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-000657
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0628

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: 8CE Side Panel to Side Panel Weld

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

Reference Description: UT Indication discovered after ZPMC had tested and accepted this weld in Segment
8CE Side Panel to Side Panel

Description of Non-Conformance:

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

(OBG) segment 8CE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear indication measuring approximately 50mm in length.

-Theindication dB rating isa +7.

-Material thicknessis 18mm and is designated as A 709 grade 345 Seismic Performance Critical Member

(SPCM).

-The depth of the indication is approximately 13mm.

-Thisweld isidentified as SEG048B-032 located at the Bike Path side near Panel Point (PP) 69.

-Theindication is clearly marked on or near the weld.

-The Y distance for thisindication is 2270 mm from PP69.

-Thisweld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP317A) to Side Panel

(SP468A).

-Thetwo (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).

-Segment 8CE is located outside of the Paint Shop.

-The Notice of Witness Inspection (NWIT) No. is005144. 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 one hundred (100%) percent UT inspection of thisweld.

Applicablereference:

Special 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”.

AWS D1.5-2002 Section 6.26.3.2; “Welds that are subject to UT in addition to visual inspection shall be
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

acceptable if they meet the following requirements. Welds subject to tensile stress under any condition of
loading shall conform to the requirements of Table 6.3.”

AWS D1.5-2002 Section 6 Table 6.3; “ States a class "A' indication rating of 10dB and lower for material
thicknesses of 8mm through 20mm, shall be rejected regardless of length.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1500 hours, 01-27-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe and Ching Chao

Time and method of notification: 0800 hours, 01-28-10, Verbal

QC Inspector's Name: Wang Xian Pin

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-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: 05.03.06-000617
Subject: NCR No. ZPMC-0628

Reference Description:  UT Indication discovered after ZPMC had tested and accepted this weld in Segment 8CE Side Panel to Side Panel

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: 08
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 8CE, this
Quality Assurance Inspector (QA) discovered the following issue:
-One (1) longitudinal linear indication measuring approximately 50mm in length.
-Theindication dB rating isa+7.
-Material thicknessis 18mm and is designated as A709 grade 345 Seismic Performance Critical Member (SPCM).
-The depth of the indication is approximately 13mm.
-Thisweld isidentified as SEG048B-032 |ocated at the Bike Path side near Panel Point (PP) 69.
-Theindication is clearly marked on or near the weld.
-The Y distance for thisindication is 2270 mm from PP69.
-Thisweld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP317A) to Side Panel (SP468A).
-Thetwo (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).
-Segment 8CE is located outside of the Paint Shop.
-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located 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 one hundred (100%)
percent 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-0628

ogral " 05.03.06-000617,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

05.03.06-000617,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
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000571 Rev: 00
Ref: 05.03.06-000617

Subject:  NCR No. ZPMC-0628

Contractor's Proposed Resolution:

Reference Resolution: The ABFJV QCM has instituted training sessions for ZPMC inspectors. In addition to training, ABF has purchased
new equipment to standardize both ABF and ZPMC with the equipment used by Caltrans.

ZPMC and ABFJV have taken steps to reduce the number of both MT and UT missed indications. The ABFJV QCM has instituted training
sessions for ZPMC inspectors to reinforce key points of performing UT and MT, the most recent was held in December 2009. The ZPMC Level
11l has conducted training with the inspectors as well. In addition to training, ABF has purchased new equipment to standardize both ABF and
ZPMC with the equipment used by Caltrans. Examples of this are the powder bulbs with magnetic caps, and the same transducers used by
Caltrans. Documents of the acceptable NDT will be provided when they are available at a later date. Based on this ZPMC requests that this
NCR be approved with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000571R00;

Caltrans' comments: Status: AAP
Date: 08-Feb-2010
AAP approved.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):

‘RJ( Page 1 of 1



(8) 85 FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

MT Powder. Red for ambient, Yellow for High Temperature.
Powder Bulb

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface



ﬁﬁiﬁw]éﬁii inﬂll%*ﬁ M —22-0ec -
M”Wf“ M Tedhniges
B UIIR‘T%{: i H A
BRAR: Stove Lawtorn
Bel| R, A ER I
FEYI B 1] - 2 "'Pﬁ“" e 9’? _ Sao pm
BRI 2pre ge office
NGB TP
w4 I Y4 ]
L, ado Sunk) | B AR _k yfri\m o liknb | oty
(ou J’U‘(’ 7
Vi S Gug % %ﬁf’?ﬂ%/’ﬁg’é - %ﬂ/éa s éﬁ%{ % S
B dute, | A BAE T okt giaf

T pE 5
e Sufng |
AARE L 7hen hua %;ﬁ’%
ogdp bbb o p

% Manatmu @] iﬁ

%LW’” Mﬁ%fﬂ

| L i’“”“”**ﬁ?'ﬁf?f

sty s

7 7, Pgacht ) 7
4 a g Medil ww
*/-"fg‘ _[;,‘%’3’ Huord- i | : B3 %

=)

Zfipna Do
BEA | %‘M

Hafol

’-I-L"/nl 4
%2 ) % 1713 95

%/\;“ /QL/{LU

= )
%+ 2 /;z _ }_,f/mé,z,ao

/] /*" ioa \/\

J -

' Wg

AL Q" ﬂ(}a/gm’wj g;&}

"\.

LHA,/( mﬂ—ﬁ//(



ZPMC

e,

ﬁ%’ia Ullfai

AR

Ler [m rj

2% /613,
NMOT  OFFL(E

B zpme
BN R | ng LAW W
i%ﬂﬂll%*éi‘?%i VT ‘Q%m
IR 1 23 1.
I 5 Zpme
Angs.

i

Keb wEH g

% ey ke
A Sk T

Ay, 1y

MY gt g PR i

b d

J- h@ M&} 3 bR

< ol i

2YIB onfe {WXM

fJim B/

T

- (1 %m’/

Bosier

/%66\ Ww/éa

‘%}%%/}L a#@]&”“ P | P

kg neles

ey

Y

ﬂ/fn

| Ajﬂmﬂta- |

S S P o o S e b g e St i B S S P B B i Wk i i ok (. o e B e S i i P B e . St B S . e




A JOINT VENTURE

UT Refresher Training Agenda

Subject: UT Techniques

Reason for Training: Several CT NCR’s for missed UT indications

1. Safety
a. Safety Glasses
b.  Gloves (if required)
c. Knee Pads
d.  Electrical Shock

2. Tools

Calibrated UT Machine condition of machine
Coaxial cable condition of cable
Transducer condition of transducer
IIW Block

Scraper

UT couplant

)

me e o

3. Inspection Techniques

Surface preparation

Location of weld UT from beveled plate

Scanning patterns

Correct choice of Angles

Calibration per ZPMC procedure at regular intervals
Scanning speed

Know where your sound is at.... First leg. second leg etc...

© e e oR

4. Inspection Criteria
a.  Table 6.3 or Table 6.4
b.  Are surface inspections complete VT and or MT should always occur before
UuT
c.  Scanning Levels
Criteria dictated by the thinner of the two members
e.  Planar flaws




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: 15-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-000571 Rev: 01
Ref: 05.03.06-000617

Subject:  NCR No. ZPMC-0628

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indication and is providing NDT and repair documents showing that the weld is
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the missed indication and is providing NDT and repair documents showing that the weld is acceptable. Based on this
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000571R01;

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

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010
Attachment(s):

‘R?I Page 1 of 1



@ No. B-672
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000657(ZPMC-0628)

ZPMC acknowledged this problem and has issued internal NCR to warn the same cases. Repair
has been completed. ZPMC is providing WRRs and NDT records show the welds are acceptable
after repair. Based on this, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000657(ZPMC-0628)
B-WR10559
B787-UT-11102 R1




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

Ezﬂfﬂﬂi Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 28-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: 05.03.06-000617
Subject: NCR No. ZPMC-0628

Reference Description: ~ UT Indication discovered after ZPMC had tested and accepted this weld in Segment 8CE Side Panel to Side Panel

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.
L] Non-Conformance Resolved.
Material I;dEation: OBG Lift: 08
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 8CE, this
Quality Assurance Inspector (QA) discovered the following issue:
-One (1) longitudinal linear indication measuring approximately 50mm in length.
-The indication dB rating is a +7.
-Material thickness is 8mm and is designated as A709 grade 345 Seismic Performance Critical Member (SPCM).
-The depth of the indication is approximately 13mm.
-This weld is identificd as SEG048B-032 located at the Bike Path side near Panel Point (PP) 69.
-The indication is clearly marked on or near the weld.
-The Y distance for this indication is 2270 mm from PP69.
-This weld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP317A) to Side Panel (SP468A).
~The two (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).
-Segment 8CE is located outside of the Paint Shop.
-The Notice of Witness Inspection (NWIT) No. is 005144, The indication is located in an area previously tested and accepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZEMC’s QC personnel are required to perform one hundred (100%)
percent UT inspection of this weld.
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-0628

02.02:1 R Received
%; Al SHLEE NCT-000617 29 Jan 1Q Ffeseleof 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

N7 0s.03.06.000617 8T Page 2 of 2




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION S
DIVISION OF ENGINEERING SERVICES ool
Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch o

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000657
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 27-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0628

Type of problem:

Welding [ Concrete [] Other

Welding (] Curing L] Procedural [J Bridge No: 34-0006

Joint fitup [J Coating [J Other Component: 8CE Side Panel to Side Panel Weld

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

Reference Description: UT Indication discovered after ZPMC had tested and accepted this weld in Segment
8CE Side Panel to Side Panel

Description of Non-Conformance:

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

(OBG) segment 8CE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear indication measuring approximately 50mm in length.

-The indication dB rating is a +7.

-Material thickness is 18mm and is designated as A709 grade 345 Seismic Performance Critical Member

(SPCM).

-The depth of the indication is approximately 13mm.

-This weld is identified as SEG048B-032 located at the Bike Path side near Panel Point (PP) 69.

-The indication is clearly marked on or near the weld.

-The Y distance for this indication is 2270 mm from PP69.

-This weld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP317A) to Side Panel

(SP468A).

-The two (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).

-Segment 8CE is located outside of the Paint Shop.

-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located 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 one hundred (100%) percent UT inspection of this weld.

Applicable reference:

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a

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”.

AWS D1.5-2002 Section 6.26.3.2; “Welds that are subject to UT in addition to visual inspection shall be

‘hz_ TL-15,Quality Assurance -- Non-Conformance Report Page I of 2




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

acceptable if they meet the following requirements. Welds subject to tensile stress under any condition of
loading shall conform to the requirements of Table 6.3.”

AWS D1.5-2002 Section 6 Table 6.3; “States a class "A’ indication rating of 10dB and lower for material
thicknesses of 8mm through 20mm, shall be rejected regardless of length.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1500 hours, 01-27-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe and Ching Chao

Time and method of notification: 0800 hours, 01-28-10, Verbal

QC Inspector's Name: Wang Xian Pin

Was QC Inspector aware of the problem: L] Yes[4] No

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

‘EZ_ TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2
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WH/W{

VT -lee
@ Nonconformance Report
ARFE TR &
Project Name: S.F.O.B.B NCR Number:
T H & #5: E 5 plIIp) PR NCR %i5: NCR-B-436(ZPMC-0628)
Item: Miss UT Indication Item Number: Drawing:
FFRER: UT /R 5 E%: B8CE
Location: Date:
fLE: Hh4% H 3: 2010-02-09

Description of Nonconformance:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box
Girder (OBG) segment 8CE, this Quality Assurance Inspector (QA) discovered the following
issue:
-One (1) longitudinal linear indication measuring approximately 50mm in length.
-The indication dB rating is a +7.
-Material thickness is 18mm and is designated as A709 grade 345 Seismic Performance Critical
Member (SPCM).
-The depth of the indication is approximately 13mm.
-This weld is identified as SEG048B-032 located at the Bike Path side near Panel Point (PP) 69.
-The indication is clearly marked on or near the weld.
-The Y distance for this indication is 2270 mm from PP69.
-This weld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP3174) to Side
Panel] (SP468A).
-The two (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).
-Segment 8CE is located outside of the Paint Shop.
-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located 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 one hundred (100%) percent UT
inspection of this weld.
TERT 8CE HEAT UT BRI AU RS, , A TR0 &80 A F A
TR REAEGIE K AR Somm, dB ER+7, HREER 18mm SR SPMC MR, %

RIE 13mm. REE5 R SEG048B-032 ZER 0N PP69.Y {EM PP69 FFAGIEA B 2270mm. %R
4R CIP SRS SP317A F SP468A. BIBUAIRARAE PL317A (SPCM) F1 PLI417A (SPCMD. %
BRFEfE 2 AT E 28 ZPMC UT RIS A RFTRIS ik,
Work By: L," Lo ht Prepared by: - /VW{LLIQ; Reviewed by QCE: 7VV‘L/ o

LTy Mﬂ%;%ij & 5%47m, ﬁ%lﬁ%%&:ijééyg

L DrawingErréor [0  Material Defect / [] Fabrication Error O Other

SRS 4 Hpk p HERR FA R A
Disposition: O Useasis O Repair O Reject
AEIE [= B Bl
Recommendation:

B

RIGES & 1)
Pepar W»r/{ﬁ o reprt




/o
Prepared by: ST ool Kff, Approved by QCA:
Wk J R T

Reason for Nonconformance:

ARFEEE:
Safb Rty
Dofect Jeﬁ% exceeded ﬁWM

Prevention of Re-occurrence:

BB i: SR
B (4R if;z_‘fﬁ Vg oo %
peaswre  class B oond ¢ Maf”i aw&ﬁuéf_
L i [u‘ D; u{ %
Approved by/fit#: : AA\ LN
Technical Justification for Use-As-Is/Repair: [ Attachment O Non-attachment
[5] FH BRGE 1 Bty B A 4 - FiHfee T
Reviewed /Ath#E:
Verification: O  Acceptable [0 Unacceptable
ke CIE:3 k34
Verified by QCU/EfTfiA Reviewed by QCA/iE F/E &%

#R787-QCP-1300
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Welding Repair Report 0
T =% FREME R ‘QF”HT &3 SEG048B Rt m5 BAWR10550
Project Name SFOBB Drawing No Report No.
=RS 8CE CORNER ASS .
PoT2or _?’M:Fg 7 EMBLY AND SIDE NDT*&%%% |
5B 42 ltems Name Report No.of NDT | B787-UT-11102
Project No.- ZP06-787 PLATE SPLICE
FEES 1484
Description of welding discontinuity:
Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.

(UTER 15 % 30 8 e 18 44 BEEMFRERAERE. ) SEG048B-032

Zl?”” Hﬁ‘:“v

(Inspector) :Zhou Haifun g #(D

ate) :

2010.01.27

PR E A D

Draft of welding discontinuity:

&

S
e

~_ |

Lo
—

—
==

WELD NUMBER: SEGO48B-032

ey T




FERE:

Caused:

T RERRAEFE,

1. Did not clear the weld pass completely in time.

hy i
# 1 fi v A(Foreman): afffDate). [V /' i

HEEL

Disposition :

MERIEEEE M BEE — M (D<0.65T, D HLMIRE, THiM) R FATRBISLAT BE 00 77 e £ B R s

Y

2. BRBEREIEME (WPS) M& EMAELT, TR,
3. RRURHE A EIRAAT VTR (R Sl b e o2,

4. HEFBORIT S B B AR R 4T 5

5. XREEMATUTIAR, mBITEE 2 B4 KL, B 2 % 3 450mm.

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired; area flush with base metal or the adjacent weld;

5. Perform UT inspection to the weld along with 50mm on each end of the repair area;

e s
I Z. B i%: B A
Technical engineer " ] ; } 2 Approved by Date

#R787-QCP-900
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Welding Repair Report 0

5L 4 75 ST A5 SEGo4gs | REHT ——
Project Name SFOBB Drawing No Report No. -
BRE 8CE CORNER ASS
c oy 04-0120F4 A NDT4R 4 %%
ontract No.: EMBLY AND SIDE B787-UT-11102
T ltems Name Report No.of NDT
" S ; PLATE SPLICE
Project No.: ZPa6-787
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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-000558
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0628

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-Conformance Report waswritten:  27-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 8CE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear indication measuring approximately 50mm in length.

-Theindication dB ratingisa+7.

-Material thicknessis 18mm and is designated as A709 grade 345 Seismic Performance Critical Member
(SPCM).

-The depth of the indication is approximately 13mm.

-Thisweld isidentified as SEG048B-032 |ocated at the Bike Path side near Panel Point (PP) 69.
-Theindication is clearly marked on or near the weld.

-The Y distance for thisindication is 2270 mm from PP69.

-Thisweld is a Complete Joint Penetration (CJP) butt joint joining Side Panel (SP317A) to Side Panel
(SP468A).

-Thetwo (2) Side Plates are identified PL317A (SPCM) and PL1417A (SPCM).

-Segment 8CE is located outside of the Paint Shop.

-The Notice of Witness Inspection (NWIT) No. is005144. 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 one hundred (100%) percent UT inspection of thisweld.

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted WRR used to perform weld repairs along with subsequent NDT documentation verifying
the weld isin conformance with Contract specifications. An internal NCR was also issued by the Contractor in
regards to thisissue.

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
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