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-000678
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0645

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Lifts 6E and 6W Deck Panel

Procedural Procedural [] Description:

Reference Description: A few issues were noted for the weld build up on Lifts 6E and 6W Deck Panel Edges
at bolted splice connection

Description of Non-Conformance:

During random in process observation of the trial assembly of OBG Lifts 6E and 6W, this Quality Assurance

Inspector discovered the following issues:

-ZPMC personnel are performing weld build up of the deck panel edge (DP515A and DP518A) by buttering.

These edges are to be aligned adjacent to the CrossBeam6 deck panel for the bolted splice connection. The

welding procedure was being performed without the prior Engineer’s approval. Furthermore, ZPMC personnel

did not follow the repair procedures noted in their internal documentation, weld repair report (B-WR 10561).

-Bevel angle noted in “drawing 1” in the disposition of the B-WR 10561 was not observed during the welding

operation.

-The type and percentage of NDT inspection to be performed is not known asit is not specified clearly in note

6 of the disposition in B-WR 10561. Furthermore, it is noted that the working drawings do not have a specified

weld detail or NDT requirement at this location.

-ZPMC welder performed FCAW of this edge with many times of stop and restart passes without cleaning the

“crater area’ of the weld prior to resuming the welding process.

-The segments are identified as 6CE and 6CW.

-The deck panels are identified as DP518A on the east line and DP515A on the west line.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

Deck panel DPS18A segment EEE‘
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Crossbeam CBB
deck panel

Ceramic backing ;
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d
Buttering this edge

Crossbeam CB6 deck panel |

Applicablereference:

AWS D1.5 2002 section 3.7.4 specifies “ Prior approval of the Engineer shall be obtained for repairs to base
metal (other than those required by 3.2), repair of major or delayed cracks, repairsto ESW and EGW welds
with internal defects, or for arevised design to compensate for deficiencies.”

AWS D1.5 2002 section 3.11.1 “Before welding over previously deposited metal, all slag shall be removed and
adjacent base metal shall be brushed clean. This requirement shall apply not only to successive layers but also
to successive beads and to the crater areawhen welding is resumed after any interruption. ”
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Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 02-09-10 18:30 Email
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 02-10-10 _14:00 Verba

QC Inspector's Name: Zhang Wei

Was QC Inspector awar e of the problem:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

[ Yeslvl No
Contractor's proposal to correct the problem:
N/A
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 10-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: 05.03.06-000635
Subject: NCR No. ZPMC-0645

Reference Description: A few issues were noted for the weld build up on Lifts 6E and 6W Deck Panel Edges at bolted splice connection

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 random in process observation of the trial assembly of OBG Lifts 6E and 6W, this Quality Assurance Inspector discovered the
following issues:
-ZPMC personnel are performing weld build up of the deck panel edge (DP515A and DP518A) by buttering. These edges are to be
aligned adjacent to the CrossBeam6 deck panel for the bolted splice connection. The welding procedure was being performed without
the prior Engineer’s approval. Furthermore, ZPMC personnel did not follow the repair procedures noted in their internal documentation,
weld repair report (B-WR 10561).
-Bevel angle noted in “drawing 1" in the disposition of the B-WR 10561 was not observed during the welding operation.
-The type and percentage of NDT inspection to be performed is not known asit is not specified clearly in note 6 of the disposition in
B-WR 10561. Furthermore, it is noted that the working drawings do not have a specified weld detail or NDT requirement at this
location.
-ZPMC welder performed FCAW of this edge with many times of stop and restart passes without cleaning the “crater area’ of the weld
prior to resuming the welding process.
-The segments are identified as 6CE and 6CW.
-The deck panels are identified as DP518A on the east line and DP515A on the west line.
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-0645

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

ol " 05.03.06-000635,NCT
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( Continued Page 2 of 2 )

File: 05.03.06

05.03.06-000635,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: 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-000631 Rev: 00
Ref: 05.03.06-000635

Subject: NCR No. ZPMC-0645

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the WRR used at the time and the NDT records to show that the repair is acceptable. Based on
this ZPMC requests that this NCR be closed.

ZPMC is providing the WRR used at the time and the NDT records to show that the repair is acceptable. Based on this ZPMC requests that
this NCR be closed.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000631R00;

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-
0645 is closed.

Submitted by: Eagen, Sean Date: 05-Apr-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-705
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-21
REGARDING: NCR-000678 (ZPMC-0645)

ZPMC acknowledged this problem and has issued internal NCR. ZPMC is providing the WRR &
NDT records what show ZPMC’s repair procedure and the repair is now acceptable. Please be
noticed that this issue has been confirmed and removed from punchlist by CT’s representative.
Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000678 (ZPMC-0645)
B-WR10672

B787-UT-11544
B787-MT-19945
B787-MT-19946
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/ s DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

‘u 1 333 Burma Road
TN Oakiand CA 84807
Eldrons Tei: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date; 10-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: SASE Superstmcture
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000635
Subject; NCR No. ZPMC-0645

Reference Description:” A few issues were noted for the weld build up on Lifts 6E and 6 W Deck Panl Edges at bolted splice conmection

The attached Non-Conformance Report deseribes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract docurments,
Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that canstitutes a systematio problem in quality control,
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During random in process observation of {he irial assembly of OBG Lifis 6E and 6W, this Quality Assurance Inspector discovered the
following issues;
-ZPMC personne] are performing weld build up of the deck panel edge (DP515A and DP518A) by buttering. These edges are to be
aligned adjacent to the CrossBeam6 deck panel for the bolied splice connection. The welding procedure was being performed without
the prior Engineer’s approval, Furthermore, ZPMC personnel did not follow the repair procedures noted in their internal documentation,
weld repair report (B-WR 10561).
-Bevel angle noted in “drawing 1" in the disposition of the B-WR 10561 was not observed during the welding operation.
-The type and percentage of NDT inspection to be performed is not known as it is not specified clearly in note 6 of the disposition in
B-WR 10561, Furthermore, it is noted that the working drawings do not have a specified weld detail or NDT requircment at this
location,
-ZPMC welder performed FCAW of this edge with many times of stop and restart passes without cleaning the “crater area” of the weld
prior to resuming the welding process,
~The segments are identificd as 6CE and 6CW.
~The deck panels are identified as DP518A on the east line and DP515A on the west line.
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.

v
! A,
§oa feedy

Transmitted by: Bill Howe Sr. Transportation Engineer Al
e e AN _—r .
Attachments:  ZPMC-0645 VIERICA & WIEs, LOR

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
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File: 03.03.06
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STATE OF GALIFCRMIA~BUSINESS, TRANSPORTACTION AND HOUSING AGENGY Amold Schwarzenegger, Governgr

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materals

Quality Assurance and Source Inspection

Contract#: 04-0120F4
Bay Area Branch

850 Whalisit At e Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: §9.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE, REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000678
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 09-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island  NCR #: ZPMC-0645

Type of problem:

Welding Concrete [ Other (|

Welding 0 Curing L1 Procedural []  BridgeNo: 34-0006

Jointfitup [J Coating [ Other [J  Component: OBG Lifts 6E and 6W Deck Pane]

Procedural [/ Procedural [ Description:

Reference Description: A few issues were noted for the weld build up on Lifts 6E and 6W Deck Panel Edges
at bolted splice connection

Description of Non-Conformance:

During random in process observation of the trial assembly of OBG Lifts 6E and 6W, thig Quality Assurance

Inspector discovered the following issues:

-ZPMC personnel are performing weld build up of the deck panel edge (DP515A and DP518A) by buttering,

These edges are to be aligned adjacent to the CrossBeam6 deck panel for the bolted splice connection. The

welding procedure was being performed without the prior Engineer’s approval. Furthermore, ZPMC personnel

did not follow the repair procedures noted in their internal documentation, weld repair report (B-WR 10561).

-Bevel angle noted in “drawing 1" in the disposition of the B-WR 10561 was not observed during the welding

operation.

-The type and percentage of NDT inspection to be performed is not known as it is not specified clearly in note

6 of the disposition in B-WR 10561. Furthermore, it is noted that the working drawings do not have a specified

weld detail or NDT requirement at this location.

-ZPMC welder performed FCAW of this edge with many times of stop and restart passes without cleaning the

“crater area” of the weld prior to resuming the welding process,

~The segments are identified as 6CE and 6CW.

-The deck panels are identified as DP518A on the east line and DP515A on the west line.

fﬁz_ TL-15,Quality Assurance -- Non-Conformance Repors Page I of 3




QUALITY ASSURANCE - NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 J

: {/
Butteringithisiedgol

am CB6 ek panel W00

Applicable reference:

AWS D1.5 2002 section 3.7.4 specifies “Prior approval of the Engineer shall be obtained for Tepairs to base
metal (other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds
with internal defects, or for a revised design to compensate for deficiencics.”

AWS D1.5 2002 section 3.11.1 “Before welding over previously deposited metal, all slag shall be removed and
adjacent base metal shall be brushed clean, Thig requirement shall apply not only to successive layers but also
to successive beads and to the crater area when welding is resumed after any interruption.
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Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 02-09-1 0_18:30_Email
Name of Caltrans Engincer notified: Bill Howe

Time and method of notification: 02-10-10_14:00_Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem:

‘Hz_ TL-15, Quality Assurance - Non-Conformance Report Pagelof 3




QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT

( Conrinned Page 3 of 3 J

[ Yes[4 N
Contructor's proposal to correct the problem:
N/A

Comments:
This report 1s for the purpose of determining conformance with the contract documents and is not for the

purpose of making repair or it for purpose recommendations. Should you require recommendations
coucerning repairs or remedial efforts please contact Mazen Wahbel, -+(86) 134.7247.7571, who represents the
Office of Structural Materials for your project,

Inspected By: Tsang,Eric SMR.

Reviewed By: Wahbeh,Mazen SMR

‘ﬁz_ TL-15,Quality Assurance — Nop- Conformence Report ' Page3of 3
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Nonconformance Report
ANFFE TR &

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

T 44 75 5% B M HE RS NCR %i5: NCR-B-456(ZPMC-0645)
Item: Deck Panel building up Item Number: Drawing:

AR HE: TRCER -5 EE: DP515DP518

Location: Outside Yard Date:

A 5hg) H 3 2010-02-25

Deseription of Nonconformance;

During CT random visual inspection of OBG 6E & 6W, CT inspector observer the following

issues:

- ZPMC personnel are performing weld build up of the deck panel edge (DP515A &
DP518A) by buttering. These edges are to be aligned adjacent to the CB6 deck panel fon
the bolted splice connection. The welding procedure was being performed without the
prior Engincer’s approval. Furthermore, ZPMC personnel did not follow the repair
procedure noted in B-WR10561,

- Bevel angle noted in “Drawing 1” in the disposition of the WR10561 was not observed,
during the welding,

- The type and percentage of NDT inspection to be performed is not known as it is no
specified clearly in note 6 of the disposition in WR10561.Furthermore, it is noted that thd
drawing do not have a specified weld detail or NDT requirement at this location.

- ZPMC welder performed FCAW of this edge with many times of stop and restart passes
without cleaning the “crater area” of the weld prior to resuming the welding process.

The segment are identified as 6CE & 6CW
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Reason for Noncnnibﬁnmca
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Reaport No B-WR10
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‘ ki —— e
>[5 % | | HHEBCE. 6CWS B s
[ A ) 10U OLVV =18 .
04-0120F4 . o
Lontract No.: ik € e T Box -‘5\, | NDT:
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nE g itams '\':ame E.6CW and strut plate :-\e;mrt No.of NDT] g
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| After inspection box 6CE and GCW and strut plate butt weld, the hole dlstance size wasn't enou
' h and needed to build up. The detail sees following drafi.
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Draft of welding discontinuity:
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S100%VTT1100%MT, # 13;
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L=1.75d, d¥

T HINDT 3,

Grind the edge of the repair area cizanly;
Prepare an right joint according o the approved WPS;
Perform 100%VT ang 100%MT, and add ceramic backing according to AWS D1.5.2.13;

Preheat and weld according to the approved repair WPS:

da

Gouge off the ceramic backing after the hole distance meet the requirement (L=1.75d, d. i
meter of bolt used harain) and then grind the weld flush with adjaceni base maial alter wald

ina-

Perform relevant NDT inspection to the repair area according to working drawings.
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REPORT OF ULTRASONIC EXAMINATION

“““ = UTH A%
REPORT NO. R4S  B787-UT-11544 DATE 2010.03.14 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T2 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
DECK PLATE DPS515A/518A
215 Hs mMIEES

AWS D1.5-2002

REFERENCING CODE #3455

ACCEPTANCE STANDARD #:5 5
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 42
ZPQC-UT-01

WELDING PROCESS #£iH3: JOINT TYPE #3427 CALIBRATION DUE DATE {828 47 Rt
NA NA Dec. 28%7 ,2010
EQUIPMENT &4 MANUFACTURER $ii MODEL NO. ##5S SERIAL NO. 3 &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #5450 MATERIAL/THICKNESS HEHERE
AWS |IW BLOCK TYPE I C.M.C AT09M-345T2 -X 20mm
TRANSDUCER # 3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
&S R Nz R+t g A B R
Changchao 70° 2.5MHz 18%X18mm
Changehao 0° 2.5MHz 20mm Reference Level £ 32 i 20dB
Base metal inspected per AWS D1 .5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} I DISCONTINUITY TRttt 5
o] w ] § iy
WELD = =l 6 2~ I5_|8_Is . |5 = e~
2. 2|2 |8 EelfsEslSe LOCATION OF DISCONTINUITY x| &
Qo == LLE = e a & 3 g Qe B m‘ﬂ:%‘[ﬁﬁ(m ) UJ_T_:
IDENTIFICATION | E 1k | = | =8 | S g4 S8 Sz 2 HZALI (mm 2| £
o R 3 —_ — =
B 5 2 s =
FREEA RS g E ~ Sound Depth from L S =
= Length From'X | From'y ]
a|lb|lc]|d R Path Surface 5EX " 0
i | mEmwE | - ) o
PL83BA 70 32 ACC, 100%
0 22 ACC. 100%
PL843A 70 32 ACC. 100%
0 22 ACC. 100%
BLANK
EXAM!NED BY;l:i REVIEWED BY i
/,ML— r{ %M /4: |), ff Mu"'] /_) N }&
LEeEL Il SIGN DATE LEVEL -1l SIGN / DATE
S / QeM FIFCUSTOMER
T SIGN/ Hilf DATE EF SIGN / Hili DATE

(FORM# ZFr:C-UTO01)




EE:SB REPORT OF MAGNETIC PARTICLE EXAMINATION
=l D— .
TG A A B4 5
REPORT NO. #4352 B787-MT-19945 DATEH M 2010.03.16 PAGE OFmig 1M1 Revision No: 0
PROJECT NO. s CONTRACTOR: EALTRANS
TRES: i iR
DRAWING NO. DPS15A/518A CALTRANS CONTRACT NO.:
04-0120F4
[E1R=H DECK PLATE MRS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
22 A 7 4 b3 BFRS BB A RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #1% MANUFACTURER i1 / MODEL NO. 4 e SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT W
A B R vk H i
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
ks TR RIS
MATERIAL TO BE v WELDING # - i i
B Material & thickness A708M-345-X
EXAMINED O CASTING %14 B, LHE
PR b g O FORGING Bi& 20mm
WELDING PROCESS NA TYPE OF JOINT NA
iy AR RY
WELD 1.D DISCONTINUITY R o, ACCEPT REJECT REMARKS
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REPORT OF MAGNETIC PARTICLE EXAMINATION

RiH R R 45
REPORT NO. 14 442 B787-MT-19946 DATEA 1 2010.03.16 PAGE OFIH 1/ Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —
THE4%S: ; iR
DRAWING NO. DP515A/518A CALTRANS CONTRACT NO.:
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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-000593
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0645

Type of problem:

Welding Concrete [1 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:  09-Feb-2010

Description of Non-Conformance:

During random in process observation of the trial assembly of OBG Lifts 6E and 6W, this Quality Assurance
Inspector discovered the following issues:

-ZPMC personnel are performing weld build up of the deck panel edge (DP515A and DP518A) by buttering.
These edges are to be aligned adjacent to the CrossBeam6 deck panel for the bolted splice connection. The
welding procedure was being performed without the prior Engineer’ s approval. Furthermore, ZPMC personnel
did not follow the repair procedures noted in their internal documentation, weld repair report (B-WR 10561).
-Beve angle noted in “drawing 1" in the disposition of the B-WR 10561 was not observed during the welding
operation.

-The type and percentage of NDT inspection to be performed is not known asit is not specified clearly in note
6 of the disposition in B-WR 10561. Furthermore, it is noted that the working drawings do not have a specified
weld detail or NDT requirement at this location.

-ZPMC welder performed FCAW of this edge with many times of stop and restart passes without cleaning the
“crater area” of the weld prior to resuming the welding process.

-The segments are identified as 6CE and 6CW.

-The deck panels are identified as DP518A on the east line and DP515A on the west line.

Contractor's proposal to correct the problem:

Perform NDT required to verify quality of additional base metal.

Corrective action taken:

Contractor supplied NDT documentation verifying additional base metal conforms with Contract weld quality
specifications. An internal NCR was issued by the Contactor in regards to thisissue.

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

If so, name of Engineer providing approval: Date:

Is Engineer's approval attached?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

[] Yes¥l No
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152.1675.3703, who represents the Office of
Structural Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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