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-000760
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0722

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: North Shaft Lift 5 Interior Splice Plate

Procedural Procedural [] Description:

Reference Description: Welding not in accordance with approved procedure

Description of Non-Conformance:

During random visual inspection in Bay 10, this Quality Assurance Inspector discovered the following issues:
- Qualified Welder welding on Interior Splice Plate without following the approved WPS
(WPS-B-T-3211-TC-056-1)

- Welding was performed in the 2(G) position, WPS is approved for in the 1(G) position only

- Preheat requirement of 180 Celsius was not performed.

- Approved fabrication procedure was not followed

- Vertical T-jig was not utilized to weld stiffenersin the 1(G) position

- Flat jig was used and welding was performed in the 2(G) position

- The complete joint penetration welds are identified as NSD1-SPSA5-6-2A/B, and SSD1-SPSA5-6-2A/B,
3A/B.

-Interior Splice Plate identified for, North Tower lift 5 skin A, and South Tower lift 5 skin A.

- The member islocated in Bay#10.

D6.09.2010 11:00|

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

InteriorSpligeklate Location Bay 10
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Preheat req'ﬁ'i’ ed

06.09.2010 11:04

Applicablereference:
AWS D1.5 Section 1.9 - All production welding shall be performed in conformance with the provisions of an
approved Welding Procedure Specification (WPS)
- 2.2 Perform CJP welding for longitudinal stiffeners.
2.2.1 Put the panel ina“T” incline jig and use hold down device to fix it.
- “This sequence is approved at thistime; however should this sequence not control the distortion and meet the
tolerances for this members, the sequence should be reevaluated and modified.”
- Specia Provisions: Section 10-1.59 "Working Drawings' Item E: Details of tack welds and the sequence of
all welding; The welding sequences and processes and specified NDT of shop fabrication shall be summarized
in a separate shop drawing or fabrication procedure for each welded joint.
Who discovered the problem:  Shailesh D. Gaikwad
Name of individual from Contractor notified: LuWei Chao
Time and method of notification: 06/09/10 /11:00 Hrs/Verbal
Name of Caltrans Engineer notified: KenLee
Time and method of notification: 6/10/10/1440Hrs/Verba
QC Ingpector's Name: Yang Hi Heng
Was QC Inspector awar e of the problem:
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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: Ng,Michagl QA Inspector

Reviewed By: Devey,Jim SMR

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

Gttrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000718
Subject: NCR No. ZPMC-0722

Reference Description:  Welding not in accordance with approved procedure/Tower/Lift 5 Internal Splice

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 05
Remarks:
- Qualified Welder welding on Interior Splice Plate without following the approved WPS (WPS-B-T-3211-TC-056-1)
- Welding was performed in the 2(G) position, WPS is approved for in the 1(G) position only
- Preheat requirement of 180 Celsius was not performed.
- Approved fabrication procedure was not followed
- Vertical T-jig was not utilized to weld stiffenersin the 1(G) position
- Flat jig was used and welding was performed in the 2(G) position
- The complete joint penetration welds are identified as NSD1-SPSA5-6-2A/B, and SSD1-SPSA5-6-2A/B, 3A/B.
-Interior Splice Plate identified for, North Tower lift 5 skin A, and South Tower lift 5 skin A.
- The member islocated in Bay#10.

References:
-AWS D1.5 Section 1.9 - All production welding shall be performed in conformance with the provisions of an approved Welding
Procedure Specification (WPS)
-WPS Section 2.2 Perform CJP welding for longitudinal stiffeners.
-WPS Section 2.2.1 Put the panel ina“T” incline jig and use hold down device to fix it.
“This sequence is approved at this time; however should this sequence not control the distortion and meet the tolerances for this
members, the sequence should be reevaluated and modified.”
- Special Provisions: Section 10-1.59 "Working Drawings" Item E: Details of tack welds and the sequence of all welding; The welding
sequences and processes and specified NDT of shop fabrication shall be summarized in a separate shop drawing or fabrication
procedure for each welded joint.

Action Required and/or Action Taken:
Propose resolutions for the identified non-conformance items and document that the various deficiencies have been brought in
compliance with contract requirements. Also propose a resolution that addresses the apparent failure of Quality Control to identify the
non-conformance with the appropriate Welding Procedure Specification (WPS). Provide documentation of the steps taken by the
Quality Control Manager to prevent future occurrences.

Y/  05.03.06-000718,NCT

Page 1 of 2



NCT
( Continued Page 2 of 2 )

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

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0722

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

05.03.06-000718,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: 08-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-000773 Rev: 00
Ref: 05.03.06-000718

Subject: NCR No. ZPMC-0722

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing NDT of the welds in question to show they are acceptable.

ZPMC is providing NDT of the welds in question to show they are acceptable. Included is the 2G WPS used to weld the tack welds observed
by the Department and the 1G WPS. When compared both WPS have identical welding parameters. In the future the ZPMC foreman will be
sure to post relevant WPS so they are visible and can be referred to easily if asked, to address the insufficient preheat ZPMC has in place a
refresher training to identify workers who need additional training. Based on these actions, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000773R00;

Caltrans' comments: Status: CLO
Date: 12-Sep-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0722 is closed.

Submitted by: Eagen, Sean Date: 12-Sep-2010
Attachment(s):

‘E}'I Page 1 of 1



~=BMc No 162

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-09-06
REGARDING: NCR-000760(ZPMC-0722)

ZPMC received NCR-000760(ZPMC-0722), it mentioned that CT inspectors found
ZPMC used incorrect WPS.

Here ZPMC clarified as below. On ZPMC’s fabrication procedure, it required a vertical
T-jig which utilized to weld stiffeners in 1G position. But in order to reduce root pass
cracking, ZPMC previously made temporary reinforcement tack weld on the ground which
utilized to weld stiffeners in 2G position. Both of these two positions, ZPMC all has the
corresponding WPS for utilization.

To be responsible, we have already inculcated the foreman to paste WPS on visible
position, before and during welding, temperature must be checked by QC. Also necessary
preventive step had been adopted by ZPMC, such as education and internal warning and
punishment. We can believe it will be improve in the future,

Finally these welds were checked and green tagged by CT, here attached WPS and

related NDT reports show the welds are sound finally.
Basing on above information, ZPMC hope CT could take a review and close the NCR.

ATTACHMENT:
NCR-000760(ZPMC-0722)
T787-UT-3058
T787-UT-3059
T787-UT-3059R1
T787-MT-10281
T787-MT-10013
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #5#i; T787-UT-3058 DATE 2010.07.11 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : | FE44! ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
Lol NSD1-SPSA5-6 e
Wt H SR - & JiH U

REFERENCING CODE =4 ki

AWS D1.5-2002

ACCEPTANCE STANDARD 4 &t

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. £y +}

WELDING PROCESS %X A7k

JOINT TYPE #7435

CALIBRATION

DUE DATE {% 8% Bz 1 4 %

SMAW T-JOINT Dec. 28%7 2010
EQUIPMENT & # MANUFACTURER lilitr iy MODEL NO, FEzti#ss SERIAL NO. F 5 5r
071565311, D61488510
CH-4B i !
UT SCOPE PANAMETRICS EPOCH-4 061485811, 070152011,
CALIBRATION BLOCK i it COUPLANT #4551 MATERIALITHICKNESS K} )2 )¢
AWS lIW BLOCK TYPE 1 C.M.C AT09M-HPS-4B5WT2-Z 60/65mm
TRANSDUCER #3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il FEE e Rt i 7 yiilia bhiked Just
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Changchao 45° 2.5MHz 1B%18mm
Reference Level %35 & fifif 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# DISCONTINUITY  FRig:{E g
o it = ‘g
WELD z | '” ~ |5 |8 |8 _]Is g=; it
=z, |8=|3. |5 2sl8sEsg e LOCATION OF DISCONTINUITY S| #
OF | Se|wdE|x |823|53|28|85 KA 1 w =
IDENTIFICATION | Els = |8 | C E- 5 (2[5 & LB 1 (mm) 2% =
S¥E|mE|os = = [ F 5 i o
STIE%|ET| g g% | £
SR S ] g B L e
R4 % g = L Sound | Depthfrom = B4
= ength From'X | From'Y Qo
a c|d (< Path Surface §iX iy @
3 M| s 4 G’ fa]
NSD1-SPSAS5-6-1A/B 70 34 ACC. | 100%
60 33 ACC. | 100%
45 c 32 ACC. | 100%
0 20 ACC. | 100%
NSD1-SPSA5-6-2A/8 70 34 AcC. | 100%
60 33 ACC. | 100%
45 o 32 ACC. | 100%
£ e i
EXAMI Ei REVIEWED BY HT&
3 o |
LEVEL-Il SIGN |/ “DATE [a.,o? + /] |LEVEL-Il SIGN |/ DATE Loved) ()
EE3 / QoM 4 FI /% CUSTOMER 75 7
)_r’n Ubbrm—/‘lvg_.-o\ 2 M(- 7‘} /
%% SIGN /B il DATE %5 SIGN | Bl DATE

(FORM# ZPQC-UT01)
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REPORT OF ULTRASONIC EXAMINATION

'-'__—_-
ZPMC ONe
UTER{GHL 4
REPORT NO. {542  T787-UT-3059 DATE 2010.07.13 PAGE 1 OF2 Revision Noso
PROJECT NO. : || i1} ZP0B6-787 s R i
ITEMS NAME: THE 485 LIFTING 146M DRAWING NO.: CALTRANS CONTRAGT NO.: 04-0120F4
TOWER(S . SSD1-5PSAS-6 g

REFERENCING CODE £ 4 Jiid

AWS D1.5-2002

ACCEPTANCE STANDARD 4 bt

AWS D1.5-2002(Table 6.4)

L1
e

PROCEDURE NO. #5543
ZPQC-UT-01

WELDING PROCESS 3% & ik

JOINT TYPE 587

CALIBRATION DUE DATE {3 8% K 1E:4i %

SMAW T-JOINT Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER {filif 5 MODEL NO. fistés & SERIAL NO. Ji4i)i5 ¥+
071565311, 061488510
P Ics OCH-4B J t
UT SCOPE ANAMETR EFOCH 4 061495811, 070152011,
CALIBRATION BLOCK il COUPLANT #1471 MATERIAL/ITHICKNESS #4#:} &4
AWS IIW BLOCK TYPE I c.m.c A709M-HPS-485WT2-Z 60/65mm
TRANSDUCER ##k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
it i bifid I Rt Hl i it fitkE $is Rt
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level 2% 3 Ul 20dB
Base metal inspected per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY ZRi:&iik E
o] L) e E
WELD = - e ~ |5 |8 |8 . |5 = =
z .. | 8x 2 = ® -§§ g Tfs 8 s 2 LOCATION OF DISCONTINUITY 5 a =
DL':’ w = :’ = s tﬂ—--: <1 ."‘i‘ ':E
IDENTIFICATION |Ek [ w2 [s& | T g3 i LA L AT (mm) < |«
U B AR o i a = &
£ | & Longtn | Sound | Depthirom fp ool ey | 8
a b c d [ Path Surface wix iy I
5 PR | Bk = o
S5D1-SPSAS5-6-1A/B 70 34 ACC. | 100%
45 32 ACC. | 100%
SSD1-SPSA5-6-2A/B 70 34 ACC. | 100%
1 45 A 1 (3532 3|0 50 65 48 0 130 REJ. | 100%
SSD1-SPSA5-6-3A/B 70 34 ACC. | 100%
45 32 ACC. | 100%
SSD1-SPSA5-6-4A/B 70 34 ACC. | 100%
415 3z ‘ e ACC. | 100%
[EXAMINED BYE3y BVER = Wﬁ' REVIEWED BY 1]
*DQ’-A'—&‘%. g d
LEVEL -1l SIGN [ E oo 7 s ;§ LEVEL -’IJ/SIGN /I  DATE W
JELET / Qc g / § /4 CUSTOMER !
Wwie7- 13
2 SIGN [ Hilil DATE % SIGN | Bl DATE

(FORM# ZPQC-UT01)
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REPORT OF ULTRASONIC EXAMINATION
UT--"\’ ,f/—“—jl-[iﬂ:
AT 45
REPORT NO. {##qi; T787-UT-3059 DATE 2010.07.13 PAGE 2 OF 2 Revision Na: 0
DECIBELSZ} I DISCONTINUITY Rigi:it 5
o 1%} c E .
WELD = i L ~ | 18 |8 _|s E L
z . |Sx|2_ |3 BslsslzaiEp LOCGATION OF DISCONTINUITY Eo | ¥
bors = | W= | = [ v|f =S VS e
IDENTIFICATION |27e | S8 (s | S BEIE 352188 AEHL T (mm) >Z | &
<= |nE|o = B R OE R
. O™ |o¥ |k 2 =8 §
e S T (i) e 8 + -
AR L g E = Sound | Depth from : ; & A
= Length From'X | From'Y O
alb|lc|d S Path Surface e iy @
B B T M : a
AFTER HSR1(T)-11450~11452
BLANK
EXAMINED BY == REVIEWED BY i # D
—
¥
LEVEL-Il SIGN / DATE (.07 [ LEVEL-Il SIGN / DATE ¢t/ 12
A5 / QM { FI/*CUSTOMER /
)D/‘-g\ AAALJ»"-' 12 (e AR
Lerl o
&5 SIGN / BIi DATE %5 SIGN/ FJ§l DATE

(FORM# ZPQC-UTO01)
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REPORT OF ULTRASONIC EXAMINATION
UTHRAGIR S

REPORT NO. {154 T787-UT-3059R1 DATE 2010.07.15 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : | #24'; ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
e Rl SSD1-SPSAS-6 A
IR e ) I e
REFERENCING CODE #:4 Jiih ACCEPTANCE STANDARD 4 i PROCEDURE NO. #7443+
AWS D1.5-2002 AWS D1.5-2002(Table 6.4) ZPQC-UT-01
WELDING PROCESS M ik JOINT TYPE &t CALIBRATION DUE DATE {38 Bril477%
SMAW T-JOINT Dec. 2857 ;2000
EQUIPMENT i % MANUFACTURER 15 MODEL NO. i, SERIAL NO. JiE#lgs o
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT K7 MATERIAL/THICKNESS #§}J5Ljix
AWS lIW BLOCK TYPE I c.M.C AT0OM-HPS-485WT2-2 60/65mm
TRANSDUCER ##3
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
B ik 2B R=t il i i e Rt
Changchao 70° 2.5MHz 18%18mm - Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level #2:2 # [T 20dB
|Base metal inspecied per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ M DISCONTINUITY Aigki: 5
. lp & -
WELD g a2 |8 o I5_|8_|E.|5 . 2 &
z.. |8u|a H [E3|5 3858 E LOCATION OF DISCONTINUITY > %
O |cz|L3|x |B352|2¢88% TR weg
IDENTIFICATION | =16 | 4 5 | S& | T B85 & AR ) 2g | «
Az i = = < |= 5 o]
S 5 g jn PGE i 8 < E b g
E E Y ) U, =
HIAESIE4R g lélz. =l Sound Depth from Z v S ©
= Length From'X | From'Y I
a b c d T Path Sutface 8ix oy I
MR | EigdiRsE s : o
SSD1-SPSAS5-6-2A/B 70 34 ACC. | 100%
1R1 | 45 32 ACC. | 100%
AFTER T-WR3468
BLANK

r.] — L
EXAMINED BY £ 1f REVIEWED BY Wi .
Dol
—_—

LEVEL -1l SIGN /9,;7‘ : ( LEVEL - II’SIGN / DATE [
R / Acgv? )\5 JA A CUSTOMER
P 2 W o\ Lp'.ﬂ' 7" | g

F SIGN/ EI}!J} DATE FF SIGN/ B} DATE
(FORM## ZPQC-UTO1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

%% SIGN / B DATE

%5 SIGN/ H i DATE

BRI 5
REPORT NO. #5345 T787-MT-10281 DATEH ] 2010.07.18 PAGE OFI# 11 Revision No: 0
PROJECT ND, Sl CONTRACTOR:
e - ALTRAN
TREEY FI o At
e e CALTRANS CONTRACT NO.:
: SSD1-8PSA5-6 04-0120F4
E e it TR 5
2 146m inner conneclion plale
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HH ST Bz bk Hrrige WL ERHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT ¥4 MANUFACTURER /3% 5 MODEL NO. Bx&S SERIAL NO. #4458
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT o
REAL B e i HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING
; Pl 70~150mm
[E80ig2i] TR ST M7
MATERIAL TO.BE MWELDING 4555 Material & thickn A709M-HPS-4B5WT2.Z
eria 1 BSs | o A
EXAMINED O CASTING %14
R O FORGING 1% B B 65/60mm
WELDING PROCESS TYPE OF JOINT
& SMAW . T-JOINT
Lk i
WG DISCONTINUITY ASIE S5 Frat e
ELD |.D. T REJECT REMARKS
it g INDICATION TYPE i iy il il
R e 3it)
SSD1-SPSA5-6- e
A8 ACC. 100%MT
S5D1-5PSA5-6- ;
SR ACC. 100%MT
SSD1-SPSA5-6- ,
3A/B ACC. LO0%IT
S5D1-SPSA5-6-
4A/B ACC. 100%MT
AFTER HSR1(T)-11450-11452
BLANK
EXAMINED BY::# — M REVIEWED BY #1# -
___Cai Xinxin /7 /&“\ 2 s
LEVEL-1l SIGN %% | DATERMN {==").§ |levein €N 1 pateRm (=) 1
s/ Q £ /A CUSTOMER /
L:I,,‘,, .«Lla-ﬂ/\_/ 19]9- 7-..\2

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

@H&Hﬁ_-‘iﬂﬂﬁi =
REPORT NO. #l%43 5 T787-MT-10013 DATEH 4 2010.07.11 PAGE OFH & 11 Revision No: 0
PROJECT NO. Al CONTRACTOR:
S E i CALTRANS
TRANS CONTRACT NO.-
i TG CALTRANS CONTRACT NO
§ j b D4-0120F4 -
e I LERS
i 146M INNER CONNECTION PLATE
REFERENGING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AR B RN BFHRS S E R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285 2010
EQUIPMENT ## MANUFACTURER i 7i MODEL NO. 5 8 SERIAL NO. FEHim &
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
2l s c
RT3k BT i A
PARTICLE TYPE Dry magnet powder YOKE SPACING
- " 0~150
HEBy R FRUE BT S L L
MATERIAL TO BE ¥ WELDING 4 N e e
ateria ICKNess p - 5
EXAMINED O CASTING #}
REHEE O FORGING i1 I, B HE 60/65mm
WELDING PROCESS TYPE OF JOINT
; ) SMAW T JOINT
A g
e DISCONTINUITY A1k IO
D. E REJECT REMARKS
i INDICATION TYPE RSN e Il P
e iRl
NSD1-SPSA5-6-
1A/B ACC. 100%MT
NSD1-SPSA5-6-
2A/B ACC. LOOKMT
NSD1-S5P5A5-6- .
3aB ACC. 100%MT
NSD1-5PSA5-6- ,
4A/B ACC. LOOSMT

AFTER HSR1(T)-11451/11453/11454

BLANK

EXAMINED BY 4
____Cai Xinxin

LEVEL -1l SIGN %4

s ),("JH'?/" sa i~

DATER A

REVIEWED BY #i
%‘r—*// TN

LEVEL-l /SIGN /

DATE B i

ovJ’_—?_!/

4% SIGN / B DATE

BlitZesE / £
II} gr?M‘,n —\’_/ N "LGLO?”

HFCUSTOMER

/

%5E SIGN/ Hill DATE

(FORM# ZPQC-MT07)
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BE N, Tl
WPE-B-T:321 Z-TC-Ush: 1

R#ETsme s

WELDING PROCEDURE SPECIFICATION

HBH Period of validiy
FCM: 2007.5-200.5
NON-FCM: 3807 5-3042.5

W sRaE (Matsrial spycificationd A,
BRI (Welding prosess) 2553 R T E
FIHY (Manual or maching Or Eemi-guto) B
BEuE (Position of welding) 4 iz

B GRER (Filler metal specification ) AWSASS
Snangm (Filler metal classification) BO018M bR
BRERET Filler metal brand) Bxcalibur SG18M MR (94,0, ¢
PR3 ¢Rlo) NéA

SRS (Shinli gns) A
%i%@'gﬁ?i%iﬁ (Single or muliple pass)
| SEEUREE (Stngle or wmafiple are
BEER (Woldip cirremt) Rme

| B CPbiarinyy BiEr)

IREfh i et (Eloattode oxtonsion) /A
HEER (Welding progression) NiA

B APPROVED:
= O ArPRovEDAg NOTED”
L' NOT APPROVED

Pursuant to Section 5-1.g2

of the Standarg Specificatiors

State of California
MPAFITMEN-T OF TRANSPORT/ TION

Sigried M\
Struct Representative 1

R (Preheat tind interpras ermparatore hpas T
IR (Pogtheat iemperature) /A =
BN (ZEER2EY (Ment mpuf) By g fom B K (Ma) 2.94K l/mm

BREITE
(Welding brocedurs)

H e

Hitirrg ﬁ%(%}-ﬂﬁ'} Welding  Gurrent CUEEE kg -
PassNo. | Eleototie  Sjge T % Tavel  Speed Jalpl Dt
() Amap(s) | wals . {mmiml) ] )
T~n Mo shaw | geay T 51~187 TI=T2%3"Blem B=0"3 {4, )
B , * =073 CAREM Mot Limj paq )
i 4.8 180=300 |  z0.28 74269 T p10” e 5
it e =
j I
B EERI Y,
Refer 1 WPSpémmﬁnis teble 15 determ
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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-000853
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  08-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0722

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  09-Jun-2010

Description of Non-Conformance:

During random visual inspection in Bay 10, this Quality Assurance Inspector discovered the following issues:
- Qualified Welder welding on Interior Splice Plate without following the approved WPS
(WPS-B-T-3211-TC-056-1)

- Welding was performed in the 2(G) position, WPS is approved for in the 1(G) position only

- Preheat requirement of 180 Celsius was not performed.

- Approved fabrication procedure was not followed

- Vertical T-jig was not utilized to weld stiffenersin the 1(G) position

- Flat jig was used and welding was performed in the 2(G) position

- The complete joint penetration welds are identified as NSD1-SPSA5-6-2A/B, and SSD1-SPSA5-6-2A/B,
3A/B.

-Interior Splice Plate identified for, North Tower lift 5 skin A, and South Tower lift 5 skin A.

- The member islocated in Bay#10.

Contractor's proposal to correct the problem:

Contractor proposes to provide the NDT report for the welds in question. Contractor considers the WPS
employed-2(G)position has similar parameters to the approved WPS 1(G)position and therefore should have no
impact on the weld. However, ZPMC will post the relevant WPS in suitable locations for the welders.
Regarding the insufficient preheat, Contractor will provide refresher training to the identified workers.
Corrective action taken:

Contractor provided the NDT report to prove the weld is acceptable. Contractor posted the WPSin avisble
place. In addition, training on pre-heat is provided to the workers.

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

If so, name of Engineer providing approval: Date:

Is Engineer's approval attached?

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



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

[] 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: Devey,Jim QA Reviewer

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