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-000664
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 29-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0634

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Segment 8CE

Procedural [ Procedural [J Description:

Reference Description: Missed Class A UT indication on Deck Panel Splice, 8CE

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of weld located on Segment 8CE, this Quality
Assurance Inspector (QA) discovered the following issue:

-One (1) Class “A” indication measuring approximately 60 mm in length.

-The decibel rating of the indication is +9.

-The Thickness of the diaphragm plate is 14mm.

-The weld isidentified as SEG048*-008.

-The weld is a Complete Joint Penetration (CJP) butt weld joining Deck Panel X 1-diaphragm plate DP337A to
Deck panel X1-diaphragm plate DP364A.

-The*Y™” location is approximately 470mm from Floor beam flange at Panel Point 071.

-Theindication is clearly marked by QA on/near the weld.

-OBG Segment 8CE islocated in Repair yard (In north end of Blast shop 1).

-This QA generated a TL-6027 UT report for thisweld on this date.

The Notice of Witness Inspection Number (NWIT) is 005144. Theindication is located inside the area that has
been 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 thisweld.

Applicablereference:

AWS D1.5-2002, Section 6, Table 6.3. specifies a class A indication as having a decibel rating of +10 and
lower for weld thicknesses 8mm through 20mm.

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.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Weiming

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Time and method of notification: 1700 hours, 01/29/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1530 hours, 02/01/10, e-mail

QC Ingpector's Name: Wang Chao

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,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 01-Feb-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: 05.03.06-000627
Subject: NCR No. ZPMC-0634

Reference Description:  Missed Class A UT indication on Deck Panel Splice, 8CE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
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 weld located on Segment 8CE, this Quality Assurance Inspector (QA)
discovered the following issue:
-One (1) Class“A” indication measuring approximately 60 mm in length.
-The decibel rating of the indication is +9.
-The Thickness of the diaphragm plate is 14mm.
-Theweld isidentified as SEG048*-008.
-Theweld is a Complete Joint Penetration (CJP) butt weld joining Deck Panel X 1-diaphragm plate DP337A to Deck panel
X1-diaphragm plate DP364A.
-The“Y” location is approximately 470mm from Floor beam flange at Panel Point 071.
-Theindication is clearly marked by QA on/near the weld.
-OBG Segment 8CE islocated in Repair yard (In north end of Blast shop 1).
-This QA generated a TL-6027 UT report for thisweld on this date.
The Notice of Witness Inspection Number (NWIT) is 005144. Theindication is located inside the area that has been 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 thisweld.
Please see attached NCR ZPM C-634 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences and provide
documentation to show that the indication has been repaired properly to meet the contract requirements. A response for the resolution of
thisissue is expected within 14 days.

Transmitted by: Ching Chao

H..,,.,w" 05.03.06-000627,NCT
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NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0634

cc: Rick Morrow, Gary Pursell, Contract Files, Ching Chao, Bill Howe
File: 05.03.06

05.03.06-000627,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-000564 Rev: 00
Ref: 05.03.06-000627

Subject:  NCR No. ZPMC-0634

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-000564R00;

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
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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: 12-Apr-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
Ref: 05.03.06-000627
Subject: NCR No. ZPMC-0634

Document No.: ABF-NPR-000564 Rev: 01

Contractor's Proposed Resolution:
Reference Resolution: Please refer to ZPMC's Letter of Response for closure information.

Please refer to ZPMC's Letter of Response for closure information.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000564R01,;

Caltrans' comments:

Status: CLO
Date: 20-Apr-2010

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

0634 is closed

Submitted by: Ku, Stanley
Attachment(s):

rwgral

Date:

20-Apr-2010

Page 1 of 1



@ No. B-725
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-4-6

REGARDING: NCR-000655(ZPMC-0626) NCR-000664(ZPMC-0634)
NCR-000671 (ZPMC-0639)

ZPMC acknowledged that these indications were missed and has written internal NCRs. Attached
WRRs were written reflecting to these indications. ZPMC is providing the NDT records which
show that these welds are now acceplable after repair and is requesting closure of these NCRs.

ATTACHMENT:
NCR-000655(ZPMC-0626)
NCR-B-434(ZPMC-0626)
B-WR10528
B787-UT-11103R 1
NCR-000664(ZPMC-0634)
NCR-B-442(ZPMC-0634)
B-WR 10609
B787-UT-11125R 1
NCR-000671(ZPMC-0639)
NCR-B-443(ZPMC-0639)
B-WR10997

B-WRI1115
B787-UT-11557R2

:E#L..W

4yl




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

Gltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A IV Date: 27-Jan-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

O04-SF-80-13.2/13.9

Dear: Mr. Charles Kannpicki Job Name: SAS Superstructure
Attention; Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 03.03.06-000616
Sulbject: NCR No. ZPMC-0626

Reference Description:  Missed UT indication by QC on Side Plate to Bottom Plate Joint on Segment 12BE

The antached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
L] Material or Warkmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constitules a systematic problem in quality contral,
D Non-Conformance Resolved,
Material Location: OBG Lif: |2
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) Segment 12R8E,
this QA Inspector discovered the following issues:
-One (1) longitudinal linear indication measuring approximately 10mm in length.
-The indication dBs mting is a +6,
-Materinl thickness is 28mm,
-The depth of the indication is approximately 18mm.
-The weld is identified as SEGI002A-001 at Cross Beam Side.
-The weld is designated as Non Seismic Performance Critical Materinl (Non SPCM),
-The indication is clearly marked on or near the weld,
-The ¥ distance for this indication is 1160 mm from PP113.
-The weld is a Complete Joint Penetration {(CIP) Butt joint joining Side Plate PL3056A {Mon SPCM) 1o Bottom Plate PLI043A {MNon
SPCM).
-Segment 12BE is located ol inside of Bay#14 Work Shop,
-The Matice of Witness Inspection (NWIT) No. is 005142, The indicotion is Joeated in an area previously tested and accepred by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform hundred (100%) percent
UT inspection of this weld,
Please see attached NCR ZPMC-626 for details,
Action Required and/or Action Taken:
Propose o resolution for the identified recurring non-conformance which constitutes o systematic problem on both
materials/workmunship and quality control issues with revised procedures to remedy the defected work and 1o prevent future
occurrences. A response for the resolution of this issue is expected within 14 days,

2.02:1 Received
2! R wraver NCT-000616 28 Jan 10 Pase!er2




NCT
{ Continted Page 2af 2 )

Transmitted by: Ching Chao
Attachments: ZPMC-0626

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

W o0s.03.06-0006168CT Page 3 of 2




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amnold Schwarzenegger, Govamor

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/ALARte: 80 PM: 13.2/13.9

Valisjo, CA 94592.1133 i SEESESES i
(707) 649-5453 File#: 69.25B

(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000655
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 26-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0626

Type of problem:

Welding [0 Concrete [0 Other

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

Joint fit-up [] Coating [ Other Component: Segment 12BE SP to BP Joint
Procedural [] Procedural [0 Description: Missed UT Indication by QC

Reference Description: Missed UT indication by QC on Side Plate to Bottom Plate Joint on Segment 12BE
Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box
Girder (OBG) Segment 12BE, this QA Inspector discovered the following issues:

-One (1) longitudinal linear indication measuring approximately 10mm in length.

-The indication dBs rating is a +6.

-Material thickness is 28mm.

-The depth of the indication is approximately 18mm.

-The weld is identified as SEG3002A-001 at Cross Beam Side.

~The weld is designated as Non Seismic Performance Critical Material (Non SPCM).

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

-The Y distance for this indication is 1160 mm from PP113.

-The weld is a Complete Joint Penetration (CJP) Butt joint joining Side Plate PL3I056A (Non SPCM) to
Bottom Plate PL3043A (Non SPCM).

-Segment 12BE is located at inside of Bay#14 Work Shop.

-The Notice of Witness Inspection (NWIT) No. is 005142. 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 hundred (100%) percent UT inspection of this weld.

Applicable reference:

AWS D1.5-02 Section 6: Table 6.3 specifies a class “A" indication as having a rating of 8dBs and under for
material thicknesses 20mm through 38mm.

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.”

Who discovered the problem:  Subhasis Bera

"Hz_ TL- 13, Quality Assurance — Non-Confarmance Report Pege [ of 2




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

Name of individual from Contractor notified: Wang Wei Nan

Time and method of notification: 15:30_01-26-10 Verbal

Name of Caltrans Engineer notified: Ching Chao, Bill Howe

Time and method of notification: 14:30_01-27-10_Verbal

QC Inspector's Name: Guo Xing Hui

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

Office of Structural Materials for your project.
Inspected By:  Tsang,Eric SMR

Reviewed By: Walbeh,Mazen SMR

m TL-15,Quality Asstirance — Non-Canformance Report Page 2 of 2




wh [958 o s

@ Nonconformance Report
ARETEREG

Project Name: S5F.0.B.B NCR Number:

Tl H 4 %5 3 B i R NCR i 5: NCR-B-434(ZPMC-0626)
Item: umeprrrerd-rmide- Item Number: Drawing:

SHiA: SSEmE- T %k . 12BE

Location: ' Date;

(A E BAY 14 B 3 2010-02-09

Description of Nonconformance:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on
Orthotropic Box Girder (OBG) Segment 12BE, this QA Inspector discovered the following issues:
-One (1) longitudinal linear indication measuring approximately 10mm in length.
-The indication dBs rating is a +6.
-Material thickness is 28mm.
-The depth of the indication is approximately 18mm.
-The weld is identified as SEG3002A-001 at Cross Beam Side.
=The weld is designated as Non Seismic Performance Critical Material (Non SPCM).
-The indication is clearly marked on or near the weld.
-The Y distance for this indication is 1160 mm from PP113,
-The weld is a Complete Joint Penetration (CJP) Butt joint joining Side Plate PL3056A (Non
SPCM) to Bottom Plate PL3043A (Non SPCM).
-Segment 12BE is located at inside of Bay#14 Work Shop.
~The Notice of Witness Inspection (NWIT) No. is 005142. 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 hundred (100%) percent UT
inspection of this weld.
10 OBG 12BE #H4T UT 8t . oM TR A5 L F ja 6.
—HRURAIESIEKIERIE 10mm. dB (2+6, WAAHE 18mm. HEER SEG3002A4-001
LRI Y AR PP113 8 1160mm {78 . S454% CIP #8148, ¥4 PL30S6ACIE SPCM)E PL3043A
(IE SPCM), 12BE ZEHIIFEM. GRIEHTZEG B2 MBS ZPMC UT R A R FTRS 3.

Work By: L:L: e~ Prepared by: z ' Reviewed by QCE: _ /(A.
BIA: Yoo dpsy W& / 7 é"’ AR TR /
omdl /@

L  Drawing Error [0  Material Defect Fabrication Error [

B aeaHR RS fl{EHHR HoAth R
Disposition: O Useasis 0 Repair O  Reject
A PR I Bl H B Bl
Recommendation:
HL:
Ty, . (o &h28
r’:IJ;-jr-r T aﬂf]l e J-e.-rch'r 'ﬂjoa i3
Prepared by: Al A e t= 0 Y Approved by QCA:

& Nk Tk




Reason for Nonconformance:

e REA:

Ve

Discover dﬁﬁi-

Prevention of Re-oceurrence:

b

T & A _gl&%ﬂ'%{b

Corvegtion - w}umﬁﬁt

,ﬁ,ww[mrnl ur_uar-ﬂil"‘“ .

Technical Justification for Use-As-Is/Repair:

Lol 2 ﬁk."li..&-
Approved by/dtt#E: (o Ly ]_&_‘E;%
O Attachment

O Non-attachment

(5] P SRR 4 (R B A3« F4F i
Reviewed /ALE: _

Verification: 0  Acceptable [0 Unacceptable
itk LIE: <-4 ERDIE: 474
Verified by QCL/BAHiiA: Reviewed by QCA/iH EEH#:

#RT87-QCP-1300
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% Rev. No,
-'___—-—____

28R (Inspector)

Rejected indication found b
allowance aggregate length.

(UTHR 6 2 30 00 60 08 8 1€ 1 b BRI E, ) SEG3002A-001

Description of welding discontinuity:

g-\f-m Y}'?
‘Sun Yin 8 J(Date) : _2010.01.26

Welding Repair Report 0

RS A A S SEG3002s | IRERT

Project Name SFOBB Drawing No Report No. B-WR10528
s 04-0120F 4 .
. B 2 # 12BE BOTTOM PLA! NDTR 44 2

g H B ltems Name TE SPLICE | Report No.of NDT | B787-UT-11103

Project No.: ZPO6-787
A8k fG 48t

Y ultrasonic inspection Is less than the maximum

HEES LT FER
Draft of welding discontinuity:

‘\1# P

2R

f
Al
3 (
=HN . 0
Bil

I

WELD NUMBER: SEG3002A-001

E}S ~_ 15




FAERER:
Caused:

1. RLERE MW M EFg.
1. Did not clear the weld pass completely in time.

A
i % 4 A(Foreman): | #i(Date): / V. } '; J

sE3
Disposition :

1. MBLHSTE SR G — 0 (D<0.65T, DGR, TORARFL) S FATRIBRAT 90 0 e I R S s
2. BRUEEMETEME (WPS) M& ERELD, T,

3. BRNURHEA T VT BRI G I s o

4. FIEFEURIT B B S R LR R T

5. MMEERTUTER, T L 0 AR e X SR 2 O B 46 50mm.

1. Gouge or grind from nearer side from metal edge (D=<065T, “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. GCrind the repaired area flush with base metal or iil‘ae adjacent weld;

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

T o YAN(m b Wi Y
Technical engineer Approved by Date
] T } }} ﬂ

#R787-QCP-900




TR 4 M e i e s 3

) L]
@-—I—B ﬁ%ﬂ{%ﬁ% M4 Rev. No.
s Welding Repair Report 0
WA & e = 7 i E 5 LD18K RE 5
Project Name SFOBB Drawing No Report Mo, B-WR10529
NET]
Contract No.: OUTIrS #4424 | OBG LONGITUDINA| NDTIE4 4 &
FRBS ltems Name | | pipHRAGM | ReportNoof NDT | B787-UT-11082
Projact No: ZP0G-787
2 iE 4ik3€

Correction action to prevent re occurrence:

1. Improve monitoring of welding and interpass cleaning.

- 7 pwre

% 18 §i Jr A(Foreman): W l’h ?

8 Jf(Date):

ﬂu}‘sb’

WPS-345-SMAW-1 —
G(1F)-Repair g e

£ MO WPSH § WPS-345-FCAW-1 | T# B [Ar

Repair WPS No. G(1F)-Repair-1 technologist },:,
WPS-345-SMAW-4 [#= |4
G{4F)-Repair

B (WMD) fmaE iE fiE 8y 6t 15

Preheat temperature t; Description -

before gouging 7 of discontinuity Zf'

e R SR 1 i e

Inspection AL Preheat temperature /’/44

before welding before welding

I K W W i A LR UEERTS

Max. depth of gouging 7 Total lenagth of gauging Z‘OE;

/I MiEan |

welder v ) ?'E‘ welding type }"/ﬁ‘w position F i é

i g s E R

Current 23; Voltage 23"'( Speed / 5’_(:'

EEEfE

Inspection After repairing: .

s R B 1
:F‘rﬂ&ii {h “ Inspector wﬂjﬁﬁy’%‘{f Date _jplm ‘ 3 y ?
result lj}j??":ﬂf

NDTH & 24 0 i

NDT result /}‘5 L NDT person M?M/Sa te Jole ., © }J&V

i : v

Witness/Review:

i

Remark :

#R787-QCP-900




@ REPORT OF ULTR‘ASONIC EXAMINATION
A=
UTH G4
REPORT NO. #Hisiga BY8T-UT-11103 DATE 2010.01.26 PAGE 1 OF1 Revisian No: g
PROJECT NO. :TEi% ZPOB-THT CONTRACTOR : CALTRANS
__'—-—-______
ITEMS NAME: 128E BOTTOM RAWING NO.: CALTRANS CONTRACT NO .. 04-0120F4
SEG30024
EIfTES PLATE sPLICE me M T e
____'———.___
REFERENCING Copg T ACCEPTANGCE STANDARD =47 PROCEDURE NO. #Etige
AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ZPQC-UT-01
WELDING PROCESS Lk Y JOINT TYPE s CALIBRATION DUE DATE {1 840 TF 4y 4 3y
SAW FCAw T-JOINT Dec. 2857 2010
___———-__'
EQUIPMENT & MANUFACTURER Tl MODEL NO. fstig = SERIAL NO. FFjis s
UT SCOPE PANAMETRICS EPOCH-48 :;:f:::ﬂ' g?;:;:::g‘
|CALIBRATION BLOCK i COUPLANT 4 MATERIALITHICKNESS 1o ¥ L pr
AWS IIW BLOCK TYPE [ C.M.C ATOIM-345T2-) 28M8mm
TRANSDUCER #:.
MANUFACTURER | ANGLE FREQUENGCY size MANUFACTURER] ANGLE FREQUENGCY SIZE
b ] M g R lis g b Ji s Yz Rt
Changchao To" 2.5MHz 18%18mm
Changchao o 2.5MHz 20mm Reference Lovel E45 R g 20dB
Base metal inspected per AWs D1.5-2002 Section 6.19.5 0° UT 0K, ]
DECIBELS4 I DISCONTINUITY Fitisgqe g
=
=] - g
WELD w —, L = - ﬁ
-9 E ENE 5 BE e LOCATION OF DISCONTINUITY 2| &
IDENTIFICATION | £ 1 | <& | & E 2 E TR W (mm) 25| =
S®I8%(8% ¢ <F - cx | 8
= ] =
ﬂ%ﬂ#ﬂﬁ _g_ E =3 Sound Depth from From'X | Fromy 8 =
alb|ela L;‘g“ Path | Surfacy [ From w | $
EE | EnEmE a
SEG3002A-001 1 70 A T |42[32|3+7] 19 B0 20 <10 | 1830 | Rey 100%
2 70 A T 143[32] 1 J+10] 10 36 12 +5 3740 | REJ | 100%
BLANIK
EXAMINED BY 45 REVIEWED BY W&
{4k ' H e %1(
LEVEL-Il SIGN | paTe ‘v, ) _‘g,é LEVEL-Il SIGN | pate fﬂl_‘f' 215
BEREE /o RFcusToMER
EFSIGN/ B DATE ®= SIGN/ B DATE

(FORM& ZPaC-uToT)




(ZBMcy UTHR G &
[=]
REPORT ND. #i&5#@% B787-UT-11103R1 DATE 2010.03.18 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T#28 % ZPos-787 CONTRACTOR : CALTRANS
ITEMS NAME: 428E BOTTOM DRAWING NO,: CALTRANS CONTRACT NO.: 04-0120F4
PLATE SPLICE SEG3002A
s EFk B nf Tigine
1REFEHEMC!NB CODE #4607 ACCEPTANCE STANDARDIEFi7iE PROCEDURE NO. i/ e
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS £ it JOINT TYPE 106854 CALIBRATION DUE DATE {i £ 8 IF 37 2 1
FCAW T-JOINT Dec, 287 2010
EQUIPMENT & MANUFACTURER ik MODEL NO. #5558 SERIAL NO. 5l &
071565311, 061488510,
1UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT Il & MATERIALITHICKNESS §4 1 L1
AWS IIW BLOCK TYFE II cMC ATOSM-345T2-X 28/18mm
TRANSDUCER #3
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER, ANGLE | FREQUENCY size
s A s Rt At fiilis EIES R
Changechao T0° 2.5MHz 18%1Bmm
Changchao 0 2.5MHz 20mm Reference Level #2565 i 20dB
Base metal inspecied per AWS D1.5-2002 Section 6.19.5 0 UT OK.
DECIBELS 4+ I DISCONTINUITY Fifibit £
-
S |w |, l; 3 :
WELD = ~ |5 I8 |8 |= = #
z,|28|2. |8 -;§§§=§§§ LOCATION OF DISCONTINUITY ax | #®
IDENTIFICATION |E ik | S s |5 E3[ES g o £ R (mm) 28 |
’ — iy a
e L E o = Sound | Depth fram 5 'E
e Length From' | From™
alble|dl 0" Pan Surface s ay | 2
ME | EsmEsn a
SEG300ZA-001 1R1 | 70 32 ACC. | 100%
ZR1 | 70 3z AcCC. | 100%
AFTER B-WR10528
BLANK
[EXAMINED BYE4§ h REVIEWED BY Wi
Pt qurt W rheo
LEVEL-1l SIGN /| DATE {(0-3(¥ LEVEL-Il SIGN | DATE /&7- 3./ g
TS/ QoM M /CUSTOMER
EF SIGN/ B DATE %5 SIGN / B Ili DATE

(FORM# ZPQC-UTDA)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

@/trans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGETFLUOR, A JV Date: 01-Feb-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 0:4-0120F4

(4-SF-80-13.2/ 139

Dear: Mr. Charles Kanapicki Job Nome: SAS Supersiructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05,03.06-000627
Subject: NCR MNo. ZPMC-0634

Reference Description:  Missed Class A UT indication on Deck Panel Splice, BCE

The atlached Mon-Conformance Report deseribes an ocourrence where the contraetor did not comply with a requirement of the contrmet document us
indicated below:
O] Material or Waorkmanship not in conformance with contract documents,
| Quality Control {QC) not performed in conformanee with contract documents,
Recuming QT issue that constitutes a systematic problem in quality control.
[ Nan-Conformance Resolved.
Material Location: 0BG Lifi: 08
Remarks:
During the Quality Assurance Ulimsanic Testing (UT) review of weld Jocated on Segment CE, this Quality Assurance Inspector {QA)
discovered the following jssue:
-One (1) Class “A™ indication measuring approximately 60 mm in length.
-The decibel rating of the indication is +9.
-~The Thickness of the diaphragm plate is |4mm,
-The weld is identified as SEGO48*-008,
-The weld is a Complete Jont Penetration (CIP) butt weld joining Deck Pancl X1-diaphragm plate DP337A to Deck pancl
X1-diaphragm plate DP3G4A.
~The Y™ location is approximately 470mm from Floor beam flange at Panel Point 071,
-The indication is clearly marked by QA on/near the weld.
-0OBG Scgment 8CE is located in Repair yard (In north end of Blast shop 1).
-This QA generated a TL-6027 UT report for this weld on this dute,
The Notice of Witness Inspection Number (NWIT) is 005 144, The indication is located inside the area that has been previously tested
and aceepted by ZPMC Quality Comtrol (QC) personnel, As per the contract documents, ZPMC's QC personnel are required tn perform
100% UT inspection of this weld.
Please see attached NCR ZPMC-634 for details;
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformunce with revised procedures to prevent future accumrences and provide
documentation to show that the indication has been repaired properly to meet the contract requirements. A response for the resolution of
this issue is expected within 14 days.

Transmitted by: Ching Chao

N o05.03.06.000627.00 Page 1 of 2




NCT
{ Contimied Page 2 of 2 )

Attachments: ZPMC-D634

ce:  Rick Morrow, Gary Pursell, Contract Files, Ching Chao, Bill Howe
File: 03.03.06

K. ososos0ms27ner




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4

Bay Area Branch

600 Walnut Ave.5t. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Valigjo, CA 945921133 ile #: 2

(707) 8485453 File #: 69.25B

(707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000664
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 29-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0634

Type of problem:

Welding  [J] Concrete [ Other

Welding [ Curing L1 Procedural Bridge No: 34-0006

Joint fittup ] Coating [ Other [0  Component: Segment 8CE

Procedural [ Procedural [ Deseription:

Reference Description: Missed Class A UT indication on Deck Panel Splice, 8CE

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of weld located on Segment 8CE. this Quality
Assurance Inspector (QA) discovered the following issue:

-One (1) Class A" indication measuring approximately 60 mm in length,

-The decibel rating of the indication is +9,

-The Thickness of the diaphragm plate is 14mm.

-The weld is identified as SEG048*-008.

~The weld is a Complete Joint Penetration (CJP) butt weld joining Deck Panel X 1-diaphragm plate DP337A to
Deck panel X |-diaphragm plate DP364A.,

-The “Y" location is approximately 470mm from Floor beam flange at Panel Point 071.

-The indication is clearly marked by QA on/near the weld,

-OBG Segment 8CE is located in Repair yard (In north end of Blast shop 1).

-This QA generated a TL-6027 UT report for this weld on this date.

The Notice of Witness Inspection Number (NWIT) is 005144, The indication is located inside the arca that has
been 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.

Applicable reference:

AWS D1.5-2002, Section 6, Table 6.3. specifies a class A indication as having a decibel rating of +10 and
lower for weld thicknesses 8mm through 20mm.

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.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Weiming

'h?_ TL-15, Qualiry Assurance - Now-Conforuance Report Page | of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ E‘am‘.‘miid Page 2 of _2 J

Time and method of notification: 1700 hours, 01/29/] 0, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1530 hours, 02/01/ 10, e-mail
QC Inspector's Name: Wang Chao

Was QC Inspector aware of the problem: L] ves[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,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By:  Simonis,Jim QA Inspector

Reviewed By: Wahbeh Mazen SMR

ﬁl TL-15, Qreality Assirance < Non-Confarmeance Report Page 2af 1




WR 19b°]

Nonconformance Report
(ZPMc) FRATH S

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

WHER:  REmMER NCR i 5 : NCR-B-442(ZPMC-0634)
Item: Miss UT Indication Item Number: Drawing:

FEREE: UT W 15 MS: SCE

Location: Date:

{5 5 E 1 2010-02-09

Description of Nonconformance:
During the Quality Assurance Ultrasonic Testing (UT) review of weld located on Segment 8CE,
this Quality Assurance Inspector (QA) discovered the following issue:
-One (1) Class “A” indication measuring approximately 60 mm in length.
-The decibel rating of the indication is +9,
~The Thickness of the diaphragm plate is 14mm.
-The weld is identified as SEG048*-008,
-The weld is a Complete Joint Penetration (CJP) butt weld joining Deck Panel Xl1-diaphragm
plate DP337A to Deck panel Xl-diaphragm plate DP364A.
-The “Y™ location is approximately 470mm from Floor beam flange at Panel Point 071,
-The indication is clearly marked by QA on/near the weld.
-OBG Segment 8CE is located in Repair yard (In north end of Blast shop 1).
~This QA generated a TL-6027 UT report for this weld on this date.
The Notice of Witness Inspection Number (NWIT) is 005144, The indication is located inside the
area that has been 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.

EX} 8CE #EAT UT B R (0 Bich, IR 5 BB LLF fi

A" BKKBHIE 60mm,dB (249, BB L 14mm. FREES JE SEG048-008, 151
4HIR CIP RERERTIN X1 BIMAR DP337A Z 1M X1 SUNEHE DP364A. Y A PPO71 Wb IR i
I 470mm. KRG I 2 AT 244 ZPMC UT A RT3,

Work By: el “\!L_\"- Prepared by: :/ Jetl Reviewed by QCE: /w
WIH: /) nra™ ) k. rafe ’fE;ﬁa TR L“l? / .
O  Drawing Erro:j 0O Material Defect Fabrication Error [J Othe ﬂ e

B LR Ak e il R HAbFEA
Dispaosition: O Useasis 0 Repair O  Reject
Ab T - =1 B TRl
Recommendation:

il
G . R
C,,.j;m and  [ssue e o rbfwt'

Prepared by: 2/\ / N PO . b = ",rkpprnved by QCA:
% 2 B 42 e




Reason for Nonconformance:

A ERRA:

Prevention of Re-occurrence:

TOBh 5 i

A@iiﬁt%[%}gﬁﬁ,% URBF
Core e B gl o i A

Approved by/ttE:
Technical Justification for Use-As-1s/Repair: [0 Attachment 0 Non-attachment
15 A e B AR A 4R RS Fo B
Reviewed Att#E: N
Verification: 0  Aceeptable 0 Unacceptable
A : DF:34 ERIE: 44
Verified by QCL/RHTiIA: Reviewed by QCA/iHy = 4£ 47 f4:

#RT87-QCP-1300




ﬂ\am‘,.m g
ZEN (Inspector) - 8 #(Date) : _2010.01.29

Description of welding d!acunéinulty;l

Fiujacted indication found by ultraseni
allowance aggregate length.

{UTEEE:E!E‘JEEE'EEJI\?#}':JEW&E - ) SEGO48+-008 -

EEE_E _-_. ﬁ % ﬁ{% jﬁ I:"i—'I:- BE Rev. INn.
i Welding Repair Report 0
RE &% REEA KL HHE S SEGodgr | BT
Project Name SFOBB ] Drawing No Report Mo, B-WR10609
ams 04-0120F4 P NDTH& 25
AART ltems Name | °CF PECK PLATE Report No.of NDT | B7B7-UT-11125
Projsct No.: ZP0B-787 »
e R

¢ Inspection is less than the maximum

A®

REEHE TR -

Draft of welding discontinuity:

14

14

~|
N
~—1 ]

=

[

WELD NUMBER: SEGO48+-008




FERA:
Caused:

1. 8tk itEBFn,
1. Did not clear the weld pass completely in time.

Shy fndn

£ ] fi #A(Famman}w B M(Date): /7 ; 8 V‘j
#EEN, b
Disposition :

1. MGRPSEERURTIRIE—M (D<0.65T DABIEIRE, THinmE) TR SRAT B 0 i e B AR B s
2. SMESRETZNE (WPS) REEMGELE, B,

3. ﬂﬁﬁﬁ%&ﬂﬂﬁﬁﬁﬂﬁﬁﬁﬁﬁ%ﬁﬂht

4 WEIEEITEE S S H R RS TR,

5. XMMEEHTUTEN, AT A 3 L % 3 O - BE 46 50mm,

1. Gouge or grind from nearer side from metal edge (D=<0.85T, “g~ is depth of defects, “T" s 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;

I % EP"Q‘F;"'MLM L1es [,w_,{w/wi A (v ). 39

Technical engine -sz:i Approved by Date
oY

#R787-QCP-200




E' ﬁ%ﬁ%jﬂ% HiZ Rev. No.

Welding Repair Report 0
SR 5% [ ey S 5 sEcodgs | BT
Project Name SFOBB Drawing No Report No. BWitt0a0e
aR%
04-0120F4 .
C Ma.: oL 45 NDTHR& 4 5
gh:; ; ltems Mamre 8CE DECK PLATE Report No.of NDT | B787-UT-11125
Project No.: £POR-TeT
& iE disk.
Correction action to prevent re occurrence:
1. IR IR e Ao (a5

1. Improve monitoring of welding and interpass cleaning.

hea Shi e (2
£ i@ fi 4r A (Foreman): fi(Date): ft’ s

WPS-345-SMAW-3 S -
£ 869 WPSH 8 G(3F)-Repair TER o 1o Lne
Repair WPS No. WPS5-345-FCAW-3 | technologist

G(3F)-Repair o130
EfF (BE) mHAAE i 1E 89 6 EE '
Preheat temperature Description
before gouging HA of discontinuity -(-L‘q
0 4 T8 1 7 1A N
Inspection Preheat tempersture J'U‘f:
before welding AH— ' befdre welding ' |

1k KW A i & 4
Max. depth of gouging ’4@ Total length of gouging %

. S o MEHED =R

welder ﬂd,; éé{ welding type 4 AW position 3 &
HEE N REdaR b =B L

Current jdvg Voltage }'kg Speed / 13

EEERE ;

Inspection After repairing:

' i RER 5 :
ﬁ'mﬁﬁ = : i
b &7/\ Inspector (/‘._MMJL/ Date Lﬁfﬂ e ﬁ:)
NDTH & BN %R I /

NDT result ﬁl‘.-:'fj NDT person W"H— Date . 28
Wi :

Witness/Review:
&®IE
Remark :

#R787-QCP-900




@ UTH A &5
=
REPORT NO, #M&4&%% B787-UT-11125 DATE 2010,01.29 PAGE 1 OF1 Revision No: 0
|PROJECT NO. : T#i: % zPos-787 CONTRACTOR: CALTRANS
[rEms NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
8CE DECK PLATE SEGD4B* .
it iR I T
REFERENCING GODE £ 15 ACCEPTANCE STANDARDIE st PROCEDURE NO. B4
AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #4& 4i: JOINT TYPE #isEam CALIBRATION DUE DATE {it 285 11 47 %4 )]
[Fcaw BUTT Dec. 28°7 2010
EQUIPMENT % MANUFACTURER Wit i MODEL NO., # 35t SERIAL NO. T #i5 4
071565311, 061488510,
1LIT SCOPE PANAMETRICS EPOCH-48 061495811, 070152011,
CALIBRATION BLOCK il it COUPLANT 43 MATERIALITHICKNESS H} [ jif
AWS IIW BLOCK TYPE 1l c.M.C AT0GM-345T2-X 14mm
TRANSDUCER #4L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
i T LB Rt it i ki Hes Rt
Changchao To* 2.5MHz 18%18mm
Changchao 0* 2.5MHz 20mm Reference Level %% 5 i i 20dB
Base metal Inspected per AWS D1.5-2002 Section 6.18.5 0" UT OK,
DECIBELS4} 1 DISCONTINUITY TRkt E
=
S |uw g I
WELﬂ - w - s - I = e
% 0 EE e % ? EE E EE :E LOCATION OF DISCONTINUITY o= | %
IDENTIFICATION | E 1k |22 5% (S S 3E3EER 3 TR g5 | %
<= |3 a s = EOEO|E |
s |8 [e¥|&8 |8 g% | §
AL L - = ] Sound | Depth from 5 £
- angth FromX | From™ o
a b & d P Path Surface X iy @
| i o
SEG048°-008 1 70 A 1 |41]32) 0]|+8| 70 a0 10 -5 300 REJ. | 100%
BLANK
REVIEWED RBY Wi &
Wy &{m} 200>/ L:f
LEVEL-Il SIGN | DATE
S8 / acm fil P CUSTOMER
¥ SIGN /) BN DATE 4 SIGN/ B DATE

(FORM# ZPQC-UTD1)




(ZBMc)

REPORT OF ULTRASONIC EXAMINATION

UTHRG 5

REPORT NO. %@ % B8787-UT-11125R1 DATE 2010.03.06 PAGE 1 OF1 Revision No: 0
PROJECT NO. ; T## 'S ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.; CALTRANS CONTRACT NO.: 04-0120F4
BCE DECK PLATE SEGD48*
L R M TRR S

REFERENCING CODE #4ii

ACCEPTANCE STANDARD#ES 5

PROCEDURE NO. F2Fi i

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS ##i84i JOINT TYPE 25341 CALIBRATION DUE DATE {% 8 & E 1720 b
SMAW BUTT Dec. 2857 2010
EQUIPMENT i % MANUFACTURER i f§ MODEL NO. {13454 SERIAL NO. 1 5%
071565311, 061488510,
1u-r SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT R & MATERIALITHICKNESS H 1 L)t
AWS IIW BLOCK TYPE II cM.C ATOOM-345T2-X 14mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
L A g i R HA T i e R
Changchao 70 2.5MHz 18%18mm
Changchao o® 2.5MHz 20mm Reference Level &3 % i 20dB
|Base metal inspecied per AWS D1.5-2002 Section 6.19.5 0" UT OK.
DECIBELS4-1 DISCONTINUITY Fikskit E
-
d H (] 5 ! g s
WELD = ~ |E =] o i#H
z. 2|2 |8 BslfsEsE e LOCATION OF DISCONTINUITY = . &
or|2s(ZE(x BEEEZ8Es i n
IDENTIFICATION | £ Ik =% | F-ESEEEE AL (mm) By |
% I S
— N AL e
Hifras o £
£ . Longth | Sound | Dopthfrom | . ol oy | 8
a|ble|dl MW" pan Surface o i &
mE | mdkma o
SEGD48°-008 | 1R1 | 70 32 ACC. | 100%

AFTER B-WR10808

BLANK

REVIEWED BY Wi
—m zqfﬂ ﬂ}.nﬁ

JLEVEL -1l SIGN | DATE
Bt / acM I CUSTOMER
¥ SIGN / B DATE S SIGN | EL Il DATE

(FORM# ZPQC-UT01)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Dakland CA 84607
itrans Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGE/FLUOR, A IV Date: 03-Feb-2010
75 BURMA ROAD
OAKLAND CA 95607 Contraet Mot 04012074
04-5F-E0-13.2 /139
Drear: Mr. Charles Knnapicki Job MName: SAS Superstruciure
Attention: Mr. Thomas Nilsson  ProjecyTabrication Manager Document No: 05.03,06-000630
Subject: MCR Mo, ZPMC-0639

Reference Description:  Missed UT indication by QC on Segment 9AE, Side Panel Welds

The etinched Mon-Conformance Repon describes an oceurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Materiul or Workmanship not in conformance with coniract documente,
Quality Control (QC) not performed in confermance with eontract doeumenis.
[ Recurring QC issue thut constitutes a systematic problem in quality control
] Non-Conformance Resolved.
Material Location: OBG Lift: 09
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on OBG Segment SAE, this QA Inspector

discovered the following issues:

-One (1) longitudinal indication measuring approximately | 5mm in length.

~The depth af the indicatton is 12mm.

~The db rating is +7.

~The materinl thickness is | 6mm.

-For additional information please see the UT report for this date,

~The weld is identified ns: SEG-050A-003.

~The Weld is o Complete Joint Penetration (CIP) bult weld joining SP5B2A & SPE2IA.
=The “¥™ location of the indication is 1 700mm.

-The indication 15 clearly marked on the weld.

-SEG 9AE is located in Outside Ynrd north end of the blast shop,

The Notice of Witness Inspeetion Number (NWIT) is 005165, The indication is Ioeated inside the aren that hes been previously tested
apd sceepled by ZPMC Quality Contral ((JC) personnel. As per the contract documents, ZPMC's QC personnel are required to perfom
one hundred ( 100%) percent UT inspection of this weld.

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformanee 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

. osus.060008308cT Page 1 of 2
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STATE OF CALIFORMNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Amoid Schwarzenegger, Govemar

DEPARTMENT OF TRANSPORTATION e
DIVISION OF ENGINEERING SERVICES ( By
Office of Structural Malerials ,’%-;, et

Quality Assurance and Source Inspection r;--
Contract #: 04-0120F4
Bay Area Branch e =

680 Walnut Ave 51 150 Cty: SF/ALA Rie: 80 PM: 13.2/13.9
Visilejo, CA 845021133 T
i et File #: 69.25B
(707) 549-5403
QUALITY ASSURANCE — NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000671
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island  NCR #: ZPMC-0639
—— —— — — _ —_— —_ - — —_———
Type of problem:

Welding [0 Concrete [ Other

Welding [0 Curing [ Procedural [0  Bridge No: 34-0006

Joint fitup [1 Coating [ Other Component: Segment 9AE Side Panel
Procedural [ Procedural [J Description: Missed UT Indication by QC

Reference Description: Missed UT indication by QC an Segment 9AE, Side Panel Welds

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on OBG Segment OAE,
this QA Inspector discovered the following issues:

-One (1} longitudinal indication measuring approximately | Smm in length.

-The depth of the indication is 12mm,

-The db mting is +7.

~The material thickness is 16mm.

-For additional information please see the UT report for this date,

-The weld is identified as: SEG-050A-003,

-The Weld is a Complete Joint Penetration (CIP) butt weld joining SP582A & SP622A.
-The *“Y™ location of the indication is 1700mm.

-The indication is clearly marked on the weld.

-SEG 9AE is located in Outside Yard north end of the blast shop.

The Notice of Witness Inspection Number (NWIT) is 005165. The indication is located inside the area that has
been 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:

AWS D1.5-2002, Section 6, Table 6.3. specifies a class “A” indication as having a dBs rating of +10 and lower
for weld thicknesses 8mm through 20mm.

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,”

"fé_ TL-1 3, Quaslity Axsurance ~ Now-Confirnnnnes Ruport Poge 1 of 2
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Nonconformance Report
@ A& TS

Project Name: S.F.0O.B.B NCR Number:

X B 4575: 3% [ 1 e 2 A NCR %i 5: NCR-B-442(ZPMC-0639)
Item: I’F.[iss LI‘T Indication Item Number: Drawing: '

EFRiE: UT W 15+ EE: 9AE

Location: Date:

fir & S H iA: 2010-02-09

Deseription of Nonconformanee:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on OBG
Segment 9AE, this QA Inspector discovered the following issues:
One(1) longitudinal indication measuring approximately 15mm in length. The depth of the
indication is 12mm. The db rating is +7. The material thickness is 16mm. For additional
information please see the UT report for this date. The weld is identified as: SEG-050A-003. The
weld is a Complete Joint Penetration (CJP) butt weld joining SP582A & SP622A. The “Y™
location of the indication is 1700mm. The indication is clearly marked on the weld. Seg9AL is
located in Outside Yard north end of the blast shop.
The indication is located inside the area that has been 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.

E3] OBG 9AE #HT UT BMAUAt R, InMei 5 R BLL T A 6

R PRI KB 15mm, SRR 12mm. dB fR+7, #IUEMR 16mm, MEESR,
SEGOS0A-003. X 4R L CIP MEEFIRIRR SPS82A FI SP622A. ¥ /L 1700mm.

ERIEFTEAL Y 2 MBS 8 ZPMC UT H A R BTHY S0 Fh8s.

Work By: Wil Prepared by: > Vo Reviewed by QCE:
wIm LLried . w7 [io . mEIRmRR Lrléy f/‘
[0 DrawingError [0  Material Defect T Fabrication Error Othe
R FHRHIL G HE R FoAh A
Disposition: O Useasis 0  Repair [0 Reject
LISy &1 A B L)

Recommendation:

Bl
A, TR ZY
Lu_f-rm.cmﬂ isine -E;fu.n »—e,f

Prepared by: R h\w“"\ 2°19- 9N oY Approved by QCA:
e M At 5 E i e

Reason for Nonconformance:

A& RE:
RH W Vs
Prscover VT ”"jux




Prevention of Re-occurrence:

ol 4 i
# o EEtet {En
Enharce scm-';j m:itiu:-?j_ .‘n,sl}wthh .
- Approved byHitE: é;é \!ﬂ:; E "7_"3-

Technical Justification for Use-As-Is/Repair: [  Attachment [ Non-a nanhmegﬂ
[B] P BB 5 A B AR HE 4R : J To b
Reviewed /MitHE: = B

Verification: [0  Acceptable 0 Unacceptable
fik: G54 AnEE
Verified by QCI/EHI#fiiA: Reviewed by QCA/fiHy L8 #:

H#R787-QCP-1300




I CEY

allowance aggregate length.
UTHRGEANRBRELESITFRAAKELE. ) SEGO50A-003

o,

I
-']
#ER (Inspector) Sun yl?_ﬂ #(Date) : _2010.03.10

W Welding Repair Report 0
ME S REEEAE AT SEGOS0A RERF
Project Name SFOBB Drawing No Repart No. B-WR10887
=S 5
| 04-0120F4 ::ﬁf Iff GAE BOTTOM PLATE | NDT#R4 445
H & ; et i SPLICE Report No.of NDT| B787-UT-11557
Project No.: ZP0OE-787
HaEskfadgid
Description of welding discontinuity:
Rejected indication found by ultrasonic inspection is less than the maximum

Draft of welding

ape= i ed £ 3

discantinuity:

+ -

<16,

3
16

|

]

|~
|
]

d

WELD NUMBER: SEGO50A-003




FERA:
‘Caused:

(N F e T e
1. Did not clear the weld pPass completely in time.

£ @] i fA{Fcreman}:Li ?L&"j B #(Date): 3.1 2

#EE L

Disposition :

1. MSHSERRESIE—N (D<0.65T, DABILHE, THG) RABESIT B SR
2. ERELRETZME (WPS) M4 Ersislnst, MkF0mE.

3. WA E RS TVTR MRS L 4R,

4. BEEEITER S G R RS TR,

5. WEMESENESRTRE

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D" is depth of defects, “T" s
thickness of metal) to remove all defacts;

Follow repair WPS for joint preparation, preheat, and weld deposit;

Verify with VT no defects remain in the weld joint prior to welding;

Grind the repaired area flush with base metal or the adjacant wald;

LA S

Check the welds acconding to the working drawings;

T zz-[;a Yﬂ'j be Wi Zhj# Ar. B 03,42

Technical engi Approved by Date

#R787-QCP-800




Correction action to prevent re occurrence:

TnER R RS EEE,

1. Improve monitoring of welding and interpass cleaning.

% 1] §i r A(Foreman): A}Aﬂ“ﬂ B#i(Date): 2-1%

EEE—:B ﬁ%ﬁ{%ﬁ% fi#% Rev. No. -
- Welding Repair Report 0

ME £ % ERmH HEEH5 SEGO50A e

Project Name SFOBB Drrawing No Report Mo, B-WR1p8g7

&R

Contiaet No: 04-0120F4 FELH | oA BOTTOM PLATE| NOTHRA 4 5
— - Items Na tNo.of NDT | B787-UT-11857
JE&T me SPLICE Report No.o

| Project No.: ki
& F 3§36

EHEHWPSH S
Repzir WPS MNo.

WPS-345-5MAW-2
G(2F)-Repair

WP5-345-SMAW-4
G(4F)-Repair

WPS-345-5MAW-2
G(2F)-FCM-Repair
WP5-345-SMAW-4
G{4F)-FCM-Repair

IZ8R
technologist

) Yo be

—_——

EfF (B WEHEE

iE (E &Y & R
Preneat temperature Description
before gouging ?4";; of discontinulty /-!'.7:
BuLERE 4R T A8
Inspection FPreheat temperature [
before welding AO‘L/ before welding /f? Lf £
BABEEE AL 4
%@ﬁv‘:‘#ﬁﬂﬁﬁiﬁﬂﬂﬁﬂi N Total length of gouging F I s
- BE&3 RELE
welder ”—N’”!‘B welding type guagw/ - position }ﬁ
W ) BESE o
Current /4’_,4, Voltage j-f(rb Speed /r:?)/
EEERE
Inspection After repairing: -
B R B
‘?Tﬂ &'E” Inspector *"?J’E’-“?’f Date
resu ’ o b Y Je Jl[a .3V
NDTH #& g1 8
NDT result R&j NDT person @ﬂnfﬂ I‘.‘I'alu ..?9 | F
BiE -
Witness/Review:
&
Remark :
FATE ?-2CP-800




(ZBMS)

UTHRG R &

REPORT OF ULTRASONIC EXAMINATION

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

REPORT NO. %% B787-UT-11557 DATE 20100310  PAGE 1 OF1 Revision No: 0
[PROJECT No. : 1 B ZPos-787 CONTRACTOR: CALTRANS
‘ITEME NAME: SAE BOTTOM PLATEPRAWING NO.: ccoosga  |CALTRANS CONTRACT NO.: 04-9120F4
P45 B SPLICE 14 ¥ o T P
REFERENCING CODE £ 4 Jitjii ACCEPTANCE STANDARD i {1t PROCEDURE NO. FJF 1

|WELDING PROCESS #it JOINT TYPE [ fif e CALIBRATION DUE DATE {8 iE 474
SAW FCAW BUTT Dec. 28°" 2010
EQUIPMENT MANUFACTURER fil0:f MODEL NO. #3tis SERIAL NO. I¥:5ii5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-48 061495811, 070152011,
lcaLiBRATION BLOCK 1842 COUPLANT 4l MATERIALITHICKNESS H #/91f
AWS lIW BLOCK TYPE [ c.M.C ATOOM-345T2-X 16mm
TRANSDUCER #tk
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
ik i "R & e il e R+
Changechao Ta" 2.5MHz 18%18mm
Changchao 0= 2.5MHz 20mm Reference Leval #:6 5 T 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UT OK.
DECIBELS 4+l DISCONTINUITY it E
=
o 5
WELD =z o ~ |5 E = !
% Eg 2| g B E g 5 E g LOCATION OF DISCONTINUITY = | ®
IDENTIFICATION |1k |28 =g | S B3 §Cf8 & AL T (mm) 23
s% (85|85 (gL F R I A
wasnss |8 (2 |+ |9 £ &
= |2 Langth | Scund | Depthfrom | ool Fromy | 8
a|lble|d P Path Surfaco X 1By 5
mE | R
SEGD50A-003 1 70 | A | 2 |44]|33|3]|+8] 25 (%) a +5 | 2640 | REJ. | 100%
BLANK
1Exmmsn BY REVIEWED BY i k&
LEVEL-Ul SIGN / DATE LEVEL-Il SIGN | DATE
Bt / Qcm MACUSTOMER
5 SIGN | Bl DATE HE5 SIGN / B W DATE

(FORM# ZPQC-UTO1)




- R
i & A s i e A e e S —
EEE Welding Repair Report 0
BE &7 REgEIE | HHEF SEGOS0A REHT
Project Name SFOBB Crawing No Report No. BWR11115
&R
; 04-0120F4 ;z#:f SAE BOTTOM PLATE | NDT#4 %% | 87874111557
M E 5 0707 mrna d SPLICE Report No.of NDT| 1
| Project No.:
AR AR

Description of welding diacnntlnuity:

Rejected Indication found by ultrasonic inspection is less than the maximum
aliowance aggregate length.

{UTﬂﬁﬁﬂﬂﬂﬁlﬁaﬁzﬁ:&?tiﬂﬁﬁﬁ. ) SEGOD50A-003

!

){H /od,tn'gr

#8 R (Inspector) Sun yin_8¥(Date) : _2010.03.15

AEESEEFER
Draft of welding discontinuity:

¥l
= 2620
ATE o =90 17 as
: " A M AT VS
4 Al 4 == R,

WELD NUMBER:SEGOS0A-003




FERE:

Caused:

1. RERBHLGBFS,

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

% (8 fi §t A(Foreman): LMWj A #i(Date): ;,13
s E R 1

Disposition :

1. MGRREREMSARTIALE— (D<0.65T, DAGLISIEE, THEM) I BRUSRAT B A0 7 e B AR A BRI,
2. SRESHETEME (WPS) & ERMELE, Fadmes,

3. AWM S E BTV N R G A 4 0,

4. BENERITEISBH RS,

5. WEMENEEREEERG

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. Check the welds according to the working drawings.

T fpl b W, am [p-3.18
Date

Technical engineer Approved by

#R787-QCP-900




1R N,

e

Correction action to prevent re occurrence:

£ 18 §i fr A(Foreman): L; #P:L

1. Improve monitoring of welding and interpass cleaning.

. . _
@ S R B WM& % Rev. No. -
Welding Repair Report 0
TH &% REHEIHE | PHES SEGO50A Wtk s .
Project Name SFoBs Drawing No Report No. "WR11115
e i
SN OFO120F4 | MMEEE | oaE BOTTOM PLATE| NOTHABE | mrar-urtissr
- e 1A SPLICE Report No.of NDT
X s ZP05-787 "“E 1
Project No.:
8 E3E3:

m g J4(Date): 7; A6

ZHIWPSHR S
Repair WPS No.

WPS-345-SMAW-1
G{1F)-Repair
WP5-345-FCAW-1
G(1F)-Repair-1
WPES-345-SMAW-4
G(4F)-Repair

IZHR
technologist

Loy 109l
5.18

R (W) WAEsEE
Preheat temperature
before gouging

x4 7%

i fiE B9 B 18
Description
of discontinuity

JF

HaLEHE 280 B R
Inspection Preheat temperature "
before welding A L before welding /" g
AR G R | L
Max. depth of gouging 7 Total length of gouging > ,4
BT HEXD O
welder "_3'5’: e !-‘5 welding type 9’%1/ position 1/6-
BEan RERE ” MENE
Current [ F2- Voltage )’{?// 5 Speed /ﬂ 2
EfEchE
Inspection After repairing:

R e/ grel
AMEE . !
VT result /[:( é e (1 T fueee — -—zﬂ%? 1S 20
NDT 3 & iR B
NDT result ,4 é{; NDT person ;u'i"' TI r\ Date ?,ﬂ}” " ? j
BiE : | '
Witness/Review:
®BE

Remark :

#R787-QCP-900




“UTHRGiHR &

REPORT OF ULTRASDNIC EXAM]NATION-

IREPGRT NO. #H&EES BTE7-UT-1155TR4 DATE 2010.03.15 PAGE 1 OF1 Revision Ne: ¢
IPREJECT NO.:TH#HZS ZPoe-787 CONTRACTOR : CALTRANS
liTEMS NAME: SAN BOTTOM PLMEbmme NO.: e CALTRANS CONTRACT NO.: 04-0120F4
e SPLICE HE M TERE
|REFERENCING CODE #4387 ACCEPTANCE STANDARDEZ i PROCEDURE NO. B =
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPOC-UT-01
|WELDING PROCESS B JOINT TYPE {8452k as CALIBRATION DUE DATE {i 840 E 7 2 5
SMAW BUTT Dac. 28%" 2010
EQUIPMENT &4 MANUFACTURER il 7 MODEL NO. #5458 SERIAL NO, BEFiis S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 01495811, 70152011,
CALIBRATION BLOCK &t COUPLANT 3§27 MATERIALITHICKNESS # E
AWS W BLOCK TYPE 1 C.M.C AT0IM-345T2-X 16mm
TRANSDUGER #§2.
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUEACTU ANGLE | FREQUENCY SIZE
L] AE g Rt BE b o Hg Rt
Changchao To" 2.5MH=z 18%18mm
Changchao o 2.5MHz _ 20mm Reference Level S5 RgF 20d8
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0" UT OK.
DECIBELSS M DISCONTINUITY ikt g
- d H w
ELD - |E ] = _-— +
: W gup By EE ﬁ ?52%‘5@5 LOCATION OF DISCONTINUITY G| =
IDENTIFICATION E Ik | S8 (=% | S B 3EES3 AL (mm) 23 £
S® 8%|2¥ o FERTE 2% | £
== w =
AER4EE 2 & s Sound | Depth from = E =
a|b|lec|d L'“m""‘ Path Surface By e it
FE | ExmRE o
SEGD50A-003 1| 70 [ A | 1 |43|33|2]|+8] 20 50 14 -5 | 2580 | REJ. | 100m
2R1 | 70 | A | 1 |44|33|2]|+]| =0 43 15 +3 | 2620 | REJ. | 100%
AFTER B-WR10BG7
BLANK
| INED Bv*f;_ﬁ : . : BY W
?ﬂrﬂ £+ 4 A“f?-'_} %“ o) -
LEVEL-1l SIGN | DATE |LEVEL-1i siIGN | DATE
FitEE / acm Fi*CUSTOMER
5 SIGN /| BE#i DATE 2 SIGN | Bii§ DATE

(FORM# ZPQC-UiT01)




@ UTHRG S
=
HREPDRT NO. #E%% B787-UT-11557R2 DATE 2010.03.25 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T#i& 7P06-787 CONTRACTOR : CALTRANS
ITEMS NAME: AL BGTTON Pmrabmwms NO.: o CALTRANS CONTRACT NO.: 04-0120F4
WS SPLICE Be 04 P B
REFERENCING CODE #4497 ACCEPTANCE STANDARDES ik PROCEDURE NO. Brg s
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS Mg 5 JOINT TYPE $Q g CALIBRATION DUE DATE {2 S Efr 441
SMAW BUTT Dec. 28%7 2010
EQUIPMENT # # MANUFACTURER fli& 1 MODEL NO. #iztis s SERIAL NO, FERid) &
071565311, 0614868510,
UT SCOPE PANAMETRICS EPOCH-4B 081495811, 070152011
CALIBRATION BLOCK i3k COUPLANT 4847 MATERIALITHICKNESS £ 1 [ i
AWS IIW BLOCK TYPE 11 c.MC ATOSM-345T2-X 16mm
TRANSDUCER #f:L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
o] M o= R+ i ME Hig K
Changchao 70° 2.5MHz 18%18mm
Changchao 0" 2.5MHz 20mm Reference Level #4550 20d8
|Base metal inspected per AWS D1.5-2002 Section 6.18.5 0" UT OK.
DECIBELS DISCONTINUITY Fiftedd g
" 7
& Ej w |: = S
WELD = — ﬂ =} & - | A
= Om|g Lt % SEEE ,g%‘ g LOCATION OF DISCONTINUITY - &
=] [il"‘ E = w E -5 E £ m E &) % u <
IDENTIFICATION | ik | 1 5 | = g S REAEECEE ik 1(mm) z3 E
[ =] o= =
OTIpE e o c#
waEt®ws |8 |k |& o £ &
£ IL Length Saund: |/ Hepth feom From | From™ o
a|lblc|d e Path Surface Wi gy &
mE | EamEL =]
SEGDS0A-003 RZ | 70 a3 acc. | 100%
2Rz | 70 33 Acc, | 100%
AFTER B-WR11115
BLANK
INED BEJ;EN REWE&D BY Wik
E}&MJ ‘_fnu}nzt: AN, '/ﬁﬂi‘ﬂ .
LEVEL-Il SIGN | DATE LEVEL -1l SIGN | DATE
MitE / acm RS CUSTOMER
4 SIGN/ HIM DATE %5 SIGN ! Bl DATE

(FORM# ZPQC-UTO1)




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-000586
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  16-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0634

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-Conformance Report waswritten:  29-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of weld located on Segment 8CE, this Quality
Assurance Inspector (QA) discovered the following issue:

-One (1) Class “A” indication measuring approximately 60 mm in length.

-The decibel rating of the indication is +9.

-The Thickness of the diaphragm plate is 14mm.

-The weld isidentified as SEG048*-008.

-The weld is a Complete Joint Penetration (CJP) butt weld joining Deck Panel X 1-diaphragm plate DP337A to
Deck panel X1-diaphragm plate DP364A.

-The*Y™” location is approximately 470mm from Floor beam flange at Panel Point 071.

-Theindication is clearly marked by QA on/near the weld.

-OBG Segment 8CE islocated in Repair yard (In north end of Blast shop 1).

-This QA generated a TL-6027 UT report for thisweld on this date.

The Notice of Witness Inspection Number (NWIT) is 005144. Theindication is located inside the area that has
been 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 thisweld.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor supplied WRR used during weld repair along with subsequent NDT documentation verifying weld
isnow in conformance with Contract weld quality requirements. Supplemental training was provided to NDT
Technicians by the Contractor's QCM in regards to this issue as a means of enhancing inspection techniques
and preventing future occurences.

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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