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-000736
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0699

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Crossbeam 14 Bottom Panel

Procedural [ Procedural [J Description:

Reference Description: ZPMC performed Heat Straightening without prior Engineer's approval and without
following the ZPMC internal HSR1 document

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of crossbeam CB14, this

QA inspector observed the following issue:

-ZPMC personnel performed heat straightening to the bottom panels BP203A and BP201A in Crossbeam 14.
-ZPMC personnel did not follow the heat straightening report presented by ZPMC Quality Control (QC) on site.
According to ZPMC Heat Straightening Record (HSR) identified as HSR1 (B)-8472, the straightening would
be performed using an oxygen/acetylene torch. ZPMC personnel were straightening the material using heat and
a hand operated winch (come-along) attached to aweight placed on some timber on the ground. The amount of
pull down force being applied is not known. Also, the use of the come-along and weight or any other
mechanical forceis not mentioned in the HSR.

-The out of flatness was measured to 16mm per 1000mm, which requires a HSR with prior Engineer’s approval.

-The bottom panel of the crossbeam isidentified as Seismic Performance Critical Member (SPCM).
-Bottom panel material thicknessis 12mm.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:
Proceduresin ZPMC Heat Straightening Record (HSR) HSR1(B)-8472

Special Provisions Section 8-3: “For material less than or equal to 16mm, the Contractor shall not heat
straighten members more than 6 in 1000 without prior approval of the Engineer... The Engineer shall be
notified immediately when weld distortion occurs that cannot be corrected using the standard procedures for
heat straightening submitted in the WQCP. Request to heat straighten shall be in writing and include. 1)
sketches of each distorted member showing the dimensions, length of weld, out of tolerance values, and
locations where heat will be applied. 2) estimate of the number of applications of heat to bring the material
back into conformance, and 3) explanation of how distortion control procedures will be modified and improved.
The contractor shall allow 5 days to review these procedures. No remedial work shall begin until the repair
procedures are approved in writing by the Engineer.”

Who discovered the problem:  Shailesh Wadkar

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 15:30 5/18/10 Verbal

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 18:00 5/18/10 Email

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: L] Yesl4 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.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 19-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: 05.03.06-000694
Subject: NCR No. ZPMC-0699

Reference Description:  ZPMC performed Heat Straightening without prior Engineer's approval and without following the ZPMC internal HSR1 document

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: Xbeam Lift: 10
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of crossbeam CB14, this QA inspector observed the
following issue:

-ZPMC personnel performed heat straightening to the bottom panels BP203A and BP201A in Crossheam 14.
-ZPMC personnel did not follow the heat straightening report presented by ZPMC Quality Control (QC) on site. According to ZPMC
Heat Straightening Record (HSR) identified as HSR1 (B)-8472, the straightening would be performed using an oxygen/acetylene torch.
ZPMC personnel were straightening the material using heat and a hand operated winch (come-along) attached to aweight placed on
some timber on the ground. The amount of pull down force being applied is not known. Also, the use of the come-along and weight or
any other mechanical forceis not mentioned in the HSR.
-The out of flathess was measured to 16mm per 12000mm, which requires a HSR with prior Engineer’ s approval.
-The bottom panel of the crossbeam is identified as Seismic Performance Critical Member (SPCM).
-Bottom panel material thicknessis 12mm.

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: Sean Eagen Transportation Engineer
Attachments: ZPMC-0699

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

Y/ 05.03.06-000694,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: 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-000697 Rev: 00
Ref: 05.03.06-000694

Subject:  NCR No. ZPMC-0699

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide a revised HASR to show the work that was performed. Also provide the NDT done after to show
that affected welds are acceptable.

ZPMC will provide a revised HASR to show the work that was performed. Also provide the NDT done after to show that affected welds are
acceptable. Based on this proposal ZPMC requests that this NCR be approved, with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000697R00

Caltrans' comments: Status: AAP
Date: 14-Jun-2010

This proposed resolution is accepted, action pending. Please provide an HSR showing the work that was performed and NDT results for these
welds upon completion of heat straightening.

Submitted by:  Eagen, Sean Date: 14-Jun-2010
Attachment(s):
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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: 27-Aug-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-000697 Rev: 01
Ref: 05.03.06-000694

Subject:  NCR No. ZPMC-0699

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing the revised heat straightening report to show work being done at the time the NCR was written.

ZPMC is providing the revised heat straightening report to show work being done at the time the NCR was written. In addition, ZPMC is
providing NDT of the affected welds to show the welds are acceptable after heat straightening. Based on this ZPMC requests closure of this
NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000697R01;

Caltrans' comments: Status: REJ
Date: 31-Aug-2010

The revised heat straightening report detailed the methods used during repairs. The NDT is acceptable. However, the report should have
been submitted for Engineer's approval in the first place. In addition, the quality management issue has not been addressed.

Submitted by:  Woo, Laraine Date: 31-Aug-2010
Attachment(s):
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E'E:_!B No. B-852
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-08-27
REGARDING: NCR-000736(ZPMC-0699)

ZPMC is providing the revised HSR1 shows the performed work. And based on the attached NDT
records, ZPMC is requesting closure of this NCR.

ATTACHMENT:
N CR-000736(ZPMC-0699)
HSRI(B)-8472 R3
B787-MT-24818

by =
(A v



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

Gftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
Tao: AMERICAN BRIDGE/FLUOR, A JV Date: 19-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: 05.03.06-000694
Subject: NCR No. ZPMC-0699

Reference Description:  ZPMC performed Heat Straightening without prior Engineer's approval and without following the ZPMC internal HSR1 document

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.
[J Non-Conformance Resolved.
Material Location: Xbeam Lift: 10
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of crossbeam CB14, this QA inspector observed the

following issue:

-ZPMC personnel performed heat straightening to the bottom panels BP203A and BP201A in Crossbeam 14,
-ZPMC personnel did not follow the heat straightening report presented by ZPMC Quality Control (QC) on site. According to ZPMC
Heat Straightening Record (HSR) identified as HSR1 (B)-8472, the straightening would be performed using an oxygen/acetylene torch.
ZPMC personnel were straightening the material using heat and a hand operated winch (come-along) attached to a weight placed on
some timber on the ground. The amount of pull down force being applied is not known. Also, the use of the come-along and weight or
any other mechanical force is not mentioned in the HSR.
~The out of {latness was measured to 16mm per 1000mm, which requires a HSR with prior Engineer’s approval.
-The bottom panel of the crossbeam is identified as Seismic Performance Critical Member (SPCM).
-Bottom panel material thickness is 12mm.

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: Sean Eagen Transportation Engineer
Attachments: ZPMC-0699

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

N 0s.03.06000604nCT . Pagelof I



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 e

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Va]lEjD, CA 94592-1133 Fl]e #: 69.258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000736
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0699

Type of problem:

Welding [0 Concrete [J Other

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

Joint fit-up [] Coating [J Other Il Component: Crossbeam 14 Bottom Panel

Procedural [] Procedural [J Description:

Reference Description: ZPMC performed Heat Straightening without prior Engineer's approval and without
following the ZPMC internal HSR1 document

Description of Non-Conformance: ,

During Quality Assurance (QA) random in-process observations of the fabrication of crossbeam CB14, this

QA inspector observed the following issue:

-ZPMC personnel performed heat straightening to the bottom panels BP203A and BP201A in Crossbeam 14.
-ZPMC personnel did not follow the heat straightening report presented by ZPMC Quality Control (QC) on site.
According to ZPMC Heat Straightening Record (HSR) identified as HSR1 (B)-8472, the straightening would
be performed using an oxygen/acetylene torch. ZPMC personnel were straightening the material using heat and
a hand operated winch (come-along) attached to a weight placed on some timber on the ground. The amount of
pull down force being applied is not known. Also, the use of the come-along and weight or any other
mechanical force is not mentioned in the HSR.

-The out of flatness was measured to 16mm per 1000mm, which requires a HSR with prior Engineer’s approval.

-The bottom panel of the crossbeam is identified as Seismic Performance Critical Member (SPCM).
-Bottom panel material thickness is 12mm.

‘11/1. TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )
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Applicable reference:
Procedures in ZPMC Heat Straightening Record (HSR) HSR1(B)-8472

Special Provisions Section 8-3: “For material less than or equal to 16mm, the Contractor shall not heat

straighten members more than 6 in 1000 without prior approval of the Engineer... The Engineer shall be

notified immediately when weld distortion occurs that cannot be corrected using the standard procedures for
heat straightening submitted in the WQCP. Request to heat straighten shall be in writing and include. 1)
sketches of each distorted member showing the dimensions, length of weld, out of tolerance values, and
locations where heat will be applied. 2) estimate of the number of applications of heat to bring the material
back into conformance, and 3) explanation of how distortion control procedures will be modified and improved.
The contractor shall allow 5 days to review these procedures. No remedial work shall begin until the repair
procedures are approved in writing by the Engineer.”

Who discovered the problem:  Shailesh Wadkar

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 15:30_5/18/10_Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 18:00_5/18/10 Email

QC Inspector's Name: Wang Lu

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

Contractor's proposal to correct the problem:

N/A

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

purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the

Office of Structural Materials for your project.

Inspected By:  Tsang,Eric SMR
Reviewed By: Wahbeh,Mazen SMR

fﬁ?ﬁ TL-15,Quality Assurance — Non-Conformance Report Page 2of 2



' REE Record# HSR1(B)-8472
%I &“E ﬁﬁ. J& 75 Revision # 3

Heat Straightening Record(HSRI1) A#Date [2010.08.27
SN ACHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 THEEEIOBE: ZPO6-787
HECAssembly:; S # /Quality Control Representative
#i%% Sub-Assembly: M e ﬂ'}'] (e
ZRGird: CB14 ﬁﬁjﬁ?ﬁﬂ_ﬁbualﬂy Assurance Manager~Approval
HETower: N/A / f:,,, / e,
15 4% 5 Weld No: 043~052,147,165
15454 5 5 Weld Map No: CB202C-014 |
1§ 72 Description of Condition
Causeli[H Welding distortion /52015

Type of Defectik [T Welding disfortion BE%IE

Inspection MethodBi & 7%  Visual H s

£ & 77 % Disposition

BTG EE /7 2 (Defect Removal Method):  Flame Straightening by oxygen acetylene 32 H1 2, 2 Jedb 17 Be K.

Afler finishing heat straightening, the weld of the heat area shall perform NDT according to the

J54:NDE(Post-Removal NDE): approved shop drawing #AE, A ESEERTHEMEREINDT 3.
Control current . voltage and weld speed according to relevant WPS. If hecessary anti-deformation
£ IEH5 ifi(Corrective Action(s)): or hold down device can be added . ft#5#7A7HI WPS FIEREHIHI, BETEETE. &L,
AT/ R 2TE (R T RVIE .

SEHE Ik ¥ (Number of application):1~3
i v B (Maximum temprature):<600°C

#7# Sketch
12200
1944 A 2800 BT 3000 2800 1944
i [ <o
A /G—
A | e
A <
_ia | <>
ta = <
_ta S -
a ) Z L]
ta == S [~
= =
BB

is]

1 1 I Eramscamg |

| Il T1=14 1l ] I =5 lll

A—A é
chain_fall
321/ outforce /
cqunterweight
E o HAEFEHS M.
NOTE: the max deformation is about 5mm. A g_ P“m 3@{0 OX I,J
***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach™*
i i Inspector: ™ X7 % 5 Signature: o oG
CWi# o] o9
Il 282 F5 NDE Certification; "Level Il 1 Closing Date: oo 7 . '/i
s
Jit£¥QC Manager Lq/l/{ v L\f‘ % F iReview Date: ‘1,{' \Xk l \g

Note: All repair work shall be performed in accardérce with applicable CALTRANS approved procedures, conlract specifications and AWS D1.5 2002,

#R787-QCP-1101

I L P



{
@ REPORT OF MAGNETICU PARTICLE EXAMINATION
BRY R A3 45
REPORT NO. #4452 B787-MT-24818 DATEH 2010.07.26 PAGE OF®E 114 Revision No: 0
PROJECT NO. _ CONTRACTOR:
ZP06-787 CALTRANS
TEREE: i iR
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
04-0120F4
RN STRUT FLOOR BEAM M TS
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
R HERIRR BFES BB ER MM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT % MANUFACTURER #ii#7 MODEL NO. #3475 SERIAL NO. #4432
IMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
AL T i B Hif
70~150mm
I g AEil) TRt RS (] pE
MATERIAL TO BE VWELDING 15444 i i
Material & thickness A709M-345F2-X
EXAMINED I CASTING %4 R, T EE
By FE O FORGING i 12M12M4mm
WELDING PROCESS TYPE OF JOINT
SMAW/ECAW T-JOINT
e Pt i)
DISCONTINUITY A if &k
WELD I.D. el ACCEPT REJECT REMARKS
fssys INDICATION TYPE 14 %% el %5
#*n
CB202G-041-053 ACC 100%MT
CB202G-041-054 ACC 100%MT
CB202G-041-055 ACC 100%MT
CB202G-041-056 ACC 100%MT
CB202G-041-057 ACC 100%MT
CB202G-041-058 ACC 100%MT
CB202G-041-059 ACC 100%MT
CB202G-041-060 ACC 100%MT
CB202G-041-061 ACC 100%MT
CB202G-041-062 ACC 100%MT
CB202G-041-148 ACC 100%MT
CB202G-041-166 ACC 100%MT
CB202G-041-043 ACC 100%MT
CB202G-041-044 ACC 100%MT
EXAMINED BY4; REVIEWED BY fi#
_Ding A cheng ’DIM 0. vt LM/W/ A 2-0(0 ~7 V (7
LEVEL-Il SIGN&Z | D:&TEH;UJ LEVEL-II SJGHI ! DATEHM
JEitEE / Qem F A CUSTOMER
555 SIGN / H ¥ DATE 47 SIGN/ Bl DATE

(FORM# ZPQC-MT01)




(ZPMc>

REPORT OF MAGNETIC PARTICLE EXAMINATION

3 SIGN / B DATE

g g R UEi =
REPORT NO. %45 B787-MT-24818 DATEE I 2010.07.26 PAGE OFJIg 2/4 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEEE: ik
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
04-0120F4
A= STRUT FLOOR BEAM I TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BNV L HZiRE BEFHg R ER YN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ;2010
EQUIPMENT ##% MANUFACTURER 3% MODEL NO. BX45 SERIAL NO, E4:455
MT YOKE PARKER B310S 5395 5617 5620
HMAGNElelNG METHOD Continuous magneﬂc yoke CURRENT
AC
=2 i 12 T wrE e B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g el FRiH 4 A B
|MATERIAL TO BE Y WELDING 1584k i
Material & thickness A709M-345F2-X
EXAMINED O CASTING #4 B+, B
e LEa O FORGING 3% 12/12[14mm
WELDING PROCESS TYPE OF JOINT
FCAW/SMAW T-JOINT
FREE T i AR
1 DISCONTINUITY A~ &4 i - PE—
WELD |.D. —— Al R MA
froprye INDICATION TYPE i R e i
CB202G-041-045 ACC 100%MT
CB202G-041-046 ACC 100%MT
CB202G-041-047 = ACC 100%MT
CB202G-041-048 ACC 100%MT
CB202G-041-049 ACC 100%MT
CB202G-041-050 ACC LOO%MT
CB202G-041-051 ACC 100%MT
CB202G-041-052 ACC 100%MT
CB202G-041-147 ACC 100%MT
CB202G-041-165 ACC 100%MT
CB202G-044-053 ACC 100%MT
CB202G-044-054 ACC 100%MT
CB202G-044-055 ACC 100%MT
CB202G-044-056 ACC 100%MT
EXAMINED BY 4% REVIEWED BY #
_Ding A cheng, Bi\ﬂ El Qzéé;y_vz[ WZV._l.vé Wmﬂ Wi / W’[‘”u—z. y% (7
LEVEL-ll SIGN#%4 | DATERM LEVEL-lI SI&N ! DATEHA
FERE / QeMm Fi FCUSTOMER

%< SIGN/ Bill DATE

(FORM# ZPQC-MTO01)




(ZBPMc

REPORT OF MZ-LGI\TE'I‘ICE PARTICLE EXAMINATION

£ SIGN / Hiif DATE

AR TR 45
REPORT NO. ##45 435 B787-MT-24818 DATEH i 2010.07.26 PAGE OFJ{f43/4 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
IRES: A P
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
; 04-0120F4
mE. STRUT FLOOR BEAM M TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMTED BERiFE BFS BB EA R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28°7 ,2010
EQUIPMENT # % MANUFACTURER #i%4#§ MODEL NO. #X4 5 SERIAL NO. ¥#4ige
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD ccntinuous magnetic yoke CURRENT
AC
B4k BEE R sk B
PARTICLE TYPE Dry magnet powder - YOKE SPACING
70~150mm
iz i) TH® RS
MATERIAL TO BE v WELDING #2344 i i
Material & thickness AT09M-345F2-X
EXAMINED O CASTING %1 2, LAE
R FFE O FORGING Eifs 12M12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW/SMAW T-JOINT
RS P i)
P DISCONTINUITY At a4k T -
ELD I.D. ACCEPT REMARKS
ks 8 INDICATION TYPE LENGEJ{N B 154 L
i Eciv]
CB202G-044-057 ACC 100%MT
CB202G-044-058 ACC 100%MT
CB202G-044-059 : ACC 100%MT
CB202G-044-060 ACC T00%MT
CB202G-044-061 ACC 100%MT
CB202G-044-062 ACC 100%MT
CB202G-044-148 ACC 100%MT
CB202G-044-166 ACC 100%MT
CB202G-044-043 ACC 100%MT
CB202G-044-044 ACC 100%MT
CB202G-044-045 ACC 100%MT
CB202G-044-046 ACC 100%MT
CB202G-044-047 ACC 100%MT
CB202G-044-048 ACC 100%MT
EXAMINED BYX# REVIEWED BY #7#% : é
_Ding A cheng W)y '\/ND'TJ/G Werr 4 ev ’)/‘”‘"7‘1"
ILEVEL-1 sieNZ4%& 1 VDATERM LEVEL-I  SIéR !/ DATERH
RIS / QCM JA P CUSTOMER

%< SIGN/ Hill DATE

(FORM# ZPQC-MTO1)




(ZPMc

B R AR 5

REPORT OF MAGNETId PARTICLE EXAMINATION

REPORT NO. %42 B787-MT-24818

DATEH M 2010.07.26

PAGE OFTiiZ4/4

Revision No: 0

PROJECT NO. CONTRACTOR:
. ZP06-787 CALTRANS
TERES: Jii
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
il 04-0120F4
me. STRUT FLOOR BEAM M TR %S
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
SR R BRF&S R EH R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #% MANUFACTURER 75 MODEL NO. #2455 SERIAL NO. #i4E
MT YOKE PARKER B310S 5395 5617 5620
MAGNET'ZING METHOD Confinuous magnet]c yoke CURRENT
AC
AL Rk 26
—~ mm
Ry FREE F 4R (] R
MATERIAL TO BE v WELDING 84 i
; Material & thickness A709M-345F2-X
EXAMINED O CASTING %4 1B+, L RE
Lkl ke =] O FORGING it 12/12/14mm
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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: 07-Sep-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-000697 Rev: 02
Ref: 05.03.06-000694

Subject: NCR No. ZPMC-0699

Contractor's Proposed Resolution:

Reference Resolution: ZPMC QA along with ABFJV QA will continue to reinforce the importance to all inspectors of ensuring that the
proper documents are on hand during repairs.

ZPMC QA along with ABFJV QA will continue to reinforce the importance to all inspectors of ensuring that the proper documents are on hand
during repairs. In addition to refresher classes, ZPMC and ABFJV are tracking inspector performance in these areas for additional instruction if
necessary. Itis understood that heat straightening requests should be approved by the Engineer prior to commencement of work. Based on
these actions, and previously submitted NDT documentation to show that the heat straightening did not damage the affected welds ZPMC
requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000697R02

Caltrans' comments: Status: CLO
Date: 14-Sep-2010

The proposed resolution is acceptable. This NCR is considered closed.

Submitted by:  Woo, Laraine Date: 14-Sep-2010
Attachment(s):
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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-000766
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  14-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0699

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:  18-May-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of crossbeam CB14, this
QA inspector observed the following issue:

-ZPMC personnel performed heat straightening to the bottom panels BP203A and BP201A in Crossbeam 14.
-ZPMC personnel did not follow the heat straightening report presented by ZPMC Quality Control (QC) on site.
According to ZPMC Heat Straightening Record (HSR) identified as HSR1 (B)-8472, the straightening would
be performed using an oxygen/acetylene torch. ZPMC personnel were straightening the material using heat and
a hand operated winch (come-along) attached to aweight placed on some timber on the ground. The amount of
pull down force being applied is not known. Also, the use of the come-along and weight or any other
mechanical forceis not mentioned in the HSR.

-The out of flathess was measured to 16mm per 1000mm, which requires a HSR with prior Engineer’ s approval.

-The bottom panel of the crossbeam is identified as Seismic Performance Critical Member (SPCM).

-Bottom panel material thicknessis 12mm.

Contractor's proposal to correct the problem:

Provide a corrected version of the HSR1 detailing the heat straightening that was performed in the field and
perform NDT required to verify weld quality.

Corrective action taken:

Contractor has made the appropriate changes to the HSR used on site detailing the work which was actually
performed and has submitted subsequent NDT reports verifying the affected welds meet Contract weld quality
requirements.

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, 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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