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-000757
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0719

Type of problem:

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

Procedural [ Procedural [J Description:

Reference Description: ZPMC performed Heat Straightening repair on OBG Crossbeam Traveler Rails by
deviating from the approved HSR

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)

Traveler Rails, this QA inspector observed that ZPMC personnel performed heat straightening of 2 traveler

railsin the following ways:

-ZPMC personnel heated the areas to be straightened and mounted a temporary fixture to the flange and drove
steel wedges between the fixture and flange.

-The above procedure is not an approved heat straightening procedure as shown in HSR (B)-363, Revision 1.
-The use of the wedgesis not mention in the approved HSR.

-Furthermore, after the removal of the wedges and fixture, this QA observed damages to the base material of
the flanges caused by the steel wedges.

-The affected Traveler Rails are identified as; 21 TR4-003, 21TR3-003.

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 1.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
Approved Heat Straightening Report HSR (B)-363, Revision:1: “ Jack shall be used in a manner such that all
forces are applied passively”

Caltrans Standard Specifications July 1999, Section 55-3.02 STRAIGHTENING MATERIAL; “If
straightening is necessary, it shall be done by methods acceptable to the Engineer. Details for methods
proposed for straightening shall be submitted in writing to the Engineer prior to their use. After straightening,
evidence of fracture or other damage will be cause for rejection of the material.”

AWS D1.5/2002 Section 3.7.3: “Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of alimited amount of localized heat as approved by the engineer.”

Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Chen Chi Wei

Time and method of notification: 0800 hours_06/06/10_Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 07:00 hours _06/07/10_Verbal

QC Inspector's Name: Zhang Wei

Was QC I nspector awar e of the problem:

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

[ Yeslvl No
Contractor's proposal to correct the problem:
N/A
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR

TL-15,Quality 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: 07-Jun-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: 05.03.06-000715
Subject: NCR No. ZPMC-0719

Reference Description:  ZPMC performed Heat Straightening repair on OBG Crossbeam Traveler Rails by deviating from the approved HSR

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: Other Lift:
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG) Traveler Rails, this QA
inspector observed that ZPM C personnel performed heat straightening of 2 traveler railsin the following ways:

-ZPMC personnel heated the areas to be straightened and mounted a temporary fixture to the flange and drove steel wedges between the
fixture and flange.

-The above procedure is not an approved heat straightening procedure as shown in HSR (B)-363, Revision 1.

-The use of the wedges is not mention in the approved HSR.

-Furthermore, after the removal of the wedges and fixture, this QA observed damages to the base material of the flanges caused by the
steel wedges.

-The affected Traveler Rails are identified as; 21TR4-003, 21TR3-003.

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 1.

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-0719

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

Y/ 05.03.06-000715,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-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000711 Rev: 00
Ref: 05.03.06-000715

Subject:  NCR No. ZPMC-0719

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide a revised HSR showing the activity that was performed in the shop. Also perform NDT of the
base metal where the damage was observed.

ZPMC will provide a revised HSR showing the activity that was performed in the shop. Also perform NDT of the base metal where the damage
was observed. Based on this proposal ZPMC requests that this NCR be approved, with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000711R00

Caltrans' comments: Status: AAP
Date: 15-Jun-2010

This proposed resolution is accepted, action pending. Please provide a revised HSR and NDT results for these welds upon completion of the
repairs. NDT results should be provided for both the base metal repairs and the welds between the flange and web.

Submitted by:  Eagen, Sean Date: 15-Jun-2010
Attachment(s):

‘E}'I Page 1 of 1



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: 15-Sep-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000711 Rev: 01
Ref: 05.03.06-000715

Subject:  NCR No. ZPMC-0719

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has submitted the updated HSR for approval and is providing NDT of the area to show that the base metal
and affected welds were not damaged by the heat straightening.

ZPMC has submitted the updated HSR for approval and is providing NDT of the area to show that the base metal and affected welds were not
damaged by the heat straightening. Since this incident has occurred there has been four cases of heat straightening without Engineer approval
in a 4 month period which is a decrease from previous months, ZPMC and ABFJV have been successful in decreasing occurrences of
unapproved heat straightening by ensuring coverage during welding and repair operations and identifying welders and inspectors who are not
following contract specifications for further training or other actions. Based on these results and the decrease in heat straightening NCRs due to
new controls put into place, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000711R01;

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):
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@ | No. B-876
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-09-09
REGARDING: NCR-000757(ZPMC-0719)

ZPMC acknowledged this problem and has issued an internal NCR. ZPMC has submitted the
revised HSR to show the actual method what was used on site. ZPMC is providing the NDT
records to show the base metal was tested to be acceptable after repair and the affected welds’
soundness after heat straightening. Based on this , ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000757(ZPMC-0719)
B787-MT-25950
B787-UT-13330
B787-UT-13329
B787-MT-24697
'B787-MT-24698

1y
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

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

To: AMERICAN BRIDGE/FLUOR, A JV Date: 07-Jun-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/139

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000715
Subject: NCR No. ZPMC-0719

Reference Deseription:  ZPMC performed Heat Straightening repair on OBG Crossbeam Traveler Rails by deviating from the approved HSR

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.
(L] Non-Conformance Resolved.
Material Location: Other Lift:
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG) Traveler Rails, this QA

inspector observed that ZPMC personnel performed heat straightening of 2 traveler rails in the following ways:

-ZPMC personnel heated the areas to be straightened and mounted a temporary fixture to the flange and drove steel wedges between the
fixture and flange.

-The above procedure is not an approved heat straightening procedure as shown in HSR (B)-363, Revision 1.

-The use of the wedges is not mention in the approved HSR.

-Furthermore, afier the removal of the wedges and fixture, this QA observed damages to the base material of the flanges caused by the
steel wedges.

-The affected Traveler Rails are identified as: 21 TR4-003, 21TR3-003.

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 1.
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-0719

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

N7 05.03.06.0007158CT Page lof |




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Struciural Materials

Quality Assurance and Source Inspection

Contract#: 04-0120F4 T
Bay Area Branch o
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 ST
(707) 649-5453 File# 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000757
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0719

Type of problem:

Welding [] Concrete [J Other

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

Joint fit-up [ Coating (1 Other 0 Component: OBG Crossbeam Traveler Rails

Procedural [] Procedural [J Description:

Reference Description: ZPMC performed Heat Straightening repair on OBG Crossbeam Traveler Rails by
deviating from the approved HSR

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)

Traveler Rails, this QA inspector observed that ZPMC personnel performed heat straightening of 2 traveler

rails in the following ways:

-ZPMC personnel heated the areas to be straightened and mounted a temporary fixture to the flange and drove
steel wedges between the fixture and flange.

-The above procedure is not an approved heat straightening procedure as shown in HSR (B)-363, Revision 1.
-The use of the wedges is not mention in the approved HSR.

-Furthermore, after the removal of the wedges and fixture, this QA observed damages to the base material of
the flanges caused by the steel wedges.

-The affected Traveler Rails are identified as: 21TR4-003, 21TR3-003.

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 1.

‘:ﬁ;i TL-15,Qudlity Assurance -- Non-Conformance Report Page lof 3




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

Approved Heat Straightening Report HSR (B)-363, Revision:1: “Jack shall be used in a manner such that all
forces are applied passively”

Caltrans Standard Specifications July 1999, Section 55-3.02 STRAIGHTENING MATERIAL; “If
straightening is necessary, it shall be done by methods acceptable to the Engineer. Details for methods
proposed for straightening shall be submitted in writing to the Engineer prior to their use. After strai ghtening,
evidence of fracture or other damage will be cause for rejection of the material.”

AWS D1.5/2002 Section 3.7.3: “Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of a limited amount of localized heat as approved by the engineer.”

Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Chen Chi Wei

Time and method of notification: 0800 hours_06/06/10_ Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 07:00 hours_06/07/10_Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem:

ﬁz_ TL-15,Quality Assurance -- Non-Conformance Report Page20of 3




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

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 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:  Devey,Jim " SMR

‘EZ_ TL-15,Quality Assurance - Non-Conformance Report Page3of 3




REPORT OF MAG-NETI(}Z‘ PARTICLE EXAMINATION
T3 &
REPORT NO. ##4% B787-MT-25950 DATER#i 2010.08.10 PAGE OFW#E 1/ Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRAN
TEEE: A A RARE
DRAWING NO. 21TR4I21TR3 CALTRANS CONTRACT NO.:
04-0120F4
mE: UP LIMB PLATE A TS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
£ MFLATD B iR BH&S 1B E T
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2010
EQUIPMENT % MANUFACTURER #i# 5 MODEL NO. #3458 SERIAL NO. E&H 2
HMT YOKE PARKER B3108 5395 5617 5620
X AC
R4k ¥ R R e L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150
BT TR YA E e
MATERIAL TO BE v WELDING #2#54: Material & thickness
AT09M-345T2-X
EXAMINED O CASTING % fH B
FiogLE g O FORGING i 20mm
WELDING PROCESS TYPE OF JOINT
FCAW N/A
$R T Pt h i)
i DISCONTINUITY Ak g
WELD I.D. NS YT — REJECT REMARKS
. INDICATION TYPE e T aw e pefel
B R
21TR4-003-TR21V ACC. 100%MT
21TR3-003-TR21P ACC. 100%MT
BASE METAL PER B-WR13523
’ BLANK
EXAMINED BYE#§ REVIEWED BY ##
Su Wei VAT °g~\\7 g,&[wakow IR LA
LEVEL -1l SIGN#%4%& /| DATER LEVEL-l  SIG lj DATEH#
JEREH / QCM A FCUSTOMER
%= SIGN / A#i DATE %F SIGN / B DATE

(FORM# ZPQC-MT01)
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REPORT OF ULTRASONIC EXAMINATION

UTHG#H &

REPORT NO." #4415 B787-UT-13330 DATE 2010.06.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T8 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
_ TRAVELER RAIL 21TR4 _
AR 5 mMHIEREES

AWS D1.5-2002

REFERENCING CODE #3155

ACCEPTANCE STANDARD #3455
AWS D1.5-2002(Table 6.3).

PROCEDURE NO. #4538
ZPQC-UT-01

WELDING PROCESS 184 5: JOINT TYPE g5k CALIBRATION DUE DATE {3 2245 IE 4 240
FCAW T-JOINT Dec. 28°7 2010
EQUIPMENT &% MANUFACTURER 35 7s MODEL NO. #ztgs SERIAL NO. FFHj#E
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK 4t COUPLANT #E-4&31 MATERIAL/THICKNESS TR
- NS lIW BLOCK TYPE II C.M.C AT09M-345T2-X 20mm
TRANSDUCER ##3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
TS Al FiTE=S R~ & TS i BE BE Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level 235 i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# U DISCONTINUITY Fkstt 5
o w c §
WELD = i w ~ |E @ o  |S = boal
z.|9% 2 = | B REETfE S E LOCATION OF DISCONTINUITY S| #
r T - als = ». s sy
IDENTIFICATION | E ks | <& | = & Sk3 SiEEEE L T (mm) 2= | i
fu ¥ = ] - oo B
o= 8% |8¥| g o EE | E
3 4o ¢ =
REMIES g EE = L Sound | Depth from 5 =
= ength From'X | From'y o
alble]|d e Path Surface EEX sEy o
= R | mEmas | ° “ o
21TR4-003-001 70 32 ACC. 100%
21TR4-003-003 70 32 ACC. 100%
21TR4-003-005 70 32 ACC. 100%
21TR4-003-007 70 32 ACC. 100%

AFTER HSR1(B)-8657, HSR(B)-363

BLANK

EXAMINED B{g\\%c\\h"‘('\ @ WA

N

REVIEWf{DfW‘éﬁT ’ 0 o Q"quw

% SIGN / Il DATE 2o/0. 04, >/

LEVEL-1l SIGN / DATE LEVEL -1l SIGN / DATE
mmER/ QoM , ) F "CUSTOMER
\ ',f
Z.fft”?’/@aﬂj_%

% SIGN/ Hil DATE

(FORM# ZPQC-UT0)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #%4%9 B787-UT-13329 DATE 2010.06.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T2 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
} TRAVELER RAIL 21TR3
L HE InMIEss

REFERENCING CODE &4

ACCEPTANGCE STANDARD BRI

PROCEDURE NO. g8

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #7755 JOINT TYPE #4527y CALIBRATION DUE DATE {8k E& 210
FCAW T-JOINT Dec. 2857 2010
EQUIPMENT &% MANUFACTURER #3575 MODEL NO. #3882 SERIAL NO. 3452
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ikt COUPLANT #8471 MATERIALTHICKNESS # i
‘-~WS IIW BLOCK TYPE II cM.Cc AT09M-345T2-X 20mm
TRANSDUCER #§:k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER ANGLE | FREQUENCY SIZE
filEedii RE Eoik Rt TS far ik R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #2:45 &sir 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY Fggii: g
d 1] = § 1
WELD = — w ~15_18_|8 _|Is = #
z. | Su|3 |8 EslgsEslSe LOCATION OF DISCONTINUITY I
ot <& wiE | 2 Eaazggﬁﬁ TEELE R el
IDENTIFICATION (E ik | B8 (s |2 $383 ERER R (mm) 25 | =
SE| oz |ow = F R 35 @
. ETIeR[ET| 8 §% | K
d.»p%‘éﬂ'fil:éﬁ% % g:. = Sound Depth from g x
o Length From'X | From'Y o
alb|le|d K Path Surface Y P R
: PR | mRmsg | & ’ a
21TR3-003-001 70 32 ACC. | 100%
21TR3-003-003 70 32 ACC. | 100%
21TR3-003-005 70 32 ACC. | 100%
21TR3-003-007 70 32 ACC. | 100%

AFTER HSR1(B)-8657, HSR(B)-363

BLANK

LEVEL-1l SIGN / DATE

EXAMINED BYE}@([,JQV\{“/];MD \.\) ‘-%L'\’L’.\
ALY

REVIEWED BY #.g

LEVEL -1l SIGN {

DATE

b [l V)

HIEEE / qom

ZMM&

% SIGN / [ SATE .0/, 0b.37

HFCUSTOMER

% SIGN/ Bl DATE

(FORM# ZPQC-UT01)
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|REPORT NO. %555

B787-MT-24697

DATEH A 2010.07.05

PAGE OFH# 1/

Revision Mo: 0

{PROJECT NO. CONTRACTOR:
. ZP06-787 CALTRANS
TESS: il
DRAWING NO. 21TR3 CALTRANS CONTRACT NO.:
Zme 04-0120F4
EE: TRAVELER RAIL mMIEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SZEHTEA Bk BEFRY BB IE SO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT #% MANUFACTURER $i35 MODEL NO., #3415 SERIAL NO. ¥4kins
MT YOKE PARKER B310S 5395 5617 5620
MAGNE“ZING METHDD COHtinuous magnetic kaE CURRENT
AC
AL M B
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
e el S AY BARRE
MATERIAL TO BE N WELDING 1284 i i
H Material & thickness A709M-345T2-X
EXAMINED O CASTING #4 B,
B E O FORGING it : 20mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
A piti Pt
- DISCONTINUITYAEE e ACEERT REJECT REMARKS
WELD 1.D. EMA
iy INDICATION TYPE HENER e 3Bl R
21TR3-003-001 ACC. 100%MT
21TR3-003-003 ACC. 100%MT
21TR3-003-005 ACC. LO0%MT
21TR3-003-007 ACC. 100%MT
21TR3-004-001 ACC. 100%MT
21TR3-004-003 ACC. 100%MT
21TR3-004-005 ACC. 100%MT
21TR3-004-007 ACC. 100%MT
AFTER HSR1(B)-8657/HSR(B)-363
BLANK
EXAMINED BYE#E *REVIEWED BY ®#
Sun Gongchang CIU!/] (IlﬁMdew\l) [+ ~0)< g' /‘Mf hp 9778k
LEVEL-1I SIGN %% |/ DATE%)?} LEVEL-l  SIGN / DATEH
RREE / QCM/ JEFCUSTOMER
MA/M Sl a - e
4 SIGN / El*iﬂ DATE b (o t?) 0’( S5 SIGN / H ] DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION |




REPORT OF

MAGNETIC ?ARTICLE EXAMINATION

T4 b ‘- 7 A
fidd ey ar 3R =

REPORT NO. #5455 B787-MT-24698

DATEH 1 2010.07.05

PAGE OFIH 1/2

Ravision No: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEHS: B A
DRAWING NO. 21TR4 CALTRANS CONTRACT NO.:
B — 04-0120F4
me. TRAVELER RAIL Tl TR S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
SIS HEZIRE ErFas WEREAZN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT &% MANUFACTURER #li& 7 MODEL NO. 5% SERIAL NO. 5%
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Conﬂnuous magnetic yokg CURRENT
AC
Mk WA B H
70~150mm
BT TRES AR
MATERIAL TO BE + WELDING 124 ; i
Material & thickness A709M-345T2-X
EXAMINED O CASTING %1 %, FLEE
Bkl O FORGING &% 20mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
BT Raedenl
DISCONTINGITY R CCEPT REJECT REMARKS
WELD 1.D. A
Py INDICATION TYPE R e el
BT 7
21TR4-003-001 ACC. 100%M4T
21TR4-003-003 ACC. 100%MT
21TR4-003-005 ACC. 100%MT
21TR4-003-007 ACC. 100%MT
~21TR4-002-001 ACC. 100%MT
| 21TR4-002-003 ACC. 100%MT
21TR4-002-005 ACC. 100%MT
21TR4-002-007 ACC. 100%MT
21TR4-001-001 ACC. 100%MT
21TR4-001-003 ACC. 100%MT
21TR4-001-005 ACC. 100%MT
21TR4-001-007 ACC. 100%MT
21TR4-004-001 ACC. 100%MT
21TR4-004-003 ACC. 100%MT
EXAMINED BY i 6 A q 1{ REVIEWED BY %
4 N ] . k] . < =
Sun Gongchang LWLE‘,BI’I}\ ( “”\/b L 6,}4{ lv o ] [3 ﬂ 31)
LEVEL -1l SIGN#4:4 | DATEH LEVEL-l  SIGN ! DATEH
RiTSIE / QCM 5 Fi/CUSTOMER
v o
i i : / 3 L
% SIGN 'H I DATE — {,7/0. 07. Vﬁ_ ~{%<= SIGN / A #3 DATE ) -

(FORM# ZPQC-MTO01)

-/




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-000810
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  26-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0719

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:  06-Jun-2010

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of Orthotropic Box Girder (OBG)
Traveler Ralils, this QA inspector observed that ZPMC personnel performed heat straightening of 2 traveler
railsin the following ways:

-ZPMC personnel heated the areas to be straightened and mounted a temporary fixture to the flange and drove
steel wedges between the fixture and flange.

-The above procedure is not an approved heat straightening procedure as shown in HSR (B)-363, Revision 1.
-The use of the wedgesis not mention in the approved HSR.

-Furthermore, after the removal of the wedges and fixture, this QA observed damages to the base material of
the flanges caused by the steel wedges.

-The affected Traveler Rails areidentified as: 21TR4-003, 21TR3-003.

-The material is A709 Grade 345.

-OBG Traveler Rails are located in the Bay 1.

Contractor's proposal to correct the problem:

Contractor will submit an updated HSR for approval, and provide NDT report to show that the base metal and
affected welds were not damaged by the heat straightening. Contractor will monitor the unapproved heat
straightening by ensuring coverage during welding and repair operations. Contractor will identify the welders
and inspectors who are not follow the contract specifications for further training and otehr actions.

Corrective action taken:

Contractor submitted the updated HSR, and NDT report provided. The NDT report showed the base metal and
affected welds did not damage by heat straightening. Contractor will continue to montior the unapproval heat
straightening, and training or other action will be taken if the welders and inspectors do not follow the contract
specification continuously.

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



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

Did corrective action require Engineer's approval ? [] Yesl¥l 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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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