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-000732
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 12-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0695

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: West Tower Lift 3

Procedural [ Procedural [1 Description:

Reference Description: Remova of Improperly Fit Members Without Notifying Engineer

Description of Non-Conformance:

During random in process verification of West Tower lift 3, Catltrans Quality Assurance (QA) discovered the
following issues:

- The welded end cap plate of B/C and C/D corner diagona stiffener of West Tower lift 3 (top) has been
removed by thermal cutting without notifying the engineer.

- Asper AWSDL.5, section 3.7.5; The Engineer shall be notified before improperly fitted and wel ded
members are cut apart.

- The green tag has been previoudly issued for this member.

- The members are located in Bay 11.

The welded end cap plate is removed by
thermal cutting.

The welded end cap plate is removed by -
thermal cutting.

.

(" »._’”. __: n Skin'D
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skin “C” BC corper diagonal stiffener

CD cortier
ci_i_agoné'l stiffener
. g

t Tower lift 37

Applicablereference:
AWSD1.5 (02) Section 3.7.4: “The Engineer shall be notified before improperly fitted and welded members
are cut apart.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Special Provisions 8-3: “ The Engineer shall be notified immediately in writing when welding problems,
deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and
also the proposed repair procedures to correct them.”

Who discovered the problem:  Umesh D. Gaikwad

Name of individual from Contractor notified: You Yuan Mao
Time and method of notification: 1330, 05/12/10, Verbd

Name of Caltrans Engineer notified: KenLee

Time and method of notification: 800, 05/13/10, Verbal

QC Inspector's Name: Zhang Jiadi

Was QC Inspector awar e of the problem: [] Yeslvl No
Contractor's proposal to correct the problem:

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 Skyler Guest, 15000422360, who represents the Office of

Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-May-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: 05.03.06-000690
Subject: NCR No. ZPMC-0695

Reference Description:  Removal of Improperly Fit Members Without Notifying Engineer/ Tower/ West Lift 3

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: Tower Lift: 03
Remarks:
During random in process verification of West Tower lift 3, Catltrans Quality Assurance (QA) discovered the following issues:
- The welded end cap plate of B/C and C/D corner diagona stiffener of West Tower lift 3 (top) has been removed by thermal cutting
without notifying the engineer.
- Asper AWSDL1.5, section 3.7.5; The Engineer shall be notified before improperly fitted and welded members are cut apart.
- The green tag has been previously issued for this member.
- The members are located in Bay 11.

AWSD1.5 (02) Section 3.7.5: “The Engineer shall be notified before improperly fitted and welded members are cut apart.” (Please not
that the applicable spec was mistakenly quoted as Section 3.7.4. The correct sectionin AWS D1.5 should be Section 3.7.5)

Specia Provisions 8-3: “The Engineer shall be notified immediately in writing when welding problems, deficiencies, base metal repairs,

or any other type of repairs not submitted in the WQCP are discovered and also the proposed repair procedures to correct them.”
Action Required and/or Action Taken:

Propose aresolution for the identified non-conformance, documenting that the welds are in compliance with the contract requirements.

Documentation provided for the Engineer’s review of the acceptability of the weld repairs shall at a minimum include the procedure

utilized and the NDT resullts.

In addition to the material /workmanship non-conformance, address the failure by Quality Control in proceeding with work without prior
notification to the Engineer. Provide documentation of the steps/actions taken by Production and Quality Control to prevent future

occurrences.

The response for the resolution of thisissue is requested within 7 days.

ol " 05.03.06-000690,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0695

ccC: Rick Morrow, Gary Pursell, Mark Woods
Filee 05.03.06

05.03.06-000690,NCT Page 2 of 2



,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jun-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-000695 Rev: 00
Ref: 05.03.06-000690

Subject: NCR No. ZPMC-0695

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide NDT to show that after the member was rewelded it was acceptable. This issue has been
addressed by ZPMC’s QA and Production crews to prevent this issue.

ZPMC will provide NDT to show that after the member was rewelded it was acceptable. This issue has been addressed by ZPMC’s QA and
Production crews to prevent this issue. As this does not appear to be a consistent issue, ZPMC believes that these steps will correct the
issue. Based on this proposal ZPMC requests that this NCR be approved, with actions pending.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000695R00

Caltrans' comments: Status: AAP
Date: 13-Jun-2010

This proposed resolution is accepted with action pending. However in addition to submitting the NDT results for review and approval, also
provide the welding repair procedure utilized.

Submitted by: Rizzardo, Gina Date: 13-Jun-2010
Attachment(s):

‘R}'I Page 1 of 1



,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 30-Jun-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000695 Rev: 01
Ref: 05.03.06-000690

Subject:  NCR No. ZPMC-0695

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the documents of the repair documented in the NCR and subsequent NDT to show the areas
are acceptable.

ZPMC is providing the documents of the repair documented in the NCR and subsequent NDT to show the areas are acceptable. ZPMC
understand that Engineer approval is required in this situation and has educated the production team in question to reinforce this. As this is
not a consistent issue in the Tower, ZPMC QA is confident that this action will stop this issue from recurring. Based in this ZPMC requests
closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000695R01;

Caltrans' comments: Status: CLO
Date: 01-Jul-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0695 is closed.

Submitted by:  Rizzardo, Gina Date: 01-Jul-2010
Attachment(s):

‘R}'I Page 1 of 1



No. T-147

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-6-29
REGARDING: NCR-000732(ZPMC-0695)

ZPMC received NCR-000732(ZPMC-0695), it mentioned that CT inspector discovered
ZPMC remove cap plate of B/C and C/D corner diagonal stiffener of West Tower Lift 3
without notifying engineer.

ZPMC acknowledged this problem and already inculcated related work team and
charger also will enhance their management, in the future, they come to an agreement, it
must be informed to the engineer before any component removal and this won’t appear to be
a consistent issue. Per ABF-NPR-000695 Rev. 00, here ZPMC attached NDT and WPS
utilized documents proving the welds sound at last.

So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000747(ZPMC-0710)
T787-MT-9763
WPS-B-T-2132
WPS-B-T-2133

Zorn |1y
. :7 A




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

ety Oakland CA 94607
férans Tel: 510-808-4618 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

Ta: AMERICAN BRIDGE/FLUOR, A JV Date: 14-May-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: 05.03.06-000690
Subject: NCR No. ZPMC-0695

Reference Description:  Removal of Improperly Fit Members Without Notifying Engineer/ Tower/ West Lift 3

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
During random in process verification of West Tower lift 3, Catltrans Quality Assurance (QA) discovered the following issues;
- The welded end cap plate of B/C and C/D comer diagonal stiffener of West Tower lift 3 {top) has been removed by thermal cutting
without notifying the engineer.
- As per AWS DL.5, section 3.7.5; The Engineer shall be notified before improperly fitted and welded members are cut apart.
- The green tag has been previously issued for this member.
- The members are located in Bay 11,

AWS DL5 (02) Section 3.7.5: “The Engineer shall be notified before improperly fitted and welded members are cut apart.” (Please not
that the applicable spec was mistakenly quoted as Section 3.7.4. The correct section in AWS D1.5 should be Section 3.7.5)

Special Provisions 8-3: “The Engineer shall be notified immediately in writing when welding problems, deficiencies, base metal repairs,

or any other type of repairs not submitted in the WQCP are discovered and also the proposed repair procedures to correct themn,"”
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance, documenting that the welds are in compliance with the contract requirements,

Documentation provided for the Engineer's review of the acceptability of the weld repairs shall at a minimum include the procedure

utilized and the NDT results.

In addition to the material/workmanship non-conformance, address the failure by Quality Control in proceeding with work without prior
notification to the Engineer. Provide documentation of the steps/actions taken by Production and Quality Control to prevent future

occurrences.

The response for the resolution of this issue is requested within 7 days.

2 Rcamonrer NCT-oooagoF;?cfQﬁe?o Page of 2




NCT
( Continued Page 2 of 2 )

Transmitted by: Ken Lee Transportation Engineer
Artachments: ZPMC-0693

cc: Rick Morrow, Gary Pursell, Mark Woods
File: 05.03.06

D7 05.03.06-00069NCT
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor
DEPARTMENT OF TRANSPORTATION A

v

DIVISION OF ENGINEERING SERVICES [ A
Office of Struclural Materials g‘_%-ﬂi .
Quality Assurance and Source Inspeclion ot
Contract #: 04-0120F4
Bay Area Branch S L
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 e #-
(707) Bd6sana File#: 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000732
Prime Contractor: American Bridge/Fluor Enterprises, a JV ' Date: 12-May-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0695

Type of problem:

Welding [0 Concrete [1 Other

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

Joint fitup [] Coating [J Other [0  Component: West Tower Lift 3

Procedural [] Procedural [J Description:

Reference Description: Removal of Improperly Fit Members Without Notifying Engineer

Description of Non-Conformance:

During random in process verification of West Tower lift 3, Catltrans Quality Assurance (QA) discovered the
following issues:

- The welded end cap plate of B/C and C/D comner diagonal stiffener of West Tower Iift 3 (top) has been
removed by thermal cutting without notifying the engineer. :

- As per AWS D1.5, section 3.7.5; The Engineer shall be notified before improperly fitted and welded
members are cut apart.

- The green tag has been previously issued for this member.

- The members are located in Bay 11.

Theweldediendicapiplateiis removed DY
thermal cutting.
P 1 -

‘Y

Applicable reference:
AWS D1.5 (02) Section 3.7.4: “The Engineer shall be notified before improperly fitted and welded members

are cut apart.”

'hz_ TL-15,Quality Assurance — Non-Conformance Report Poge [f' 2




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

Special Provisions 8-3: “The Engineer shall be notified immediately in writing when welding problems,
deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and
also the proposed repair procedures to correct them,”

Who discovered the problem:  Umesh D, Gaikwad

Name of individual from Contractor notified: You Yuan Mao
Time and method of notification: 1330, 05/12/ 10, Verbal

Name of Caltrans Engineer notified: Ken Lee

Time and method of notification: 800, 05/13/ 10, Verbal

QC Inspector's Name: Zhang Jiadi

Was QC Inspector aware of the problem: L] Yes[4] No
Contractor's proposal to correct the problem:

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 Skyler Guest, 15000422360, who represents the Office of

Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

h{_ TL-15,Quality Assurance -- Non-Conformarce Repart 2 Page2of 2




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
i igiogl kit des
HREPORT NO. #H &4 5 T787-MT-9763 DATEH#) 2010.06.10 PAGE OFHE 11 Revision No: 0
PROJECT NO. TSy CONTRACTOR: o
IB%S: 3 A A
oy st CALTRANS CONTRACT NO.:
04-0120F4
e TOWER(W) THIRD LIFTING I LRSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BH MRS B2 EFme BEERERN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT ##% MANUFACTURER #ili% 5 MODEL NO. #=4% SERIAL NO. #4435
[MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT AC
REAL A v R =k B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g g i) TR AR A PR
MATERIAL TO BE VWELDING #B#:4: : :
Material & thickness AT09M-345T2-Z
EXAMINED O CASTING %4
FoR Eop ol O FORGING 4&it EH, FERE 90/15
WE PROCESS OF JOIN
LDING SMAW i ¥ CORNNER-JOINT
pik ks e
WELD I.D DL ONTINI U ACCEPT REJECT REMARKS
P INDICATION e [FNCHNTY Ce ik P
it Fen
WSTL3-4K/K-35 ACC. 100%MT
WSTL3-4K/K-44 ACC. 100%MT
BLANK
7¢"NE BY;EﬁE REVIEWED BY #1#
L2+ Dl}é\ o h 2 A2 [ F.eobs [O
iLE LIl si J %% | DATERW LEVEL-I é’lGN | DATEA ]
SEIRE5E / QCM J\ Fi FCUSTOMER
/\ 7[ \AD, 154 le. &. [c

&< SIGN f Bl DATE % SIGN / B il DATE

(FORM# ZPQC-MTO01)




R

B5  No.

—— BIETEHmE " WPS-B-T-2132
GE_Z__Q T 3HA Period of validity

WELDING PROCEDURE SPECIFICATION
f FCM :2007.1~2010.1

NON-FCM :2007.1~2012.1

EHEASKM (Material specification)  ASTM A.709M Gr.345F2

RETHE (Welding process) 25424 CO2 AR IEFCAW)

FTEHM (Manual or machine or semi-auto ) . B3f(Semi-auto)

JREEAIE (Position of welding) BAEERF |

A& BEAREAF (Filler metal specification)~ AWS AS5.20 EREREEH-(Filler metal classification) E7IT|
WAELBIES (Filler metal brand)  Supercored 71H (D 1.4)

1B (Flux) N/A ' . i

RSk (Shielding gas)  100%CO2 JiE (Flowrate) = 18~25L/min

SRERSAE (Single or multiple pass ) 18 (Multiple Pass

BIMHBIN (Single or multiple are)  B3I( Single arc)

FREEHI (Welding current) HILDC) B (Polarity) R He(ER)

RAMHKE (Electrode extension) 20mm

PBREITM (Welding progression) NA

TRERALE (Root treatment) N/A _

BARTRAFIEEREE (Preheat and interpass temperature Min ) Ar“ o o “'”‘;;;%"5\7;“"““"“ — '
AR R (NON-FCM) 10°C_[T<20mm] 20°C [20mm<T<40mm] 65°C 140mm< T< 60mn 1HOT [60mm<T I
BT B9 42 B (FCM) 60C [T<20mn] 100C [20mn<T<40mh] 120C [4ons DHY ??;mﬁs MR 0pm <11
B RTHAAEEREE (Preheat and interpass temperature Max ) 13‘_(]@ _L} NOT APPROVED :

J& BB (Postheat temperature) N/A ; ’

RN (REEE) (Heat input) B|/Min)  1.54KJ/mm
A B IR (Maximum size of single pass) 7mm
BNEEFRER T (Minimum size of multiple pass) 10.5mm

B E T

_F’ursuani' io Section 5-1 02
0‘@9&;‘%}%@4@3 saRilations
e _tate of California
Dx;:s%ﬁ TMENT OF Tﬁ/lu\!SPOFH?B,TJDI\f

SILJ{EL:!; S;:g_&, Eace, 5 fjg.:,-r_g,.u

Sk bRl R
(Welding  procedure) el eprssentaive
| Date o dolrctan s |
) B ' T
RS | MA ()M Welding Current R -5
Pass No, Electrode Size | e B TN gl Travel Speed Joint  Detail
(mm) Amp(s) Volts (mm/min)
, . T1=T2=3"emm R=0~2mm -
l~n 14 280~350 28~32.5 182.6~442.4 > T21€

BEGFN R, HH T WPS HRIE B 3 B B R AT BT X
Refer to WPS parameters table to determine operating parameter to stay within the %— : }71-\ 4
heat input limir,

BT LRSI TR, A, WE )T T4, HMYE AASHTO/AWS D15 5 REEHI A9 L

(This procedure may vary due to fabrication sequence. fit-up, pass size, etc,, within the limitation of varia

ﬂ_% 'LT'%‘('RevisiDn Nao.) 2 j’th?&mmhorized by)_

LT EWEIR RS S PQR No ) HP2006107-10/HP2006] || M #8(Date ) [ —\: ——
<. - - =

® EWPS HO AASHTO/AWS D15 2002, Fl-FAfRE L4y, (

{This WPS is conformable with the current edition of AASHTO/AWS D15 2002, used far RRINGE crimtimee 1




)

ﬁ%ﬁﬁiﬁﬁgi—% B* #HE  No.
e = : WPS-B-T-2132
ZPMC SELECTED LIST OF WELDING
PARAMETER
PQR 4%: HP2006107-10 REF 5.12 BRHE AN E B WPS
PQR No. For WPS qualified to 5.12 For Méximum Heat Input
av | g BEREE | AdA
Amps | Vol Travel Spfaed Heat Input
(mm/min) | (KJ/mm)
T 3450 | 32.3 260.2 2.57
Average
E:'K‘El' 350.0 | 32.5
Maximum
Range
%?‘tﬁ 350.0 | 32.5 2.57
Maximum
J:ﬁ_d\{a 280.0 | 28.0 1.54
Minimum .
£ E 4+ WPS BESHEREE
WPS Parameters Table
MR B3 Amps
Volts 280.0 290.5 - 315.0 332.5 350.0
28.0 182.6 | 304.4 1941 323.4 -| 205.5 342.4 216.9 | 381.5 228.3 380.5
29.1 190.1 | 316.8 202.0 336.6 213.8 3564 | 2257 376.2 237.8 396.0
295 192.6 | 320.9 204.6 341.0 216.6 361.0 228.7 381.1 240.7 401.1
31.4 204.9 | 3416 217.7 362.9 230.6 | 384.3 243.4 405.8 '256.2 427.0
. 325 212.4 | 354.0 225.6 376.1 238.9 398.2 252.2 420.3 265.5 442 .4
v ' RBEE Travel Speed in mm/min

T WA 3154 712917, LR YT BB ER % 213, 8~356. 4mm/min.
EX3154X29. IVX Travel speed Range 213. 8"356. 4mm/imin.

R787-QCP-1602
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S5 No.

*—%"—%{‘I %ﬂ%& B* WPS-B-T-2133
=== =Lh WELDING PROCEDURE SPECIFICATION | T3 # Period of validity

FCM :2007.1~2010.1
NON-FCM :2007.1~2012.]

BT ARELE (Material specification)  ASTM A.709M Gr.345F2
W (Welding process) 2515424 CO2 [ERFETFECAW
F TEMH (Manual or machine orsemi-auto) ¢ §ZEh(Semi-auto
REME (Position of welding) L4283 _ .
AL BEAREM (Filler metal specification) - AWS A520 &L S {Filler metal classification) E71T-]
HAERIES (Filler metal brand)  Supercored 71H (D 1.4) '
B (Flux)  N/A ' i
RIS (Shielding gas)  100%CO2 _ JZE (Flow rate) 18~251./min
BRERZIZE (Singleor multiple pass) £ E(Multiple Pass) :
BME B (Single ormultiplearc)  £3l( Single arc)
PR (Welding current) Hi(DC Bl (Polarity) i (EP)

YR KB (Electrode extension) 20mm
PETT I (Welding progression) H_ LR (Vertical-up direction)
TREB4LIE (Root treatment) _N/A

RARTUAFE B (Preheat and interpass temperature Min) S e,
EMTBL AT B (NON-FCM)  10°C [T<20mm] 20°C [20mm<T<40mm] 65°C r@mc%%@ﬁ_ﬁai&p110“c [60mm<<T]
B 2 /5 B (FCM) 40'C [T<20mn] 65°C [20mn<T<40mu] 100C [40mn AFIRR6M0T) ALME) 1i8pmn<T]
B W FAFEEREE (Preheat and interpass temperature Max) 230°C 01 NOT APPROVED
J7i #RL BE (Postheat temperature)  N/A B r"- . ':;. )
AN (ZEER) (Heat input)  #&/NMin) 1.94KJ/mm - %#@Eﬂ 0 gbégllg:]]@s%ﬂg

. [ andara-Spethications
BABEEERTT (Maximun size of single pass ) 9mm _ J State of California

BDEZEBIBHERT (Minimum size of multiple pass) 11mm
B ETE

(Welding procedure)

DEPARTMENT OF FRANSPORTATION

| SlgnedSaun . 40y Soc ook Moccp
i Structurs Raprasantative

!
;

I P ' RECLEl S o 41—
| BUEE | gy Welding Current 1R 2R
Pass No. Electrode  Size '| 423 Amp(s) | 4 gk}- Travel Speed Joint  Detail
(mm) Volts (mm/min) | '

TI=T2=3"e=mm R=0~2mm
) 1~n 1.4. 182.6~223.2 23.9~275 101:6~124.2 >| 2|<

1l

YT g o = e — 1 ' v
HEREBSTIIU S, 11 A wes HREE S [ o £ B e R ] -
Refer to WPS parameters table lo determine operating parameter to stay within the heat %\%}T\ iy

input limit.

BT E W LA S TR, S, IR RTEI4E4k, {HNAE AASHTO/AWS D1 3 s mENHOO L E IR Y py L
(This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of varia le;g:/i\
{g-LT_E‘%(RcViSiDH No.) 2 . thj?ﬁémuthorizad by) j
TEREIERES ror No.) HP2006118/HP20061 12 H#A(Date) H{Q:;:mj_’)_-_f::;lf?_ﬁ

®AWPS 0 AASHTO/AWS D1.5 2002, T R . '
(This WPS is conformable with the current edition of AASHTO/AWS N1 52009 nesd fre RD rhAs . .




; % * g,?"%‘" No.
PR ﬁ%%%ﬁﬁ% ® B WPS-B-T-2133
(ZPMC ] SELECTED LIST OF WELDING
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BREEEE | 2 '
B i Travel Speed | Heat Input
AR | (KJimm)
T 2029 | 257 112.9 277
Average
mE
Range
ﬁ?{{ﬁ 2232 | 275 124.2 3.05
Maximum :
:‘%/j\{ﬁ [ 182.6 | 23.9 101.6 - 1.94
Minimum
‘ L1V E &5 B WPS BRESYTER
WPS Parameters Table
W - ELJE Amps
Volts 182.6 192.7 202.9 213.0 223.2
23.9 101.6 | 124.2 101.6 124.2 101.6 124.2 101.6 124.2 105.0 1242
248 101.6 | 124.2 101.6 124.2 101.6 124.2 104.0 124.2 109.0 124.2
251 101.6 | 124.2 101.6 124.2 101.6 124.2 105.3 124.2 110.3 124.2
26.6 101.6 | 124.2 101.6° 124.2 1086.3 124.2 111.6 124.2 116.9 124.2
27.5 101.6 | 124.2 104.4 1242 109.9 124.2 115.3 124.2 120.8 124.2
_BEEE Travel Speed in mm/min
A I 202.94 71 26,6V, i%i%sbéﬂﬁ%ﬁ%ﬁﬁ%ﬁ@ﬁiﬁ%&iﬁgﬁﬁzﬁbb10a3~124zmnuhﬁn
EX202.94X 26, 6V.X Trave] speed Kange 106. 37124 Zmm/min,

)

R787-QCP-1602

Li

i1

Pursuant io Saction 5-1 g2

ndard

itha Q% T "
Hig 3 eCHicalons

15y

M APPROVED

APPROVED AS NOTED

NOT APPROVED

12 28N
=y

145

'.'::H r‘:! g

-

AANSED

slalg of California

I

* (A uthorized By): ]
N

H #(Date). @7&7,5’-/0

80A




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-000739
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  30-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0695

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:  12-May-2010

Description of Non-Conformance:

During random in process verification of West Tower lift 3, Catltrans Quality Assurance (QA) discovered the
following issues:

- The welded end cap plate of B/C and C/D corner diagonal stiffener of West Tower lift 3 (top) has been
removed by thermal cutting without notifying the engineer.

- Asper AWS D1.5, section 3.7.5; The Engineer shall be notified before improperly fitted and welded
members are cut apart.

- The green tag has been previously issued for this member.

- The members are located in Bay 11.

Contractor's proposal to correct the problem:

ZPMC to provide the documents of the repair required in the NCR and subsequent NDT reports to show the
areas affected comply with Contract requirements. Asthisis not a consistent issue in the Tower, ZPMC QA is
confident that this non-conformance will not happen in future.

Corrective action taken:

ZPMC provided the NDT reports confirming the re-welded areas are acceptable. The production team and QC
personnel have been educated not to allow similar incidents to happen in future.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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 , who represents the Office of Structural Materials for
your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer
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