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-000633
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0606

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating L1 Other (]  Component: 6BW-6CW Side and Bottom Panel T-Rib and I-Rib

Procedural [ Procedural [J Description:

Reference Description: 6BW to 6CW Stiffener to Stiffener weld joints were welded with offset exceeding
3mm

Description of Non-Conformance:

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

the OBG Tria Assembly area, this QA inspector discovered the following issue:

-Two (2) T-Rib web welds and One (1) I-Rib weld between the 6BW to 6CW (transverse splice) were
misaligned across the weld joints.

-The Side Panel (SP) and Bottom Panel (BP) weld joints are identified as:
1) SP083-002-044 (1st I-Rib on SP from top-CB side)
2) BP087-001-030 (6th T-Rib on BP from work point W3)
3) SP122-001-042 (7th T-Rib on SP from bottom-CW side)

-These welds are complete joint penetration (CJP) butt weld.

-The SP material at the CW and CB side and BP material are designated as non Seismic Performance Critical
Members (Non SPCM).

-The out of tolerance offset measurement across the welds were measured at 5mm.

-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

s

2010:01:14 13:52:03
6BW-6CW(SP-CB side-l Rib)

2010:01:14.13:55:40
6BW-6CW(BP-T Rib)

Applicablereference:
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 isless.

AWSD1.5 (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
(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, 01-14-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Time and method of notification: 800 hours, 01-15-10, Verbal

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: Tsang,Eric SMR

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 20-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: 05.03.06-000600
Subject: NCR No. ZPMC-0606

Reference Description:  6BW to 6CW Stiffener to Stiffener weld joints were welded with offset exceeding 3mm

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-Ribsand  |-Ribs stiffenersin the OBG Trial Assembly
area, this QA inspector discovered the following issue:

-Two (2) T-Rib web welds and One (1) I-Rib weld between the 6BW to 6CW (transverse splice) were misaligned across the weld joints.

-The Side Panel (SP) and Bottom Panel (BP) weld joints are identified as:
1) SP083-002-044 (1st I-Rib on SP from top-CB side)
2) BP087-001-030 (6th T-Rib on BP from work point W3)
3) SP122-001-042 (7th T-Rib on SP from bottom-CW side)

-These welds are complete joint penetration (CJP) butt weld.
-The SP material at the CW and CB side and BP material are designated as non Seismic Performance Critical Members (Non SPCM).
-The out of tolerance offset measurement across the welds were measured at 5mm.
-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-0606

Y/ 05.03.06-000600,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000600,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: 23-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-000633 Rev: 00
Ref: 05.03.06-000600

Subject:  NCR No. ZPMC-0606

Contractor's Proposed Resolution:

Reference Resolution: ZPMC cut off the ribs and re-welded them to rectify the misalignment issue. The alignment is now acceptable and
has been removed from the punchlist to show that the alignment is acceptable.

ZPMC cut off the ribs and re-welded them to rectify the misalignment issue. The alignment is now acceptable and has been removed from the
punchlist to show that the alignment is acceptable. ZPMC is providing the repair report used to correct the misalignment as well as the NDT
after to show the cut welds are acceptable. Based on this ZPMC requests that this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000633R00;

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-
0606 is closed.

Submitted by:  Eagen, Sean Date: 05-Apr-2010
Attachment(s):
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~ZBPMc No. 570

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-20
REGARDING: NCR-000633(ZPMC-0606)

ZPMC acknowledged this problem and has issued internal NCR. ZPMC has cut off these three
ribs to rectify the flatness issue. ZPMC is providing WRR & NDT records show after rectification
these split welds were tested acceptable. Please be noticed the weld ID SP083-002-044 was
confirmed to be SP083-001-044. 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-000633(ZPMC-0606)
NCR-B-405(ZPMC-0606)
B-WR11085
B787-UT-11504
B787-MT-19784
B787-UT-11506
B787-MT-19786
B787-UT-11505
B787-MT-19785

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

Glbrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 20-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: 05.03.06-000600
Subject: NCR No. ZPMC-0606

Reference Description:  6BW to 6CW Stiffener to Stiffener weld Joints were welded with offset exceeding 3mm

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 and  I-Ribs stiffeners in the OBG Trial Assembly

area, this QA inspector discovered the following issue:

-Two (2) T-Rib web welds and One (1) I-Rib weld between the 6BW to 6CW (transverse splice) were misaligned across the weld joints,

-The Side Panel (SP) and Bottom Panel (BP) weld joints are identified as:
1) SPO83-002-044 (1st I-Rib on SP from top-CB side)
2) BP087-001-030 (6th T-Rib on BP from work point W3)
3) SP122-001-042 (7th T-Rib on SP from bottom-CW side)

-These welds are complete joint penetration (CJP) butt weld.
-The SP material at the CW and CB side and BP material are designated as non Seismic Performance Critical Members (Non SPCM).
-The out of tolerance offset measurement across the welds were measured at Smm.
-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mum.
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-0606

N7 05.03.06-000600ncT Page 1 of 2




NCT
( Continued Page 2 of 2 )

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

Vallgjo, 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-000633
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0606

Type of problem:

Welding Concrete [] Other 4
Welding L] Curing L] Procedural [ Bridge No: 34-0006
Joint fit-up Coating [ Other [J  Component: 6BW-6CW Side and Bottom Panel T-Rib and I-Rib
Procedural [] Procedural [] Description:
Reference Description: 6BW to 6CW Stiffener to Stiffener weld Joints were welded with offset exceeding
3mm
Description of Non-Conformance:
During the Quality Assurance (QA) random in-process visual inspection of T-Ribs and  I-Ribs stiffeners in
the OBG Trial Assembly area, this QA inspector discovered the following issue:

-Two (2) T-Rib web welds and One (1) I-Rib weld between the 6BW to 6CW (transverse splice) were
misaligned across the weld joints.

-The Side Panel (SP) and Bottom Panel (BP) weld joints are identified as:
1) SP083-002-044 (1st I-Rib on SP from top-CB side)
2) BP087-001-030 (6th T-Rib on BP from work point W3)
3) SP122-001-042 (7th T-Rib on SP from bottom-CW side)

-These welds are complete joint penetration (CJP) butt weld.

-The SP material at the CW and CB side and BP material are designated as non Seismic Performance Critical
Members (Non SPCM).

-The out of tolerance offset measurement across the welds were measured at Smm.

-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.

.....
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continned Page 2 of 3 )

T
CIP Weld ,é_nmng-} h
68W and 6CW T-Rib,
Weld number # SP122-001-042 %
'y 3. CIP Weld joining,
"L,‘_GBW and 6CV I-Rj
L Weld Numberi( o

i
Offset Smm

:01:14 13:57:46 2010:01:14 13:52:03
6BW-6CW(SP-CW side-T Rib) 6BW-6CW(SP-CB side-I Rib)

2f 2010:0118513:55:40
| 6BW-6CW(BP-T Rib)

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 DL1.5 (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, 01-14-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

Time and method of notification: 800 hours, 01-15-10, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: LI 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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

hz_ TL-15,Quality Assurance - Non-Conformance Report Page 3 of 3
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%gk

Nonconformance Report
(ZBPMCc R

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

T H & F5: % B i M A AT NCR %i5: NCR-B-405(ZPMC-0606)
Item: Offset between Ribs Item Number: Drawing: 6BW/6CW

RRRIR: R 145 EE.

Location: OBG TRIALASSEMBLY YARD Date:

P R H #: 2010-01-26

Description of Nonconformance:

During Random in-process visual inspection of T-ribs and L-ribs stiffeners in OBG trial assembly
area, CT inspector discovered the following issue:
-Two T-rib web welds and One I-rib weld between 6BW to 6CW (transverse splice) were
misaligned across the weld joints.
-The side plate and bottom plate weld joints are identified as:
SP083-002-044 1" I-rib on SP from top-CB side
BP087-001-030 6" T-rib on BP from work point W3
SP122-001-042 7" T-rib on SP from bottom-CW side
-These welds are CJP welds.
-The SP material at the CW and CB side and BP material are designated as Non SPCM.
-The out of tolerance offset measurement across the welds were measured at Smm.
The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.
InHEERENL R 2 o RIS AR FELE RS0, EEH AT
-6BW 5 6CW [A] 2 &b T BIBAK 1 & 1 RiBR- B4R Qe A7 EAS fir
-RETLERBINF
SP083-003-044, BeARFEMMTHGES 148 1 Jih;
BP087-001-030, W3 U255 6 42 T Jifr;
SP122-001-042, CW fIIM\RHASS 748 T fi;

-XLREEE N CIP R4k
- TLEEIEH AT SPCM
R RLHK Smm;
ARE ARV B R 3mm. 5
Work By: . Prepared by: Reviewed by QCE: /
Brgn ALY, e bl RR TR D“]f”“ plifs
0 Drawing Error [ Material Defect Q/ Fabrication Error
iRyl PRI HlE IR HAb A
Disposition: O Useasis M Repair O Reject
AL & B il
Recommendation:
il
Prepared by: Approved by QCA:




Reason for Nonconformance:

A& R H:
DF GG bW i Z4LT AP bp 1 41 TAPBO A 15 1d 4
fg"iﬁp/%&' ’ caligament o 68w
Trib and  Zrib butt weld were  misaTp
and bow
Prevention of Re-occurrence:
TR & i
N3 WY L b2 Goite s
. on—<it
Enkance supervision ol MSM i en=ERe
Approved by/fit#E: éfw ):4” 2.2~
Technical Justification for Use-As-Is/Repair:  [] Attachment M Non-attachment
VSR TE 7 N T B To B
B 2% Glo ¥ B3 7 e R A 2 A L1 G000
WAS e .

Sepemdg & W or cwp ot Ao ved oy where milalyment exceed
the allovange | and.  refit o bed o 'vwrk almwmgl

Reviewed /it#E: |l Vohttho /
67

Verification: y & Acceptable O Unacceptable
e G 2 R
;/M. W’j T 07 12067 |
020/ 0. % K / 5
Verified by QCI/FEAHiIA: Reviewed by QCA/Jfiy = 4E 5 #2:

#R787-QCP-1300




a‘?_@ J::.i: % ﬁ {% ?ﬁ Ii:l:!: 4 Rev. No.

Welding Repair Report 0
il &% 3 : 4 &3
Iijl B&H ek IN i HGE 5 SEG29 ﬁ;; il N_::wJ_
Project Name SFOBB Drawing No SEG31 : B-WR11085
Al
Bonimn i Gzl At 2 7 T/ T NDT4% %5 A
I f 22 2 Items Name | T-rib and I-rib | Report No.of NDT
N E Y5
; ZP06-787
Project No.:

BFaESk s S

Description of welding discontinuity:

SRR 6BWT6CWE 248 THE LU & 14b Tl 1Y X4 28 08 45 4 10 45 (. HUEGRNwbE: W KkE4%. spos
3-001-044, BPO87-001-030, SP122-001-042

After inspection: I-ribs and T-ribs were misalignment at 6BW and 6CW, the detail posit
ion sees the following draft, weld ID: SP083-001-044, BPO87-001-030, SP122-001-042

#1257 (Inspector) : Song_Hui_H #f(Date) : 2010-03-16

PR BB -
Draft of welding discontinuity:

GBW+6CH

'TTT[‘Sjjj -

Wi




FEER:
Caused:
1B AR T AR 4R 2

Weld distortion and fabricate error.

£ 18] i v A(Foreman):

B #7(Date):

AL E A,
Disposition :

1.

o o x> wN

SRV SRR 0 77 4 22 W e 43855 0 A TR B R H R, A R LT ) 15 e A PR = (1] AR EE R

4, KBRRGEACHERPTSERRS 02 . WEIRTHRSEH S WPS TR,

KRS HEERS G LSRR KT 10, SHEESH 2 255
ARAEAR IR WP SHE # b 4 3L

RIEAAWPS T M 3R 4%

HPRIEAL IR 54T 12 5 B I 1R AR 57

Remove the welds between I-Ribs/T-Ribs, I-Ribs/T-Ribs and BP/SP at the splice by grindin
g or cutting. The weld length to be removed will be determined by actual situation. Prehea

t according to the WPS prior to gouging.

Adjust the misalignment of T-Ribs/I-Ribs to meet the tolerance. The transition is not more t

han 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.

Check the welds according to the shop drawings.

T & B
Technical engineer Approved by

[ 1A
Date

#R787-QCP-900




g 3 23
EH;_—:—E ﬁ?‘“ gﬁ jB 1% Tﬁ = f&#4 Rev. No.
— Welding Repair Report 0
15 ] 4 2 5 o HE 5 . REHS —
Project Name SFOBB Drawing No. SEG31 REEBA NG,
Lk
R RO B2 R T/ 1) NDTR% %5
M H 222 ltems Name | T-rib and I-rib Report No.of NDT NA
A S ZP06-787
Project No.:
LR P

Correction action to prevent re occurrence:
ISRHIEE R AR, IR

Enhance supervision in process of fabrication to reduce error.

% 19] 5 37 A(Foreman):

g f#(Date):

ZWBMWPSH
Repair WPS No.

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

TE&R
technologist

BAE (W) i 5 4 i e
Preheat temperature
before gouging

VA

BAE 15 B 15
Description
of discontinuity

"‘—-_%_‘*\J

ik

FET Ak B
Inspection
before welding

Acv

FE i T AR B
Preheat temperature
before welding

1657

35 K T ) 3 WS K
Max. depth of gouging /VA Total length of gouging A/A
RI — OL86F] K [ REED AEEE e

Id i Iding t iti
welder 03774‘ ?I/}Eﬁ welding type 4/\/\AW position
BiEdm 174 H R R i é
Current [ Cp Voltage P Speed 10
B E e R A
Inspection After repairing:

o 3 % g S

WA A I t Dat '
VT result AGC nspectar ate =0~ >\ 7
NDTH & T [~ ¥E 17 Tc‘,,\ao&,\{\,\%_’ T
NDT result  , 7 3, NOT Persony gtk Yy | Date g 400

_— L= PP Ul\]urtq‘v q CA
AL
Witness/Review:
&I
Remark :

#R787-QCP-800




(ZBME)

REPORT OF ULTRASONIC EXAMINATION

UTH GRS

REPORT NO. iB##S B787-UT-11504 DATE 2010.03.03 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L% ZP06-787 s CONTRACTOR: CALTRANS
ITEMS NAME: 6BW+BCW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
] OBW6
UL BSSEMELY 45 IO TR

REFERENCING CODE #75 #ilye

AWS D1.5-2002

ACCEPTANCE STANDARD He52 FrHE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. F2i4 %
ZPQC-UT-01

WELDING PROCESS %51k JOINT TYPE fit4iake iy CALIBRATION DUE DATE {3854 117 %00
SMAW BUTT Dec. 2857 2010
EQUIPMENT #t 1% MANUFACTURER ihi& i MODEL NO. #sti s SERIAL NO. 5 #4535
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152014,
CALIBRATION BLOCK #tht COUPLANT #8357 MATERIAL/THICKNESS #4 &L HE
AWS [IlW BLOCK TYPE 11 C.M.C AT09M-345 20mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER], ANGLE FREQUENCY SIZE
bt biifia s R=F b ieq ] il i Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3%5 R 20dB
Base metal inspacted per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELSZH L DISCONTINUITY Aeahit =
. T
WELD S 14 fw |~ls_l8_18.1s E .
Z o Sulas| B REEEE LR g LOCATION OF DISCONTINUITY B ¥
IDENTIFICATION |E1% | 52 | =% Sk SIlsElg e it {ir B(mm) 25| =
ga = el — — = ]
S®|8& 8% o B EX | E
JELER S 4 =
RALHHE RS S & -~ Sound | Depth from ; 5 e
=] Length From'X | From'Y o
a b c d fif Path Surface ghix sy 0
= | TR = a
SP083-001-044 70 32 ACC. 100%
BLANK
EXAMINED BYFi# REVIEWED BY jsi#
. : 48
A8 3. 3300
LEVEL -1l SIGN [ DATE LEVEL -1l SIGN [ DATE
JEIEE / QCM A1/ CUSTOMER
%% SIGN | B DATE % SIGN / B I} DATE

(FORM# ZPQC-UT01)




(ZBMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

S SIGN / F il DATE

TR B3 45
REPORT NO. ## & 45 B787-MT-19784 DATER§ 2009.03.15 PAGE OFTg 1/1 Revision No: 0
PROJECT NO. 2P06.757 CONTRACTOR: CALTRANS
TRHE: i B P
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
2R3 6BW+6CW CORNER ASSEMBLY mHITESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AT RD BE bk BFHS { R T R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # % MANUFACTURER #3775 MODEL NO. BR4&E SERIAL NO. 445 S
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT AR

Ak T R e e vk B
PARTICLE TYPE Dry magnet powder YOKE SPACING

: 70~150mm
R Frgs R4 ) B
MATERIAL TO BE V WELDING 12 H:{% Material & thickness A709M-345
EXAMINED O CASTING & FE#, LIE
R Ft L O FORGING &1 20mm
W CE

ELDING PROCESS SR TYPE OF JOINT Eifer
BT Rakem
WELD |.D DTN T et AGGEPT REJECT REMARKS
R INDICATION TYPE 'LENGEA_['N S e 1Bl B
SP083-001-044 ACC. 100%MT
BLANK

EXAMINED BY 4§ |REVIEWED BY ##;
Ding a chena D;‘?Lg.a_(/[.%g’ gm \/\/Pr
LEVEL-Il SIGN%% / DATERN (7-3. [} LEVEL-I _SIGN  / DATERS /2.3./9
RIS / QCM F /A CUSTOMER

¥ SIGN / Bl DATE

(FORM# ZPQC-MT01)




REPORT OF ULTRASONIC EXAMINATION

UTHAG R &

REPORT NO. iR##S B787-UT-11506 DATE 2010.03.03 PAGE 1 OF1 Revision No: 0
PROJECT NO.:1.f4s's ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 6BW+ECW BOTTOM DRAWING NO.: oBWE CALTRANS CONTRACT NO.: 04-0120F4

B4 T BEARE B I TR

REFERENCING CODE % i

AWS D1.5-2002

ACCEPTANCE STANDARD 52 trifk

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. #)§:4#'%5

ZPQC-UT-01

WELDING PROCESS #E## JOINT TYPE #ég CALIBRATION DUE DATE {8 #1200
SMAW BUTT Dec. 2857 ,2010
EQUIPMENT # % MANUFACTURER #fili i MODEL NO. #3445 SERIAL NO. -5l
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK bk COUPLANT #i&71 MATERIAL/THICKNESS ## :}JELKE
AWS IIW BLOCK TYPE 1 c.M.C AT09M-345 10mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
ey fHEE I R} b FHE % Rt
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level £ R UL 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS%+ DISCONTINUITY AEE&E{E 5
=
- [1']
WELD g 4 n ~ 1z [8_Is.I5 3 #
z. |8x|S. |5 [EelsefE gz g LOCATION OF DISCONTINUITY 2| #
o¥|Zg|eE| % |E353|28|e8 R R T =
IDENTIFICATION |E1& S |=8|° B gtz a4 T (mm) == <
<= |mg|OL = & |5 55 o
,ﬁb"‘;t~ sy 1 % gg‘g E g 5‘-:-'- E
IR RS = o -, Sound | Depth from e 5 e«
= Length From'X | From'Y o
a|lb|lc|d e Path Surface FiX gy ki
R PRI } (=]
BP087-001-030 70 32 ACC. | 100%
BLANK
EXAMINED BY X RE IEWEI\) BY. HI#
/ Y 203
LEVEL -1l SIGN [ DATE LEVEL -1l SIGN [/ DATE
SR / QCM il FCUSTOMER
25 SIGN/ B DATE % SIGN / E1iil DATE

(FORM# ZPQC-UTO01)




(ZBPMCc]

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R B4R &
REPORT NO. R 45415 B787-MT-19786 DATEH# 2009.03.15 PAGE OFHE 1M Revision No: 0
PROJECT NO. — CONTRACTOR: —
TR ) H P
DRAWING NO. OBW6 CALTRANS CONTRACT NO.:
04-0120F4
E<: 6BW+6CW BOTTOM PLATE mHIESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SN ET B2 BFRE R ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2010
EQUIPMENT # % MANUFACTURER &7y MODEL NO. ¥4 2 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yvoke |CURRENT -
AL R dE B
PARTICLE TYPE Dry magnet powder YOKE SPACING —_
e FR% A B .
MATERIAL TO BE v WELDING 4 Material & thickness K ioHi35
EXAMINED O CASTING &4 B, I e
A O FORGING 415 10mm
LD c E
WELDING PROCESS s TYPE OF JOINT ——
BT pebi ]
DISCONTINUITY A2t
WELD I.D. TENGTT o] ACCEPT REJECT REMARKS
b= INDICATION TYPE K B 16l B
Ei-pn (]
BP087-001-030 ACC. 100%MT
BLANK

EXAMINED BY %45

REVIEWED BY ®##

EF SIGN/ Bl DATE

t L
Ding a cheng Df’hg’%chm S, Wea .
LEVEL-UIl SIGN%4% / DATEEM (/- 3-1§ LEVEL-l  SIGN ! DATERMI /o~ 3 7§
Eit&H / QCM F FCUSTOMER

E5 SIGN / Hl DATE

(FORM# ZPQC-MTO01)




(ZBMC)

REPORT OF ULTRASONIC EXAMINATION

UTH AR &

REPORT NO. {i%%% B787-UT-11505 DATE 2010.03.03 PAGE 1 OF1 Revision No: 0
PROJECT NO. : LiE#YS ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 6BW4+6CW SIDE DRAWING NO.: _— CALTRANS CONTRACT NO.: 04-0120F4

et PLATE 153 I THE

REFERENCING CODE % Jiliil

AWS D1.5-2002

ACCEPTANCE STANDARD #4745k

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 2 S

ZPQC-UT-01

WELDING PROCESS #liE Ak JOINT TYPE 1255 CALIBRATION DUE DATE {3 #8140
SMAW BUTT Dec. 28°7 ,2010
EQUIPMENT % MANUFACTURER #filifi if§ MODEL NO. ##3#8 SERIAL NO. [¥-545 %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ikt COUPLANT HI&70 MATERIALITHICKNESS f1#} &L 1E
AWS IIW BLOCK TYPE 11 c.M.C AT09M-345 10mm
TRANSDUCER #fk
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il 3 15 FEE EoIE R bt yiils 5= Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #: RBE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS %1 DISCONTINUITY Rafigift g
: g
weo 213 |8 g ELfLlEslE 2 | =
z. 28|z | B FEEEEERE LOCATION OF DISCONTINUITY S| &
IDENTIFICATION % Elug|=8 - g g & ity B (mm) 2= | «
[} oord ¥ e = ot =5 ®
[ 2 2 . 8 = g . 8 - E 2 g
e EyuR =
AT S % E = Sound | Depth from ; H o
- Length From'X | From'Y b
alblc]d e Path Surface P sy @
= @ | FEAEWIRAL : ()
SP122-001-042 70 32 ACC. | 100%
BLANK
EXAMINED BY3:4% REVIEWED BY_#1#%
A ' 3s 3
LEVEL-1l SIGN |/ DATE LEVEL-1l SIGN [/ DATE
JRIEEIE / QCM B CUSTOMER
%< SIGN / Al DATE %< SIGN/ il DATE

(FORM# ZPQC-UTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

T U 4R 45
REPORT NO. i & 45 B787-MT-19785 DATER I 2009.03.15 PAGE OFTME 1M Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
IEH%E: i B P
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
Ee: GBW+6CW BOTTOM PLATE MM TE%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EHMTELEG EZEm BF&Y B ERH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 265 2010
EQUIPMENT # % MANUFACTURER #|# 7 MODEL NO. X455 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Centinuous magnetic yoke |CURRENT -
B A it T S B
PARTICLE TYPE Dry magnet powder YOKE SPACING —
e TRB R mm
MATERIAL TO BE vV WELDING £ Material & thickness o——
EXAMINED O CASTING %14 T4, FLRE
B s O FORGING 43 10mm
LDING CESS PE NT
WELDING PROCE — TYPE OF JOI —
iR pibis gy
WELD 1.D CECONTINDIT Rtk ACCEPT REJECT REMARKS
sy INDICATION TYPE "ENG{T&';%N il e e
N £
SP122-001-042 ACC. 100%MT
BLANK

EXAMINED BYX#

REVIEWED BY ##

¥ SIGN / Hill DATE

Ding a cheng Df:’hﬁ @ CAW ‘g,,‘ e,
LEVEL-Il SIGN %% | DATEAH (p. 2%cS LEVEL-I  SIGN | DATERH /p 205
BiE£3 / QCM Fi F*"CUSTOMER

FF SIGN / B Il DATE

(FORM# ZPQC-MTO01)




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

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

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000601
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0606

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-Confor mance Report waswritten: 14-Jan-2010

Description of Non-Conformance:

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

-Two (2) T-Rib web welds and One (1) I-Rib weld between the 6BW to 6CW (transverse splice) were
misaligned across the weld joints.

-The Side Panel (SP) and Bottom Panel (BP) weld joints are identified as:
1) SP083-002-044 (1st I-Rib on SP from top-CB side)
2) BP087-001-030 (6th T-Rib on BP from work point W3)
3) SP122-001-042 (7th T-Rib on SP from bottom-CW side)

-These welds are complete joint penetration (CJP) butt weld.

-The SP material at the CW and CB side and BP material are designated as non Seismic Performance Critical
Members (Non SPCM).

-The out of tolerance offset measurement across the welds were measured at 5mm.

-The maximum out of tolerance allowed per AWS D1.5 2002 is 3mm.

Contractor's proposal to correct the problem:

Remove weld to correct fit-up issue, reweld and perform NDT required to verify weld quality.

Corrective action taken:

Welds were removed and members were brought with in Contract fit-up tolerance and NDT documentation
was submitted verifying the welds are in conformance with Contract specifications. An internal NCR was also
issued by the Contractor in regards to this issue.

Did corrective action require Engineer's approval?

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



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 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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