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-000624
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0597

Type of problem:

Welding [] Concrete [ Other

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [ Coating [1 Other Component: Segment 5BE to 5CE Deck Panel Weld

Procedural [ Procedural [J Description: Missed UT Indication by QC

Reference Description: Class"A" UT indication discovered after ZPMC NDT testing and acceptance on
Segment 5BE/5CE deck transverse weld

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder

(OBG) segments 5BE~5CE, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) longitudinal class*A” linear indication measuring approximately 15mm in length.

-The weld isidentified as OBE5-008.

-Theindication dBsrating isa +4.

-Y-location is 9360mm from the Crossbeam Side (Working point W5).

-Material thicknessis 14mm.

-The depth of the indication is approximately 10mm.

-Theindication is clearly marked on or near the weld.

-The weld is a Complete Joint Penetration (CJP) butt weld joining deck panels of segment 5BE to 5CE

transverse splice.

-Segment 5BE/5CE is located in Trial Assembly area.

Theindication islocated in an area previoudy tested and accepted by ZPMC Quality Control (QC) personnel.

As per the contract documents, ZPM Cs QC personnel are required to perform 100% UT inspection of thisweld.

Applicablereference:
-AWS D1.5-02 Section 6: Table 6.3 specifiesaclass A indication as having arating of 10dbs and under for
material thicknesses 8mm through 20mm.

-Specia Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Tim Murphy

Name of individual from Contractor notified: Peter Ferguson

Time and method of notification: 1645 hours, 01-11-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0700 hours, 01-12-10, Email

QC Ingpector's Name: Wang Lu

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: 13-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: 05.03.06-000587
Subject: NCR No. ZPMC-0597

Reference Description:  Class"A" UT indication discovered after ZPMC NDT testing and acceptance on Segment 5BE/5CE deck transverse weld

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 Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segments 5BE~5CE,
this Quality Assurance Inspector (QA) discovered the following issues:
-One (1) longitudinal class“A” linear indication measuring approximately 15mm in length.
-Theweld isidentified as OBE5-008.
-Theindication dBsrating isa +4.
-Y -location is 9360mm from the Crossbeam Side (Working point W5).
-Materia thicknessis 14mm.
-The depth of the indication is approximately 10mm.
-Theindication is clearly marked on or near the weld.
-Theweld is a Complete Joint Penetration (CJP) butt weld joining deck panels of segment 5BE to 5CE transverse splice.
-Segment 5BE/SCE is located in Trial Assembly area.
Theindication islocated in an area previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents, ZPM Cs QC personnel are required to perform 100% UT inspection of thisweld.
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-0597

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

H..,,.,w" 05.03.06-000587,NCT

Pagelof 1



,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 22-Jan-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-000531 Rev: 00
Ref: 05.03.06-000587

Subject:  NCR No. ZPMC-0597

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the indications and is providing the CWR and NDT documentation to show the weld is
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the indications and is providing the CWR and NDT documentation to show the weld is acceptable. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000531R00;

Caltrans' comments: Status: CLO
Date: 26-Jan-2010

The documentation submitted by the contractor has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):

waral
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STATE OF CALIFORNIA—| / NGAGENCY A
DEPARTMENT OF TRANSPORTATION

CHINAFABRICATION TEAM

666 Feng Bin Road

Changping Isiand, Shanghai, PRC

REVIEW OF CONTRACTOR’S SUBMITTAL
To: Thomas Nilsson, .Amerlcan_ Bridge/Fluor, a Joint Venture Review Date: Jan-18-2010
Gary Pursell, Resident Engineer =S

From: Eric Tsang, Structural Materials Representative Contract No.: 04-0120F4

. . A . Xl China Standard Time
Date/Time Submittal Received: Jan-18-2010/ 16:30 (GMT+08:00)

Contractor's Transmittal #: AFC-CAL-TRN-005283 Rev. #0

[X] substantially complies with contract requirements and is approved

[] substantially complies with contract requirements and is approved as noted.

] Lacks sufficient information and/or contains unacceptable items that must be corrected or prior
to resubmital

Verbal Notification No D Yes Date: Time:

Name of individual from Contractor Notified:

This submittal is a: [ 1  Welding Report Critical Weld Repair
[] Request for Information | [ | Heat Straightening Request
D Fabrication Procedures || | Other:

Submitting Contractor: American Bridge — Fluor, a Joint Venture
ITEMS REVIEWED | COMPLIES COMMENTS

L B-CWR1045 R1 XYes [INo UT Rejects From First Time Repair, Transverse Segment Splice Weld,
5BE - 5CE
Remarks:
Reviewer: Jim Simonis 3" Date: Jan-18-2010
D/Construction COHCUHBH@ Initial _{ /(9 /;> Date
Received by (ABFIV): Date: Time:

TC-20, Review of Contractor’s Submittal Page I of 1




Amencan

Bridge

, FLUOR

A JOINT VENTURTD

3740 Pudong Nanlu

Shanghai, China 200120

LETTER OF TRANSMITTAL

To: California Dept. of Transportation

666 Feng Bin Road, Rm. 708
Changxing Island, Shanghai

Attention: Mr. Pete Siegenthuler
Project: S.F.0.B.B.

Job # 04-0120F4

Date: 2010-1-18

Transmittal No AFC-CAL-TRN-005283

Enclosed:
Qty. Item Qty. ltem
For Approval
1 ZPMC Transmittal No. TL-005629
B-CWR1045 R1
o [ [ Bapa A
7} 16 JAN 2
Sender: Date:18-Jan-2010 Recipient: Date:

Please indicaifelf'ecemt of the above mentioned items by signing and returning this transmittal to s

P g e e e |

W §= e




TL-0005629

(ZPMC ] TRANSMITTAL LETTER

PROJECT: S.F.0.B.B.
DATE:2010-01-18
TO: ROSEMARY/ABF JV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT
SUBJECT: OBG CWR

SUBMITTED FOR YOUR INFORMATION AND SUBMITTAL TO CALTRANS FOR APPROVAL

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(01) B-CWR1045 REV.1

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT

PLAN I-ibLDER: DATE: [ t{ :Oj

M RECEIVED 18 JAN g0
( L |
COMPANY: o

A 1
i Americ,
AR Americ

PLAN NUMBER:N/A
#R787-QCP-102
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XEBEREZERERS
Critical Welding Repair Report (CWR)

[7ES

Rev. No.:

=
AR = S AT e g REHE
Project Name: SFOBB Drawing No.: | Report No.: B-CWR1045
GRS
04-0120F4
Contract No.: 4t 42 Fk EBE+5CE transverse| NDT R&EHS
T 458 Item Name: splice weld NDT Report No.: NA
Project No.: =Pue-131
Description:
ik

These defects are located in repair

I L I (- B-CWR LOAB [ 3 B .

WJ No. fég4 5. OBEBA-009

Locationfii ®: 1G/4G

Welding processifi&’f7ik: SMAW

WK (Inspector) : Li Liming

areas from CWR1045

Bl (Date) : 2010-1-18

RER B FriE

Draft of Welding Discontinuity:

SEE ATTACHMENTS
. A

a
SPORTATION
ﬁEOfme




Cause:
Jii[A]

@

1. The excavation was not in the correct location, relative to the “x" value.
ZHMAHREER LR, LR “x" TR,

2. Inter pass cleaning may not have been adeguate for all SMAW passes, very small defects as indicated in
the UT report db readings.
A T SMAWSSLE (B (1035 B eT e A BIAL, JWUTIR 2k, JE i S RAMERE.

Z[4FA (Foreman): FlI3f (Date):

This doc

DEPART?
Purs

Initial %,\J




Disposition:
HERL i

ABF assist to lay out repair area prior performing repairs. Notify CT prior to laying out/performing

repairs.

ABF 7EfR R ERT Hr B ZPMCBEAT SE 4. FEFE AL/ AR B RTEANCT.

i

Successful repairs are achievable only when careful application of all of the following process steps are

carried out in sequence without variation.

RALRATWTIEHTEFERBFERRTE, AR EHTRE.

d. Careful excavation of all defects and preparation of the repair site are paramount to a successful repair,
and the grinding should be continuous unless a long portion of weld is removed
A BB AAS AR (4 A P AT AT 40 P P A AR T e 22 425 XSSl R AT 1 Ak A 3 1A D 43R s 2 g S5 Bl
b. Provide positive controls and MT tests to ensure the complete removal of the defects.
PO HEIFIMTES R, DA GRS 75 4 B B i3
C. Clean the repair site to remove foreign matter and debris before the start of any work.
FEUATIEM TAFAT, 3R AE KRR+
d. Apply preheat of at least 160°C to the repair and insure that the preheat covers a sufficient area of the
repair.
PR AEKIIEAT I, HERR LRS00 6 B R 0 TG
€. Weld the repair in accordance to an approved welding procedure.
MBI HE T WPS AT IR 1% .
f. Apply postheat blankets and heaters to maintain the proper postweld heat{at least one hour at 160°C) for
the required time.
RS TG AT RIS (] TS AL, R AR UEAT . B (RIF160°C — /i .
g. Allow parts to cool to ambient temperature and wait the required time (48 hours minimum) before performing
nondestructive evaluation of the repair site. This document is APPROVED
SRV 0 ) B3 SR S A8/ I A R 15 X S ATND TR DEPARTME L FaAera SEORTATION
2. Excavation of the defect. PLrSl'fm l%rsdeﬁ‘sggg “I e uML
P, Initial Datary /4//0
b. Any contaminants present in the area to be repaired, such as rust, paint, UT gel etc, shall be removed before
any gouging or grinding to remove the weld defect is done.
PR IR P M, LSRR, A, UTHYRRNZE, R R Rl b 5 R ) T4 T BE AT B v
C. Using air—arc gouging or grinding to remove the weld defect including the material above and to either side
of the defect to the prescribed limits. Removal shall be witnessed by the CWI and MT verify that the defect
was located and totally removed.
Tl 0 A AT B Y T R AR DRI IR, RGBS L2 A Ak . TR RR A CWLLAE, AR no i R
BAPRTE YT Z JEMTHIIA -
d. Preheat to 65° C before performing any gouging to remove weld metal defects.
FEFFUE R PR BRI EAT TR @), W REETAAE 65° C.
€. Excavation shall be as long as necessary to remove any defects that are extend 50mm by each side.
i 0 57 2 [k gl B e 2 45 A1 5 0mmn ) XI5
f. All excavations shall be ground to bright metal and 100% MT verify that no indication prior to doing any

welding.

PEAEAT AR ot bk 00 B S A T 18 Y 2 FB S . LOOWMT A IA FE s

Excavation of material shall be limited to no more than 4 mm per pass and the depth of excavation shall
not exceed 2/3T 4 2mm.

TR RS ASBE A F dmm. BRI SR AN BE A T2/ 304 T+ 2mm.

When a crack is still present and excavations have reached the 2/3T +2mm maximum, and repair work shall

proceed in accordance with one of the following procedures:

IR, HPRAIHIE DL IAE] T2/ 30 RS & 2mm,  (EMTSREPE I, TR 0 T B34 TR Tl A 4 4 3SR 3E4T




Disposition:
AL BT
1. repair both sides of excavation
A TR AT R R A
a. preheat repair area to 65°C prior to performing any gouging.
TR A 6514

b. specify limit that the excavation to no more than 4mm per pass
A — TE e A AR AN AT

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.

TR R AT RENHT, FLAS A4 B A 3k B 101 MRtk

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

R —ITESRTTIAS] 160 £, & H GRS R R 12, RIS Rm AR R i A0 /54E.

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

{EARAEHERYT WPS HEAT 2 — M THIBTEHE.

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

MBI HEAT R WA FT 5% A gt 42 B S

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

KT A (20 1000 BEEAT 100%09 MT Bril, (R S E0RT M0

h. 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,.

RPN A 1 BT AT, W ORSEA k A 11 iRl

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

IR WPS [ AR AT S i A7 4% .

j. 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.

BESERUE, G 1 MEBERRREEMT E AL, AEIEED 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 50°C per hour.
JEHEEHUE, MBSO PRAREAT O, TSRS EE, B Kvs 3R 2h 50°C /h.

2.  repairing in two stages :32fHR{E T

Co.. . . ST A —— ia
a. initial excavation IRk D ) JORT&”ON

; ; i . ; : to Secli 2
i preheat repair area to 65°C prior to performing any gouging . Sianglard Spe cucauo g the

BERIRTAIRE 65 1. MRS e ko
ii excavation of material shall be limited to no more than 4mm per pass.
T o) oy 3o R 32 A 20 s A R I AN K T Ao
ill 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.
X R L T3 0 BEREAT AT BE T8, BAORIEA ok 101 ARt i .
iv preheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repair
procedure.
1 AR — (A EERTRANEY 160 1, IF Rz B R R e A R e 72
vweld first side of repair in accordance with the approved WPS.
FEARAEAENT WPS EAT 58—~ 454 .
vi after weld has been completed, apply PWHT in accordance with the temperature requirements of table

1 for a minimum of one hour.

FRESERSE, AR | 0B R AE AT IR b 18, AR S22 1 AN




vii 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 50°C per hour. JGNEETRE, B8 xd 5 adill
PR, UEITERA AR, DRV 23 50°C/h.

b. repair of opposite side
S TET 32 4%
i preheat repair area to 65°C prior to performing any gouging .
ik B BT N4 EY 65 1.
ii excavation of material shall be limited to no more than 4mm per pass.
i 0 3oL F5 5 vk T 2 G R P ) PR TR SN BE ST o
iil 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.
SR L I VB EAT T B RT, OR{REASS Lol AT
iv preheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repair
procedure.
MR — R T 160 4, Ik B2 SRR IR 7L
v perform 100% MT of excavation to ensure crack has been removed entirely.
LOOSMT & fRt AT M8 B MR i
vi weld opposite side of repair in accordance with the approved WPS.
408 WPS 119 B SR HEAT S i R 7R 4
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.
BEESEINE , 1B 1 N9 BRAREE T E AL B, AL TR FE A 1 A,

vii 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 50°C per hour. JENEEHTG, T BERHEL A%
TR, T4, Ry 5@ 50°C/h.

i. 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.
B b AL B R MRS, R R IS AAT 4T S B4 SR S P (AT 100%MT TR BT B T
j. If all indications are removed, the weld defect is considered to have been removed. No welding shall begin

except on two sided repairs until all 100% MT indications have been removed.
WAL 10 MT $ERIGHRE BE, MEAH FTE LRI MEE BR . (6 NT SRS IR 20T, AMUTEM RS, FRRRER
By 2

k. Once the proper depth is reached, the groove shall be tapered to the surface of the existing weld by grinding
at a slope of 1 to 1. The excavation of the defect shall extend a minimum of 50mm beyond each end of the
defect including the taper.
MR SE I, RN ATEE I 11 AR T EL RO R B B A T 1 P A A 50mm,  BLARRR

1. k. Whenall grinding is completed in the area to be repaired, a final 100%MT test will be run by QC personnel

to verify that all indications have been removed.
A IRAT S SR, AT QC ZEAT 100%MT, LABRIABTA IR Al 2 RTER .
M. After the gouge is accepted by QC, the entire area shall be cleaned to remove all traces of loose debris
and MT powder. This d%cument is f\PF?DVLD
BEAITE QC BGOSR, AT P 0 A D) e S/ 60 T D S 20 1 SRR TMENT OF TRANSPORTATION

rsuant to Section 5-1.02 or the

. Stangdard Specificali
3. Welding. Initial Dele: | 1 ['7/(0
1R

a. Preheat shall be applied to the repair area in such a way that the entire area to be repaired and all ad jacent
material out to a distance of 75mm in all directions of excavation, heated to the higher of the appropriate

value shown in Table 1. Preheat application is always stated as a minimum value. Higher prcheat values




Disposition:

Ak M i

d.

4.

AR R, EATIRAE A B 7o FETR A UEAT A, PARGREE NI T I 1 P I MUER I . s e s sk bh
e HR— DG SR NN R AE, AL AT LS s 5 ) A B

SMAW filler metal shall be rated to a hydrogen level of H4 or better.
SMAW 544 004 B SF L 4005 T B IR F B4,
The groove shall be filled using the approved SMAW or SAW filler metal in accordance with an
approved WPS.
1V T AR AEHE YD SMAW 288 SAW b4T 45 53¢
d. Once the preheating process is started the repair 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.
HTATT IR ELBIRREE T, IR (S I A R E PEAR AR 13t (55 A S T 5 004 S B B o 10 T )
The CWI shall verify that the welder ﬁnderstands all starts and stops which has bad formation are to be
ground before an arc is struck on them to provide a means to tie the next weld pass into the end of the
weld.
CWI FAZ 0 Crobs T A2 () BRI i %ok 2 (R B A AT M T AT 388 2 T B8, LU T — b 5 e el & BT — i
Before welding over previously deposited metal, all slag shall be removed and the weld and adjacent base
metal shall be brushed clean.
FRORT —IEFREGT, Frf IS AT R, T LR N R Stk 0 SR
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.
TR ARSI R P R T, EOBVIRIBEE . SHE, STENER RS AL

Postweld Heat Treatment.

JEH AL E

After welding is completed but before the temperature falls below that of the preheat value from Table 1,
it shall be maintained at the post heat temperature shown in Table 1.
SRS USSR A BB LIE () R R R, 5 S AR AR 2 1 e i s L
Post weld heating shall be maintained for a minimum of 1 hour.
IEFAT GEHECRII RN
After the post weld heating time has been reached the repair shall be cooled by removing the heating source
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 50°C per hour.

JEREHUR RS B A IR (R B AT A s IR 7TV, (RARTEAS IS, TGS FREE H50°C /N,
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.
RAT SR H B S0 G 0948 M 2 5, A EFFAR I AUT, MTRIVTHRT.
Perform all NDT in accordance with contract plans as well as ABF approved procedure by ABF/CT, ZPMC will
coordinate.

HiRZJT, ABFAICT #RQERPBMABFHEAEN T 3 AR UATNDTH B, ZPMCHEITR & -

All inspection activities shall be documented which includes backgouge inspections.

Frg iR 9 TARRI N e e S, a1 F 8

T %: L 7 W 1 / /
t No/lP
Technical Engineer: Approved By: LA/'/)\M X Date: ]3

TmsdoamrﬂhsAPPROVED
State of Califonia
DEPARTMENT OF TRANSPORTATION
Purs u m to Section 5-1.02 of the
anglard Specifications

Im{lul Date: l/[?//a

#R787-QCP-900
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- Critical Welding Repair Report (CWR) 1
WH B KENMER RS RS ; RERT
Project Name: SFOBB Drawing No.: Lift SE Report No.: B-CWR1045
= 04-0120F4 4 s
Contract No.: B 47 B 5BE+5CE transverse NRT %ﬁmﬁ,ﬁﬁ
HEHE ltem Name: | splice weld NDT Report No.: NA
Project No.: ZP06-787
¥ 7
Corrective Action to Prevent Re-occurrence:
1. All new segments splice welds shall be strictly controlled by the Lead CWI
B B AT R DFSE RS A LEAD CWT A= s
2: A1l welding parameters shall be verified and recorded.
B AT (0 45 43 2 BON B A el 3
3. Welds shall be made using SMAW (H4) and / or SAW only. FCAW WPS using Supercored 71H shall be approved
by ABF JV prior to use. Elevated preheats and postheats may be required by this procedure above what
is required for normal SMAW or SAW welding.
WAZRHGEAEFTISMAW (H4) FNl/2KSAWEEAT U . FCAWRA 7 1 06 ST ABF IV PR AZ G A BEAE A o T EL,  FCAWY FidAd
FEE 00 A0 T AR -5 R SMAWFISAWR i, 75 038 2945
4, ZPMC shall document and provide results of all the inspections conducted
ZPNC C T IR, JEREIT AT K BN s 528
a. 100%VT of excavation and 50mm either side of the weld excavation.
e Tt 0] [ 438 0 78 120 5 Oman 15 ] PR T 400 5 44T LOO%VT
b.  100%MT of excavation and 50mm either side of the weld excavation.
R ¢ 0 XA P9 32 5 0mm S FH Y B 0 f5 AT 100%MT
c. Interpass cleaning.
AT
d. VT of 1‘epaired area.
e. MT ofirepaired area. Pur\u?grgéoaérggggg?ci“{o, G.'m!‘ 10N
A0 A X IR i S (M T Initial £y Date: (//,_3 /(o
f. UT of repaired area.
iz B A i fUT
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.

VLG B HE R B 0 B = T I AR 0 de BT A 0 T 0 SR AT A = Al

Table 1: Preheat & Postheat Requirements for Various Metal Thicknesses

1 T FjEsE B3k

Base Metal Thickness Minimum Preheat Minimum Postheat
BhFf L5 1oz (I 767 44 38 12 1o {1 e 4y i 55
T £40mm 160°C 160°C
40mm < T 200°C 200°C

Z[d4FA (Foreman): Hil (Date):




2 B IWPSHR 5
Repair WPS No.:

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

IZhR
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Refer to the attached sketch.
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Type of Instrument:- Test Procedure Number:- ZPQC-UT-01
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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-000487
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 27-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0597

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 11-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segments 5BE~5CE, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) longitudinal class“A” linear indication measuring approximately 15mm in length.

-The weld isidentified as OBE5-008.

-Theindication dBsrating isa+4.

-Y-location is 9360mm from the Crossbeam Side (Working point W5).

-Material thicknessis 14mm.

-The depth of the indication is approximately 10mm.

-Theindication is clearly marked on or near the weld.

-Theweld isa Complete Joint Penetration (CJP) butt weld joining deck panels of segment 5BE to 5CE
transverse splice.

-Segment 5BE/5CE islocated in Trial Assembly area.

Theindication islocated in an area previously tested and accepted by ZPMC Quality Control (QC) personnel.
As per the contract documents, ZPMC's QC personnel are required to perform 100% UT inspection of this
weld.

Contractor's proposal to correct the problem:

Repair indication and perform required NDT.

Corrective action taken:

Contractor submitted CWR and NDT documentation verifying the repair has been made and the weld isin
conformance with Contract specifications.

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

If so, name of Engineer providing approval: Date:
Is Engineer'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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