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-000614
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0587

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up Coating [ Other []  Component: Segment 6AE to 6BE T-Rib Stiffener Weld

Procedural [ Procedural [1 Description:

Reference Description: Welding was performed on Misaligned T-rib Stiffener to T-rib Stiffener splicejoint
at Segment 6AE/6BE

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of T-Ribs stiffenersin the OBG Trid

Assembly area, this QA inspector discovered the following issue:

-Three (3) T-Rib web welds between the 6AE to 6BE (transverse splice) were misaligned across the weld joints.

-The Side Panel (SP) weld joints are identified as:
1) SP307-001-032 (3rd T-Rib on SP from top-BP side)
2) SP334-001-023 (12th T-Rib on SP from top-BP side)
3) SP526-002-070 (1st T-Rib on SP from top-CB side)
-These welds are complete joint penetration (CJP) butt weld.
-The SP material at the BP and CB side are designated as non Seismic Performance Critical Members (Non
SPCM).
-The out of tolerance offset measurement across the welds were measured at 4mm.
-The maximum out of tolerance alowed per AWS D1.5 2002 is 3mm.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
-Special Provisions Section 10-1.59 Sted Structures, Shop Welding G item 2: Misalignment between
discontinuous members shall not exceed 10% of the thickness of the thinner member or 3mm, whichever isless.

-AWS D1.5 (02) Section 3.3.3: “Partsto 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
(v8).”

-Standard Specification July 1999, Section 55-3.09 Finished Members: Finish members shall be true to line and
free from twists, bends and open joints.

-Standard Specification July 1999, Section 55-3.01 Quality of Workmanship: Workmanship and finish shall be
equal to the best general practice in modern bridge shops.

Who discovered the problem: ~ M.Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hours, 01-07-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0800 hours, 01-08-10, Verbal

QC Ingpector's Name: Wuzhi Cheng

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

I nspected By: Carreon,Albert Lead Reviewer/Task Leader

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-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: 05.03.06-000577
Subject: NCR No. ZPMC-0587

Reference Description:  Welding was performed on Misaligned T-rib Stiffener to T-rib Stiffener splice joint at Segment 6AE/6BE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of T-Ribs stiffenersin the OBG Trial Assembly area, this QA
inspector discovered the following issue:
-Three (3) T-Rib web welds between the 6AE to 6BE (transverse splice) were misaligned across the weld joints.
-The Side Panel (SP) weld joints are identified as:
1) SP307-001-032 (3rd T-Rib on SP from top-BP side)
2) SP334-001-023 (12th T-Rib on SP from top-BP side)
3) SP526-002-070 (1st T-Rib on SP from top-CB side)
-These welds are complete joint penetration (CJP) butt weld.
-The SP material at the BP and CB side are designated as non Seismic Performance Critical Members (Non SPCM).
-The out of tolerance offset measurement across the welds were measured at 4mm.
-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0587

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

H..,,.,w" 05.03.06-000577,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: 18-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-000627 Rev: 00
Ref: 05.03.06-000577

Subject:  NCR No. ZPMC-0587

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has cut the misaligned welds out and has realigned them. This correct alignment has been verified by the
Department and this item has been removed from the punchlist to verify this.

REVISED ATTACHMENT, 03/24/10

ZPMC has cut the misaligned welds out and has realigned them. This correct alignment has been verified by the Department and this item has
been removed from the punchlist to verify this. ZPMC is providing NDT documentation to show that the welds that were cut and rewelded are
acceptable. Based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000627R00;

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

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0587 is closed.

Submitted by:  Eagen, Sean Date: 05-Apr-2010
Attachment(s):
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@ No. B-694
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-18
REGARDING: NCR-000614(ZPMC-0587)

ZPMC has cut off these three ribs to rectify the flatness issue. ZPMC is providing NDT records
show after rectification these split welds and affected fillet welds were tested acceptable. Please be
noticed the weld ID SP526-002-070 was confirmed to be SP527-001-051. After NDT verification
this issue has been removed from punchlist by CT’s representative. Based on this, ZPMC is
requesting this NCR to be closed.

ATTACHMENT:
NCR-000614(ZPMC-0587)
B787-UT-11501
B787-MT-19782
B787-UT-11762
B787-MT-20773
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= DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
N Oakland CA 94607

&lrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-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: 05.03.06-000577
Subject: NCR No. ZPMC-0587

Reference Description:  Welding was performed on Misaligned T-rib Stiffener to T-rib Stiffener splice joint at Segment 6AE/6BE

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,
O Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of T-Ribs stiffeners in the OBG Trial Assembly area, this QA
inspector discovered the following issue:
-Three (3) T-Rib web welds between the 6AE to 6BE (transverse splice) were misaligned across the weld joints.
-The Side Panel (SP) weld joints are identified as:
1) SP307-001-032 (3rd T-Rib on SP from top-BP side)
2) 5P334-001-023 (12th T-Rib on SP from top-BP side)
3) S§P526-002-070 (1st T-Rib on SP from top-CB side)
-These welds are complete joint penetration (CJP) butt weld,
-The SP material at the BP and CB side are designated as non Seismic Performance Critical Members (Non SPCM).
-The out of tolerance offset measurement across the welds were measured at 4mm,
-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0587

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

Wi o0s.03.06.000577ncT Page 1 of 1




STATE OF CALIFORNIA—-BUSINESS,TRANSPORTACTIDN AND HOUSING AGENCY Armnold Schwarzenegger, Govemor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES # ¢
Office of Structural Materials ta , -y

Quality Assurance and Source Inspection L o
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 e H-
(707) 648-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON ~-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000614
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 07-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0587

Type of problem:

Welding Concrete [ Other O
Welding O Curing O Procedural (] Bridge No: 34-0006
Joint fit-up Coating [J Other O Component: Segment 6AE to 6BE T-Rib Stiffener Weld
Procedural [J Procedural [] Description:
Reference Description: Welding was performed on Misaligned T-rib Stiffener to T-rib Stiffener splice joint
at Segment 6AE/6BE
Description of Non-Conformance:
During the Quality Assurance (QA) random in-process visual inspection of T-Ribs stiffeners in the OBG Trial
Assembly area, this QA inspector discovered the following issue:
-Three (3) T-Rib web welds between the GAE to 6BE (transverse splice) were misaligned across the weld joints.

-The Side Panel (SP) weld joints are identified as:
1) SP307-001-032 (3rd T-Rib on SP from top-BP side)
2) SP334-001-023 (12th T-Rib on SP from top-BP side)
3) SP526-002-070 (1st T-Rib on SP from top-CB side)
-These welds are complete joint penetration (CIP) butt weld.
-The SP material at the BP and CB side are designated as non Seismic Performance Critical Members (Non
SPCM).
-The out of tolerance offset measurement across the welds were measured at 4mm.
-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
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QUALITY ASSURANCE -- NON-CONFORMAN CE REPORT
( Continued Page 2 of 2 )

Applicable reference:
-Special Provisions Section 10-1.59 Steel Structures, Shop Welding G item 2: Misalignment between
discontinuous members shall not exceed 10% of the thickness of the thinner member or 3mm, whichever is less,

-AWS D1.5 (02) 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).”

-Standard Specification July 1999, Section 55-3.09 Finished Members: Finish members shall be true to line and
free from twists, bends and open joints.

-Standard Specification July 1999, Section 55-3.01 Quality of Workmanship: Workmanship and finish shall be
equal to the best general practice in modern bridge shops.

Who discovered the problem: M. Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hours, 01-07-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 0800 hours, 01-08-10, Verbal

QC Inspector's Name: Wuzhi Cheng

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
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

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




(ZBMC)

REPORT OF ULTRASONIC EXAMINATION

UTHAHR

REPORT NO. #4448 B787-UT-11501 DATE 2010.03.03 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: GAE+GBE SIDE DRAWING NO.: oBES CALTRANS CONTRACT NO.: 04-0120F4

HIF 4 PLATE g4 M LR

REFERENCING CODE &3 jid

AWS D1.5-2002

ACCEPTANCE STANDARD #52 i7HE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. %

ZPQC-UT-01

WELDING PROCESS #EH i

JOINT TYPE &kl

CALIBRATION DUE DATE {8257 IE47 %

SMAW BUTT Dec. 2857 ,2010
EQUIPMENT ## MANUFACTURER i if§ MODEL NO. #3415 SERIAL NO. 51445
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i #t COUPLANT #L&7) MATERIAL/THICKNESS #4 3t ELHE
AWS IIW BLOCK TYPE 1I c.M.C AT709M-345 amm
TRANSDUCER #£k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il R EHTE Rt il 3 T il i Rt
Changchao 70° 2.5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level #:%REHE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4+l DISCONTINUITY gk g
o] w c ‘g
WELD =2 = ul ~ | @ S c = 4
z |8x|9.|% EslSsgEE g LOGATION OF DISCONTINUITY S. | #
orl1zz|rEB| X |83|58|28|e8 RS e
IDENTIFICATION | =18 | = |28 |~ Blg |2 CEe M A 5 (mm) 2% £
o = = = &F =
3] #= ﬂo:l [2 g b g < E & E
FELGK S ik gt =
PRI S % E = Sound | Depth from . 5 o
= Length From'X | From'Y 5]
a blc]|d e Path Surface X vy a
BE | mRemE g =}
SP307-001-032,, 70 32 ACC. | 100%
SP334-001-023V 70 32 ACC. 100%
BLANK
Eé( MINED BYM }Ww‘ REVIEWED BY
S 3-4%
LEVEL - Il SIGN DATE LEVEL -1l SIGN /
JEf4E / QCM F P CUSTOMER
& SIGN [ H il DATE 27 SIGN / B If] DATE

(FORM# ZPQC-UTO1)




(ZBMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R 4R 45
|REPORT NO. i #4 S B787-MT-19782 DATEH#7 2010.03.04 PAGE OFT&E 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: .
ITHEEE: . H A
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
B 6AE+EBE SIDE PLATE SPLICE TRIB |In# TR&ES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2ETEEG T2 BFHT {e BB ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # % MANUFACTURER i 1 MODEL NO. Eme SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
Mk A ik B e e H#
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
[ i TR T A BE
MATERIAL TO BE v WELDING #i:4}: Material & thickness A709M-345
EXAMINED O CASTING %4 RE#, JEE
BRI E O FORGING &3 16/9mm
E
WELDING PROCESS aftny TYPE OF JOINT CORNER JOINT
BT R
WELD I.D L AR ACCEPT REJECT REMARKS
Ty INDICATION TYPE LENETEN T e i e
5= B2t
AFTER
P307-001-073 .
SP307-001-07 ACC ;epmrrelfn
E
5P307-001-074 .
- ACC RFAPFA TFRRFD
TE
4-001-
SP334-001-058 ACC. R]-;\Pg\ T; E{?RFD
334-001-
SP334-001-059 ACC. T
BLANK

EXAMINED BY

REVIEWED BY # &

¥ SIGN/ Hll DATE

Ding a cheng yﬂ\Mq’W e 1

s 5 L s
LEVEL -1l SIGN%4# / DATERM MMM/\P LEVELl  SIGN I DATEEl] — = /-L’ 7
WiitE 8 / QCM Y [ Jil F"CUSTOMER

|

%S SIGN/ Al DATE

(FORM# ZPQC-MTO0A)




(ZBMC]

UTH Gk &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #&%S B787-UT-11762 DATE 2010.03.16 PAGE 1 OF1 Revision No; 0
PROJECT NO. :Ti2#% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
6AE-+6BE (T-RIB) 6AE+6BE .
AR TR Es InMITEES

REFERENCING CODE #3175
AWS D1.5-2002

ACCEPTANCE STANDARD ¥ 271

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. B4 5
ZPQC-UT-01

WELDING PROCESS 1§45

JOINT TYPE 4§21

CALIBRATION DUE DATE {{ %4 F & %A

SMAW BUTT Dec. 28°7 2010
EQUIPMENT &% MANUFACTURER #li% MODEL NO. #x{##S SERIAL NO. FF3l4 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK 3t COUPLANT Hi&7 MATERIAL/THICKNESS ## £ ERf
AWS IIW BLOCK TYPE II CcC.M.C AT09M-345 9mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HE T HHE BiE Rt il it bl EE Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #2257 i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
DECIBELS#+1l DISCONTINUITY i 5
: T
WELD 2 |2 |8 (sl le 5. E "
Z. |28 |3 |® EEEEEEEE LOCATION OF DISCONTINUITY g= | #
} = | wiE | : £ o8 = o g
IDENTIFICATION | 215 |2 & |52 |2 £ 8|g8 ES[E & AEELEAL I (mm) 2% | =
<=0 &= = |x z |5 5 3"3 1]
B 4k 30 M1 it 1 2 ] $ E E E" = E
RERHRS % E =l Sound | Depth from . 5 e
- Length From'X | From'Y i
alblec]|d Py Path Surface BiX BEY o
“ | mm | mxmwE | - o
SP527-001-051 70 32 ACC. 25%
BLANK

EXAMINED Y.Eﬁ%

“ﬁmXW Sjwm 7,0/0 o, /6

REVIEWED BY ®

owwz%

/o 9516

¥ F SIGNf Bl DATE

7t u 1
LEVEIL/II S DATE LEVEL -1l \S’/GN/ ! DATE
IRtEE / QCM FiFCUSTOMER

%= SIGN [ B DATE

(FORM# ZPQC-UTO01)




—

REPORT OF MAGNETIC PARTICLE EXAMINATION

R R IIAR 5
REPORT NO. {14455 B787-MT-20773 DATER ] 2010.03.16 PAGE OFWG 111 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
ITEHRS: A P
DRAWING NO. G6AE+6BE CALTRANS CONTRACT NO.:
g . 04-0120F4
B GAE+6BE(T-RIB) I TR %
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BZEMERT BRI BFRS (BB RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT ##% MANUFACTURER #3 MODEL NO. &85 SERIAL NO. EL:4S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke ~|CURRENT
AC
B B 8
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
v yil) TR HAREIE
MATERIAL TO BE v WELDING #2454t i i
Material & thickness A709M-345
EXAMINED O CASTING &4} B, B
PR LY Ol FORGING 4t 9/16mm
WELDING PROCESS TYPE OF JOINT
SMAW CORNER -JOINT
IR Higrm
WELD DISCONTINUITY ikt ¢ o— . " -
ELD I.D. MSYS N CE EMAR
e INDICATION TYPE e e 1B e
SP527-001-029 ACC. 100%MT
SP527-001-030 ACC. 100%MT
BLANK
EXAMINED BY 345 REVIEWED, BY ®#
N !
DWA (}, 200 .03/ VA2 220 . 03. 10,
LEVEL - Il SIGN #£ | DATER LEVEL-I  SIGN ! DATER
RREE / QCM Al FCUSTOMER
EF SIGN / A DATE X SIGN/ B DATE

(FORM# ZPQC-MT01)




Ea CL GIRBER £
on SEGITEY 8 *E* LInC 10N SEGITCY
~
=1 B
l ACL
] R O 5] AP Sl NN I E
P T = —_——
1_15(? Foend f‘l]lEth — " 1‘5_C_T
i sEms (5 (NS} L1 ":’ (On SSDISAY
SP527A SP567A £PEa7A DPIGEA BPeud IS SPaRah EFR35A SPApta cAzDA
ey 1™ 1 ool s S | 1 1| 1
s | - — — o i — = I
" ] o7 003 004 ooz o0l
/..Dﬂ]. 109 P 006 = K @03 o P
| AI:L—l
11_51) rugnd J— - 1_‘5_1)_?
i sSEISD N5 ({1:4) sy (oM S5DISA
— E — — — e | e — — ===
I AEL—l
4. = = = e — = = = —- =
J[ 15C rmfm—I FI1|3Aj rmuA-I 15C
a1 ssBIIM NS) ) (HS) (o7 SsziAm
&l 15
t0M sCG3em i SEGISC)
PLAN VIEW  wevoores
EE
1. Al s ARG IR | i
QC ARl jo T ERATHMRR K.
2. =ETRSATEHZHIL.
— ‘
LG BH5] : SEGO30A XXX DG élm“’”"* .
PG e
TR WELDING MAP
S AR AT
el ———] se€ o%oa i

V’;ﬂf -its- 7;(3? / 21, MANLY



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-000605
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0587

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:  07-Jan-2010

Description of Non-Conformance:

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

-Three (3) T-Rib web welds between the 6AE to 6BE (transverse splice) were misaligned across the weld joints.

-The Side Panel (SP) weld joints are identified as:

1) SP307-001-032 (3rd T-Rib on SP from top-BP side)

2) SP334-001-023 (12th T-Rib on SP from top-BP side)

3) SP526-002-070 (1st T-Rib on SP from top-CB side)
-These welds are complete joint penetration (CJP) butt weld.
-The SP material at the BP and CB side are designated as non Seismic Performance Critical Members (Non
SPCM).
-The out of tolerance offset measurement across the welds were measured at 4mm.
-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
Contractor's proposal to correct the problem:
Remove welds to correct alignment issue, reweld and perform NDT required to verify weld quality.
Corrective action taken:
Welds were removed and members were brought within acceptable allignment tolerance. The Contractor
submitted NDT documnetation verifying new welds as well as welds affected by repair procedures arein
conformnace wiht Contract specifications.
Did corrective action require Engineer's approval? [J Yeslvl No
If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

[] 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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