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-000737
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 20-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0700

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Traveler Rail

Procedural [ Procedural [J Description:

Reference Description: Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up
Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Ralls, this QA inspector discovered the following issues:

-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness
build-up.

-The work prescribed above was performed without prior Engineer’s approval.

-The affected Traveler Rails areidentified as: 10TR3-006 and 10TR2-004.

-Therepair areais|ocated on the Traveler Rail flanges.

-Welding process used was Shielded Metal Arc Welding (SMAW).

-The materia is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 7.
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10TR2-004. [
| b
i

Buttering/surf8
performed ar
appx.45 mm

g ace butldup
grmed dreas on thp

- ,'.:T:Iu-.. =20

) TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

Bay#7.Traveler Rail(TR).
10TRZ-004.

flange surface.

Welder is pe rforrnin'ﬁ surfate buildup
by using SMAW welding Pre€ess on
TR flange surfacel

2010/05/20 09:50

Bay#7.Traveler Rail(TR). Bay#T.Traveler Rail(TR).
10TR3-006. 10TR2-004.

Buttering/surface buildup with weld | ring '_ face b p with weld
performed on TR flange surface appx.40 mm in witth. 12 perforn o R{Ial'm appx.45 mm in width.
2010/05/20 10:14 Bhe £yl 2010/05/20 10:11

Applicablereference:

AWS D1.5 2002 section 3.1.5 — “Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002 section 3.4.3 —“The Contractor shall prepare awelding sequence for a member or structure
which, in conjunction with the WPSs and overall fabrication methods, will produce members or structures
meeting the quality regquirements specified. The welding sequence and distortion control program shall be
submitted to the Engineer, for information and comment, before the start of welding on a member or structure
in which shrinkage or distortion is likely to affect the adequacy of the member or structure.”

Who discovered the problem:  Surendra Prabhu
Name of individual from Contractor notified: Mike Williams
Time and method of notification: 15:00 05/20/10 Email

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 15:15 5/20/10 Verbal

QC Inspector's Name: Wang Li Yang

Was QC Inspector awar e of the problem: [] Yeslvl 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

N7 TL-15Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 21-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: 05.03.06-000695
Subject: NCR No. ZPMC-0700

Reference Description:  Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up

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: 10
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG) Traveler Rails, this QA
inspector discovered the following issues:
-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness build-up.
-The work prescribed above was performed without prior Engineer’ s approval.
-The affected Traveler Rails are identified as: 10TR3-006 and 10TR2-004.
-Therepair areais located on the Traveler Rail flanges.
-Welding process used was Shielded Metal Arc Welding (SMAW).
-The material is A709 Grade 345.
-OBG Traveler Rails are located inthe Bay 7.
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-0700

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

ol " 05.03.06-000695,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: 24-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-000674 Rev: 00
Ref: 05.03.06-000695

Subject:  NCR No. ZPMC-0700

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the CWR for the work observed by the CT inspector. To remind ZPMC’s QC and Production
departments the QA department has written an internal NCR.

ZPMC is providing the CWR for the work observed by the CT inspector. To remind ZPMC'’s QC and Production departments the QA
department has written an internal NCR. ZPMC requests that this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000674R00;

Caltrans' comments: Status: REJ
Date: 30-May-2010

The CWR provided with this NPR pertains to buttering to accomodate shinkage in terms of the overall length of the traveler rail and not the
thickness of the flange as noted in the NCR. Please provide a CWR applicable to the condition noted in the NCR.

Submitted by:  Eagen, Sean Date: 30-May-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-771
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-24
REGARDING: NCR-000737(ZPMC-0700)

ZPMC had an approved CWR on this issue, a misunderstanding occurred to this inspector. ZPMC
QA personnel has written an internal note to ZPMC production & quality departments emphasized
the requirement of the present of WRR & CWR prior to welding. Based on this, ZPMC is
providing the CWR and is requesting closure of this NCR.

ATTACHMENT:
NCR-000737(ZPMC-0700)
B-CWR1100

Loy 2
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

&ftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUQR, A JV Date: 21-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: 05.03.06-000695
Subject: 'NCR No. ZPMC-0700

Reference Description:  Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up

The attached Non-Conformance Report describes an oceurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in eonformance 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: 10
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG) Traveler Rails, this QA
inspector discovered the following issues:
-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness build-up.
-The work prescribed above was performed without prior Engineer’s approval.
-The affected Traveler Rails are identified as: 10TR3-006 and [0TR2-004.
-The repair area is located on the Traveler Rail flanges.
-Welding process used was Shielded Metal Arc Welding (SMAW).
-The material is A709 Grade 345.
-OBG Traveler Rails are located in the Bay 7.
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-0700

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

B7. 05.03.06-000695nCT Page 1 of 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 CN i

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 File # 69958

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000737
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0700

Type of problem:

Welding (0 Concrete [ Other

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

Joint fit-up [] Coating (1 Other Ll Component: OBG Traveler Rail

Procedural [] Procedural (] Description:

Reference Description: Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up
Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Rails, this QA inspector discovered the following issues:

-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness
build-up.

-The work prescribed above was performed without prior Engineer’s approval.

-The affected Traveler Rails are identified as: 10TR3-006 and 10TR2-004.

-The repair area is located on the Traveler Rail flanges.

-Welding process used was Shielded Metal Arc Welding (SMAW).

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 7.

Pl
Bay#7.Travelor Rai ﬁ;&, ;

10TR2-004.

’Eﬁz TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 3 )

Bay#7-Travelor RAIER).

flange surface.

Welder is perform
by using SMAW

“ Bay#7.Traveler Rail{TR).
10TR2-004.

Bay#7.Traveler Rail{TR}.
10TR3-006. e

Applicable reference:

AWS D1.5 2002 section 3.1.5 — “Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002 section 3.4.3 — “The Contractor shall prepare a welding sequence for a member or structure
which, in conjunction with the WPSs and overall fabrication methods, will produce members or structures
meeting the quality requirements specified. The welding sequence and distortion control program shall be
submitted to the Engineer, for information and comment, before the start of welding on a member or structure
in which shrinkage or distortion is likely to affect the adequacy of the member or structure.”

Who discovered the problem:  Surendra Prabhu
Name of individual from Contractor notified: Mike Williams
Time and method of notification: 15:00 05/20/ 10_Email

‘;ﬁk_ TL-13,Quality Assurance - Non-Conformance Report Page 2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 15 :15_5/20/10_Verbal

QC Inspector's Name: Wang Li Yang

Was QC Inspector aware of the problem: [1 Yes[v] 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

‘h-?_ TL-15,0uality Assurance -- Non-Conformance Report Page 3 of 3
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T Critical Welding Repair Report (CWR) 0
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Project Name SFOBB Drawing No TR10.11 B-CWR1100
il 04-0120F4
Contract No.: YramiT A BN IH 5
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Description of welding disconfinuity:

AMEZHI AP R ITE R E = » Z#E10TR1(005.007.009.012.014).10TR2(003.004.006.007.008.02
1).10TR3(003.004.006.026). 11TR1(O16). 11TR3(005.006.007.008.010.011.012.013.017.018.020.021.02
2.025). 23014 X LB R T B MR 445 15-27mm, & s Lik A7 i 3 42

Maintenance travel way fabricated by work team: Zhen Xizhi, part No, 10TR1 (005.007.009.012.01
4).10TR2(003.004.006.007.008.021).10TR3(003.004.006. 026). 11TR1 (016). 11TR3 (005.006.007.009.0
10.011.012.013.017.018.020.021.022.025). the size was 15-27mm shorter than drawing reguirement a
 fter welding and needed to build up.
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#ER (Inspector) : __cui B Jf(Date) : 2010-1-16
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Draft of welding discontinuity:
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Perform buttering on flanges prior to buttering web.

QC and a Lead CWI shall be present, direct and supervise all grinding and wel

N

ding operations during this repair to ensure the repair is per the disposition requ

irements

w

QC and a Lead CWI shall have an approved copy of the CWR in hand prior to

the repair.

B

Prepare excavation according to the approved repair WPS.
5. Clean area and perform 100%VT.

8. Add steel backing . preheat and weld according to the relevant repair WPS.

~

Remove the steel backing and grind the weld flush with around metal;

o

Perform VT, MT and UT over 100% of the repair area.

o ‘31-3,5

~
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Critical Welding Repair Report (CWR)

B3 Rev, No.

0

B A e 5 RAfE
Projmecl Name ik Gl TR10.11 Report No. B-CWR1100
SFOBB Drawing No.
=1 A 2. P :
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s ltems Namea MelmanRisE ey Report No.of NDT NA
Project No.: 2P06-787 & Wey
# iE 57k

Corrective action fo prevent re occurrence;

1. EAZEERNNE. Roaz,

1. Enhance supervision in process of welding to reduce error.

2 I¥ i ¥ A.(Foreman): Mﬂ"ﬁwﬁﬂéﬂ;‘w(mate); 1ofo. 2~

2REIIWPSEHE S

WPS-345-SMAW- 1
G(1F)-Repair
WPS8-345-FCAW- 1

G(1F)-Repair IER y ; .
Repair WPS No. WPS-345-SMAW- 2 | technologist vapojj Ket
G(2F)-Repair 5__
WPS-345-FCAW-2 D
G(2F)-Repair s
B (B) fmNEE e ol
Preheat temperature Description
before gouging of discontinuity
Inspection Preheat temperature
before welding before welding
IR BR ) i a5k
Max. depth of gouging Total length of gouging
BT B B
welder welding type position
R W BEmE B &
Current Voltage Speed
BEEREHRE '
Inspection After repairing:
) BE 7 5
AR E Inspector Date
VT result
NDTH # B 5 B M
NDT result NDT person Date
HAE -
' Wilness/Review:
| £ E :
: Remark :
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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
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000674 Rev: 01
Ref: 05.03.06-000695

Subject:  NCR No. ZPMC-0700

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing a revised weld repair report which includes the weld build up on the flange of the traveler rail.

ZPMC is providing a revised weld repair report which includes the weld build up on the flange of the traveler rail. Included is the NDT
performed after the repair to show that the repair was free of defect. Based on these documents and previously submitted responses ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000674R01;

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

The CWR mentioned in the proposed resolution was returned for correction. Please resubmit once the CWR has been approved.

Submitted by:  Woo, Laraine Date: 31-Aug-2010

Attachment(s):

‘E}' Page 1 of 1



@ No. B-853
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-8-27
REGARDING: NCR-000737(ZPMC-0700)

The revised CWR, B-CWRI1100 RO-] has been submitted 1o department for review, what shows
all the affected area with buttering in NCR. ZPMC is providing the NDT records show these area
has been tested to be acceplable. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-D00737(ZPMC-0700)
B-CWR1100 RO-1
B787-UT-12376
B787-UT-12377
B787-UT-12378
B787-UT-12379
B787-MT-22107
B787-MT-22108
B787-MT-22109
B787-MT-22110

~ L

g[ (e



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing lsland
Shanghal 201943 PR China

@aftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
Ta: AMERICAN BRIDGEFLUOR, A JV Date: 21-May-2010
375 BURMA ROAD
OAKLAND CA 95607 Cuontract No: 04-0120F4
(4-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Joh Name: SAS Supersiniciure
Attention: Mr. Thomas Nilsson  Praject/Fabrication Manager Document Moz 05.03.06-000695
Subjeet: MWCR No. ZPMC-0700

Reference Description:  Buhiering of the flange surfuces of 2 Traveler Rails for thickness buitd-up

The attached Non-Conformance Report describes an occurrence where the eontractor did not comply with o requirement of the contract document as
mdicated balow:
Material or Workmanship not in conformance with contraet documents,
Quality Control (QC) not perfarmed in conformence with contract documents,
O Recumng QC issue that eonstitutes 2 systcamtic problem n quality control,
] Non-Conformance Resolved.
Material Location: 0BG Lift: 10
Remurks:
During the Quality Assurance (QA) randam in-process visual inspection of Onhotropc Box Girder (0BG) Traveler Rails, this OA
inspector discovered the following issues;
-£PMC welding personnel were buttering (build up weld) on the exinting base metnl surfoces for thickness build-up.
~The work prescribed above was performed without prior Engineer's approval,
~The affected Traveler Rails are identified as: 10TR3-006 and |0TR2-004.
~The repair area is located on the Traveler Rail Manges,
-Welding process used was Shiclded Metal Arc Welding (SMAWY.
-The material is A709 Grade 345
-0BG Traveler Rails are looated m the Bay 7.
Action Required andfor Action Taken:
Prapuse a resolution for the identified non-conformance with revised procedures to prevent [ufure occurrences, A response for the
resolution of this issue 15 expected within 7 days.

Transmitted by: Sean Eagen Transporiation Engineer
Attachments:  ZPMC-0T00

ce:  Rick Momow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Fi les, Ching Chao, Bill Casey
File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarrenegger, Governor

DEPARTMENT OF TRANSPORTATION o,
DIVISION OF ENGINEERING SERVICES I3

Office of Struclural Malerials T ‘:-h'
Cluality Assurance and Source Inspechion
Contract #: 04-0120F4
Bay Area Branch b 3 ¥ N
B50 Walnut Ave.51, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84502-1133 e i
0T 84553 File #: 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000737
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-May-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0700
%

Type of problem:

Welding [l Conerete [l Other
Welding ] Curing Ll Procedural [Z]  Bridge No: 34-0006

Joint fit-up [J Coating [ Other [1  Component: OBG Traveler Rail

Procedural [] Procedural [J Description:

Reference Description: Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up
Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Rails, this QA inspector discovered the following issues:

-ZPMC welding personnel were buttering (build up weld) on the existing hase metal surfaces for thickness
build-up.

-The work prescribed above was performed without prior Engineer’s approval.

-The affected Traveler Rails are identified as: 10TR3-006 and 10TR2-004.

-The repair area is located on the Traveler Rail flanges.

-Welding process used was Shielded Metal Arc Welding (SMAW),

~The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 7.

BaydT Trovolor Rall(TR).

10TR2-004. 'imm =

Butteringisurf
performad anfSis]
appx.45 mm

] 0 =25
el

h,"_ TL-15, Quality Asswrance — Non-Conformance Report Page Lof 3



QUALITY ASSURANCE - NON-CONFORMANCE REPORT
{ Contimved Page 20f 3 )

fMange surfaca.

) aj
1 ¥ . i Y
# " I . L o st RBE
Weldor is puﬂumﬂp . b'.'hl_'l-i Hup Elllr:'::: ing! 1;}!.._ -
by using SMAW-wWilding Précnss on |:' : ’1__11_1 m:'r T
TR flanga surface, Rpx.

Bay#7. Travelor Rall{TR),

Bay#7 Traveler Rall(TR). 10TR2-004

10TR3-006.

Buttering/surface bulldup wilh weld .
porformed on TR flange surface app=.40 mm in width.

2010/0520 90514

Applicable reference:

AWS D1.5 2002 section 3.1.5 — “Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO MI160/MI160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates. Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002 section 3.4.3 — “The Contractor shall prepare a welding sequence for a member or structure
which, in conjunction with the WPSs and overall fabrication methods, will produce members or structures
meeting the quality requirements specified. The welding sequence and distortion control program shall be
submitted to the Engineer, for information and comment, before the start of welding on a member or siructure
in which shrinkage or distortion is fikely 10 affect the adequacy of the member or structure.™

Who discovered the problem:  Surendra Prabhu
Name of individual from Contractor notified: Mike Williams
Time and method of notification: 15:00_05/20/10_Email

'ﬁz TL-15,Cunlity Assurance = Non-Conformance Repord Page 2af 3



QUALITY ASSURANCE -~ NON-CONFORMANCE REPORT
{ Continned Page 3 of 3 )

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 15:15 5/20/ 10_Verbal

QC Inspector's Name: Wang Li Yanp

Was QC Inspector aware of the problem: [l 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 recommendalions
concerning repairs or remedial efforts please contact Mazen Wahbceh, (818) 292-0659, 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 - Non-Conformance Repory
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AEERERERE
e —— = M2 Rev, No.
ZPMC
Welding Repair Report 0-1
: ] . RE8F
HR A EEIBR AR nsms | Ref;f”;
Projec! Name SFOBB Drawing No TR10O1 ] B-CWR1100
e
Ry D4-0120F4
Conlrac! No. i iEPTELLE
WMEBT il il Mainlenance trav NSTRC e85
Project No.: tems Name Report No.of NDT NA
Gl ZP0B-787 el Way
|
AR

Description of welding discontinuity:
AREZATIGHES AP ITFREFE =, =810TR1 (005.007.005.0412.014).1 0TR2(003.004.006.007.008.02

1).10TR3(003.004.008.026). 11TR1(0186). 11TR3(005.006.007.009.010.011.012.013.017.018.020.021.02
2.025) A 30 8L LB AT B M A 1 4815-27mm, St Lt i@ 1z,

Maintenance travel way fabricated by wark team: Zhen Xizhi. parl No, 10TR1 (005.007.009.012.01
4).10TR2(003.004.006.007.008.021).10TR3(003.004.006.026). 11TR1 (016). 11TR3 (005.006.007.008.0
10.011.012.013.017.016.020.021.022.025). the size was 15-27mm shorter than drawing requirement a
fter welding and needed to build up.

==

=
#ZE 0 (Inspectar) ¢ Cugu Jignl H #i(Date) : 2010-1-16

R FEH -
Draft of welding discontinuity:

RN 10-T0mm B 1020

#R7B7-QCP-200



FLRA:

Caused:

1. WERE e,

\. Fabricated error and iabricated error,

# 18] & 9 A(Foreman) Hubﬁl #(Date): ra. §. f&r

it FEE L
Disposition ;

RGHURENES, SO, T 2 500 b L
1. ZUEEN, QCHiLeader CWISIELSE 3718, PRIEIEAT IR T AR T 01 AR 8 4 e e 3

B ULEHT:
2. BAMEEMEIE, QCHLeader CWINZHHEECWRE) S EN 4t
3. e —EMGESLE, A4S EEmM0EEWPS;
4. BENESEITESE, RS R TR,
5. MEBMEERTVTSMTEN,
6. WM, IRIEMMERERETEAR (WPS) #HiTma R EE,

7. LS, BEIMNRSHTEE S E TR,

B. IEFEEAE100%VT SMTE M,

BUTTER FLANGE END TO BUILD UP LENGTH BUTTER FLANGE SURFACE TO BUILD

UP THICKNESS .

1. QC and a Lead CWI shall be present, direcl and supervise all grinding and wal
ding operations during this repair to ensure the repair is per the disposition requ
Irements

2. QC and a Lead CWI shall have an approved copy of the CWR In hand prior to

the repair.

3. Prepare excavation according to the approved repair WPS.

4. Grind the repaired area to a smooth and shiny finish, with tapered ends, to ens
ure staggered starls and stops.

5. VT and MT the repair area.

6. Add steel backing . preheat and weld according lo the relevant repair WPS.

7. Remove the steel backing and grind the weld fiush with around metal;

8. Perform VT and MT over 100% of the repair area,

I Z . W, B
Technical enginesr X "'J} "'j‘ﬁ""" Approved by _L,. r.fm)vv‘—" Date foug. ,5

#R787-QCP-300
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RBEMERER B RS

A& Rev No.
LZPAMC |
Welding Repair Report 0-1i
B
AR i T Rttt
Projecl Name SFORB Drawing No. TR10.11 B-CWR1100
a5 :
z b5 BT
Coniracl No. oo AL A Maintenance trav NDTR A 4,5
AT ltems Name - Report No.of NDT NA
Project Ma.: i i
#lEAES:

Corrective action to prevent re occurrence:

1. InERAR LR S

B iRzE.

1. Enhance supervision in process of welding to reduce error.

# fa fi i A-(Foreman): i f-J-L'-;iB #(Date): s 6] 10
v

EMMHWPSEE
Repair WPS No.

WPS-345-SMAW- 1
G{1F)-Repair

WPS-345-FCAW- 1 X Dorf past

G{1F)-Repair TER
WP5-345-SMAW-2 | lechnolo gist
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair

i () wmaae & i B

Preheat temperature Description

before gouging of disconlinuity
HLtERF | AR R AMGE
Inspection Preheat temperaiure

before welding

before welding

BB EE Log =
Max. depth of gouging Total length of gouging
"I Mg B |
welder welding type position
HiEdg MizamE HEwm
Current Voltage Speed
EEEEE
Inspection After repairing:

BERn g8 I
ST Inspectar Date
VT resuli
NDTE & FHEAH B M
NDT result NDT person Date
JUE ¢
Witness/Review:
EA T
Remark :

#R787-QCP-900
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REPORT OF ULTRASONIC EXAMINATION
(ZEMCc) UTH GRS
=
REPORT NO. 489 B787-UT-12376 DATE 2010.08.01 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T# 5 ZP0B-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TRAVELER RAIL TR10
T (4%} pTES N B R
REFERENCING CODE £:4 i ACCEPTANCE STANDARD {E%451f PROCEDURE NO. J/if &
AWS D1,5-2002 AWS D1.5-2002(Tahle 6.3) ZPQC-UT-01
WELDING PROCESS ik ik JOINT TYPE 42828 5 CALIBRATION DUE DATE {248 I35 &)
NA, NA Dec. 28% 2010
1EGUIPHEHT e MANUFACTURER 41 MODEL NO. §3ta g SERIAL NO. He3ijig
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK #H: COUPLANT 452 MATERIALITHICKNESS 44 # [ i
AWS W BLOCK TYPE I CM.C AT0OM-245T2-X 25/16/12mm
TRANSDUCER {23,
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER ANGLE | FREQUENCY SiZE
)3l i i Lk fist it e i i R+
Changchao 70" 2.5MHz 1Bx1Bmm
Changchao Vi 2.5MHz 20mm Reference Level 2855I 20dB
Base metal inspecied per AWS D1.5-2002 Section 5.19.5 0° UT OK.
DECIBELS# 1 DISCONTINUITY Fafskid E
d H 17} = E
WELD ~ |E 6 (E = =
. |2u|S. |8 2= g;_-' S5 F LOCATION OF DISCONTINUITY S| ®
or|=E|LS | X [E3|582R8F FiELE I R (mm) £
IDENTIFICATION |Eik | RS =8 | T |3 SEs e 2 X
SE|mm|O= < & g 32 [
w8 |2 £ |8 £% | &
i - (=1 o pr | = [vid
= o Sound | Depthfrom o
a|lble|d LE’;" Path Surface Fr;ir:“x Fromy ﬁ
1E IO TS =
TRX1H 0 22 Acc. | 100%
TRX18 0 22 ACC. | 100%
TRA0A 0 22 ACC. | 100%
TR10G o 22 acc. | 1o0%
TRX1H i} 22 ACC. | 100%
TRX1B o 22 AcCC. | 100%
TR10A 0 22 ACC. | 100%
TR10G 0 22 ACC. | 100%
EXAMINED BY 4% REVIEWED BY Hi&
\ e choi o, of.e | . -wﬂw’s'*fl
|LEVEL -1l SIGN | DATE LEVEL- Il SIGN / TE
M2 ¢ acm Al CUSTOMER
% SIGN/ H i DATE - SIGN | B DATE

(FORM# ZPOC-UTD1)




(ZBMc>

REPORT OF ULTRASONIC EXAMINATION

UTHGHR S

LEVEL -l SIGN |/ DATE

REPORT NO. fi#&&S B7E7-UT-12376 DATE 2010.08.01 PAGE 2 0F 2 Revision Neo; 0
DECIBELS# 1 DISCONTINUITY A E
. I
wen (2 1d W | ls fs |5 e -
z . |29|c|® E2l5EE SR E LOCATION OF DISCONTINUITY - prs
o |g=|vE|= |B2|EZ2C[BE TEE Wi
IDENTIFICATION | E 15 | Z|=EE|~ EEzLE = f {mm} - =
a=|nE |5 = & EE FE @
| i
W IR % E ‘lﬁ Sound | Dapth fram 5 g =
= Langth From' | Fram®Y
a| b c | d i e Path Surface §EX sy _ﬂ
& mE | SR " o
TRX1H | 22 ACC, 100%
TRX18 0 22 ACC. 100%
TRI0A a 22 ACC. 100%
TR10G 0 22 ACC. 100%
TRX1H o 2z ACC. 100%
TRX1B o 22 ACC. 100%
TR1DA i 22 ACC. 100%
TRI0G ] 22 ACC. 100%
TRX1H 0 22 ACC, 100%
TRX18 1] 22 ACC, 100%
TRI0A 0 22 ACC. 100%
TR10G 0 22 ACC. 100%
TRX1H (1] 22 ACC. 100%
TRX1B 0 2 ACC. 100%
TRI0A 0 22 ACC. | 100%
TR10G ] 22 ACC. 100%
BASE METAL PER B-CWR1100 REVD
BLANK
1EHAMIHED BY:EH REVIEWED BY Wit
\AAL Claps Ty O iglﬂ( ‘_?A-m KM %A"&%m. ..d.u{
|LEVEL-1 siGN 1 bart

HtEE / acm

&5 SIGN | B DATE

FFCUSTOMER

45 SIGN I B DATE

(FORM# ZPQC-UTDT)




(ZEMc)

UTIHRGH

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. &% B787-UT-12377 DATE 2010.06.01 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : L#flifa’ ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TRAVELER RAIL TR10 -
L (% I L Y

REFERENCING CODE &4l
AWS D1.5-2002

ACCEPTANCE STANDARD 57
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. /¥R S

ZPQC-UT-01

&3 SIGN / H M DATE

WELDING PROCESS {57 JOINT TYPE f#EEM CALIERATION DUE DATE {8 Et%n
NA NA Dec. 285 2010
EQUIPMENT i % MANUFACTURER il i MODEL NO. 3t SERIAL NO. IE5js g
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-48 051405811, 070152011,
CALIBRATION BLOCK ik COUPLANT & MATERIALITHICKNESS 1§ i
AWS lIW BLOCK TYPE 1 C.M.C AT0OM-345T2-X 251 6M2mm
TRANSOUCER HfiL
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
i it iR Rt i ks i i Flis Rsp
Changchao (' 2.5MHz 18x18mm
Chanachao il 2.5MHz 20mm Reference Lavel &35 R 0 20dB
|Basze meatal inspected per AWS 01.5-2002 Seclion 5.19.5 0° UT OK.
DECIBELS4 DISCONTINUITY  Fis st 5
=
o 5 i e g
WELD = ~ |5 g = i
z |8u|3.|% Bs s SE g LOCATION OF DISCONTINUITY Ee | &
OF |Sa|wE] K EEEEEHEE FEEHE 7 (mm) b
IDENTIFICATION |ElE [G5|=% (2 2 s-EiEa o o ¥
S« |3 gﬁ o [ < - 2% | E
- o =
w@stEY (D | & L = &
z o Langth Saund | Dapth from From'® | From®Y 8
a|b|lc|d Bt Path Surface e o 0
mE | RS (=
TRX1H a 2z ACC. | 100%
TRX1B 0 22 ACC. | 100%
TR10A o 22 acc. | 1pos
TRIOG 0 22 ACC. | 100%
TRX1H 0 22 ACC, | 100%
TRX1B 0 22 ACC. | 100%
TR10A 0 22 ACC. | 100%
TRI0G 0 z2 ACC. | 100%
1E}{AM!HED BY £ REVIEWED BY Wi
| e O, ag.ur { e wy@wﬁM
LEVEL-)l SIGN /| DATE |LEVEL-Il SIGN | DATE
HiEE / acm A/ CUSTOMER

Iﬁ*‘? SIGN | Bl DATE

(FORM# ZPQC-LIT01)




[
REPORT OF ULTRASONIC EXAMINATION
(ZBMc UTHR Gk &
=
REPORT NO. #il#5#S B787-UT-12377 DATE 2010.06.01 PAGE 2 OF 2 Revision No: 0
DECIBELS# I DISCONTINUITY FiEst# E
d w e E -
WELD = ) ~ = 5 |z 2 b
- Cu|2_|= [Bs E 3588 2 LOCATION OF DISCONTINUITY g | #
== = | L= : = = e 1=
IDENTIFICATION | 2 7% | < Sl=x|Z E3E3EEEE AL (mm) 22 | £
<8 lmis | O el il - 3 [
suma |8 2% E | 8 £% | §
ks i i R g E | Sound Depth from E ®
= Length From™ | Fram" ]
alblec|d o Path Surface Eix By o
i | s : =]
TRXIH 0 22 ACC. | 100%
TRX1B 0 22 ACC. | 100%
TR10A 0 22 ACC. | 100%
TR10G 0 22 Acc. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B 0 22 acc. | 100%
TR10A 0 22 ACC. | 100%
TR10G 0 22 ACC. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B o 22 ACc. | 100%
TR10A 0 22 ACC | 100%
TR10G 0 22 ACC. | 100%
TRX1H 0 22 Acc. | 100%
TRX1B 0 22 ACC. | 100%
TR10A 0 22 Acc. | 100%
TRIG 0 2z ACC. | 100%
BASE METAL PER B-CWR1100 REVD
BLANK
EXAMINED BY % REVIEWED BY Wi
g, a’.u( Htﬂ.;é.v(
LEVEL -1l SIGN | DATE LEVEL - I1\BIGN | ATE
MEfHEEE / QCM HFPCUSTOMER
|28 SIGN | B DATE % SIGN | Bl DATE

(FORM# ZPQC-UTD1)




(ZBMe

UTHGRE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #Hiyse B787-UT-12378 DATE 2010.06.04 PAGE 1 OF 2 Rovision No: 0
PROJECT NO. : 71848 Y ZP06-T8T CONTRACTOR ; CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TRAVELER RAIL TR10 _
Wik 1A% Jip LR

REFERENCING CODE &3 0
AWS D1.5-2002

ACCEPTANCE STANDARD S iniE
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. fI78 5
ZPQC-UT-01

WELDING PROCESS g5 JOINT TYPE {agfsRl CALIBRATION DUE DATE {i #5Er iE{7 4t )
NA NA Dec. 28 2010
EQUIPMENT 3 MANUFACTURER ilif il MODEL NO, ksUin g SERIAL NO. |13l 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061405811, 070152011,
CALIBRATION BLOCK ik COUPLANT #i& MATERIALITHICKNESS HEHEL
AWS IIW BLOCK TYPE (I C.M.C ATOOM-345T2-X 25/16/12mm
TRANSDUCER #4
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SiZE
laE Ty billid g R+ it A Tyt ik R
Changchao 70" 2.5MHz 18%18mm
Changchao 0 2.5MHz 20mm Refarence Leval 24 5 i 20dB
Base metal inspecied per AWS [1.5-2002 Section 6.18.5 0" UT OK.
DECIBELS4+ I DISCONTINUITY AEEsbd: =
=
D. [1T] c g o
WELD F - w ~ |2 I=a s 3 s
z. 2|9 |8 EslfsRsi e LOGATION OF DISCONTINUITY 3. | %
g & o = w = 5‘5,,2:'55:%.@?1 ARy w
IDENTIFICATION |1k | 52 | =% | S EIE-|EL&E & FEFAL R (mm) 2= | =
SZ | =] = k B E
Qo g et E o g it E
HERETSS E o H Sound Dapth from ] E 'E
== Length From'X | From'y o
a b|ec|d e Path Surface mx Y m
WE | N [=}
TRX1H o 22 ACC. 100%
TRX1B 0 22 ACC. | 100%
TRI0A 1] 22 ACC. 100%
TRI0OG 0 22 ACC. 100%
TRX1H 0 22 ACC. | 100%
TRX1B 0 2z ACC. | 100%
TR10A 0 22 ACC. | 100%
TRIDG ] b ACC. | 100%
EXAMINED BY 345 l REVIEWED BY Wi
R o B
LEVEL -1l SIGN / DATE LEVEL - Il SIGH [ DATE
IS/ acm /A CUSTOMER
5% SIGN | B B DATE HF SIGN | B DATE

(FORM# ZPQC-UTD1)
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|
REPORT OF ULTRASONIC EXAMINATION
(ZBMCT UTHRG R &
=]
REPORT NO. {549 B787-UT-12378 DATE 2010.06.01 PAGE 2 OF 2 Revision No: 0
DECIBELS4 M DISCONTINUITY Fitalie g
o w = ;I; 1
WELD = =i 5 ~ |5 |8 |8 _|s = 44
z.|8u|2.| % BslEsEEREe LOCATION OF DISCONTINUITY 5o |
Sf|as | 2| = [E5i53E 58 AL (7 B (mm) g | .
IDENTIFICATION | EIE | £ = Elw B lacfEe g =
2= | 'm [l = & E|E 35 o
8 [2%|E |8 £¥ | 5
Wb L = [ E
= & Length Sound | Depth from FromX | Fromy | S
alb|lec|d il Fath Surface Rix oy I
EE | R o
TRX1H 0 22 ACC. | 100%
TRX18 0 22 ACC. | 100%
TR10A 0 22 ACC. | 100%
TR10G 0 22 ACT. | 100%
TRX1H 0 22 Acc. | 100%
TRX1B 0 22 ACC. | 100%
TR10A 0 22 ACC. | 100%
TR10G 0 22 ACC. | 100%
BASE METAL PER B-CWR1100 REV0
BLANK
1F.mmmEn BY 34§ REVIEWED BY it
_ v a. .:;é.n( oo, dh |
LEVEL-Jl SIGN | DATE |LEVEL-Il SIGNJ/ DA
HiitEE / qoM [l PCUSTOMER
M5 SIGN | Hill DATE %F SIGN / Bl DATE

(FORM# ZPQC-UTO1)
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(ZBMc)

UTHGH &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #5518 B787-UT-12379 DATE 20100426  PAGE 1 OF4 Revision No: 0
PROJECT NO.: TR % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.; CALTRANS CONTRACT NO.: 04-0120F4
TRAVELERRAIL | 11TR3
il 5 b TEEY

REFERENCING CODE #4117
AWS D1.5-2002

ACCEPTANCE STANDARD fE4 b
AWS D1.5-2002(Table 6.3)

ZPQC-uT-01

PROCEDURE NO. EH8 5

WELDING PROCESS ##{& 5=

JOINT TYPE figiti

CALIBRATION DUE DATE (%8 ks 7 40|

FCAW NA Dee. 28%7 2010
EQUIPMENT 123 MANUFACTURER il MODEL NO. W85 SERIAL NO. IF 4G
' 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011,
CALIERATION BLOCK #ith COUPLANT 15 £%) MATERIALITHICKNESS 44 1} BXif
AWS lIW BLOCK TYPE [l c.M.C AT09M-345T2-X 25M12M6mm
TRANSDUCER #4
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
it TS Wi R il 385 EE i Rsf
Changechao T0* 2.5MHz 18%18mm
Changchao 0" 2.5MHz 20mm Reference Lovel #:8 5 il 20dB
Base metal inspected per AWS D1.5-2002 Seclion 6.198.5 0° UT OK.
DECIBELS DISCONTINUITY Filee 5
_
d H (1] @ = g _-_n_l
WELD = ~ & g |5 = .
z |8m|l2 | % Es|E3E 5 § 5 LOCATION OF DISCONTINUITY . &
OF|3g|LE | |B5E3128l03 FERMT d
IDENTIFICATION £k |w g (28| BB EE =ML (mm) 2= =
== |m O & = =z |= £l =
s |8 [8%[E |8 s¥| 5
ik e o =
Hig A a = E ~ Length | Sound | Depthtrom | . | § =
a|lb|ec|d £ Path Surface X 5By "
i O T o
TRX1H 0 22 ACC. | 100%
TRX1B ] 22 ACc, | 100%
TR11B 4] 22 ACC. | 100%
TR11Y 0 22 ACC. | 100%
TRX1H ] 22 Acc. | 1o0%
TRX1B 4] 22 ACC. | 100%
TR118 o 22 ACC. | 100%
TRI1Y ] 22 ACC. | 100%
REVIEWED BY Hif
Yo, dik “Lzan & A0, d-{". b
gt
|LEVEL-1l SIGN / LEVEL-1l SIGN [ DAT
EfEE / acm P CUSTOMER
& SIGN | B DATE 5 SIGN | B DATE

(FORM ZPOC-UTD)
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ZEMC UTHGR S
=
REPORT NO. #&8S BTAT-UT-12379 DATE 2010,04.25 PAGE 2 OF 4 Revision No: 0
DECIBELS4r DISCONTINUITY FiEsf
s e E.]s g
5 FEEIEEEE LOCATION OF DISCONTINUITY E
WELD g |4 |y |3z i AT T (mm) 2 =
Ex|=8|8s _Eg = = g |E o= *
IDENTIFICATION |Elk [m S [=E [ 2 | =
GF |0 |R¥| o 2% | E
ﬂﬂﬁ‘lﬂm r} ‘%_ e [T !H Lﬂl‘lﬂlh Sound Depth from Fram™ From™ E EIE
=z o a|lb|le|d P Palh Surface EEX my a
mE | EdER g Z
TRXTH 0 22 ACC. | 100%
TRX1B i} 22 ACC. | 100%
TR118 0 22 Acc. | 100%
TRITY 0 22 ACC. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B D 2 ACC. | 100%
TR11B 0 22 ACC. | 100%
TRI1Y D 22 ACC. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B () 27 ACC. | 100%
TR118 D 22 ACC. | 100%
TRITY 0 22 ACC, | 100%
TRX1H i 22 ACC. | 100%
TRX18 0 22 ACC. | 100%
TR118 i} 22 ACC. | 100%
TR1Y 0 2z Acc. | 100%
TRXIH 0 22 ACC. | 100%
TRX18 0 22 AcC. | 100%
TR118 0 22 ACC. | 100%
TR11Y 0 22 ACC. | 100%
TRX1H i 22 ACC. | 100%
TRX1B i} 22 ACC. | 100%
EXAMINED BY£# REVIEWED BY Wi
J.f!‘.lxﬂﬂfi(l "Zh’"&: Yot L’&’é e, e d’ L &
LEVEL-1l SIGN | DATE LEVEL-ll SIGN |/ DATE
MAtEEE / acm M CUSTOMER
%5 5IGN / B i DATE %5 SIGN | BN DATE

(FORM# ZPQC-UT0)
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@ REPORT OF ULTRASONIC EXAMINATION
UTHRG R &
REPORT NO. #l448% B787-UT-12370 DATE ~ 2010.04.26  PAGE 3 OF 4 Revision No: 0
DECIBELS# Il DISCONTINUITY hitektt
§_[2_ [ .15 5
5 BE[EEEEE £ LOCATION OF DISCONTINUITY 3
WELD 2 (2 |8 |~ B3E3EEES RIEH T (mm) 2 3
Zo|28| s (B E E EE @z | ¥
IDENTIFICATION |E 15 [ S8 =2 [ S 2 | #
SF|Bx (2% ¢ E® | E
MEEAHEE Y =1 o o 4 Length Sound | Qepth from FromX | Fromy | £ b
= o a|lble|d e Path Surface ¥EX sy 8
U ' E:
TR11B 0 22 ACC. | 100%
TR11Y 0 22 ACC. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B 0 22 ACC. | 100%
TR118 o 22 AcC. | 100%
TRI1Y 0 22 ACC. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B 0 22 ACC. | 100%
TR118 0 22 Acc. | 100%
TRI1Y 0 22 ACC. | 100%
TRX1H 0 22 Acc. | 100%
TRX1B 0 22 ACC. | 100%
TR11B 0 22 Acc. | 100%
TRIY 0 22 ACC. | 100%
TRX1H o 22 ACC. | 100%
TRX1B 0 22 ACC. | 100%
TR118 0 22 ACC. | 100%
TRI1Y 0 22 Acc. | 100%
TRX1H 0 22 ACC. | 100%
TRX1B 0 22 Acc. | 100%
TR118 0 22 ACC. | 100%
TR11Y 0 22 ACC. | 100%
[EXAMINED BYE#R REVIEWED BY W
Yow. tayb vo? o1
|LEVEL -1l SiGN DATE LEVEL- 1l SIGN TE
B2 ] acm H P CUSTOMER
%% SIGN | BLIJ] DATE %% SIGN | H )| DATE

(FORM# ZPQC-UTNY)
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]
=2 UTHRG R &
=
REPORT NO. #l#%4% B787-UT-12379 DATE  2010.04.26  paGE 4 OF 4 Revision No: 0
DECIBELS4H M DISCONTINUITY SREEE:dE
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EQUIPMENT #4 MANUFACTURER i MODEL NO. # =i SERIAL NO. #EspasE
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT =
AL TR b TR A L
PARTICLE TYPE Dry magnet powdar YOKE SPACING _ N
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MT YOKE PARKER B310S 5305 5617 5620
MAGMNETIZING METHOD Continuous magnetic yoke |CURRENT -
R bk B4 WL
PARTICLE TYPE Dry magnet powdar YOKE SPACING ioiis
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TRX1H ACC. 100%MT
TRX1B ACC. 100%MT
TR118 ACC, 100%MT
TRI1Y ACC. 100%MT
TRX1H ' ACC. 100%MT
TRX18B ACC. 100%MT
TR11B ACC, 100%MT
TR11Y ACC. 10096MT
BASE METAL PER B-CWR 1100
BLANK
|EXAMINED BY:47 _ REVIEWED BY i
|_Jin Jiantin ! L Ca e, or E, ..-4““‘“ ffg‘,y\-} y’&w/l Vo al, 16
1LE‘JEL -1l SIGN 24 DATEH I LEVEL-II SIGN I DAT‘&EI#J
HitEM S acm HPCUSTOMER
%5 SIGN | B DATE S SIGN/ BN DATE

(FORM# ZPQC-MTO1)




[T HIER _ *dINE O )N EJEENDY Wik T

[ e e S e 130 - ...H.J.m,ﬁu.:"ﬂﬂumuu_“ S WL ST
o TR R T T T | AW Ryt TN IR T 1 G heal M :
— B o T ey S T e | Al T _ mn_.._N ¢ @ _U_.. JT. & Mo ...I.._| ot s
RS S Al ekl nieeens o e e s e e TEHLEE T ! —_— 1
W Vi el 4 i # %8 tEERE—E T EETIEE
TR Thlae e S e e S bkt e
q.-.!.!_ = E E wOE
i iw| T .
s dnid WEEY nu..ﬁnﬂ“uh“_n -5 " — .I\.u m..|, .n.._.___ﬂ. i
Il Eewz T LI .
L e i | CHfe e -
() = e | mat
CETh] San
_Hi TALTET3E o
1)
s e 7 i
e . e . S . [
i - e 5
= fr{ - ﬂ v s, I +u._ﬂn..u.._-|...ﬂﬂ_h_ﬂl.u. " v P Ee e e
Rt v e\ I
s ] ¥ L.
S = TR oSl el Py
e ol ¥ as v j e @ » ﬂq_ o | i
e L DL e % I L st E.. &@ iz &
Haﬂ. e K1 & E ......g.. - mina j o) hed .E.r..@._ wT £
TR 0 i = w i . 1 . =i pret- ™
PYTT TN L v (ST ™
< s o y wa e, | S e T i) #
Lews pppegad * el
g gy ed © ¥ <
- __nu._.ru.” - - - = T3 3 ] tife Wim (T T Iﬁ-:u|.|1r._ gzl
- il - 5 it e | - LTy ¥
i : |;I_ " o gt ain e | iy
——i w SR e ] Wahg (-
R L e ¥ jl ' : .|l_..nr_ " = o ”!lw__ i
- ” [ === £ e — — : |I|..ﬂ"_ |“ P R
e i o | ‘| e 5 (G e Rl
R g L G Ly
=t ._-.l..t_.l L 4 nmb e i) ol Fan ) v s B e
P i e : tlnim.n._dﬂ. @ = & i g Sani T )
o — il woMg i

BFRIHTIUL g 770

_———




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: 20-Sep-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000674 Rev: 02
Ref: 05.03.06-000695

Subject:  NCR No. ZPMC-0700

Contractor's Proposed Resolution:

Reference Resolution: The CWR that was revised has now been approved by the Department. Based on this approval and previously
acceptable NDT results. ZPMC requests closure of this NCR.

The CWR that was revised has now been approved by the Department. Based on this approval and previously acceptable NDT results. ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000674R02;

Caltrans' comments: Status: CLO
Date: 26-Sep-2010

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

Submitted by:  Woo, Laraine Date: 26-Sep-2010
Attachment(s): NPR CT Comments

‘E}'I Page 1 of 1
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@ No. B-886

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-9-18
REGARDING: NCR-000737(ZPMC-0700)

The corrected CWR has been submitted to department and was approved by engineer. Based on
this and the previously submitted report, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000737(ZPMC-0700)
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island e
Shanghai 201913 PR China

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

To: AMERICAN BRIDGE/FLUOR, A JV Date: 21-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: 05.03.06-000695
Subject: NCR No. ZPMC-0700

Reference Description: Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up

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, 7-
] Recurring QC issue that constitutes a systematic problem in quality control,
[] Non-Conformance Resolved.
Material Location: 0BG Lift: 10
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG) Traveler Rails, this QA
inspector discovered the following issues:
-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness build-up.
-The work prescribed above was performed without prior Engineer’s approval.
-The affected Traveler Rails are identified as: 10TR3-006 and 10TR2-004.
-The repair area is located on the Traveler Rail flanges.
-Welding process used was Shielded Metal Arc Welding (SMAW).
-The material is A709 Grade 345.
-OBG Traveler Rails are located in the Bay 7. - o et
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

 LE=—

resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0700

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

K7 05.03.06-000695.nCT Page 1 of 1




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

DEPARTMENT OF TRANSPORTATION T
DIVISION OF ENGINEERING SERVICES fa -
Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4

Béy Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000737
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0700

Type of problem:

Welding [J Concrete [J Other

Welding O Curing L1 Procedural Bridge No: 34-0006 e
Joint fitup [] Coating [] Other L Component: OBG Traveler Rail

Procedural [J Procedural [ Description:

Reference Description: Buttering of the flange surfaces of 2 Traveler Rails for thickness build-up
Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Rails, this QA inspector discovered the following issues:

-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness
build-up.

-The work prescribed above was performed without prior Engineer’s approval,

-The affected Traveler Rails are identified as: 10TR3-006 and 10TR2-004.

-The repair area is located on the Traveler Rail flanges.

-Welding process used was Shielded Metal Arc Welding (SMAW).

-The material is A709 Grade 345 .

-OBG Traveler Rails are located in the Bay 7.
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QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT -
‘ ( Continued Page 2 of 3 ) T

Bay#7.Traveler Rall[TR).
10TR2-004. '

flange surface.

Welder is performif 'ul:a‘-‘ﬁuil up
by using SMAWwelding ¥55 on
TR flange surfac ',‘

Vo
-

2010/05/20 09:50

Bay#7.Traveler Rail(TR).

Bay#7.Traveler, Rail[TR). 10TR2-004

10TR3-006, %

Buttering/surface buildup with weld — _ AT ey
performed on TR flange surface appx.40 mm in width. - . Silsng PPX.45 mm inavidth.
& 2070/05/20 70344 CH RN : 2010/05/20 4 0:41

Applicable reference:

AWS D1.5 2002 section 3.1.5 — “Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates, Stiapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator P

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002 section 3.4.3 — “The Contractor shall prepare a welding sequence for a member or structure
which, in conjunction with the WPSs and overall fabrication methods, will produce members or structures
meeting the quality requirements specified. The welding sequence and distortion control program shall be
submitted to the Engineer, for information and comment, before the start of welding on a member or structure
in which shrinkage or distortion is likely to affect the adequacy of the member or structure.”

Who discovered the problem:  Surendra Prabhu
Name of individual from Contractor notified: Mike Williams
Time and method of notification: 15:00_05/20/10_Email

ﬁ.z‘_ TL-15,Quality Assurance — Non-C. onformance Report g Page 2of 3
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QUALITY ASSURANCE -- NON-CONFORMAN CE REPORT L
( Continued Page 3 of 3 ) B D

Name of Caltrans Engineer notified: Sean Eagen
- Time and method of notification: 15: 15_5/20/10_Verbal
QC Inspector's Name: Wang Li Yang
Was QC Inspector aware of the problem: [ Yes[¥] No
Contractor's proposal to correct the problem:
N/A
Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project. '

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

e . L

e

‘EZ_ TL-15,Quality Assurance — Non-Conformance Report Pige 3ol 3




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-000805
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  20-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0700

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:  20-May-2010

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Ralls, this QA inspector discovered the following issues:

-ZPMC welding personnel were buttering (build up weld) on the existing base metal surfaces for thickness
build-up.

-The work prescribed above was performed without prior Engineer’s approval.

-The affected Traveler Rails areidentified as: 10TR3-006 and 10TR2-004.

-Therepair areais|ocated on the Traveler Rail flanges.

-Welding process used was Shielded Metal Arc Welding (SMAW).

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 7.

Contractor's proposal to correct the problem:

Contractor will submit a CWR for repair approval. NDT will perform after repair.

Corrective action taken:

Contractor submitted the CWR, and approved by Engineer. NDT performed after repaired, and NDT report
shows the weld is acceptable.

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.

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

I nspected By: Ng,Michael Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

‘‘‘‘‘ TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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