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-000620
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0593

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other []  Component: Open rib Stiffener on Edge Panel of 5SAW to 5BW

Procedural [ Procedural [J Description:

Reference Description:  Straightness/flatness deviation outside of allowable tolerance noted at Open rib
Stiffener to Open rib Stiffener joint (Edge Panel of 5AW to 5BW)

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of I-Rib stiffener in the OBG Trid

Assembly area, this QA inspector discovered the following issue:

-One I-Rib weld between the 5AW to 5BW (Edge panel-1-Rib stiffener) was misaligned across the weld joint.

-The Edge Panel (EP) I-Rib stiffener weld joint isidentified as: EP043-001-015 (Cross beam side)

-Thisweld is complete joint penetration (CJP) butt weld.

-The material is designated as hon Seismic Performance Critical Members (Non SPCM).

-The out of flatness measurement across the weld joint is 6mm over alength of 600mm, where the 600mm

ruler is centered over the weld joint. The maximum allowable deviation per the Standard Specificationsis 5mm.

-Per AASHTO Bridge Construction Specifications, the straightness of longitudinal stiffenersissue was
observed. A maximum deviation of 8mm was measured over alength of 2500mm by placing afully tensioned
string line adjacent to both ends of the stiffener where the diaphragm/floorbeam intercepted the stiffener. The
maximum allowable deviation for straightness is L/480 (2500/480) = 5.2mm

2010:01:10 08:33:43
. 5AW-5BW(EP).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

5AW-SBW(EP )

Applicablereference:
Standard Specification July 1999, Section 55-3.17: “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.”

AASHTO Standard Specifications for Highway Bridges, Division |1 — Bridge Construction Specifications,
Section 11.4.13.3:

The maximum deviation from detailed straightness or curvature in any direction perpendicular to its length of a
longitudinal web stiffener or other stiffener subject to calculated compressive stress shall not exceed: L/480
Where L= the length of the stiffener or rib between cross members, webs, or flanges, in inches.

Specia 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 isless.

AWSD1.5 (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
(vs).”

Standard Specification July 1999, Section 55-3.09 Finished Members: Finish members shall be trueto 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, 01-10-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0900 hours, 01-11-10, Verbal

QC Ingpector's Name: Kevin Chen

Was QC Inspector aware of the problem:

Y7 TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

[ 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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report Page3of 3



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: 11-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: 05.03.06-000583
Subject: NCR No. ZPMC-0593

Reference Description:  Straightness/flatness deviation outside of allowable tolerance noted at Open rib Stiffener to Open rib Stiffener joint (Edge Panel of 5

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: 05
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of I-Rib stiffener in the OBG Trial Assembly area, this QA
inspector discovered the following issue:
-One I-Rib weld between the 5SAW to 5BW (Edge panel-1-Rib stiffener) was misaligned across the weld joint.
-The Edge Panel (EP) I-Rib stiffener weld joint isidentified as: EP043-001-015 (Cross beam side)
-Thisweld is complete joint penetration (CJP) butt weld.
-The material is designated as non Seismic Performance Critical Members (Non SPCM).
-The out of flatness measurement across the weld joint is 6mm over alength of 600mm, where the 600mm ruler is centered over the
weld joint. The maximum allowable deviation per the Standard Specifications is 5mm.
-Per AASHTO Bridge Construction Specifications, the straightness of longitudinal stiffeners issue was observed. A maximum
deviation of 8mm was measured over alength of 2500mm by placing a fully tensioned string line adjacent to both ends of the stiffener
where the diaphragm/floorbeam intercepted the stiffener. The maximum allowable deviation for straightnessis L/480 (2500/480) = 5.
2mm
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-0593

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

ol " 05.03.06-000583,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: 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-000579 Rev: 00
Ref: 05.03.06-000583

Subject:  NCR No. ZPMC-0593

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-000579R00

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

No procedure was submitted to prevent future occurrences as requested, therefore 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-000579 Rev: 01
Ref: 05.03.06-000583

Subject:  NCR No. ZPMC-0593

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-000579R01

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

Submitted by:  Howe, Bill Date: 12-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: 09-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-000579 Rev: 02
Ref: 05.03.06-000583

Subject:  NCR No. ZPMC-0593

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the internal NCR that was written, as well as the weld repair report and NDT to show that weld is
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has removed the weld and rewelded the splice to correct the misalignment. The work was verified by the Department and removed from
the punchlist after complete. ZPMC is providing the internal NCR that was written, as well as the weld repair report and NDT to show that weld is
acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000579R02;

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):

‘E}'I Page 1 of 1



@ No. B-651
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-8
REGARDING: NCR-000620 (ZPMC-0593)

With this letter of response, ZPMC requests closure of CT NCR-000620 (ZPMC-0593)
what mentioned about the unaccepted straightening of ribs .
- ZPMC acknowledged this problem and has issued internal NCR.
- To rectify the straightening or ribs, the splice weld was removed, repaired, retest and
accepted,
- Punch list item 388 what mentioning about this NCR has been confirmed and closed by
CT inspector.
Based on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT: .
NCR-000620 (ZPMC-0593)
NCR-B-391(ZPMC-0593)
B-WR10530
B787-UT-11482
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridgs
333 Burma Road

ol Oakland CA 84807
Efirans Tel! Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Tu AMERICAN BRIDGEFLUOR, A IV Date: 11-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. Thamas Nilsson  Project/Fabrication Manager Document No; 05.03.06-000583
Subject: NCR No. ZPMC-0593

Reference Deseription:  Straightness/flatness deviation outside of allowsble tolerance noted at Open tib Stiffener to Open rib Stiffener joint (Edge Panel ol

The attached Non-Conformance Report deseribes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in cenformance with contract documents,
O Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[0 Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During the Quulity Assurance (QA) random in-process visual inspection of I-Rib stiffener in the OBG Trial Assembly area, this QA
inspector discovered the following issue:
-One I-Rib weld between the 5SAW 1o SBW (Edge panel-1-Rib stiffener) was misaligned across the weld joint.
-The Edge Pancl (EP) I-Rib stiffencr weld joint is identified as; EP043-001-015 (Cross beam side)
-This weld is complete joint penctration (CJP) butt weld.
-The materinl is designated as non Seismic Perfonmence Critical Members (Non SPCM).
-The out of flatness measurement acrogs the weld joint is 6ram over a length of 600mm, where the 600mm ruler is centered over the
weld joint. The maximum allowable deviation per the Standard Specifications is Smm.
-Per AASHTO Bridge Construction Specifications, the strai ghiness of longitudinal stiffeners issue was observed, A maximum
deviation of 8mm was measured over a length of 2500mm by placing a fully tensioned string line adjacent to both ends of the stiffener
where the diaphragm/floorbeam intercepted the stiffener. The maximum allowable deviation for straightness is L/480 (2500/480) = 5,
2mm
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-0593

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

apis
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STATE OF CALIFORNIA--BUSINESS TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govemnor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES ;
Office of Structural Materials Sl

Quality Assurance and Source inspection R R
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.SL. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 o =
(707) 649-5453 File #: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000620
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 10-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0593

Type of problem:

Welding  [J Concrete [ Other

Welding [ Curing O Procedural Bridge No: 34-0006

Joint fit-up [J Coating [J Other [0 Component: Open rib Stiffener on Edge Panel of 5SAW to SBW

Procedural [1 Procedural [] Description:

Reference Description: Straightness/flatness deviation outside of allowable tolerance noted at Open 1ib
Stiffener to Open rib Stiffener joint (Edge Panel of SAW to 5BW)

Description of Non-Conformance:

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

Assembly area, this QA inspector discovered the following issue:

-One I-Rib weld between the SAW to 5SBW (Edge panel-I-Rib stiffener) was misaligned across the weld joint.

-The Edge Panel (EP) I-Rib stiffener weld joint is identified as: EP043-001-015 (Cross beam side)

-This weld is complete joint penetration (CJP) butt weld.

-The material is designated as non Seismic Performance Critical Members (Non SPCM).

-The out of flatness measurement across the weld joint is 6mm over a length of 600mum, where the 600mm

tuler is centered over the weld joint. The maximum allowable deviation per the Standard Specifications is Smm.

-Per AASHTO Bridge Construction Specifications, the straightness of longitudinal stiffeners issue was
observed. A maximum deviation of 8mm was measured over a length of 2500mm by placing a fully tensioned
string line adjacent to both ends of the stiffener where the diaphragm/floorbeam intercepted the stiffener. The
maximum allowable deviation for straightness is 1/480 (2500/480) = 5.2mm
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QUALITY ASSURANCE -- NON-CONFORMANCIE REPORT
( Continwed Page 2 of 3 )

e T e

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

AASHTO Standard Specifications for Highway Bridges, Division 1I — Bridge Construction Specifications,
Section 11.4.13.3;

The maximum deviation from detailed straightness or curvature in any direction perpendicular to its length ofa
longitudinal web stiffener or other stiffener subject to calculated compressive stress shall not exceed: L/480
Where L= the length of the stiffener or rib between cross members, webs, or flanges, in inches.

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 methed of notification: 1600 hours, 01-10-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 0900 hours, 01-11-10, Verbal

QC Inspector's Name: Kevin Chen

Was QC Inspector aware of the problem:

‘;ﬁ,ﬂ_ TL-13.Quality Assuranice -- Non-Conformance Report Bosudefs



QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT
{ Continued Page 3 of 3 )

O Yes %] No
Contracter's proposal to correct the problem;
N/A
Commients:
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 praject.

Inspected By:  Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

f‘oﬁ;f_ TL-15,Quality Assurance -- Non-Conformeance Report Pogeiof 3



Nonconformance Report
AFFE TR &

Project Name: S.F.O.B.B NCR Number:

i & s 5 Rl 1 ¥ K AT | NCR %ii5: NCR-B-391(ZPMC-0593)
“Ijtem: Unacepetable straightening Item Number: Drawing:

SRR ELREERR 8. 5AW+SBW ES: EP043

Location: Trial assembly 5W Date:

fir'g: g i Hf sW H 2010-01-18

Description of Nonconformance:

During the CT random in-process visual inspection of I-Rib stiffener in the OBG trial assembly
area, this CT inspector discovered the following issue:

-One I-Rib weld between SAW to SBW (Edge panel I-Rib stiffener) was misaligned across the weld
joint.

-The Edge Plate I-Rib stiffener weld joint is identified as: EP043-001-015(CB SIDE)

-This weld is CJP butt weld.

-The material is designated as non SPCM.

-The out of flatness measurement across the weld joint is 6mm over a length of 600mm, where the
600mm ruler is centered over the weld joint. The maximum allowable deviation per the Standard
Specification is Smm,

-Per AASHTO Bridge Construction Specifications, the straightness of longitudinal stiffener issue
was observed. A maximum deviation of 8mm was measured over a length of 2500mm by placing a fully
tensioned string line adjacent to both ends of the stiffener where the diaphragm/floorbeam intercepted
the stiffener. The maximum allowable deviation for straightness is L/480 (2500/480)=5.2mm.

X OBG P E ST IR+ MBI B h R0 T 5%

-SAW+SBW LT —4b 1B (EARALE) 3HEefFEEsfL;

-IZHREE ) CIP R |

- A 4E SPCM;

SF¥ERRZE AR 600mm HERIA 6mm, FFHEERD Smm;

-R{E AASHTO #74E, SHXTRSRELEMER. 2 _RBEAMEA 2500mm K HHE R
8mm ZEFdE. BKAVFRNZA L/480=5.2mm.

J

¥

Work By: Prepared by: “Zue Reviewed by QCE: - /
BI7: AR o e 18 [ RETEmE: wﬂ?ﬁ
O Drawing LError "0 Material Defect [~ Fabrication Error 0O Other {/ 1871
ey BB HERR FeAi R A
Disposition: 3 Useasis 0O Repair [0 Reject
AbBRE T 5[ FH BE B
Recommendation:

wit. ) ol (N o] s BB e g gk A

/V\HASILJ-Q 3‘ﬁﬁ‘w rnet  catn fol’ ’f.epjbﬂ—DL:?.‘_fb .

Prepared by: B‘é\ 73%7) ( / (& / 4 Approved by QCA:

Y N R




Reason for Nonconformance:

A& ERAE:

L AEILAYS RECRIV R £ %

M A A b A3
T ¥Wb {A‘@-E ]u[pl}t@ bttt was rm‘_v,a,bjnwif: el

EAW sad 5Ru  pusition.

Prevention of Re-occurrence:

I s i
3003 g el d
Zn Aance su.i)wrm‘_h'on ard 17\5)-"5"'&"“ on —~$ige .
Approved by/L#E: 6740 Ju 2L~

Technical Justification for Use-As-Is/Repair: [ Attachment O Non-attachment
[5] A BB 18 R A A 388 M4 TR
Reviewed /A
Verification: O Acceptable OO0 Unacceptable
Wik R ERCIE: =
Verified by QCI/ERAIIA: Reviewed by QCA/JfH 44 #:

#R787-QCP-1300
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ZPMC

B 4% R & &

Welding Repair Report

0

_f_ntc—ﬁ Rev. No.

etch.

Description of welding discontinuity:
SRAAR: 5A+5BY (RF) BBRBWNRAR LE — IR S ssih. #  nEFR.
It was found that one “I" rib on the web plate next to the connection plate in Segm
ent 5AW+5BW was misaligned after welding. Please see the details in the following sk

§9 (Al

WE & e i ” 5 RS
R e TN i 155 SEG21 el
Project Name SFOBB Drawing No SEG23 ) B-WR10530
&R
- ZUF'q Frr Y e A & _T,
Contract No.: - b AR Ty NDT#R & 4 5
=T T ltems Name Report No.of NDT NA
S e ZP06-787
Project No.:
a5 Fa faid -

#3 R (Inspecior) : Sond Hui B #i(Date) : 2010-1.27

RERABEEFER -

Draft of welding discontinuity:

DP W5
/ & \\
5AW+5BW = 3\
£ \\'
£ (60(311111:) Ve ® T
,!\_ s8w o saw A _% ,)’WB




AR RE:
Caused:
REETE RS FiRE.

Welding distortion and fabrication error.

L jﬁ:A(Foreman):/}’}L ’VIT\ B Hi(Date): [ J?

2

EEL g Vv [
Disposition : '

1. SRR ARG R R DAL IR SRR MAH i s, £Rhma KEREZFEHRE, EEY
NETNZERRIB AR SI94E . BROIRTIRIB B WPSTith,

RS TRBA R DEISHAT AT, 10, WEdtuREASTEER.

RIEENREWPSH IS EEL,

IR FAREWPSTR # B B 45,

B B AR ET I S R BAEE T,

R B AR AT,

A

1. Remove the welds between [-Ribs and the edge plate at the splice by grinding or gouging. The lengt
h of removed weld will be decided according 1o actual situation. Meanwhile, remove the butt weld bet
ween I-Ribs by cutting. Prehzat according to the WPS prior to gouging.

Adjust the misalignment of I-Ribs to meet the tolerance. The transition is not more than 1:10.
Prepare the excavation according to the relevant WPS.

Preheat and weld according to the WPS.

Grind the weld flush to the adjacent weld or base metal.

U O

Check the weld according to the shop drawings.

= fof L},’L"Z:q s \ Fi

Technical engineer Approved by Date

).

#R787-QCP-900




| ' sk Y it .
@@ ﬂ'-:-?: —% ]B- ’fg 3;& 4 Rev. No. |
N Welding Repair Report 0
T Je A I Hekme BERT
e 4 "
Project Name SFOBB Drawing No. ggegg Reporl No. B-WR10530
Gl 120F4
_ ., 40 b ps o
Contract No.: B A2 AR Ui NOTH 5 2455
A BT ltems Name Report Na.of NDT hA
v 1 ZP05-787
Projact No.:

) EbsE

Correction action to prevent re occurrence:

FERERST, LRI,

Control the dimensions to avoid welding distortion.

7] §i 97 A(Foreman): L]lw ;{ﬁ’qﬂ JA(Date):

2]

WPS-345-SMAW-1 L
G(1F)-Repair Fal
WPS-345-SMAW-2 2/“*7{ ge
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1 .
£BHWPSHE S WPS-345-SMAW-4 | T % & [
Repair WPS No. G(4F)-Repair technologist
WPS-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-FCAW-2
G(2F)-FCM-Repair
WPS-345-SMAW-4
; G(4F)-FCM-Repalir
B (A wEmEE i Y8R 08
Preheat temperature 2 Description
before gouging 1 é 5 v of discontinuity ﬁﬁ ( kgéﬁ%’lﬁ
B A E A 12 87 7L 4 3 B o
Inspection A . Preheat temperature 2
before welding : (/L before welding !72"
I AWk ) 0% BE ; B &k :
Max. depth of gouging /{/1% Total length of gouging Uﬂhm,,
' o BEEsy BEMER /5‘

- b i bhw ' M58 )z
welder ﬁj[pql ’) welding type W) position i' fi T LT
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REPORT OF ULTRASONIC EXAMINATION

UTHGIRE

REPORT NO. %% B787-UT-11482 DATE 2010.03.07 PAGE 1 OF1 Revision No: 0
PROJECT NO. : 7245 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
CORNER
y _ OBWS
B B i i 5 i TR

AWS D1.5-2002

REFERENCING CODE ##4iid

ACCEPTANCE STANDARD #5471

AWS D1.5-2002(Table 6.3) ZPQC-UT-01

PROCEDURE NO. f/f#E

WELDING PROCESS 5 51

JOINT TYPE 4§31y

CALIBRATION DUE DATE {3 538 1E 43 %401

SMAW BUTT Dec. 2857 2010
EQUIPMENT i # MANUFACTURER i i MODEL NO. ¥4 % SERIAL NO. Fi*%l# %5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #4771 MATERIAL/THICKNESS #43}JEJiE
AWS IIW BLOCK TYPE 11 c.M.Cc AT709M-345 18mm
TRANSDUCER #£:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
il piiliis e Rt k] s bEiES R
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3# R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
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5 B
WELD S |3 |w [~ls |2 |15 3 5
z, |8ula = | ® EE|5e[E 85 2 LOCATION OF DISCONTINUITY 5= ¥
O = = - & Sle & T3 R T i
IDENTIFICATION |E Ik [ 5 [5% | S ER R LA EE: B T (mm) 23 | =«
Vg BB =i = = =L [
S*IBE|R¥ o k & | E
JH & 1) 4p L =
FAE oS % E - Sound | Depth from . 5 =
- Length From’X | From'Y o
a b c d P Path Surface X vy 0
= | sEmEwE |7 - o
EP043-001-015 70 32 ACC. | 100%

AFTER B-WR10530

BLANK

EXAMINED I;?aYEE?':is

REVIEWED BY ##

eveL-n stow’ 1 _date

X forg Goen Wo.03.57
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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-000554
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0593

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 10-Jan-2010

Description of Non-Conformance:

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

-One I-Rib weld between the 5AW to 5BW (Edge panel-1-Rib stiffener) was misaligned across the weld joint.
-The Edge Panel (EP) I-Rib stiffener weld joint isidentified as. EP043-001-015 (Cross beam side)

-Thisweld is complete joint penetration (CJP) butt weld.

-The material is designated as non Seismic Performance Critical Members (Non SPCM).

-The out of flatness measurement across the weld joint is 6mm over alength of 600mm, where the 600mm
ruler is centered over the weld joint. The maximum allowable deviation per the Standard Specifications is 5mm.

-Per AASHTO Bridge Construction Specifications, the straightness of longitudinal stiffenersissue was
observed. A maximum deviation of 8mm was measured over alength of 2500mm by placing afully tensioned
string line adjacent to both ends of the stiffener where the diaphragm/floorbeam intercepted the stiffener. The
maximum allowable deviation for straightnessis L/480 (2500/480) = 5.2mm

Contractor's proposal to correct the problem:

Remove weld, correct dimensional tolerance issue, reweld and perform NDT required to verify weld quality.
Corrective action taken:

Contract submitted WRR used to perform repairs along with subsequent NDT documentation verifying weld is
in conformance with Contract specifications. Thisitem was found acceptable and signed off the Voyage 2
Punchlist on 02-22-2010. Aninternal NCR was issued by the Contractor in regardsto this issue.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?

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



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

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