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-000599
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 05-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0572

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [J]  Component: OBG 5BE Deck Panel to Edge Plate

Procedural Procedural [] Description:

Reference Description: ZPMC performed weld repair on 3 Transverse I ndications without the Engineer's
approval in Segment 5BE

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segmentsin the Trial

Assembly area, this QA inspector discovered the following issue:

-ZPMC discovered three (3) transverse indications utilizing the Magnetic Particle (MT) method.

-Y location is approximately between 650~710mm measured from weld splice OBE5-006 on Cross Beam (CB)

side.

-The Weld Joint isidentified as. SEG24*-037 in Segment 5BE.

-The Edge Plate (EP) on the CB side of segment is identified as. EP49B

-The Deck Plate (DP) isidentified as: DP630A.

-The steel materia is designated as: A709 Grade 345 Seismic Performance Critical Member (SPCM).

-No approved welding procedure specification (WPS) was on site during the welding repair process.

-These excavation areas were repaired today without the prior approval of the Engineer.

R DR630A
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

Special Provisions Section 8-3; The Engineer shall be notified in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposal repair procedures to correct them.

AWS D1.5-2002 Section 3.7.4; Prior approval of the Engineer shall be obtained for repairs to base metal,
repairs of major or delayed cracks.

AWS D1.5-2002 Section 6.3.1; The inspector shall make certain that all WPS s are qualified in conformance
with Section 5 of this code The inspector shall make certain that each welding operation is covered by awritten
WPS and that such WPS's are available to the welders and inspectors for reference.

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 0900 hours, 01-05-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1100 hours, 01-05-10, Verbal

QC Ingpector's Name: Wu Shi Cheng

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 06-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: 05.03.06-000563
Subject: NCR No. ZPMC-0572

Reference Description:  ZPMC performed weld repair on 3 Transverse Indications without the Engineer's approval in Segment 5BE

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 the Quality Assurance (QA) random in-process visual inspection of the OBG segmentsin the Trial Assembly area, this QA
inspector discovered the following issue:
-ZPMC discovered three (3) transverse indications utilizing the Magnetic Particle (MT) method.
-Y location is approximately between 650~710mm measured from weld splice OBE5-006 on Cross Beam (CB) side.
-The Weld Joint isidentified as. SEG24*-037 in Segment 5BE.
-The Edge Plate (EP) on the CB side of segment isidentified as: EP49B
-The Deck Plate (DP) isidentified as: DP630A.
-The steel material is designated as: A709 Grade 345 Seismic Performance Critical Member (SPCM).
-No approved welding procedure specification (WPS) was on site during the welding repair process.
-These excavation areas were repaired today without the prior approval of the Engineer.
Action Required and/or Action Taken:
Submit the correct WPS for these repairs. Do not initiate repairs without fist notifying the engineer. A response for the resolution of
thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0572

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

ol " 05.03.06-000563,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 10-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-000614 Rev: 00
Ref: 05.03.06-000563

Subject:  NCR No. ZPMC-0572

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the NDT of the repair witnessed by the Department to show that the weld is acceptable. Based
on this ZPMC requests closure of this NCR.

ZPMC is providing the NDT of the repair withessed by the Department to show that the weld is acceptable. Based on this ZPMC requests
closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000614R00;

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

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010

Attachment(s):

‘R? Page 1 of 1
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@ No. B-657

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-10
REGARDING: NCR-000599 (ZPMC-0572)

With this letter of response, ZPMC requests closure of CT NCR-000599 (ZPMC-0572)
what mentioned about the welding repair in SEG024*-037.
- Punch list item 350 what mentioning this NCR has been confirmed and closed by CT.
- Attached documentations are relating to the repair for this weld.
With attached CWR & NDT documentations, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000599 (ZPMC-0572)
B-CWR1038

UT-5E-019R3

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

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR. A IV Date: 06-Jan-2010

375 BURMA ROQAD

OAKLAND CA 95607 Cantract 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: 05.03.06-000563
Subject: NCR No. ZPMC-0572

Reference Description:  ZPMC performed weld repair on 3 Transverse Indications without the Engineer's approval in Segiment SBE

The attached Non-Conformance Report describes an occurrence where the contracior did not camply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Conirol (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: 0BG Lift: 05
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of the OBG segments in the Trial Assembly srea, this QA
inspector discovered the following issue:
-ZPMC discovered three (3) transverse indications utilizing the Magnetic Particle (MT) method.
-Y location is approximately betwsen 650~710mim measured from weld splice OBES-006 on Cross Beam (CB}) side.
-The Weld Joint is identified as: SEG24%-037 in Segment 5BE.
-The Edge Plate (EF) on the CB side of segment is identified as: EP498
~The Deck Plate (DP) is identified as: DP630A.
-The steel material is designated as: A 709 Grade 345 Seismic Performance Critical Member (SPCM).
-No approved welding procedure specification (WPS) was on site during the welding repair process.
-These excavation areas were repaired today without the prior opproval of the Engineer.
Action Required and/or Action Taken:
Submit the correct WPS for these repairs. Do not Initiate repairs without fist notifying the engineer. A response for the resolution of
this issue is expected within 7 days.

Transmitted by:  Bill Howe 7 Sr. Transportation Engineer
Attachments: ZPMC-0572

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

. 050106000563 8T Page 1 of 1



STATE OF CALFFORNIA—-BUSINESS,TRANSPORTACTJON AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION ARy
DIVISION OF ENGINEERING SERVICES
Office of Structurai Materials

By,
P
- ant

Qualily Assurance and Source Inspection h{’r!"
Contract #: 04-0120F4
Bay Area Branch T e
680 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 04582-1133 e 4
(707) 649.5453 File#: 69.25B
(707) 648-5403 H
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PR. China Report No: NCR-000599
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMCQ), Changxing Island NCR #: ZPMC-0572

Type of problem:

Welding Concrete [] Other O

Welding O Curing OO0 Procedural [J Bridge No: 34-0006

Joint fitup [ Coating  [J Other L0 Component: 0BG 5BE Deck Panel to Edge Plate

Procedural Procedural [ Description:

Reference Description: ZPMC performed weld repair on 3 Transverse Indications without the Engineer's
approval in Segment SBE

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segments in the Trial

Assembly area, this QA inspector discovered the following issue:

-ZPMC discovered three (3) transverse indications utilizing the Magnetic Particle (MT) method.

-Y location is approximately between 650~710mm measured from weld splice OBE5-006 on Cross Beam (CB)

side.

~The Weld Joint is identified as: SEG24*-037 in Segment SBE.

-The Edge Plate (EP) on the CB side of segment is identified as: EP49R

-The Deck Plate (DP) is identified as: DP630A.

~The steel materia] is designated as: A709 Grade 345 Seismic Performance Critical Member (SPCM).

-No approved welding procedure specification (WPS) was on site during the welding repair process,

-These excavation arcag were repaired today without the prior approval of the Engineer,

:

2 Tress, ; R . |
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Contimied Page 2 of 2 )

Applicable refercnce:

Special Provisions Section 8-3; The Engineer shall be notified in writing when welding problems, deficiencies.
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposal repair procedures {o correct them.

AWS D1.5-2002 Section 3.7.4; Prior approval of the Engineer shall be obtained for repairs to base metal,
repairs of major or delayed cracks.

AWS D1.5-2002 Section 6.3.1; The inspector shall make certain that all WPS’s are qualified in conformance
with Section 5 of this code The inspector shall make certain that each welding operation is covered by a written
WPS and that such WPS’s are available to the welders and inspectors for reference.

Who discovered the problem: Joe Alaniz

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 0900 hours, 01-05-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1100 hours, 01-05-10, Verbal

QC Inspector's Name: ‘Wu Shi Cheng

Was QC Inspector aware of the problem: O Yes 4 No

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

m TL-13.Quality Assurance - Non-Confarniauce Repart Page 2¢f 2



ZDME XEREEERE S Bl

Critical Welding Repair Report (CWR) 0
o
i S5 A ES {oo e R
Project Name;: SFOBB Drawing No.: | Report No: B-CWR1088
EF
& k| 04-0120F4 ) 5BE + 5CE NDT #fes4
Contract No.: L% ;
At CA longitudinal corner .1 NA
TH&S Bl b Y o weld NDT Report No:
Project No.: 1
Description:

b

Per the result of further ultrasonic investigation to the EP to DP welds which Tevealed planar defects wi
th significant flaw height characteristics, ABF and Caltrans performed the Re-Ultrasonic inspection and
revealed planar linear indications by scanning pattern D for the corner assembly longitudinal welds.

Some indications in 2E vere determined by ZPMC, ABFJV and CT to be transverse cracks and other kinds of de
fects after excavation.

The detail of the location and finding please find from the attached report and draft.

7 TS RER AT ST SRR, ABFRINM T R E Rt 4 éiﬂ%‘ﬁﬁﬁ%%ﬁmﬁﬁnﬁﬁﬁ 7F
BFRANEANERSHERTES.

ABFFTANAMAEARAWS D1. 5586. 26. 3. 3(1), (2), (3) EAERIEREF A BLSHTUTHDRAER, RUAHS RSN EE,
e QERTRTERE. REREERIT=F7EE CN3—SRUSERFART, TEiradee, aEng,

AR B BRI L AR TR A, ‘
This procedure applies to the repair of all defects and other planar defects that are found by uT.
SEIR {ERR FF IS A T BT UT RIRAYEBAT TR ABIR S AR .
W] No. JB&E45S:.  SEGD24+-035, SEG024#-037, CAD23-002, CAO23-004, CAG23-006
LocetionfiE: 26/4G \ - \r,/J
Welding processiZEHERIE: SMAW / -’U ,INT'J’ 2% <l ! {

WA (Inspector) : Li Liming™~/H# (Date) : 2010-1-14

BERBNRRERE
Draft of Welding Discontinuity:

T 45
See the attachment

9
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Cause:

EH&:

1. Some welder did not pay attention and weld complied with all requirements from the approved WpsS, .
TRIBTHREREE, SRR &HEPS ERFHNER.
2. It is not fully controlled during the welding, especially there is not enough imterpass cleaning,

REERIEDBRREAREE. BEEERIER.

ZRHAEA (Foreman): /Aﬁ?\\“l? UU%] A (Date):20 [©~ .1 ll»




Disposition:
b8

1.

Provide notification to CT prier to laying out/performing repairs.
FEEM/EERERAICT.
1. Successful repairs are achievable only when careful application of all of the following process steps are

| carried out in seguence without variation.

Lay out location by ABF to remove the comnection plate per sketch. Notify ABF and CT pricr to removal
io verify lay-out.

H ABF RIEM B Rl R BRI R. SIREES ABF FUmM.

Carefully remove comnection plate per lay-out and save the cut piece for the replacement pieces
RIENR EHESRIR, HERUBRMEER.

Verify with UT the repair locations based on CT *Y” location designations

BECTHM UTRSE, T APF EUINMBRBE ¥ (605 .

Perform repair per the standard Edge Plate to Deck Plate weld repair procedure, including inspections
TRIE T X PHERETERT Y ARG HR#TRE.

Replace the connection plate as shown in the sketch provided.

RBHE A Ex R TR,

Inspect connection plate weld to Edge Plate.

MEERSASTEENTAR.

RE SRR T TR Mor B RS BT R, A TS TEes.

a.

2. Bxcavation of the defect.

Careful excavation of all defects and preparation of the repair site are peramount to a successful repeir,
and the grinding should be continuous unless a long portion of weld is removed

ﬁﬁﬁﬁ$hﬁ%ﬂ%ﬂﬂﬁﬁﬁﬁﬁﬂﬁ%mT@%Zﬁﬁ%ﬁ%ﬁmﬁ&%@ﬂ%m%%%ﬁ

Provide positive cont:roTs and MT tests to ensure the complete removal of the de;.ects
REFHFSHAMTRR, DRERETEEHERT

Clean the repair site to remove foreign matter and debris before the start of any work.

EETEALFN, A REREFETH.

Apply preheat of at least 160°C to the repair and insure that the preheat covers a sufficient ares of the

repair.

XM BEREETIH. FHRERSNERRERLSHTREE.

Weld the repair in accordance to an approved welding procedure.

RBMEERWPSHITES .

Apply postheat blankets and heaters to maintain the proper postweld heat(at least 160°C) for the required

time.

RS EHTESMNERERALE, I SMBENT. EOREIST.

Allow parts to cool ta ambient temperature and wait the Tequired time (48 hours- m.;nlmum) befure performing

nondestructive evaluation of the Tepair site.

FH R DR SR HAE BN B BB SR BTN TR .

SRR R

Any contaminants present in the area to be repeired, such as rust, paint, UT gel etc, shall be removed before
any gouging or grinding to remove the weld defect is done.
EFEEEEANRAY, LGS, B, UTHENS, SHENERaETRanT ErEsETe,

Using air-arc gouging or grinding to remove the weld defect im icluding the material above and to either side

of the defect to the prescribed limits. Removal shall be witnessed by the CFI and NT veri ify that the defect

— el
= 71 a0 il
AT AR fH,




Disposition:

SE T ‘
1) repair both sides of excavation
IR T R AIAEE
a. preheat repair area to 65°C prior to performing eny gouging and grinding.

BRI TRFAZE65EL

b. specify limit that the excavation to mo more than 4mm per pass
HF—HBRAIRFREDHEA T 4o,

c. prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.

BAFSS N4 EFE, BEREMEES BERLET 11 DAREE.

d. preheat to 160°C in accerdance with table 1 end maintain this temperature throughout the entire repair
procedure, including backgouging and welding of opposite side.

EEE—MERTAE 160 . FEZBESREEE M EENE, QRREMEAETNEE.

e. weld first side of repair in accordance with the approved WPS.

HEIBALAERY WPS BATE—AERIEER.

f. excavate from the opposite side until sound weld metal is reached.

MEEBTHRUFTEEEEHERIE.

g. perform 100% MT of excavation to ensure crack has been removed entirely.

FIBRA I AYHE O B HEAT 100589 MT 05, BHERSERTE.

h. prepare excavation such that all metal is ground clean to a smooth, shiny metal finish end starts and
stops are tepered to & 1:1 slope.

MR g OEHTI BT, BRENRLT 11 tA=EE.

i. weld opposite side of repair in accordance with the approved WPS.

HEWPS ME KRBT R, ‘

j. after weld has been completed, apply post weld heat trestment (PWHT) in accordance with the temperature
requirement.s of table 1 for & minimum of one hour.

BESRE, BER 1 WERNEEHTEALE, SEREESD 1.

k. once repair has undergone the required PWHT, allow weld to cool gradually by automatic control of the
heat machine. And the cooling speed has a maximum of 50C per hour.

FE#HRERE, TENREETRE, BTSE, RAKEEEN 50T/ h.

. i % 2y 5 This docurenl is £ FRROYS
2) repeiring in two stages BIENEEFE This dosursnl is ovD
g 1 T DERARTI =t TRTATION
a. initial excavetion FIFH:A PUrsUES, 1 Bection S04 Ui ihe

i preheat repair area to 65°C prier to performing .any gouging . Initial
FRAIET N E 65 BE.

ii excavation of materisl shall be limited to no more than 4mm per pass.
RUNSBREEREEURENREEEIEXT 4un. o

iii prepare excavation such that zl1 metal is ground clean to a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.
FRE RS OESTITE TR, RERENSREST 11 EATE.

iv preheat to 160'C in accordance with table 1 and maintain this temperature throughout the entire repair
procedure.
HEE—MERTAS 160 £, FEZREERFEEBETE.

vweld first side of repair in accordance with the approved WFS.
BRIIERD WPS BT E— TSR,

vi after weld has been compieted, applv PWHT in accordance with the temperature requirements of tzble |




vii once repair has undergone the reguired PW¥HT, allow weld te cool gradually by autometic congrol of
the heat machine. And the cooling speed has a maximum of S50°C per hour. EHEREE, EErEssd
TRIB, BHATHSAE, FREEHEEN 50T/,

b. repair of opposite side
REfHEE
i preheat repair area to 65C prior to performing any gouging and grinding .

FRIIAT AN S 65 BE . \

ii excavation of material shall be limited to no more than 4mm per pass.
BRUEEEE T EE AR REEERERT 4m.

iii prepare excavation such that all metal is ground clean to & smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.

FIBREH R D EHTITEFR, MEEMRLT 11 M gE.

iv preheat 'tn 160°C in accordance with table 1 and maintain this temperature throughout the entire Tepair

procedure. 1

ERR—IWERTHS 160 B, B REBFERFERIMESIRE.

v perform 100% MT of excavation to ensure crack has been removed entirely.

1008MT BERFTH MRKELMRB HT 5.

vi weld opposite side of repair in accordance with the approved WPS.

TRHB WPS MUEESRHHT R AR

vii after weld has been completed, apply post weld heat treatment (PWHT) in accordance with the temperature

requirements of table 1 for a minimum of one hour.

RESERUE, ®RR 1 HERTREHTEHRAE, ABEREZED 1 /0.

Vi once repair has|undergone the required PWHT, allow weld to cool gradually by automatic control of
the heat machine. And the cooling speed ha..s a maximum of 50°C per hour. FHERE, TEXME4E
ToRifl, FATHEANIE, AW EEBER 50C/h.

h. When the weld defect appears to have been removed the groove shall be ground clean to bright metal and the
excavation shall be tested for complete defect removal using 100% MT per approved procedure.

LPRELHSEEE, SHERRBTITEASEREHER 10007 FkrrERTE.

i. If ell indications are removed, the weld defect jis considered to have been removed. No welding shall begin
except on two sided repairs until all 100% MT indications have been removed.
WRFTAMNNT I8R5 BE, WATENSESEER. N ETYEBEY i, RETEdeE. BEEY
HEE.

J. Once the proper depth is reached, the groove shall be tapered to the surface of the existing veld by grinding
at a slope of 1 ta 1. The excavation of the defect shall extend a minimum of 50mm beyond each end of the

defect including the taper.

k. k. ‘Vhen all grinding is completed in the area 1o be repaired, a final 100%MT test will be run by QC personnel
to verify that a1l indications have been removed.

BERIEITESS RS, N QC #AT 100%MT, BERINTH RS CHERE.

frirEni e B ceh3Et exolication 1E RLWE)

£ RLELED 2% » minipun TEiOs Siphier veEnsss RE




Disposition:
b3 ik

-

BB ERIE, BIFRE SAE 750 EEAHTRS, MAEFNET FER 1 PaSTEaE, TRHGR BEE sk ik
ERRE—REME. wRELNARNARANE BEUERTFHHTAEES.
SMAW filler metal shzll be rated to a hydrogen level of H4 or better,
SHAW B i I S E UME T AL T R4
The groove shall be filled using the approved SMAW or SAW filler metzl in accordance with an
approved WPS. :
3 ARG A R IE R AT SMAY 5235 SAW HHTIRE.
d. Once the preheating process is started the repeir area shall be maintained at this preheat level until
all welding is completed. This includes any additional time to remove the defect from the second side gouge.
SMBTRERRREN, BEKERNBENIREER. HaRE L EBA -SSR,
The CWI shall verify that the welder understands a1l siarts and stops vhich will impact fusion of the further
pess are to b'e ground before an arc is struck on them to provide a means to tie the next weld pass into
the end of the weld
CVI Ry izf R/ THE R AV E N AR 2 A LR A A BT E LT, LM T — R e A i —1.
Before welding over previously deposited metal, all slag shall be removed and the weld and adjacent base
metal shall be brushed clean.
FFE TR, P e mis e, 0B R R L AT,
Preheat shall be maintained on the repair continuously once it is first applied until the weld is complete
and the postweld heating phase begins at once.
MAREEEMEGUEPLAESE, EIRESH. SRE, INRFFIEERLE,
Postweld Heat Treatment.

h

Technical Engineer:

EHE i

Aftercwelding is completed but béfure the temperature falls below that of the preheat value fr.om Table 1,
it shall be meintained at the post heat temperature shown in Table 1.

LRBERE, SEEFIRIASHZRIEGEN, FRARRLINERERITINEEE.

Post weld heating shall be maintained for & minimun of 1 hour.

BRAEZE D10,

After the post weld heating time hes been reached the repair shall be cooled by removing the heating scurce
and leaving the blankets in place or by another method that will insure the temperature is cooling down
gradually, And the cooling speed has a maximum of 50C per hour.

JERERRE, BEBRNAEHRFBERERE RS EMTE, MRmSEY, BIXEHEA50T/h.

Per the specification require performing the Final UT, MT and Visual inspections, which shall be done at
least after 48 hours have passed after the weld repair area has cooled to ambient temperature.
RERRESHEZRF4BNTZE, AT aRaauT, MTRVIERH.

Perform all NDT in accordance with contract plans as well as ABF approved procedure by ABF/CT, ZPHC will
coordinate. '

BESRZE, ABFAICT HRIFHERFABFEN T X RETTNDTRA, IPMCHHTR S,

All inspection activities shall be documented which includes backgouge inspections.

Fa AL TESNESERANY, BaERanRg.,

i L g
T % Wﬁ#ffmﬁ S . B
1 ‘/ Approved By: Lﬁv.b)l A Date: (/ / t{‘:/’:f

}/J{o'()f\l'wiﬁ A
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Critical Welding Repair Report (CWR) 0
WH A7 SRR ACHT wWHEE e REET
Project Name: SFOBB Drawing No.: Lift SE Report No: B-CWR1088
SR 04-0120F4 5BE + 5CE e
Contract No.: AL o NDT iﬁn%
oo Mame: CA longitudinal corner B NA
mE&S o NDT Report No:
Project No.: 2POa-787
et
Corrective Action to Prevent Re-occurrence:

1. All new sSegments splice welds shall be strictly controlled by the Lead CWI
B ST A B 09 B AT LEAD CWIFfk s,

2. All welding parameters shall be verified and recorded.

A MRESE BN D RERE.

3. Welds shall be made using SMAW (H4) and / or SAW only. FCAW WPS using Supercored 71H shall be approved
by ABF JV prior touse. Elevated preheats and postheats may be required by this procedure above what
is required for normal SMAW or SAW welding. !

DAZJR RERERISMAN (H4) F0/ERSAWHHATIEE. FCAWR 7L STBISABFRY S B E 4 B . TE, FCAWHYTREE
BEF f5 #0048 BE AT REAR T MR AOSMATAISAT I IR, BEE k4R,

4, ZPMC shall document and provide results of all the inspections conducted

IPUCEZIETRATR A, BT RIEREIRT.
a. 100%VT of excavation and 50mm either side of the weld excavation.
ik ) BN 32 5 0mm¥ R P9 B FE 4T 100%VT
b. 100BMT of excevation and 50mm either side of the weld excavation
BRI R AP 50nn 7 B A BRI EHET 100%T
c. Interpess cleaning.
EIREE
d. VT of repaired area.
BEREGREF VT
e. MT of repaired area.
BAEREERE fE ROMT
f. UT of repaired area.
BERZEE FHUT
5.

All the new segment splice weld joint shall be under the fabrication and control according to the

revised welding procedure which all agreed by three parties.

LEF R EER =7 AN AT NEETEMERET NS,

Table 1: Preheat & Postheat Requirements for Various Metal Thicknesses
=1 THFERIBESR
Base Metal Thickness Minimum Preheat Minimum Postheat
BEHEE BETHE SEEREE
T < 40mm 160°C 160°C
Amm<T 200°C 200°C
EESAWA (Foremen): /)W R ‘?Ul%r’i BE#5 (Dete): = AT O B!




£ BB WPSHE S
Repair WPS No.:

WP S5-345-SMAW-2
G(2F)-FCM-Repair
-1
WPS-345-SMAW-4
G(4F)-FCM-Repair
-1 .

THR
Technologist:

pudlf
[0 ’“r

B (RE) TRREE EErRE
Preheat Temperature ” Description 5L, £33 % sk
Before Gouging: gﬂ; { of Discontinuity: R
AuLERE B TR B
Inspection Preheat Temperature £ 4
Before Welding: /é‘u Before Welding: 186 ¢
A BB B g€
Max. Depth of Gouge: 6 Total Length of Gouge: =

10 mm /oo mm

Y :ﬂ &~
Welder: 044719 Typas < MAw Position: 26 /g
BRI - BERE A
Current: /|g6 Voltage: : Zlhr/gg,.cr Speed: /U}/HC
EEEAEE
Inspection After Repair:
5Tt B B R L
VT Result: A " Inspector: 7 12012 Date: pofo , (. "Bf
NDTH & B & H
NDT Result: NDT Person: Date:
JRAE -
Witness/Review:
&
Remark @ ~

#R787-QCP-800




This report is for the sole use of ABFJV, {f transiitted fo any third

American party it will bz For Information (ily, L
Bridge er UDR This repart ennnot be eopled, amended By any thivd prriy without the i i b
»mlt vRutya prior approval af ABFJIV. ; & Y
UT Report . -
Project Name: - SFOBB SAS Bridge. ' ' Date: 2010013 ]
Lift/Segment No.:  5BE | Location: . DPtEP-E5R> | Report Number: 47— 5E -0l s
Refer to the etteched sketch. l .F
"E
&:Gﬁ@{\ 5 Stan fﬂ\ce
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) P 3

- " . . Examination
Materinl- AT0S Thickness: J 3/30 Stiuifioation:= AWS D15
Surines Condition:- 00 As Welded 2 Dressed Acceptance Crileria:- AWS D1.5 Table 6.3
Type of Instrument: ¢ ffo€ Test Procedure Number:- ZPQC-UT-01
Type of Transducer:- Z-FFW 220 ATo Reference Block:- ow
Transducer Angle:- o’ 7o’ Couplant:- CMC Paste
Wc]dmg Prnncss- 0O FCAW E SMAW O GMaAwW 0 sAw

- N e e Dlmens[nns(mm) _' Ind:c,ai_[pn ) s o b
‘?\j,’f‘ '.’"];3:,‘”'""— T S T i Length Dcptil | Ritiig | Evaluation Insncetnr IMS:‘,::M
e T L rom @ AXs. T L apy. | e | L P, :
PPfBEF s —| ot sele tisz b /o ? i LT fee gl,]é Za[u 0,’.;}1'
(sr = 0hy-045.07]) //'
b

Observation:- - ' : - ) .
Scenning Pattemi A, B, C, D ' e
Pattern D conducted inline with Transverse Seginent Assembly Splice Ultrasonie Testing I‘mccduﬂ.
Legend: ACC-Accept, REJ-Reject, TLI~Transverse Linear indication, LLI-Longitudinal Linser Indication, R1-Rourded Indicstion, LF-Luok of Fusion.

' yrmrea B_y.. T ZPMC | ABRIV Ruvjewed By:- | ABFIV
Namg i /v’vy Ew}l\n—/l _ Name Sie IAK?JT#_SA.J
_S_lgn__ L-ED%PI”'SWW) . Stgn v T pE:J !_.L/;’ //
Pasition Position | F A m | LFJ T
Date 2000, 1. 5]  Dae Il FeRao |

Dacument Mumier OBGUTIR-DA 25 % :
S s o f2, 2-7
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: 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-000553
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0572

Type of problem:

Welding Concrete [1 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:  05-Jan-2010

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segmentsin the Trial
Assembly area, this QA inspector discovered the following issue:

-ZPMC discovered three (3) transverse indications utilizing the Magnetic Particle (MT) method.

-Y location is approximately between 650~710mm measured from weld splice OBE5-006 on Cross Beam (CB)
side.

-The Weld Joint isidentified as: SEG24*-037 in Segment 5BE.

-The Edge Plate (EP) on the CB side of segment is identified as: EP49B

-The Deck Plate (DP) isidentified as: DP630A.

-The steel materid is designated as: A709 Grade 345 Seismic Performance Critical Member (SPCM).

-No approved welding procedure specification (WPS) was on site during the welding repair process.

-These excavation areas were repaired today without the prior approval of the Engineer.

Contractor's proposal to correct the problem:

Submit CWR for Engineer's approval detailing methods used for repair and perform NDT required to verify
weld quality.

Corrective action taken:

Contractor submitted CWR detailing methods used for repair along with subsequent NDT report verifying weld
isin conformance with Contract requirements.

Did corrective action require Engineer's approval? [J Yeslvl No

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152. 1675.3703, who represents the Office
of Structural Materials for your project.

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



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

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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