: SP305A to SP424A.

-The location was at the Bike path side of Segment 5BE.

-Between PP34 to PP35

2) 5CE SP (SP524A) to SP (SP422A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG026A-009,
Cross beam side of 5CE between PP34 to PP35. 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
7mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.
004667.

-Out of flathess 7mm in 630mm

-The longitudinal weld spliceisidentified as; SEG026A-0009.

-The Transverse weld splice for 5BE to 5CE isidentified as: OBESA-007 & OBESA-006.
-The SPto SP plate numbers are: SP524A to SP422A

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

-Between PP34 to PP35
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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5BE

Side panel
SP304A Longitudinal Weld splice #
\ SEG022A-010

#SP 419A

BLVE

Longltudmal weld By, #SBS2TA 0
ﬂi'ce # SEG022A-001 b o i :
= B 5% 8mm in 630mm

SEG026A-009"

7mmin 630mm : e

Trans erse weld Splice #
OBESA 007 e

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.”

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: M. Manikandan

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1600 hours, 12-22-09, Verbal
Name of Caltrans Engineer notified:  Ching Chao and Bill Howe
Time and method of notification: 1700 hours, 12-22-09, Verbal
QC Inspector's Name: Wang Lu

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

Comments:

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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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
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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: 25-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: 05.03.06-000519
Subject: NCR No. ZPMC-0531

Reference Description:  Side Panel Flatness, L5E

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 Lift 5 East located in the Trial Assembly area, the Caltrans
Quality Assurance (QA) Inspector discovered the following issues:

5AE to 5SBE

1) 5AE SP (SP304A) to SP (SP423A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-010, Bike path side of 5AE
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 8mm in 630mm, which exceeds the maximum 5mm out of flatness
requirement per State letter 05.03.01.004667.

- Out of flatness 8mm in 630mm

-Thelongitudinal weld splice isidentified as. SEG022A-010.

-The Transverse weld splice isidentified as: OBESA-004 & OBESA-005.
-The SPto SP plate numbers are: SP304A to SP423A.

-The location was at the Bike path side of Segment 5AE.

- Between PP31 to PP32

2) 5AE SP (SP521A) to SP (SP419A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-001, Cross beam side of 5AE
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 7mm in 630mm, which exceeds the maximum 5mm out of flatness
requirement per State letter 05.03.01.004667.

-Out of flatness 7mm in 630mm

ogral " 05.03.06-000519,NCT
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NCT
( Continued Page 2 of 2 )

-The longitudinal weld splice isidentified as: SEG022A-001.

-The Transverse weld spliceisidentified as: OBE5A-002 & OBESA-001.
-The SP to SP plate numbers are: SP521A to SP419A.

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

-Between PP31 to PP32

5BE to 5CE

1) 5BE SP (SP305A) to SP (SP424A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG024A-031, Bike path side of 5BE
between PP34 to PP35. 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 7mm in 630mm, which exceeds the maximum 5mm out of flatness
requirement per State letter 05.03.01.004667.

-Out of flatness 7mm in 630mm.

-The longitudinal weld splice isidentified as: SEG024A-031.

-The Transverse weld splice for 5BE to 5CE is identified as: OBE5A-009 & OBES5A-010.

-The SPto SP plate numbers are: SP305A to SP424A.

-The location was at the Bike path side of Segment 5BE.

-Between PP34 to PP35

2) 5CE SP (SP524A) to SP (SP422A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG026A-009, Cross beam side of 5CE
between PP34 to PP35. 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 7mm in 630mm, which exceeds the maximum 5mm out of flatness
requirement per State letter 05.03.01.004667.

-Out of flatness 7mm in 630mm
-The longitudinal weld spliceisidentified as: SEG026A-009.
-The Transverse weld splice for 5BE to 5CE isidentified as: OBESA-007 & OBESA-006.
-The SP to SP plate numbers are: SP524A to SP422A
-The location was at the Cross Beam side of Segment 5CE.
-Between PP34 to PP35
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0531

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File 05.03.06
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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-000577 Rev: 00
Ref: 05.03.06-000519

Subject:  NCR No. ZPMC-0531

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-000577R00

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

The information requested has not been received. 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-000577 Rev: 01
Ref: 05.03.06-000519

Subject:  NCR No. ZPMC-0531

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-000577R01

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

Submitted by:  Howe, Bill Date: 11-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: 17-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-000577 Rev: 02
Ref: 05.03.06-000519

Subject:  NCR No. ZPMC-0531

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has rectified the skin flatness using heat straightening. Attached are the heat straightening reports and non
destructive testing that was performed.

ZPMC has rectified the skin flatness using heat straightening. Attached are the heat straightening reports and non destructive testing that was
performed after to show that the affected welds are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000577R02;

Caltrans' comments: Status: CLO
Date: 24-Mar-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0531 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):
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@ No. B-688
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-17
REGARDING: NCR-000558(ZPMC-0531)

ZPMC acknowledged this problem and has issued internal NCR. ZPMC performed heat
straightening to rectify the flatness issue of SPs. ZPMC is providing the HSR1s & HSRs what
show the heat straightening technique for the rectification. ZPMC is providing the NDT records
show all the affected welds’ soundness after heat straightening. After rectification this issue of
flatness of SPs have been confirmed and removed from punchlist by CT’s representative. Based
on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000558(ZPMC-0531)
NCR-B-347(ZPMC-0531)
HSR(B)-351

HSR(B)-352
HSR1(B)-8146
HSR1(B)-8128
B787-MT-19651
B787-UT-11265
B787-UT-11265 R1
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332 Burma Road
Daklang CA 94507

Tel: Fax:

DEPARTWMENT OF TRANSPORTATICN - District 4 Toll Bridge

NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGEAS LUDE. A 1v Date:

373 BLRATA ROIAD

DAKLAND 4 25607 Cuniraet No:
Deay: My, Charles Kanapici Job Name:
Aftention: Mr Thomas Niszon Frapecikabrcation Ve Document No:

Subject: NCR No. ZPMi.053]

Reference Description:  side Panel Flatoess. |5t

IR Dec-200e

Nd-120) 4
O-NERD-13 2001y
SAS Superstructure ’

Ul 013 08-0005 1

The aRached Non-Conformance Report deserioes an vecimrence whese the coatractor did nut comply with » regmrersent of the comiact document as

indicated helow:

%] MMarerial or Workmanship nnt in conformancs with contract documenis.

¥l Quality Control {QC) not periammed i confonmance with congact documenta

0 Revurring QC issue that constitues o sy<tematic prablem in quadity control

4 Non-Conformance Rescived.
Materiul Location: 0BG Lift:
Remarks:

us

During a randoim visual skin flamiess sy of extenor surlaces of segment Lift § Last located m e Frial Assembly area, the Calirans

Quality Assuzanee (QA) Inspector discoverad the following issues:

SAE 10 3BE

ir

1) SAE SP (SPa04A) 10 'SP (SP423A; - Bike path side

Swriace flminess surveys were taken on the exierior Side Pane] {SP) surface ol weld splice SECGUZ24.010. Bike path sude 6f SAE

between PP3] 10 PP32 The out of 1latness measureinents were taken acruss the Side Papel in the tansverse direction between the

longitudinal weld splice These measwrenients were out of flatness 8inny in 630mm, which excesds the Taaximem Smm out of fatness

requireiment per State ietier 05.03.01.004647

- Out of fatness Smm in 630mm

-The longitudinal weld splice is identilied as: SEGO22A-010.

“The Transverse weld splice is identified as OBESA-D04 & OBT3A-n0s,
~The 8P 1o SP plate numbers are: SPAD4A 10 SPe23A

-The locanon was st e Bika path side of Segment SAL,

- Benweon PRI PRI2

2Y3AESP(SPS21A) o SP(SPaI0A, . Uress howm Side

Surface flainets SIVLYS WeTe taken on the exlarior Side Pangl (5P} surface of weld sphice SLGOE? EDT Cross-beant side of SAE

between PP 10 PPI2 The ont of Uamess, measurements were taker across the Side Panel the

longitudingl wald splice These maasurenenis were ot of fAnmess Tmm in 6300, which vxeesss

rewdirement per State letier 05 03.01 QishaT
Out of timness T i 630inn

';1,? SRS a-Gus e NeE

verse direeuon henveen the

i Smim ow of flamess

Poge §op 2




NGT

The fnngihiding

Toe Transve s OPESAONZ & UBESA-M
~The SP 1o 5P plute smmshers st SPS21A 5o 5P4104,
a2 Urass Bearn side of Scpmem 5AE

Between PRI 1o 2P32

SHREw M E

VYSEE SP (SPi0sa) SP {SP4244) - Bike path wide

Surfuce Fatness surveys wers taken on e extesior Side Panc (5P} swilere of weld splice SEGN29A-031. Bike puth sude of 3518

Serween PP 10 PPI3 The out of Mlatness nersursments werg tzken serosy the Side Panelw the tansverse dircchion hetween the

longinuiiinal weld sphee. These measurements were vut of flatiess Tmm in 630mm, which eveveds the maximun: S oud
reqirement per State letter 03.03.01.004667,

-Out of flatness Ymm i 630:am.

-The Jongitudinal weld splice s idennfied a5, SEGOI4A.031

“The Transveise weld splice for 3BE ta 5CE 15 dentified as DBESADDG X OBESA-GIH

-The 52 1o 8P plate numbers are. SP3USA 1o SP424A,

-The lecation was at the Bike path side of Seament SBE.

-Between PP o PP35

2) 3Ck P (87524A) 1o 5P {SP222A) - Cruss beam Side

Surfuee flatness surveys swere taken on the exterior Side Punel (SP) sutface of weld splice SEGO26A-009. Cross beam side
between PP3< 1o P'P35. The out of flatness measuements were {ahen #cruss the Side Panel in the transverse dicecupn hetw
iongitadinal weid splice These measurements were om of fatness Tunn in 630mm, which exceeds the maximnm Smm out

reguiremens per Sune tetter §5.03.01.0044867.

-Out of Halness “nun in 630mm
-The longitudinal weld splice is identified as: SEGO26A-009.
-The Transverse weld splice for SBE to SCE is identified as: OBESA-007 & OBESA-006.
-The 8P (o SP plate aumbers are: SP5244 10 SP4zaA
~The location was 21 the Cross Beam: side of Segment 5CE,
-Between PP34 1o PP2A
Action Required and/or Action Taken:

Submit 4 epair procedure 1o the éngineer for approval. A response for the resolwtion uf this issue 1 expetted within 7 day

Transmitted by:  Bill Howe

Allachments: ZEMI-N53)

ter Rick Morrow. Gary Porsell, Peser Sregenthaler, Swaniey Ku, Brian Boal. Jacan Ton, Coniract Files. Chinyg
File: 0350306
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STATE OF CALINORYIA-BUR

TRANSPORTAC TION AND HOUSNG AGENCY

DEPARTMENT OF TRANSPCORTATION

DIVIZION OF ENGINEERING SERVICES
Oifice ¢t Siruciural Majenals

Quaity Assurance and Soursi mapadiion

Bav Area Branch

890 Wainul Ave SI 150
Valig s, CA 845971133
(707) 84 5.5253

(707} B4u-0285

Ciy

Contract #: 04-0{20F4
oOSECALA Rie: B0 PM. 132139

Fille £ 69.23513

Suhworzenagger Coveng

QUALITY ASSURANCE -

NON-CONFORMANCE REPORT

Location: Changaing Islund, Shanghar, P.R. Clina
Prime Contractor: American Bridge/Fluor Enterpriscs, a JV

Submitting Contractor: Zhenhua Port Maclhimery Company, Lid

Report No: NCR-0U0335

Date: 12-Dec-2009

NCR & ZPMC-053)

(£LPMUC). Changxing Island

Type of problems:

Welding L Conerete ] Other oL

Welding T Curing ! Procedural _

Jointfitup ] Coating 71 Other ¥

Procedural ] Procedural || Description: Dimensional C

Reference Description: Side Panei Flatness, L3F
Description of Nou-Conformanca:

During a random visual skin Natness survey of exierior surfaces ol scwinent

Assembly arca,

BE

Ly

SAE o

1) SAE 8P (SP304A) to SP (SP423A) - Bike path side

Bridge No:  34-0006
Component: [ ifi 3 East

ntiol

Lifi 5 East located in e Trial

the Caltrans Quality Assurance (QA) Inspector discovered the following 1ssues:

Surlace flatness surveys were taken en the exterior Side Panel (SP} surface of weld splice SEG022A-010, Bike

path side of SAE between PP3 1 10 PP32. The out of flatness measy
the transverse direction between the langitudinal weld spiice.
630mm, which exceeds the maximum Smm out of

- Out of flatness Smm in 630mm
-The longitudinal weld splice is identificd as: SEG0z2A-010.

ements were (aken across the Side Panel in

These measurements were out of flatness Smim in
flatness requirement per Stute letfer 05.03.01.004667,

-The Transverse weld splice is identdfied as; OBESA-002 & OBESA-OGS

-The SP o SP plate numbers are: SP304A to SP423A.
-The lecation was at the Bike path side of Segment 5AE,
- Between PP31 1o PR32

2} SAE SP(SP321A) w0 SP (SP419A) - Cross beam Side
Surface flatness surveys were taken on ithe exterior Side Panel (SP

) surbace o weld splice SEGU22A-001 .

Cruss beam side of SAE between PP31 to PP2. The our of Natoss MEASUILMenis were iaken acrnss the Side

Pasel in the wansverse direcuon befwean the Jongnudinud weld sphice: These measurements were out of fatness
Tnun w1 630mm, which exceeds the maxunun Smnt oul of flatness regmreren per Staie letter 850301

(04667,

'
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT

f Continnred Page 2 at 4

-Dul of flamess Tmm v 620000

-The longrtudinal weld sphce is idennfied ag- SLGO22A-001.

-Fhe Transverse weld splic is wentificd as OBE3SA. 002 & OBESA-OGE
-The SP 10 8P piate numhers ares SPS21A 10 SF4194,

‘The locution was al the Crass Beam side of Segiment SAE.

-Between P30 PR32

g

3B 6 5CE

1) 3BE SP(SP303A) 10 SP (SP424A) - Bike path side

Surface flatness surveys were taken on the exterior Side Pancl ($1) surtace of weld splice SEGO24A-031. Bike
nath side of 3BE between PP34 to PF3S, The out of flatness measurements were faken across the Side Pancl in
the transverse direction between 1he longitudinal weld splice. Iiese measurements were out of flamess 7mm in
030mm. which exeeeds the maximum Smm out of Natness requrement per Stale letter 03.03.01 004667

-Out of flatness Fmm in 630mm.

-The longitadinal weld splice 1 identificd as: SEGO24A.031.

-The Transverse weld splice for SBE to 5CE is identified as: OBESA-00Y & OBESA-O10).

-The SP 10 SP plate numbers are: SP305A 1o SP424A

-The location was at the Bike path side of Segment 5BE

-Beuween PP34 10 PP3S

2) 3CE SP (SP524A) lo SP (SP422A) - Cross beam Side

Surface fatmess surveys were laken on the exterier Side Panel {SP) surface ot weld sphee SEGO26A-009,
Cross beam side of 5CE berween PP34 to PP35. The out of flainess measuremients were taken across the Side
Panei in the transverse direction benween the tongiiudinal weld splice. These imeasurements were vut of flatacss
7rum in 630mm, which exceeds the muximum Srmun out of Aatness requitement per State letter 05.03.01
4667,

-0Out of flatness 7imm in 630mm

-The lengitudinal weld splice is identified as: SEG026A-009,

-The Transverse weld splice for SBE 1o 5CE is identified as. OBESA-007 & OBESA-006.
-The SP 1o 8P plate numbers are: SP5244 10 SP4224A

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

-Between PP34 1o PP35

£
of
-2
“J:rffr '
}‘_,' Froi; ;'-"rrrrfr(;:fj rj-;.-u,-:cc = Nuieel oogfesramtine e Srparr
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT

{ Contaned Puge S o1 4

Applicable reference:

CALTRANS Letter No. 03.03.01-004667 Subject: OBG Skin Plate Flamess

“The maxinwm deviation from detailed flamess for the stiffened plate would not exceed the greater of Smm.”
“The 630mm long template {straight cdge) could be used o check both transversely beiween stiffeners, and
along the length of the stilfeners to determine local deviations. ™

Standard Specifications July, 1999: Section 55-3 17 WELDING; The flat side of all bt welded joints shall not
deviate from flamess by more than 5 mm i & length of 600 mm centered over the weld joint,

Who discovered the problem: M. Manikandan ‘

Name of individual from Contractor notified: Kevin Chen
Time and method of notification; 1600 hours, 12-22-09, Verhal
Name of Caltrans Engincer notified: Ching Chae and Bili Howe
Time and method of nofification: 1700 hours. 12-22-09. Verba
QC Tnspector’'s Names: Wang Li

Was QC Inspector aware of the proilem: wi Yesl! No
Contractor's propesal 1o correct the problem:;

Comments;

—h,.’ Timf 3 fneedin vz arn = Man-Cotifi mante Hepron Bogie Faf 1




QUALITY ASSURANCE - NON-CONFORMANCE REPORT

¢ Coniintied Page # 5f 4 )

Fhis report s for e purpose ofdercmumning confbrmunce with the comrac documents nd 1s net for the

purpust ef making repair or it foy purp

ao e

sercommendabons. Should you regnwe reconunendsiions
stiveis ploass contact Eriv Trang, 3000422377, who represenis the Uifice of
Structural Materials for vous project.

SOnCeTnIng repairs or repacdial

lnspecred By: Guest. Skyler

SMR .
Reviewed By: Wahbeh, Mazen SMR

h,_ Fhmd 0 Quatlilys dagurance — Son

SN e B e

P
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Project Name: 5.FOB.B
TEEF: RE e N

Tiemy  skin panel fintyess

Item Ny

g e
Nonconformance Report

| NCR Number:
NCR %4 NCR-B-347(Zpy C-I531)
mber: : Drawing:

BB FRTEyEn [HE%: wa S— N
r Location: vutside varg Date;
| S H . 2009-12-30 ——
f Description of Noneonformance: i
DR E KA
Flatness issue 1o skin panels in Lifi 5 East Segments:
5AE to 5BE
D) SAESP304A to SP4234 - gy side Hell (£} 2g3,

= Outof latness 8mni in 630mm, PP31-pp32
2) SAE 8P5214 to SP41YA - CB side

Out of flatness 7mm in 630mm, PP31~-pPp32
SBE tu SCE

= Out of flainess 7mm in 630mm, PP34~Pp3s
2) 3BE §Psa44 to SP4224 - O side
Qut of flatnesy Tmm in 630mn;, PP34-Pp3s

SAF+5BE

1) SAE SP304a+Spazsa B 17 iy

- 630mm IR 8rm T, PPI1-PP32

?) SAESP521A+§p4194 BRE M

= 630mm A Tmm 327, PP31~PP3y

SBE+5CE :

1) 5AE SP304A+SP4234 B AT %154

= 630mm Pyisg 7mm 3T, PP34-pp3s

2) SAE SP521A+SP4194 ES

- 630mm WFE Tmm B, PP3drp3s |
Work By: . Prepared by:
BT fin fading o T

] Drawiug Error [

R
~

Material Defeet

. B _ MR St bEE
Disposition: - ‘i—,;c asis N Repair—_-m T '“E—_R;{;:cat T
LhEEIE i mi B iz 54
Recommendtion; T e oM I T
| By,
Prepared by: e Afroved by QCA:

HE#

HEL1(B) —fizy

[ ¢ PR i !
1) SBE SP30SA to SP4244 _ gic side MBE )-8

73T 5 B R TR SRR I ¢

—;,{c?/ﬂ

5

HER (D - Ciu b

]

Iy
Reviewed by QCE. / Ljt
SR TR0, ?fgfi/;
v Fabrication Error . [ Other

————— e
A T e
Ll B e

PR S TR T Bt .




e:

RECLH 2 um &5 ap 7 1s = 35 % )
RSt pIR B b TF Yy Bt

el

1'9@!’ j[“ittn%ss exvedded
! :

[ !
une  gox

Prevention of Rewoceurrence:

e
‘ T,

I, 7 v Loje Lz . o
beih At B Yew et

‘U"’ '5.;:5\
j N - 40
Enkoce sepaisoy and iuspestin 1n-sitC

a7
Approved by/ftiE: U] it JUH 4 L4
[0 Non-attachment

O Attachment

J

Technical Justification for Use-As-Is/Repair:
HF b #F

B B8 £ B A S e :
RUAZH 3, F Heiiz)-g155 |

See, Mot Swoghtonivg Rowp HSKI (B30

Reviewed f’-ﬁi."_‘f:%ﬂ /:\11 |‘ ‘2 oA L _ : o )
Verification: ! O  Acceprable L Unaceeptable
R ENCIE:

ik

Reviewed by QCA/JE#R =fF %

Verified by QUUERTHRA:

#R787-QCP-1300




T o &S Report# HSR(B)-351
@:B }QI &‘E ‘—?ﬁ ~ IRZE Revision #

—l = " 0
Heat Straightening Report(HSR) H#Date  [2010.02.09

MR San Francisco Oaldand Bay Bridge
CALTRANS #04-0120F4 LEHEI0BE: ZP06-787
#EAtAssembly: N/A : Ftt A5 Quality Controf Representative
#84%Sub-Assembly: N/A P T 872.09. 10 ;
2EGird: 5BE SP305A+SP424A FEEH Quality Assurance Manager~Approval '
H B Tower: NIA Lag Ll
1455 Weld No: 031

REHE S Weld Map No:  SEG024A
15%#4 Description of Condition
Cause[f[H] Welding distortion EETE

Type of Defectih g2 Welding disfortion 532572
Inspection Method & 73— Visual HE
L& 7% Disposition

@é@i‘:%‘:?ﬂ*zz’(%f&ct Removal Methed]: r D
Using hand torch and Jack Jack shall be used in a manner such that ali forces are applied passively. H AT o
A

EEPRIS UETRRETRK,FRARMEZE B A E R Al 4 4 357,
1. Remove paint and perform 10056VT,MT & UT on welds in heat straightened areas,
ALK GNHER R, A K BT 100% VT, T 10T AFTER HEaT SraanTer{iv &

JGEEN DE(Post-Removal NDE): After finishing heat straightening, the weld of the heat area shall perform NDT according to the
approved shop drawing. ;
T T T /T T, TR R, Ex@%&%&@ﬂﬁ%&&%ﬁy@&iﬁ
BHTFNDT 7.

e ; . ; Increase tie fange 20l-deformanion afowance auring e course of fi-tp.zad Controf i Welting parameters
P34 B (Corrective Action(s)): 2e00ding 1o sssociated WES. &R H B R HEEH £y (5 5 EWFSE i fe o 4,

I R E(Number of application):7~3
& i & (Maximum tempralure):<600°C

7/ Sketch
— PO/ 2,500
— |
. SFP4244
e g
= : SPCM
oo SPEM HAEL: RARBEN Gmm,
= Flame stroiohteni g _orea: the mox
?—; defarmaticn is cbput 10mm,
AL JA
This document js App.
e D 5 0
J | HARTMENT OF TRANSEORTATION
€t {o Section 5-1.09 of the
2 Iniial Cﬁ? Sygicsions
THE ae:
oo /100
T T e | [ {
A=A =
AR E20~50mm.

The heat straightening width is about 20~50mm.
***To be signed when Closing HSR~Verify campliance and al necessary reports are ready fo attach*=

K5 R inspector: EF Signature:
CWt #
I ZER47 NDE Certification: Level Il Closing Date:
B 23OC Manager % F #iReview Date:

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

#R787-QCP-1100




Heat Straightenin 2 Report(HSR)

R EE Reportt
/E2E Revision
H#Date [2010.02.09

K THIERE

S /FEMA$F San Francisco Oakland Bay Bridge

CALTRANS #04-0120F4 TEFIOBE . ZP06-787
FeRCAssembly: N/A AZ21CE /Quality Controf Representative

A $ESub-Assembly: N/A A Ton 02.09. [y

FEGid, 5AF SP304A+SP423A TR Quality Assurance Manager~Approval

BB Tower: N/A I . U/ oy A A

1#4SWeld No: 010 i
4634 B BWeld Map No:  SEG022A

1% #5:% Description of Condifion

HSR(B)-352
0

Cause]HH Welding disforfion EEE
Type of Defectif AR Welding disiortion BiEarTZ
Inspection Method® & A Visual Hf

£ & 7% Disposition

ﬁﬁ@f%ﬁf.&@ef&d Remaval Methady:
Using hand torch and Jack wack shall be us

ed in & manner such that all forces are applied passively.

%& 610

R kiﬁ%u&%ﬁbﬁﬁﬁ&kfﬁmﬁ HEIEEE =R T = v vt sy,
1. Remove paint and perfarm 100%VT,MT & UT on welds in heat stralghtened areas.
FEERE GRS, FRIBARET 100%VT T AIUT. 47ree Moo Smaicuiay
2. Jacking shall not be used to Pplasticaily deform the flange. The Jack shail only be used as a fixture,
JREEN DE(Post-Removal NDE): After finishing heat siraightening, the weld of the heat area shall perform NDT according {o the
approved shop drawing.
TR T T i e, TR EFEE e Eﬁ%ﬁﬁ@ﬂiﬁ?ﬁ?ﬂﬁ?ﬁﬁﬁﬁ
HENDT i3,

’T/d{._;

Y JEHE Hi{Corrective Action(s)):

lncreasg ine fange anii~gefarmation allowance during ihe course of f; ~Up.and Controf the welding parameters
Zcooding to associated WPS. &2 B4 17 B PEORYBAE, HEWXWPSEy e ey,

The heat strcightening widt

3k 0 iR 8 (Number of application):7~3
3R ¥ e [ (Masamum temprature):<600°C
7B Sketch
2975 2300
7
=2
- J—
< 22 = =
- % SPCM
P 22 MAE R BAEHE M O,
= ?.é Fiame stroightenis g area:the mox
= 22 “eformatiien is abput T0mm — ————
= Z
2%
ab e ta
27
7 Thia document is AFPROVED AL
22 Etata of Califom
L Z DECARTMENT OF FRATEE o
" yd Sﬂsdm.;?.;}z of the
it Initia] ~ 2 %i?ggl
jack 7 (4 ;%, @
1T T (R S ‘
A=A Ef
BKREE20~50mm.

h is about 20~50mm.

***To be signed wh

en Closing HSR~Verify compli

ance and all necess

ary reports are ready io atizch*™*

B3 R inspector X5 Signature:
CWi #
11 2357F7 NOE Certification: Level Il Closing Date:
A2 EQC Manager HHE H#Review Date:

Nate: All repair work shall be Performed in accordance with applicable CAL
0z

TRANS approved procedures, confract specifications and AWS D7.5

#R787-QCP-1100




v #REE Record # HSR(B)-8146
@ KI&;E ﬁi‘ JZFE Revision # :

0
Heat Straightening Record (HSR1) H#Date [2010.02.09
X E#AALF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 T#E#EJ0BE: ZP06-787
$ERCAssembly: N/A i 7€ /Quality Control Representative
#i%ESub-Assembly: N/A ﬁu T Gr / k| / [
RZERGird: 5CE et 422 Quality Assurance Manager~Approval
2 Tower: N/A / £, . m
&S Weld No: 009
{246 B SWeld Map No:  SEG026A J
F 7% Description of Condition
Causef A Welding distorfion B2 1%

Type of DefectBR[E2ERT - Welding distortion 1= /%
Inspection Methodfi & /77 Visual Bz

£b & 77 % Disposition '
Gt lg EZR0F = (Defect Removal Method): Flame Straightening by oxygen acetylene 1= % LRI K
- . x After finishing heat straightening, the weld of the heat area shall perform NDT according to the
JE4NDE(Post-Removal NDE): approved shop drawing BA/S, HEEEELRNHEBEREFNDT B3,
Control cumrent . volfage and weld speed according to relevant WPS, If necessary anti-deformation
2| IE & Hi(Corrective Action(s)): or hold down device can be added . #E/EFTIVHIWPS HEREHE R, BETPETE, WELE,

AT {6 R BB IR T IE .
S X F (Number of application): 1~3
I o i = (Miaximum temprature):<650°C

%7 & Sketch
2010 1730
SPa22A & SP524A
T=186 2z =
= gz T=186
= 2z
[— =
~ 2z
Al Z da
22 WK 28 BB EH Ormen,
22 Flame straightening area: the max
;é____._,__.__-———'——' deformation is about 10mm.
a
T
jack
1T T8 1 | j
A—A =
HTAEE20~50mm.
The heat straightening width is about 20~50mm.
"™To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***
I R Inspector: (/i \f(}M ’/m,q %5 Signature: ﬁﬁ%{'%
CWi# 3113w | ' [
Il ZE££5 NDE Certification: Level II' Closing Date: o [a' oV | ¢
2 QC Manager B % H#iReview Date:
Note: All repair work shall be perfarmed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002. e

#R787-QCP-1100

%M&A by Wm A9/




) . REE Records HSR1(8)-8123
= - KT IE AR 7 '

1‘*.:i*IS%Sub-ﬂ\sseml::ly:

ARZEE Revision = o
Heat Straigh tening Record(HSR] ) H#fDate  [2010.01.25
FEHZAHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 -LiEEFI0B%. ZP06-787
d=ELAssembly: SEECFE Quality Controf Representafive

e Turl  aprecy of

ZZBGird:  5AE-5BE

Tt ZEE Quality Assurance Mahager-Approvaf

EEBTower N/A B N Sy 1 -

RS Weld No _ See Sketch

BEMEISWeld Map No:  See Sketch !

1§ %0753 Description of Condition

Cause[R [ Welding distortion BEE=mm —

Type of DefectfE g5 Welding distorfion EEaE ]
Inspection Method®E 5 & Visual B

L EF 7% Disposition

ﬁ%l@-ﬁl‘f—tﬁ&(Defect Removal Meth

od): __Flame Straightening by oXygen acetylene E &, LREEE K

Eé"iﬁNDE(Post-Removal NDE):

After finishing heat straightening, the weld of the heat area shal perform NDT according to the

approved shop drawing #4.5, ﬁ@@ﬁ%ﬁmﬁgﬁﬁfiﬁ#NDTaﬂ.

2 IFFE5E (Corrective Action(s)):

Control current . voltage and weld speed according fo relevant WrPSs,

If necessary anti-deformation
or hold down device can be addeq HAEAA gy WPs B RS BETHZEEE. s,

T R e T R iE

EmERE (Number of application):7~3

NOTE: the max deformg
; :

& misE(Maximum temprature): <650 C
— -
%7 Sketch
TTTTT‘T"!‘TTTTT
A=A
e 2978 2300
2 in pesi
] Targ | S SBE i )
sPoy SPCM- i * sPcu
Y 50 ; 'I o0 ‘
"E‘Jl S \ E5A=004 QBESA-DDS A
SP2194 SP5ZA SAE
= T=18 T=ig
Bt
[
\gg&:gn-gm SEGO224
= W:’#i#zamm.ﬁxiﬁsc}ﬂOOmm.

tion is agbout 8mm,the width is 50~100mm.

**To be signed wheh Closi

ing Hsmrifv compliance and aj necessary reportsiare ready to attach
: PRRTY i 3 A
B R iInspector : EF Signature: ; {L*l?' :T# 2ole, a1
CWi# eIRoe |
W ZEFH7NDE Certification: Level 1] | Closing Date: ?)-‘f 0, 13/7

'E&%E_QC Manager

E#Z H#iReview Date:

Nate: All repair work shalf b

2002,

€ periommed in accordance with applicable CAL

#R787-QCP-1101




(ZEme )

REPORT OF MAGNETIC PARTICLE EXAMINATION

Ay R R 45
REPORT NO. #44 & B787-MT-19651 DATEE i 2010.02.25 PAGE OFWG 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
TR i A e
DRAWING NO. SEG022A SEG024A SEG026A CALTRANS CONTRACT NO.:
04-0120F4
Eg: CORNER ASSEMBLY BOTTOM PLATE |inMTE248
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
Eocm b i) BERinE EFas il
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT % MANUFACTURER & 75 MODEL NO. B G E SERIAL NO. 43 &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT i
Tk R EE A B o
PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
R TR B mm
DING 1+ j i
MATERIAL TO BE Y WELDING #:0E Material & thickness A700M-345T2/F2-X
EXAMINED O CASTING %44 4, IR
PR O FORGING 815 16/18mm
WELDING PROCESS s TYPE OF JOINT -
BN REgAR
WELD I.D CECONTIRDITY Aoegit ACCEPT REJECT REMARKS
v INDICATION TYPE AL e 16l P
T et
SEG022A-001 ACC. 100%MT
SEG022A-010 ACC. 100%MT
SEG0D24A-031 ACC. 100%MT
SEG026A-009 ACC. 100%MT
SEG026A-010 ACC. 100%MT
AFTER HSR(B)-249~354
BLANK
EXAMINED BYZE#E _ REVIEWED BY #i# _
(7’)’%4 /l ffd’!g?/ﬂ/('} //:ud)")’-5 ; /;\9 a}"d
LEVEL AT ﬁ% | DATER LEVEL-l  SIGN | DATERM
JEEE / H A CUSTOMER

s

%% SIGN / A i DATE

z{ Vo

¥ SIGN/ Bl DATE

(FORM# ZPQCIMTO1)




(ZBmc |

REPORT OF ULTRASONIC EXAMINATION-

REPORT NO. R#&&% BT787-UT-11265 DATE 2010.02.23 PAGE 1 OF1 Revision No: 0
PROJECT NO. : TiE%% ZP06-787 CONTRACTOR: CALTRANS
I'TEMS NAME: CORNER ASSEMBLY PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
BOTTOM PLATE AND SAE/SBE/SCE
B2 BOX SIDE PLATE £ mHIERS

REFERENCING CODE &##l7
AWS D1.5-2002

ACCEPTANCE STANDARDES 7%

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. EF& 8

WELDING PROCESS £ k&

JOINT TYPE 2483551

CALIBRATION DUE DATE {{ &5 F 5 % 45

SAW BUTT Dec. 2857 2040
EQUIPMENT # & MANUFACTURER #l3& 75 MODEL NO. #3455 SERIAL NO. F7l%S
071565311, 061488510,
UT SCOPE PANAMETRICS . EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK &k COUPLANT #5271 MATERIAL/THICKNESS #H E
AWS IIW BLOCK TYPE Tl C.M.C AT09M-345T2/F2-X 18/16mm
TRANSDUCER 153k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
i T BE 2= R~ HIET RBE HE R~F
Changchao 70° 2,5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level &% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS% I DISCONTINUITY FiEgit 5
: T
WELD 2 |3 |4 |sls_le 58] 2 ,-,—4:,
z. | 9m| = SRR e EE LOCATION OF DISCONTINUITY > %
o |2 whiE | S 3|5 3|Z2CIEF R o=
IDENTIFICATION |Elk [SS|s8|C Bl|lg3|ESSE ELENH (mm) 23 =
< ln=| o4& s |k [ OIE S = ©
_— 2T Ie®IET | 8 E¥ | E
BREMESS % E -l Sound Depth from . S o
= Length From'X | From'Y o
a|b|lc|d s Path Surface =X SEY o
B2 EEAR T IREL a
SEG022A-001 70 32 ACC. 100%
SEG022A-010 70 32 ACC. 100%
SEG024A-031 70 32 ACC. 100%
SEG026A-009 1 70 A 1 143|32] 3|48 10 63 13 -10 5570 REJ. 100%
SEG026A-010 70 32 ACC. 100%

AFTER HSR(B)-352, 345, 351, 353, HSR1 (B)}-8145, 8146

BLANK

e frg Qe[S

REVIEWED BY %‘g
poe_Geog chog pm s

LEVEL-II SIGN / DATE LEVEL-Il SIGN / DATE
it / QCM Z_j 7// FFCUSTOMER

91/-/11 A 143 /t -
%<2 SIGN / H i DATE % SIGN / Hi#f DATE

(FORM# ZPQG-UT01)




REPORT OF ULTRASONIC EXAMINATION

REPORT NO. R&E&ES B787-UT-11265R1 DATE 2010.02.26 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T2%E ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: CORNER ASSEMBELY PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
BOTTOM PLATE AND 5AE/SBE/SCE |
EfEEk BOX SIDE PLATE EHS I IEES
REFERENCING CODE &% ACCEPTANCE STANDARD#= {5V PROCEDURE NO. RS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 1#i£ 7 JOINT TYPE 123 m |CALIBRATION DUE DATE{{ S8 FHa08
SMAW BUTT Dec. 28°7 ;2010
EQUIPMENT &% MANUFACTURER #I#7 MODEL NO. #:4%2 SERIAL NO. 7452
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ifik COUPLANT #2575 MATERIAL/THICKNESS # £ ER
AWS lIW BLOCK TYPE I C.M.C AT09M-345T2/F2-X 18/16mm
TRANSDUCER #f3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
filiE AE M= R~ HEETH B ME R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level %3 R#pr 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
' DECIBELS4+ 7 DISCONTINUITY ¥4 £
: a
WELD = |3 |8 |sls g 5.1 3 "
Z Qu| < = |8 EElEeEERE S LOCATION OF DISCONTINUITY 2= o
w = E b [%) - A g 3 K
IDENTIFICATION |21k [ SE |22 | 8 S3B3EEEE AL (mm) 25 | =
<\ InEZ(oH = F [ |5 5= o
- 5 [2F|E |8 % B
RIS % E - Sound | Depth from ’ E =
= Length From'X | From'Y o
a b c| d - Path Surface - s5y o
mE | mxmgE | © : o
SEG026A-009 1R1 70 32 ACC. | 100%

AFTER B-WR10701

BLANK

EXAMINED BYﬁ W /0 . % REV‘I ED.BY% q%m /ﬁ B %

LEVEL Il SIGN DATE LEVEL -1l SIGN / DATE

RRSE / QCM
%

FFCUSTOMER
ol

&< SIGN / B} DATE 5 SIGN/ A DATE

(FORM# ZPQC-UT01)




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-000566
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 24-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0531

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:  22-Dec-2009

Description of Non-Conformance:

During arandom visual skin flatness survey of exterior surfaces of segment Lift 5 East located in the Trial
Assembly area, the Caltrans Quality Assurance (QA) Inspector discovered the following issues.

5AE to 5BE

1) 5AE SP (SP304A) to SP (SP423A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-010, Bike
path side of 5AE 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 8mm in
630mm, which exceeds the maximum 5mm out of flathess requirement per State letter 05.03.01.004667.

- Out of flathess 8mm in 630mm

-The longitudinal weld spliceisidentified as. SEG022A-010.

-The Transverse weld splice isidentified as: OBESA-004 & OBESA-005.
-The SPto SP plate numbers are: SP304A to SP423A.

-The location was at the Bike path side of Segment 5AE.

- Between PP31 to PP32

2) 5AE SP (SP521A) to SP (SP419A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG022A-001,
Cross beam side of 5AE 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
7mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.
004667.
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-Out of flathess 7mm in 630mm

-The longitudinal weld spliceisidentified as; SEG022A-001.

-The Transverse weld splice isidentified as;: OBE5A-002 & OBESA-001.
-The SPto SP plate numbers are: SP521A to SP419A.

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

-Between PP31 to PP32

5BE to 5CE

1) 5BE SP (SP305A) to SP (SP424A) - Bike path side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG024A-031, Bike
path side of 5BE between PP34 to PP35. The out of flatness measurements were taken across the Side Pandl in
the transverse direction between the longitudinal weld splice. These measurements were out of flatness 7mm in
630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.004667.

-Out of flathess 7mm in 630mm.

-The longitudinal weld spliceisidentified as; SEG024A-031.

-The Transverse weld splice for 5BE to 5CE isidentified as: OBESA-009 & OBESA-010.

-The SPto SP plate numbers are: SP305A to SP424A.

-The location was at the Bike path side of Segment 5BE.

-Between PP34 to PP35

2) 5CE SP (SP524A) to SP (SP422A) - Cross beam Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of weld splice SEG026A-009,
Cross beam side of 5CE between PP34 to PP35. 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
7mm in 630mm, which exceeds the maximum 5mm out of flatness requirement per State letter 05.03.01.
004667.

-Out of flathess 7mm in 630mm

-The longitudinal weld spliceisidentified as; SEG026A-0009.

-The Transverse weld splice for 5BE to 5CE isidentified as: OBESA-007 & OBESA-006.
-The SPto SP plate numbers are: SP524A to SP422A

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

-Between PP34 to PP35

Contractor's proposal to correct the problem:

Heat Straighten said locations to bring members within allowable tolerances and perform NDT required to
verify weld quality.

Corrective action taken:

Contractor submitted Heat Straightening procedures used to address flatness i ssues along with subsequent NDT
reports verifying the welds are in conformance with Contract specifications.

Did corrective action require Engineer's approval?
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[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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