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, Shanghia, P.R. China Report No: NCR-000681
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0648

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segments 6CW & 7AW

Procedural Procedural [] Description:

Reference Description: Side Panel to Open Rib Stiffener welds

Description of Non-Conformance:

During random in-process inspection of Orthotropic Box Girder (OBG) segments 6CW and 7AW, this Quality
Assurance Inspector (QA) discovered the following issues:

-ZPMC has deviated from the approved weld joint design without the Engineers approval.

-ZPMC personnel installed Complete Joint Penetration (CJP) weldsin lieu of fillet welds as detailed on
approved shop drawings SP085 and SP437.

-The affected jointsin segment 6CW are identified as SP085-002-022~031.

-The affected joints in segment 7AW are identified as SP437-001-011~020.

-The welds are located in between Panel Point 47 (PP47) and PP48 on the Crossbeam side.

-The welds in question are at the hold back locations joining RS34R Open Rib Stiffeners to Side Panel
SP085B-002 on segment 6CW, and the RS92D Open Rib Stiffeners to Side Panel SP437A-001 on segment
TAW.

-OBG Segments 6CW and 7AW are located in the OBG Trial Assembly Yard.

For further information, please see the pictures below.

ZPMC dapngied ;I;F [ R Complete Jl:llrMml:mn
|CIP) welds withi ¥ angineer approval
v :
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

AWS D1.5-2002 section 6.5.1; “ The Inspector shall make certain that the size, length, and location of all welds
conform to the requirements of this code and to the detail drawings and that no unspecified welds have been
added without approval”.

AWS D1.5 2002 section 3.7.4 “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.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 07:30 02-17-10 Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 14:00 2-17-10 Verbal

QC Ingpector's Name: Li Yang

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 Page 2 of 2



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: 17-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: 05.03.06-000638
Subject: NCR No. ZPMC-0648

Reference Description:  Side Panel to Open Rib Stiffener welds

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: 07
Remarks:
During random in-process inspection of Orthotropic Box Girder (OBG) segments 6CW and 7AW, this Quality Assurance Inspector
(QA) discovered the following issues:
-ZPMC has deviated from the approved weld joint design without the Engineers approval.
-ZPMC personnel installed Complete Joint Penetration (CJP) weldsin lieu of fillet welds as detailed on approved shop drawings SP0O85
and SP437.
-The affected joints in segment 6CW are identified as SP085-002-022~031.
-The affected joints in segment 7AW are identified as SP437-001-011~020.
-The welds are located in between Panel Point 47 (PP47) and PP48 on the Crossbeam side.
-Theweldsin question are at the hold back locations joining RS34R Open Rib Stiffenersto Side Panel SPO85B-002 on segment 6CW,
and the RS92D Open Rib Stiffeners to Side Panel SP437A-001 on segment 7AW.
-OBG Segments 6CW and 7AW are located in the OBG Trial Assembly Yard.
For further information, please see the pictures below.
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-0648

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

ol " 05.03.06-000638,NCT
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AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 17-May-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-000661 Rev: 00
Ref: 05.03.06-000638

Subject:  NCR No. ZPMC-0648

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has received approval to change the weld joints into complete joint penetration welds. Attached is NDT
documentation to show that the welds are acceptable.

ZPMC has received approval to change the weld joints into complete joint penetration welds. Attached is NDT documentation to show that the
welds are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000661R00;

Caltrans' comments: Status: CLO
Date: 23-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0648 is closed.

Submitted by:  Eagen, Sean Date: 23-May-2010
Attachment(s):
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@ | No. B-758
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-17
REGARDING: NCR-000681(ZPMC-0648)

ZPMC is providing the NDT record show these welds have been changed into CJP and are
acceptable after sequent repair. For detail please refer to B-JC26. Based on this, ZPMC is
requesting closure of this NCR.

ATTACHMENT:
NCR-000681(ZPMC-0648)
B787-UT-11761
B787-UT-11761 R1
B787-UT-12091
B787-UT-12091 R1

gl (e




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Oakland CA 94607
&ftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 17-Feb-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000638
Subject: NCR No. ZPMC-0648

Reference Description:  Side Panel to Open Rib Stiffener welds

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.
] Recurring QC issue that constitutes a systematic problem in quality control,
] Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
During random in-process inspection of Orthotropic Box Girder (OBG) segments 6CW and 7AW, this Quality Assurance Inspector
(QA) discovered the following issues:
-ZPMC has deviated from the approved weld joint design without the Engineers approval.
-ZPMC personnel installed Complete Joint Penetration (CJP) welds in liew of fillet welds as detailed on approved shop drawings SP085
and SP437.
-The affected joints in segment 6CW are identified as SPOR35-002-022~031.
-The affected joints in segment 7AW are identified as SP437-001-011~020.
-The welds are located in between Panel Point 47 (PP47) and PP48 on the Crossbeam side.
-The welds in question are at the hold back locations joining RS34R Open Rib Stiffeners to Side Panel SPO85B-002 on segment 6CW,
and the R§92D Open Rib Stiffeners to Side Panel SP437A-001 on segment 7AW,
-OBG Segments 6CW and 7AW are located in the OBG Trial Assembly Yard.
For further information, please see the pictures below.
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-0648

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

hz_ 05.03.06-000638,NCT Page 1 of 1




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 FHLE & e

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 T e
(707) 649.5453 File#:  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghia, P.R. China Report No: NCR-000681
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0648

Type of problem:

Welding Concrete [ Other CJ

Welding [1 Curing [1 Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating [J Other [1  Component: OBG Segments 6CW & 7AW
Procedural Procedural [] Description:

Reference Description: Side Panel to Open Rib Stiffener welds

Description of Non-Conformance:

During random in-process inspection of Orthotropic Box Girder (OBG) segments 6CW and 7AW, this Quality
Assurance Inspector (QA) discovered the following issues:

-ZPMC has deviated from the approved weld joint design without the Engineers approval.

-ZPMC personnel installed Complete Joint Penetration (CJP) welds in lieu of fillet welds as detailed on
approved shop drawings SP085 and SP437.

-The affected joints in segment 6CW are identified as SP085-002-022~031.

-The affected joints in segment 7AW are identified as SP437-001-011~020.

-The welds are located in between Panel Point 47 (PP47) and PP48 on the Crossbeam side.

-The welds in question are at the hold back locations joining RS34R Open Rib Stiffeners to Side Panel
SPO85B-002 on segment 6CW, and the RS92D Open Rib Stiffeners to Side Panel SP437A-001 on segment
TAW.

-OBG Segments 6CW and 7AW are located in the OBG Trial Assembly Yard.

For further information, please see the pictures below.

{iff_ TL-15,Quality Assurance -- Non-Conformance Report Page lof 2




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

Applicable reference:

AWS D1.5-2002 section 6.5.1; “The Inspector shall make certain that the size, length, and loecation of all welds

conform to the requirements of this code and to the detail drawings and that no unspecified welds have been

added without approval”.

AWS D1.5 2002 section 3.7.4 “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, repairs to ESW and EGW welds with internal

defects, or for a revised design to compensate for deficiencies.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 07:30_02-17-10 Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 14:00 2-17-10_Verbal

QC Inspector's Name: LiYang

Was QC Inspector aware of the problem: L] Yes[Z] 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

‘h,i TL-15,Quality Assurance -- Non-Conformance Report
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REPORT OF ULTRASONIC EXMNATION

UTHEG# &

REPORT NO. #&&% B787-UT-11761 DATE 2010.03.16 PAGE 1 g1 Revision No: 0
PROJECT NO. : %S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 6CW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
% ASSEMBLY i
LT B MMIERS

REFERENCING CODE #3417

“lAws D1.5-2002

ACCEPTANCE STANDARDEZ 451k

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. Ef42
ZPQCUT-01

WELDING PROCESS #£71%

JOINT TYPE j8&s3m

CALIBRATION DUE DATE {38 1F & 2415

FCAW SMAW T-JOINT Dec. 28°7 ,2010
EQUIPMENT #% MANUFACTURER #1355 MODEL NO. #R& =2 SERIAL NO. FFl&E
: 071565311, 061488510,
ITIT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK izt COUPLANT 247 MATERIAL/THICKNESS ##l B
AWS [IW BLOCK TYPE I C.M.C AT09M-345 16/20mm
TRANSDUCER #£:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SiZE
TS BE o R~ HEE RE = R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level &S5REE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
DECIBELS4rIT DISCONTINUITY g B
]
- € (4]
(=] w = = :
WELD Z = o ~ |5 |8 £ 5 %
z, |8x|Q._| S Bsltez s E LOCATION OF DISCONTINUITY Fa | @
S lcg|tE LS [85552583 FELAL R (mm) et
IDENTIFICATION ﬁﬁ w 52 sE| o 'g-'E—lgu.'gm = 2 'E
= [T =
RAERARRS g E = Sound | Depthfrom S B
= Length From™X | From"Y o
alb|lec|d e Path Surface FEX EEY o
B2 EREEE Q
SP085-001-030 70 33 ACC. 10
SP085-001-028 70 33 ACC. | 10
SPOB5-001-026 70 33 ACC. | 10
SPOB5-001-024 1 70 A 1 [42)33| 1 (+8 20 39 13 -4 285 REJ. | 1C
SP085-001-022 70 33 ACC. 10
BLANK

LEVEL - 1I SIGN

REVIEWED BY ¥z
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4 SIGN / B DATE
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(FORM# ZPQC-UT01)




REPORT OF ULTRASONIC EXAMINATION

UT#H 45

8=

REPORT NO. #%&4%%5 B787-UT-11761R1 DATE 2010.03.18 PAGE 1 OF1 Revision No: 0
PROJECT NO. : TE4%E ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 6CW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
2 SEMBLY oBwe —
B TR AS He INHITESS

REFERENCING CODE ##3lyE

ACCEPTANCE STANDARDZEZ 17k

PROCEDURE NO. BF&4 2

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS &3 JOINT TYPE 24581 CALIBRATION DUE DATE {¥ 386 IE# %
SMAW T-JOINT Dec. 2857 ,2010

EQUIPMENT # %

MANUFACTURER #ill i 7

MODEL NO. #:45

SERIAL NO. F31%%5
071565311, 061488510,

UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT ##-&7 MATERIAL/THICKNESS #4# L&
AWS IIW BLOCK TYPE I C.M.C AT09M-345 16/20mm
TRANSDUCER #f3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER, ANGLE FREQUENCY SIZE
T B EHIES R~ ST faBE B R
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3% R {(HF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4+ DISCONTINUITY it 5
. B
O w c 5 1
WELD 2 = w ~ |5 3 |8 £ ™ paal
z.|Sx 2 |8 EzlssREE L LOCATION OF DISCONTINUITY Ex | ®
i (g [ [X] = . " T
IDENTIFICATION |E Ik (S €| =2 |5 323588 FRELA R (mm) 28 | o
<m |pE(oa E oz FOE 55 B
STIo%IET | B §¥| &
JEL G o1 - 4
JRAE AR % E = Sound Depth from F 5 x
. Length From'X | From"Y o
alblc|d P Path Surface X Y o
BE EE e R o
SP085-001-024 1R1 70 32 ACC. 100%

AFTER B-WR11083
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UTHRG R &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #4385 B787-UT-12091 DATE 2010.03.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. :LE#% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 7AW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBLY oBwW? p
B2 ES MM ITEES

REFERENCING CODE ## )7

AWS D1.5-2002

ACCEPTANCE STANDARD &7

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. fEfr45 &

WELDING PROCESS #5715 JOINT TYPE #7531 CALIBRATION DUE DATE {% 2%z IE# 3111
SMAW FCAW T-JOINT Dec. 28,2010
EQUIPMENT ## MANUFACTURER #3447 MODEL NO. #z,59 SERIAL NO. 75
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #&-& MATERIALITHICKNESS #1&} 5L
AWS W BLOCK TYPE II C.M.C AT09M-345 16/20mm
TRANSDUCER #sk
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
il it FlE st R T FHEE g Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Referance Level #£:% 3 §ifF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY 7Rikg:ik 5
o vl c '§ i3
WELD = | o ~ |5 18 _le |5 = paal
=z 19m|Q = BslesEER 2 LOCATION OF DISCONTINUITY 8. %
o e |LEB| g 85532883 Y DA wes
IDENTIFICATION | E 16 | 52 | =% | © g5 5 Efz & ARk () 2% | %
SE|8E 2¥ o < 5 E¥ | E
A ) s L = D
REERITHS .g: & = L Sound | Depthirom 5 Lz
= ength From’X | From'Y o
alblc|d Py Path Surface ERX oy @
mE | Eemime o
SP437-001-019 1 70 A 1 |42]|32| 2 |+8]| 50 48 15 0 250 REJ. | 100%
SP437-001-017 1 70 A 11401321 |+7]| 40 35 10 -5 0 REJ. | 100%
SP437-001-015 1 70 A 1 (41]32] 2 [+7] 30 50 15 0 100 REJ. | 100%
SP437-001-013 1 70 A 1 |40|32]| 2|+ 30 42 12 0 0 REJ. | 100%
2 70 A 1 |41132]| 1 |+8]| 50 37 10 0 250 REJ. | 100%
SP437-001-011 1 70 A 1 |41|32| 1|+8] 300 41 10 0 0 REJ. | 100%
BLANK
E){An!y?ED BYZ4R REVIEWED BY B4
/LY Xﬁlﬂjﬂ n LA !2'“;1 (f‘ﬁ"j
LEVEL - Ii 4IGN !~ DATE { o o, [} LEVEL -1l SIGN r/ DATE (004 ( 1
A& / Qcm Fi /" CUSTOMER
A% SIGN / B DATE %<F SIGN / B DATE

(FORM# ZPQC-UT01)




UTHGR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. R#%5488 B787-UT-12081R1  DATE 2010.04.13 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T#E#i & ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: AW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBL OBWT
B R EMBLY e I T e
REFERENCING CODE #3441 ACCEPTANCE STANDARD /& 47n: PROCEDURE NO. 2[4 8
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 13 H 1 JOINT TYPE 2421 CALIBRATION DUE DATE ¥ 84 IE 47 %001
SWMAW FCAW T-JOINT Dec. 2857 2000
EQUIPMENT & # MANUFACTURER #lif 5 MODEL NO. B4 & SERIAL NO. /74 2
071565311, 061488510,
WUT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #8471 MATERIALITHICKNESS #4 %} L5
AWS IIW BLOCK TYPE Il C.M.C AT09M-345 16/20mm
TRANSDUCER 3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
i FHE 55 R filkiciid yiifi E ks R+
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level % RfFE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 1 DISCONTINUITY Fekg =
o 31 ] = ‘g ?
WELD =4 = 3 ~ [5_18_18 . |5 = gl
z.|2u|2 | ¥ EEsEEEE LOCATION OF DISCONTINUITY Sk | €
(e} = | £ |8 2l B T H
IDENTIFICATION |E ik | wE =8 (C BB 35EEE FEEEALTE (mm) zg | %
Sy meE | O - F & F 35 o
mawnss |8 |2 |E |9 £ | &
PR A4 =] x - E ®
£ . Length Sound | Depth fmm From™ | From'Y 5
a|lb|lc|d K Path Surface FEX sy o
MR | RS o
SP437-001-019 | 1R1 | 70 32 ACC. | 100%
SP437-001-017 | 1R1 | 70 32 ACC. | 100%
SP437-001-015 | 1R1 | 70 a2 ACC. | 100%
SP437-001-013 | 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
SP437-001-011 | 1R1 | 70 32 ACC. | 100%
AFTER B-WR11451,11447,11448,11449,11450
BLANK
EXAMINED BYZE REVIEWED BY &
Tons, Yindsion 9 Gont
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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, Shanghia, P.R. China Report No: NCS-000624
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 24-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0648

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-Confor mance Report waswritten: 16-Feb-2010

Description of Non-Conformance:

During random in-process inspection of Orthotropic Box Girder (OBG) segments 6CW and 7AW, this Quality
Assurance Inspector (QA) discovered the following issues:

-ZPMC has deviated from the approved weld joint design without the Engineers approval.

-ZPMC personnel installed Complete Joint Penetration (CJP) weldsin lieu of fillet welds as detailed on
approved shop drawings SP085 and SP437.

-The affected joints in segment 6CW are identified as SP085-002-022~031.

-The affected jointsin segment 7AW are identified as SP437-001-011~020.

-The welds are located in between Panel Point 47 (PP47) and PP48 on the Crossbeam side.

-The welds in question are at the hold back locations joining RS34R Open Rib Stiffeners to Side Panel
SP085B-002 on segment 6CW, and the RS92D Open Rib Stiffeners to Side Panel SP437A-001 on segment
TAW.,

-OBG Segments 6CW and 7AW are located in the OBG Trial Assembly Yard.

For further information, please see the pictures below.

Contractor's proposal to correct the problem:

Document locations of weld type changes and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted request to change joint type after work was complete, and supplied post repair NDT
reports verifying the welds in question are in conformance with the Contract weld quality requirements.
Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥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, who represents the Office of Structural
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Materials for your project.

I nspected By: Simonis,Jim Quality Assurance | nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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