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-000579
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0552

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating  [] Other [ ]  Component: Segment 9BW Deck Panel Diaphragm

Procedural [ Procedural [J Description:

Reference Description: Joint fit-up offset was observed in Segment 9BW Deck Panel Diaphragm
Description of Non-Conformance:

During the Quality Assurance random Visual Inspection of welds located on Orthotropic Box Girder (OBG)
segment 9BW, this Quality Assurance Inspector (QA) discovered the following issues.

-One (1) area of misalignment was measured at a transition in thickness Complete Joint Penetration (CJP) butt
weld.

-The weld joint isidentified as SSD10-PP74-001.

-Theweld joint islocated in OBG segment 9BW at Panel Point (PP) 074 on the Counter Weight side.

-The Corner Assembly Web (X151B) Seismic Performance Critical Material (SPCM) plate connects to the
Deck Panel Diaphragm (X1A).

-Theweld joint SSD10-PP74-001 is atransition in thickness from 22mm (X151A) to 14mm (X1A).

-The misalignment/offset was measured at approximately 9.5mm. There should only be an offset of 4mm due
to the transition.

-Theweld joint is misaligned for 70mm along the axis of the weld.

-The maximum misalignment/offset allowed per American Weld Society (AWS) D1.5 2002 is 1.4mm (10% of
the thinner part).

-The OBG Segment 9BW islocated outside in front of Bay# 17.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
Approved Weld Drawing; WD2
Approved Weld Detail Drawings, WD20A and WD20C

AWS D1.5 (2002) section 3.3.3 “Parts to be joined by groove welds shall be carefully aligned. Where the parts
are effectively restrained against bending due to eccentricity in alignment, the offset from theoretical alignment
shall not exceed 10 percent of the thickness of the thinner part joined, but in no case shall be more than 3 mm
[v8in]".

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Ji Cal Fang

Time and method of notification: 0930 hours, 01/02/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2300 hours, 01/02/10, Email

QC Ingpector's Name: Li Ping

Was QC Inspector awar e of the problem: [ Yesl4l 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

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric 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: 03-Jan-2010
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: 05.03.06-000542
Subject: NCR No. ZPMC-0552

Reference Description:  Joint fit-up offset was observed in Segment 9BW Deck Panel Diaphragm

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: 09
Remarks:
During the Quality Assurance random Visual Inspection of welds located on Orthotropic Box Girder (OBG) segment 9BW, this Quality
Assurance Inspector (QA) discovered the following issues.
-One (1) area of misalignment was measured at a transition in thickness Complete Joint Penetration (CJP) butt weld.
-Theweld joint isidentified as SSD10-PP74-001.
-Theweld joint islocated in OBG segment 9BW at Panel Point (PP) 074 on the Counter Weight side.
-The Corner Assembly Web (X151B) Seismic Performance Critical Material (SPCM) plate connects to the Deck Panel Diaphragm
(X1A).
-Theweld joint SSD10-PP74-001 is atransition in thickness from 22mm (X151A) to 14mm (X1A).
-The misalignment/offset was measured at approximately 9.5mm. There should only be an offset of 4mm due to the transition.
-Theweld joint is misaligned for 70mm along the axis of the weld.
-The maximum misalignment/offset allowed per American Weld Society (AWS) D1.5 2002 is 1.4mm (10% of the thinner part).
-The OBG Segment 9BW islocated outside in front of Bay# 17.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. A response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0552

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

Y/ 05.03.06-000542,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: 20-May-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-000664 Rev: 00
Ref: 05.03.06-000542

Subject:  NCR No. ZPMC-0552

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has corrected the misalignment and is including the WRR and NDT to show the affected welds are
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has corrected the misalignment and is including the WRR and NDT to show the affected welds are acceptable. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000664R00;

Caltrans' comments: Status: CLO
Date: 25-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0552 is closed.

Submitted by:  Eagen, Sean Date: 25-May-2010
Attachment(s):

‘h‘?l Page 1 of 1



@ No. B-760
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-18
REGARDING: NCR-000579(ZPMC-0552)

The offset has been rectified by split the associated welds. For detail please refer to the attached
WRR. ZPMC is providing the NDT records show the affected welds are acceptable and is
requesting closure of this NCR.

ATTACHMENT:
NCR-000579(ZPMC-0552)
B-WR9725
B787-UT-10724
B787-MT-18985

L,\/L/

S8 [




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

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Jan-2010
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: 05.03.06-000542
Subject: NCR No. ZPMC-0552

Reference Description:  Joint fit-up offset was observed in Segment 9BW Deck Panel Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of 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.
(] Recurring QC issue that constitutes a systematic problem in quality control.
L] Non-Conformance Resolved.
Material Location: OBG Lift: 09
Remarks:
During the Quality Assurance random Visual Inspection of welds located on Orthotropic Box Girder (OBG) segment 9BW, this Quality
Assurance Inspector (QA) discovered the following issues.
-One (1) area of misalignment was measured at a transition in thickness Complete Joint Penetration (CIP) butt weld.
-The weld joint is identified as SSDi0-PP74-001.
-The weld joint is located in OBG segment 9BW at Panel Point (PP) 074 on the Counter Weight side.
-The Corner Assembly Web (X151B) Seismic Performance Critical Material (SPCM) plate connects to the Deck Panel Diaphragm
(X1A).
-The weld joint SSD10-PP74-001 is a transition in thickness from 22mm (X151A) to 14mm (X1A).
-The misalignment/offset was measured at approximately 9.5mm. There should only be an offset of 4mm due to the transition.
-The weld joint is misaligned for 70mm along the axis of the weld,
-The maximum misalignment/offset allowed per American Weld Society (AWS) D1.5 2002 is 1.4mm (10% of the thinner part).
-The OBG Segment 9BW is located outside in front of Bay# 17.
Action Required and/or Action Taken:

Submit a repair procedure to the engineer for approval. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0552

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

R
N 05.035.06.000502nCT Page l of 1




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

DEPARTMENT OF TRANSPORTATION g;ﬁ"'ﬁx
S

DIVISION OF ENGINEERING SERVICES
Office of Structural Materials
Quality Assurance and Source Inspection

Contract#: 04-0120F4
Bay Area Branch N P

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

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000579
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0552

Type of problem:

Welding Concrete [] Other L

Welding ] Curing [0 Procedural (1  Bridge No: 34-0006

Joint fit-up Coating [ Other [0 Component: Segment 9BW Deck Panel Diaphragm
Procedural [ Procedural (] Description:

Reference Description: Joint fit-up offset was observed in Segment 9BW Deck Panel Diaphragm
Description of Non-Conformance:

During the Quality Assurance random Visual Inspection of welds located on Orthotropic Box Girder (OBG)
segment 9BW, this Quality Assurance Inspector (QA) discovered the following issues.

-One (1) area of misalignment was measured at a transition in thickness Complete Joint Penetration (CJP) butt
weld.

-The weld joint is identified as SSD10-PP74-001.

-The weld joint is located in OBG segment 9BW at Panel Point (PP) 074 on the Counter Weight side.

-The Cormner Assembly Web (X151B) Seismic Performance Critical Material (SPCM) plate connects to the
Deck Panel Diaphragm (X1A).

-The weld joint SSD10-PP74-001 is a transition in thickness from 22mm (X151A) to 14mm (X1A).

-The misalignment/offset was measured at approximately 9.5mm. There should only be an offset of 4mm due
to the transition.

-The weld joint is misaligned for 70mm along the axis of the weld.

-The maximum misalignment/offset allowed per American Weld Society (AWS) D1.5 2002 is 1. 4mm (10% of
the thinner part).

-The OBG Segment 9BW is located outside in front of Bay# 17.

"]‘7_: TL-15,Quality Assurance — Non-Conformance Report Page I of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

X151B{(SPCM) gl
e =22 MM S,

i aasfel 49 50 do- 700

Applicable reference: -
Approved Weld Drawing; WD2
Approved Weld Detail Drawings; WD20A and WD20C

AWS D1.5 (2002) section 3.3.3 “Parts to be joined by groove welds shall be carefully aligned. Where the parts
are effectively restrained against bending due to eccentricity in alignment, the offset from theoretical alignment
shall not exceed 10 percent of the thickness of the thinner part joined, but in no case shall be more than 3 mm
[1/8 in.]".

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Ji Cai Fang

Time and method of notification: 0930 hours, 01/02/10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 2300 hours, 01/02/10, Email

QC Inspector's Name: Li Ping

Was QC Inspector aware of the problem: [J Yes ] 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

ﬁz_ TL-15,Quality Assurance - Non-Conformance Report Page 2 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 3 of 3 )

concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh ,Mazen SMR

h,i TL-15,Quality Assurance — Non-Conformance Report Page 3 of 3
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- Welding Repair Report 0
I B &5 EEEE LN HFEF RELES
53B10 B-WRg725 ~
Project Name SFOBB Drawing No Report No. \
RS 5
Contract No.: o B8 AR FatR NDT#HR % %5 A T
T E %5 ltems Name Diaphragm | Report No.of NDT NA
; ) ZP06-787
Project No.:
A 14814

Description of welding discontinuity:
$E’c%ﬁ§ﬁfﬂf%‘%ﬁfﬁﬁ%ﬁﬁﬁ%ﬁii—%ﬂ?f%%ﬁ, B A AI8nn. ¥ 150mm, 12 4 4

5 SSD10-PP074~-001 SSD10-PP074-008 %&E%ﬁﬁ%:SSDlD-PPO74-—003/OO4.

After inspection corner assembly diaphragm and deck plate connect plate overhand weld, it
was 8mm misalignment, 150mm in length, weld ID: SSD10-PP074-001 SSD10-PP074-00
8, relevant weld ID: SSD10-PP074-003/004.

L1

IR (Inspector) : _ i ping B #(Date) : _2010-1-5

PFERSEREFER

Draft of welding discontinuity:

SSD10-PP074-001 |
Jel 51\\ \—/Omn\1h/ \-TZM\_—/ \_/
S
&

8mm SSD10-PP074-003/004

T=22

S
S
S SSD10-PP074-008

f—""

T=12




 FAERA:

Caused:

REFTEDHERZ.

Weld distortion and fabricate error.

f

£ ﬁiﬁ/\(Foreman):L/m K,,ZM Hi(Date): j0-©! -f’(s .
#EER . ' J
Disposition :

4

1. %A VI SRER A B9 77 i 2 B 2 4655 D1 0-PPO74-001 Eﬂ%ﬂﬁﬁ%m&ﬁéﬂssm0-PP074_008iB’-J%{35:\¢%%L2,
ﬂf—;%ssm0-PP074~003/004&@&E§%&E%{1EQEE&EEE%(EﬂFBm1-PP074~003/004)E§%B:’&E%L3,
L1 L2 RL3HK AR BB Y SRR i IR T 2. BRAIGTRE N WPS T

2. RREEEREEWPSHE SRR,

3. RAESHI RS R U RFB1BE A S TR N MR TR A S B R A, ST S i

4, #ﬁ%ﬁﬂWPSﬁﬁ’?&Rﬁ%E%SSW 0-PP074-001 R 124£SSD1 0-PP074-008:

5. ﬂﬁﬁ:ﬂr%ﬁﬁ%@&&%ﬁ@m,tu%ﬁ&mm%w:nsmssﬁﬁﬁﬁﬁssmo-ppom-ooa;oommmw
M IEME R R 2 4EFB011-PP074-003/004;

6. LR AMBLT I 5 ih S s R T 5,

7. BEEEERHTNDTRA,

% MRCIPRARIEMIN, FREE, TAERGHAETER, EREREETHE g,

-

Remove a portion from butt weld SSD1 0-PP074-001(length: L1) and a portion from butt weld SSD10-
PP074-008(length: L2), and a portion from fillet weld SSD1 0-PP074-003/004 and weld in bottom side
of flange including near side and far side (namely weld FBO11-PP074-003/004) in the same area (len
gth: L3) by flame cutting or gouging. The length L1, L2 and L3 will be decided according to actual sit
uation. Preheat according to the WPS prior to gouging.

2, Prepare the excavations according to the relevant WPS.

3. Adjust diaphragm and FB11B to make the misalignment meet the tolerance by external force. Tack weld t
he items. '

4. Preheat and weld SSD10-PP074-001 and SSD10-PP074-008 according to repair WPS,

5. Check the misalignment after welding, if it is acceptable, preheat and weld S8SD10-PP074-003/004 and
FBO11-PP074-003/004.

6. Grind the welds above fush to the adjacent weld or base metal,
7. Check the weld with relevant NDT according to the work drawings.

Note: If gap of butt weld exceeds the tolerance, steel backing can be used in the process of welding, and
remove the steel backing after welding,

T quw\?o’i),\@"" St zE
Technical engineer Approved by ZVLZBL‘,,A\@/ Date ?*le. | 'g
[O‘ ) ( ] g (3

#R787-QCP-900
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i J ) * % o] &:
' J:% % Jé {é ?ﬁi k&2 Rev. No.
— Welding Repair Report 0
B B = EiEE A Ee SSD10 RE5E
Project Name SFOBB Drawing No. Report No. B-WRg725
RS
Contract No.: SR L AR iR NDTR 445
RE %S ltems Name Diaphragm | ReportNo.of NDT NA
. X ZP06-787
Project No.:
# Edhb

Correction action to prevent re occurrence:

EERE R RS, Hos

Enhance supervision in process of fabrication to

reduce error.

eS| Jﬁ-ﬁ'A(Foreman) HU\K&M H(Date): (0.0 e Q'é

EZRBPWPSEE
Repair WPS No.

WPS-345-SMAW-2
G(2F)-Repair
WPS-345-SMAW-2
G(2F)-Repair-1
WPS-345-SMAW-3
G(3F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-Repair

TER

technologist

3 fiE B9 R 1R

B (BA) WWAEE
Preheat temperature Y Description
before gouging ch» of discontinuity
B4 ERE | BB BT TR B
Inspection Preheat temperature
before welding AQ’(/ before welding
BABRAFEE : Bl 5 &
Max. depth of gouging glgm Total length of gouging
) BEHRD BEME
welder 0372[[—0 welding type 5M/6VU position
EERERE BESERE BEERE
Current /QL Voltage Zf Speed
BEEERE
Inspection After repairing:
, RERE J B i
VTmmﬁlt QC/C. Inspecior L[)éu)/ﬂbq__ Date }0/0 0/ 0
resu 07/2* 070] . 7
NDTH& # #H R H #i
NDT result /A’LL NDT person 729)}? XM Date }9[0 y/\ 07
WE - !
Witness/Review:
2
Remark :

#R787-QCP-900




@' REPORT OF ULTRASONIC EXAMINATION

UTH G S

REPORT NO. iR&#%S B787-UT-10724

DATE 2010.01.12 PAGE 1 OF1 Revision No: 0

|PROJECT NO. : #2435 ZP06-787

CONTRACTOR: CALTRANS

ITEMS NAME: 9BW CORNER RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBLY FLOOR SSD10 )
il =g BEAM H5 MM TERS
REFERENCING CODE #:¥ Hil5i ACCEPTANCE STANDARD £ 45HE PROCEDURE NO. #aS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #4&#: JOINT TYPE #4537 CALIBRATION DUE DATE {%#55s IE 7 %40
SMAW BUTT Dec. 28°7 ,2010
EQUIPMENT % # MANUFACTURER {575 MODEL NO. #3ili# 5 SERIAL NO. J751)4 &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK il COUPLANT #4737 MATERIALITHICKNESS #4 L fif
AWS IIW BLOCK TYPE II C.M.C AT09M-345T2-X 22/14112mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il 3t bjilioa bk Rt & biilis s Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2,5MHz 20mm Reference Level £ RifF 20dB
Base metal Inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# Il DISCONTINUITY AiEd:{k 5
y w E| -
WELD 2 (2 |8 |als_le 5. ]z, 5 3
z. [8a|a.|% EelfeEER 8 LOCATION OF DISCONTINUITY S| &
cow <®: |LE| K [ca|g3|E 888 st wos
IDENTIFICATION Eklng|=8|C 2- AL ST T (mm) 23 £
gz = Bl —_— =
£ 3 s - 8 % l% ® llwl C E & 5
R B A s L =
AR S '2_‘a E =1 Sound | Depth from . 5 b
. Length From'X | From'Y o
a|b|c|d I Path Surface -~ P 0
= mE | g |7 - o
SSD10-PP0O74-001 70 32 ACC. 100%
SSD10-PP074-008 70 32 ACC. 100%
AFTER B-WR9725
BLANK
EXAMINED BY =48 REVIEWED BY #Hi#
smaa Yonay [in__[Fansy
v [3 U = 1) A
LEVEL - 1I SIG{I I DATE g, g|. (L LEVEL-Il SIGN / DATE lool. (2~
i35 / QecMm F/SCUSTOMER
% SIGN / Al DATE 4 SIGN [ ] DATE

(FORM# ZPQC-UT01)




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TR R A 5
REPORT NO. #1454 % B787-MT-18085 DATEH# 2010.03.01 PAGE OFIH 8/8 Revision No: 0
PROJECT NO. AR CONTRACTOR: T
TRE%S: i ;i
CALTRANS CONTRACT NO.:
DRAWING NO. SSD10 T
2R 9BW FLOOR BEAM SPLICE nM LIRSS
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BEBIEIRG BERIRNE BFRY ET g 3]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #4% MANUFACTURER 3§ MODEL NO. # 42 SERIAL NO. #ghe
[MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT i
Rk Ak AR H i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
5 EE ] T WiamE
MATERIAL TO BE Y WELDING ﬁ?ﬁ{* Material & thickness ATOOM-345T2-X
EXAMINED O CASTING # 4k B4, FLAE
K gkl O FORGING #&ift 12/8/20/14/18/30mm
WELDING PROCESS TYPE OF JOINT
TJOINT

P FCAW T .t

WELD I.D et il s ACCEPT REJECT REMARKS

oy INDICATION TYPE s B S Ak

b1k et
SSD10-PP74-122 ACC. 100%MT
SSD10-PP74-123 ACC. 100%MT
S$SD10-PP74-003 ACC. 100%MT
SSD10-PP74-004 ACC. 100%MT
SSD10-PP74-124 ACC. 100%MT
SSD10-PP74-125 ACC. 100%MT
SSD10-PP74-128 ACC. 100%MT
SSD10-PP74-129 ACC. 100%MT
BLANK

EXAMINED BY:# REVIEWED BY #7#; ]
Xu hua xiang X”L /‘/um /M}Aj {1 na ];ﬂ._ﬁ .
LEVEL-Il SIGN%% / DATEAY [0.0},2) levern  sion’  / phream /0630 /
Jit3 / QCM FPCUSTOMER |
%5 SIGN / A DATE 4<% SIGN / H il DATE

(FORM# ZPQC-MT01)




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-000638
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0552

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:  02-Jan-2010

Description of Non-Conformance:

During the Quality Assurance random Visual Inspection of welds located on Orthotropic Box Girder (OBG)
segment 9BW, this Quality Assurance Inspector (QA) discovered the following issues.

-One (1) area of misalignment was measured at a transition in thickness Complete Joint Penetration (CJP) butt
weld.

-The weld joint isidentified as SSD10-PP74-001.

-Theweld joint islocated in OBG segment 9BW at Panel Point (PP) 074 on the Counter Weight side.

-The Corner Assembly Web (X151B) Seismic Performance Critical Material (SPCM) plate connects to the
Deck Panel Diaphragm (X1A).

-Theweld joint SSD10-PP74-001 is atransition in thickness from 22mm (X151A) to 14mm (X1A).

-The misalignment/offset was measured at approximately 9.5mm. There should only be an offset of 4mm due
to the transition.

-Theweld joint is misaligned for 70mm along the axis of the weld.

-The maximum misalignment/offset allowed per American Weld Society (AWS) D1.5 2002 is 1.4mm (10% of
the thinner part).

-The OBG Segment 9BW islocated outside in front of Bay# 17.

Contractor's proposal to correct the problem:

Correct misalignment issue and perform NDT required to verify quality of affected welds.

Corrective action taken:

Weld between misaligned members was removed and members were brought within Contract tolerance for
continuous members. Contractor supplied post repair NDT of new welds as well as welds affected by repair
work verifying welds are in conformance with Contract weld quality requirements.

Did corrective action require Engineer's approval ?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

[ 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, 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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