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-000765
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0727

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: Crossbeam 9 Side and Bottom Panel

Procedural Procedural [] Description:

Reference Description: ZPMC performed weld removal of two SPCM welds without prior Engineer’s
approval or an approved CWR.

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Cross Beam CB9, this

QA inspector discovered the following issue:

-On June 14, 2010, ZPMC performed the 2nd time removal of two Seismic Performance Critical Materia

(SPCM) weld joints identified as CB202A-009-018 & 006 without prior Engineer’s approval or an approved

Critical Weld Repair (CWR) Report.

-The welds are Compl ete Joint Penetration (CJP) joining the SPCM bottom panels to the SPCM side panelsin

CBO.

-The affected panels are identified as bottom panels BP205A and BP204A, side panels SP202A and SP205A.

These members are identified as SPCM.

-Excavation length on these two welds was approximately 1 meter on each weld.

-Cross Beam 9 (CB9) islocated in the Trial Assembly.

CB9
[Trial Assly).

i L
Westls dEParer -

Excavation of weld

no:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

CB9

[Trial Assly).

Applicablereference:
AWSDL1.5 (02)

-Section 12.17: Repair welding shall be defined as any welding, including remova of weld or base metal in
preparation for welding, necessary to correct unacceptable discontinuities in materials or workmanship.

-Section 12.17.3: Critical Weld Repairs. Except as provided in 12.17.2, all welded repairs shall be considered
critical. They include, but are not limited to the following:

(5) Corrections requiring weld removal and rewelding except as provided in 12.17.2(4).

(6) All welding to correct errorsin fabrication such asimproper cutting, punching, drilling, machining,
assembly, etc.

-Section 12.17.4: Approval. All critical repairs to base metal and welds shall be approved by the Engineer prior
to beginning the repair and shall be documented giving details of the type of discontinuity and extent of repair.
Who discovered the problem:  Shailesh Wadkar

Name of individual from Contractor notified: CK Chan

Time and method of notification: 16:30_6/14/10 Email

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 08:30_6/15/10 Verbal
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

QC Inspector's Name: Wu Zhi Cheng and Li Jia

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 Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-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: 05.03.06-000723
Subject: NCR No. ZPMC-0727

Reference Description:  ZPMC performed weld removal of two SPCM welds without prior Engineer’s approval or an approved CWR.

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 08
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of Cross Beam CB9, this QA inspector discovered
the following issue:
-On June 14, 2010, ZPMC performed the 2nd time removal of two Seismic Performance Critical Material (SPCM) weld joints identified
as CB202A-009-018 & 006 without prior Engineer’ s approval or an approved Critical Weld Repair (CWR) Report.
-The welds are Compl ete Joint Penetration (CJP) joining the SPCM bottom panels to the SPCM side panelsin CB9.
-The affected panels are identified as bottom panels BP205A and BP204A, side panels SP202A and SP205A. These members are
identified as SPCM.
-Excavation length on these two welds was approximately 1 meter on each weld.
-Cross Beam 9 (CB9) islocated in the Trial Assembly.
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-0727

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

Y/ 05.03.06-000723,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: 02-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-000685 Rev: 01
Ref: 05.03.06-000723

Subject: NCR No. ZPMC-0727

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the weld repair report for and is providing the NDT after repair to show that the weld is
acceptable.

ZPMC is providing the weld repair report for and is providing the NDT after repair to show that the weld is acceptable. ZPMC has issued an
internal NCR to inform all affected parties that this type of action is unacceptable. In addition, ABFJV has had discussions with the ZPMC QA
Manager and he has agreed to increase CWI presence in all areas to prevent a lapse in QC oversight in the future. Based on these actions
and submitted documents, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000685R01,;

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

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

Submitted by:  Woo, Laraine Date: 14-Sep-2010
Attachment(s):
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@ No. B-816
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-7-8
REGARDING: NCR-000765(ZPMC-0727)

ZPMC has written an internal NCR to address the requirement of CWR prior to start the welding
repair. ABFIV QCM has met with ZPMC's QA manager to discuss this issue and has emphasized
the requirement to the quality department. Refresh training has been performed to all the CW1s.
ZPMC is providing the CWR & NDT recards show the welds in question are acceptable. Based on
this, ZPMC is requesting closure of this NCR.,

ATTACHMENT:

N CR-000765(ZPMC-0727)
B-IC39R0

B-CWR1658
B787-MT-24634
B787-UT-13698
B787-MT-24689
B787-UT-13733

e
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
G666 Fang Bin Road Room 708, Changaing Island

Shanghal 201813 PR China

mftrans Tel: 021-56856666 ax| 207067 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
Tao: AMERICAM BRIDGETLUOR, A IV Dane: 15-Jun-2010
375 BURMA ROAD
DAKLAND CA 935607 Contract Na: 04-0] 20F4
M4-SF-B0-132/ 139
Diear: Mr. Charles Kanapicki Job Name; SAS Superstruciure
Aftontion: Mr. Thomas MNilsson  ProjectFahnicaion Manager Document No: 05.03.06-000723
Subject: NCR No. ZPMC-0727 .

Reference Deseription;  ZPMC performed weld removal of iwo SPCM welds withoot prior Engineer’s approval or an approved CWR

“The attechied Non-Conformance Report deseribes an securrence where the contracior did not comply witha requirement of the conirict docsment as
imiicnied below:
[ Material or Workmanship not in conformance with eontract documents.
Quality Control (QC) e performed in conformunce with contrict doeumeaits.
O Recurring QC issue that conatitutes 2 systemane problem in quadity coatrol
L1 Nen-Conformance Resolved.
Materinl Location: Nbeom Lift: 08
Remarks:
Druring Qualiny Assurance (QA) mndom in-process observitions of the Fibrieation of Cross Beam CB9, this QA inspector dissovered
the following issue:
<Oa June 14, 20010, ZPMC pesformad the 2nd time removal of rwe Seismic Pecformance Critical Material (SPCM) weld joims identifizd
s CH202ZA-009-018 & 06 without pror Engineer’s approval or an approved Critical Weld Repair (CWR) Report.
<The welds are Complete Jaint Pendiration (CIP) joining the SPCM battam pantls 10 the SPCM side mnels in CBY,
-The affiecied panels ans identified as boom panels BP20SA md BP204A, side panels SP202A mnd SP205A. These members are
identified as SPCM, :
-Excavation leagth on these two welds was approimaiely | meter on cachweld
-Croax Beam 8 (CHY) 33 Jocated in the Trial Assembly.
Action Required andfor Action Tnken:
I'ropose a resolution for the identified noo-conformance wit revised procedures 1o prevend fulure ecoirrences, A respunse for the
resolution of this issue is expected within 7 days,

Transmitted by: Sean Eapen Trunsporiation Enginesr
Attachments: ZPMC-0727

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

W osorosoonrziver Page Lof |




STATE OF CALIFORNIA-BUSINESS, TRANSPORTAGTION AND HOUSING AGENCY Amold Schwarzanegger, Govarmar
DEPARTMENT OF TRANSPORTATION

DIVISION OF ENGINEERING SERVICES A3

Office of Sinciural Matetisls =i _,

Cusliy Assurince ond Source | nspection %
Cont o - =

Bay Area Branch ract # 0120F4

550 Walnut Ave. St 150 Cty: SF/ALARte: 80 PM: [3.2/13.9

Vallgio, CA 84592-1133 Bty e .

[707) B¥9.5453 File #: 69.25B

(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000765
I'rime Contractor: American Bridee/Fluor Enterprises, a JV Date: [4-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR &: ZPMC-0727

Type of prohlem;

Welding Concrete  [] Other d

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

Joint fit-up [0 Coating [ Other LI Component: Crossbeam 9 Side and Bottom Panel

Procedural Procedural ] Deseription:

Reference Description: ZPMC performed weld removal of two SPCM welds without prior Engineer's
approval or an approved CWR.

Description of Non-Conformanee;

During Quality Assurance (QA) random in-process observations of the fabrication of Cross Beam CRB9, this

QA inspector discovered the following issue:

-On June 14, 2010, ZPMC performed the 2nd time removal of fwo Seismic Performance Critical Material

(SPCM) weld joints identified as CB202A-009-D18 & 006 without prior Engineer's approval or an approved

Critical Weld Repair (CWR) Reporl.

~The welds are Complete Joint Penetration (CJP) joining the SPCM botrom panels to the SPCM side panels in

CBY.

-The affected panels are identified as bottom panels BP205A and BP204A, side panels SP202A and SP205A.

These members are identified as SPCM.

-Excavation length on these two welds was approximately 1 meter on each weld.

-Cross Beam 9 (CB9) is located in the Trial Assembly,

CEST
FTeabAsily)
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT
i Conriniied Page 2 af 3 )

(L))
s Tridl ey}

OO0 0825

Applicable reference:
AWS D15 (02)

-Secrion 12.17: Repair welding shall be defined as any welding, including removal of weld or base metal in
preparation lor welding, necessary (0 correct unacceptable discontinuities in materials or workm anship.

-Section 12.17.3: Critical Weld Repairs. Except as provided in 12:17.2, all welded repairs shall be considered
critical. They include, but are not limited to the following: _

(5) Corrections requiring weld removal and rewelding except es provided in 12.17.2(4).

(6) All welding to correct errors in fabrication such as improper cutting, punching, drilling, machining,
assembly, etc.

-Section 12.17.4: Approval. All eritical repairs 1o base metal and welds shall be approved by the Engineer prior
to beginning the repair and shall be documented giving details of the type of discantinuity and extent of repair.
Who discovered the problem:  Shailesh Wadkar

Name of individual from Contractor notificd: CK Chan

Time and method of notification: 16:30_6/14/10_Email

Name of Caltrans Engincer notified:  Sean Eagen

Time and method of notifieation:  08:30_6/15/10_Verbal

R 7215, Qualtey dssiarice - Non-Canfarames Reprrs o




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 3 of 1 )

QC Inspector's Name: Wu Zhi Cheng and Li Jia

Was QC Inspector aware of the problem: O] Yes ] No

Contractor's proposal to correct the problem:

NIA

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fil for purpose recommendations. Should you require recommendations
conceming repairs or remedial efforts please contact Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project,

Inspected By:  Tsang,Eric SMR

Reviewed By:  Devey,Jim SMR

']E Tle ! 3, Quality Assuremes — Non.Confirmmnce Ropart Page Fof §
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Welding Repair Repori f
Sgen :__._',;i._ &M E '~ T T Em b . =) ]
Ly Tl i _-'.:-‘IF'I—'E-E b iewing WL =& )
: da-0120F= " e ¥ i b L
Conaci Nu o it TR IR L
EamE —  liems Name () | Report Mo ot ND/ il '

ey ! ZPUB-787
| FEroleat No. Sk ——== et |
¥ LE s fAd

Descriplion of welding discentinultly:
CBOH R EMMEBE ERE, ANGBA NCIEAR R HCB202A-009:007/021 009/022 010/02 |
3,012/0244 #W & % CB202A-009-007.008,010,012

For CEBS corner weld pgouning error. liller shall be chapged lo CJP weld, the weids (CRE7p2
A-008-007/021,008/022,010/023 012/024) revised la CEZBE#-HUE-DG?.HUB.Dll.'l‘l]12

L Jia
=80 Unspector) © LIJIA B #)(Date) . 2010-06-19
a3 SR e i
Draft of welding discontinuity: "*t"”)%.'

of the Standard Spgeet
State of Cx




e % I7) §i 4 A(Foreman): Ha Tﬁj\ﬂ—;,fﬂ H(Date): ro. .19
23T ER v L
Disposition : i
L. QCAICKIZESS TMENT R P MR H15 5 LU IR 45 A R 0 0L B AWS DI SEERHHT,
2. EEFAEHNELER,
3. HEBREANSTEGRERIE100% VTR I LI\ T MR,
4. WMBERBMATHE, WA 075 v 2= B BT R P4 BB A B B s 2 i v S, FHEHE =35 IBA S B A S5
5. REMENEZEST ZME (WPS) #ITRMEREE.
6. BEHBEREITEES58H LR EF.
7. RERKIBIENDTEE(UTMTAIVT);
1. QC and CWI should be present to witness the repair, direct and supervise all repair operations during thi
§ repair to ensure lhe repair is per the disposition requirements, and the AWS D1.5 code requirements.
2. Prepare the joint according to the approved WPS.
3. Perform 100%VT of the repair area to ensure no defects exist.
4. Remove all defects by grinding to ensure all defects are completely removed if defects exist, and repeat
“step 3" to assure complete removal of all defects if necessary.
5. Preheat and weld according to the approved WPS.
y This dpwma&:isAPPRUVED )
. 8. Grind the weld flush after welding. g OF rgggamn il
. B -bSeg‘m_sﬂ.ﬂz n:!thao i
R 0ns |
[ 7. Perorm relevant NDT (UT, MT and VT)lo the repair area. il D= .é?[w/uw ;’
{ {
! 1
! i
; i m T {\ A1 =
‘i Technical engineer }—}e,bﬁwb'h Approved by e Dale ,u. of 7 !
s |
L 4

#R787-QCP-701
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T | Welding Repair Repori f
R T ;,_—__ . : SWE .-':..l.-_ HLUS- N |
ojest M SECHE i Rl | TvE LN el
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Contract No DT S A ¥ & I NOTEE o B
RRB S ltems Name T Report Mo.af N | L
Broiact i ZP0G-787 I ,
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Correction action to prevent re occurrence:
AR AREDL L, S sRsse, RQCTNE Mk,
Train and educate gouger to review weld ID carefully and check by QC before gouging
F R F AForeman): He %2ML 8 i(Date): 14 0f- £y
WPS-B-T-2232-TC- v )
SMEPWPSHE 9 US-F-2 IZA HexXteulh
Repair WPS Np, WFS-B-P-2214-TC fechnologist afia
-USb-FCM fiste=] 3 !
i (RE) EASE i fF 89 8 Pa
Preheal lemperature *:? “e Descriplion < L
before gouging o of discontinuity 3’
B i 4b 52 4 1 13 5 # 4 1 . N
Inspeciion A"‘ - Preheal temperalure | T=
before welding before welding 7‘”"
RAXmEgmw g B8k :
Max. depth of gouging A Tatal length of gouging ! rﬂ"' i
BT ) KExR . . WEM R
welder b= L [> welding lype S AN position }';r "r{_'l, =S
HE e : ENIY REEE . BREZE ' -
Current | ** / = Voltage N Jf“f lSpEad = f"{ e
EFEEE i
Inspection After repairing:
wER E W
& Inspectar, . Date ;
VTiresult A~ P 'r‘iT' 2 [.?'ze:?#; PR b de
3 2 i
NDTH & ;;/Z L FHn B il i+ b- J2
NDT resull Eg@ NDT perzon ] Date _,L'
Bk - c documen i A
Witness/Review: g0
#iE -
' Remark

#R787-QCP-701




Wotiflcatler fur bipgines s Keview B Approval

b cFiithrante desnp ERCESSE R Gan L) np Rl Yemin o e por St Bk

HEFORIEATIONG
: 1 /
Ll hegment 1= = MEezzutec Gay size (me Ad Q _
1
tompanent(sl/Memseric): D.J},E.v"i" —F Lo A ."5-5.:1.;)5 e, | AR thber:‘&‘r&n e

Fiece Mark(s) Refacec: D 3,74 L UM I.'JZ 21R{ Spem) Dl 20 LA ity _h?i

veld 1Di: (L& Jed ] =4 rrﬂ?‘;‘rﬂ!.j ; 3*’-“:1'be1 . H—‘;‘fﬂfﬁij 77) /rfr‘l-ff'

Al! Epecific Y-locations, Aeference Poing, Length of Repair [For Intermittent Welds):

L2 o 'gtJiE__q dfﬂlhiﬁj &Aﬁ-{h‘ﬂ ==

* Amached Location Layout Sketch? Ej‘f‘es fe

® |sthe weld 3 repair or new joint fit up? KM Repair [ ] Mew Joint P
= Ifthe repalr requires  CWR, has a CWR submitted for Engineer’s Approvel? [ ] ves Eﬁ:— M

" The csoseof this repal: [ ] misaligned member exceeding the fit-up tolerance Py 5;'(
(Select oll appiicoble) error in cuttdng/ uneven cut mermber ':r
Ar atness or siralghtness [ssus = E,
other, please spacify ,Qﬁfmw -?_'?_-'."«E?." T

— e

Englnnur'shppmva!:lqg@ Reviewsd by E]_‘ Date: 2U%. IS Time: [bioo,
Comments: _ CandE. 1T Fcnfurﬂcr{_ .

AG ENT:
RECEIVED 15 JuN2ma

The Contractor agress to perform the tollowing work In the above raferenced locations. iy 5 i

* Toincorporzte the detail changes to the weld map.

* Toreflect the changes In the shop drawings/zs-bult drawings, z)(l—}v-w-,L

+ Toreflect the changes an the QA Datsbase. (.2, CIF weld, intsrmittant Weld length, UT inspaction)

< Tofollow the repsir method described In Sec. 6.2 of Submittal 200R2; RFCO B3,

*  Topravids inspecrion notification to CT for whtnessing and Inspecting the work Indiczted in the
checklist below prior to starting:

CT INSPECTOR CHECKLIST:
v

Copy of the spplicable WFS in English, i E ]
Acceptable Joint Prep; Proper Stegl Backing. H_
L]
L]

EX Mo Inso, o0 Dar=

The CIP weld extends st |east 50mm beyond either sidz of the out of

tolerance root gap repalr,

i
The CIP weld doas have rain fording fillets agual 1o the replaced fille M| | _f
welds, |
Acceptable 1003 MT result to the bachggged arsa. |
Aceeptable 1005 UT result io the CIF weld, ;‘
f

 The OIP weld preparetion does have 3 1.1 slope or smeather ransition ot
| he ends, | ]
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Sty - Cit L&

BERRMES _ DLUNIA P ppefpispens AA (Pt

Hise s Lﬁ‘JﬂA”M‘?—!’F?{ﬂJ : “E.-‘rui 2, w’ﬂ{nb?, 5['*{91;!_-' .
PEEYANE, S8/ Eias I ) s 4

7. petd]
- o —————

¢ TERTHAGERE - e 1=
* BAETE SR A e il #BE [ Emasea

22

¢ BEURETFEZON, L‘!’F&;E-‘Sﬁt—'—ﬂlﬁﬁitﬁﬁ: = E
C BELUER Qéﬂa{w%ﬁm#ﬂgﬁa . -
DB oty
5"*‘_@1@‘{@& ap.q”!i
ERD, Ep
Erplizer's Apprugs: Er=iia Pevimyed by Date: . Trme i
{umenent:

i
———-___________-—______________ i
GEREEWENT:

T Contractor agrae 1o perlorm the Tollowing work in the ebove referanreg lozzilons

¢ Tolncomorste the getal] ERRNEES To the wald EE, j

= Tersllect the changes in the shap drawings fas-bui drawings.

i« Ta Tﬂﬂ!ﬂtﬁa chenges on the QA Database, fie, O wels, intermittent wold kengh, T Inspection,

£ 1 H

: (e T [onmi T
Copy of the applicable WFS in Enplin, : e
Acceptahle dojnt Frep; Proper Stes| Backing. = —
The CIP weld extends 1 least 50mm beyond sither sige of the cut of _H-—
*elerancs oot gap repalr,
The CIF weld does have relnfordng Mlets 2guil 1o ﬁ:ﬁhﬁ
Bt Fiilez LT 13 :
| Accejiizhle I005 MT result 1o the backgouged are. -
Atce 20038 UT recult 12 the CIP weld, -
The LIP weld preparation does have - 11 steve ot smeather pansigon ot ]
l the anos,
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pE section 51,02 ﬂﬂ"
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@ REPORT OF MAGNETIC PARTICLE EXAMINATION
RS
REPORT NO. i #ii8 BTR7-MT-24624 DATEE N 2010.07.05 PAGE OFEEE 1M Revislon Mo: 0
1PRﬂJEET NO, CONTRACTOR:
ZPOG-THT
TER. 06-7 Y CALTRANS
DRAWING NO. CBs CALTRANS CONTRACT NO.:
04-0120F4
B CROSS BEAM MM TERS
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
SHHEHE EREE EFRS G HOE A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28% 2010
EQUIPMENT % MANUFACTURER &l MODEL NO. Hile SERIAL ND, SE8EH5 %
MT YOKE PARKER B310S 5385 SB17 5620
MA.GME“Z‘ MG HETHGD Continuous mag nﬂﬁc ]’ﬂl“ﬂ BURHENT
AC
Rt A BT HLFE
TO—~150mm
R A FRE T
MATERIAL TO BE Y WELDING 4
Material & thickness ATOOM-345T2-X
EXAMINED O CASTING $#5 G5, JLHE
HridE e IJ FORGING 3% Z2716/14M Zmm
WELDING PROCESS TYFE OF JOINT
SMAW CORNER JOINT
B bk g
I DISCONTINUITY A58 HEpE ?
LoD ACCEPRT REJECT REMARKS
LENGTH IN rrim
RS INDICATION TYPE iEnr gz B ik
iR i)
CB2024-007 ACC. LODRNT
CB202A-009 ACC. L 00AMT
CB202A-010 ACC. LOGET
CB202A-012 ACC. 100%MT
AFTER B-CWR1658
BLANK
EXAMINED BY 4 REVIEWED BY Wi
| Wang Wei__\] €4 {o -47 ol )/i.n; PM.P)’M
LEVEL-l SIGNE% | DATERM teveLa  siohY 1 pateEm 9%/ af
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- UTHRGRE
REPORT NO. HiiRE B7a7-UT-13698 DATE 2010.07.08 PAGE 1 OF1 Revision No: 0
PROJECT NO. :LE#&HS ZP06-T87 CONTRACTOR : CALTRANS
[TEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

CROSS BEAM CBY

EFE He nMIERS

REFERENCING CODE &=HEMiE

ACCEPTANCE STANDARD #3455

PROCEDURE NO. B/EGS

B / acM

- -

M= BIGN:HE L DATE .,

i F#CUSTOMER

1 ™ =

AWS D1,5-2002 AWS D1.5-2002(Table 6.3} ZPQC-UT-01
WELDING PROCESS = JOINT TYPE it CALIBRATION DUE DATE {{{ £ IF 7800
SMAW BUTT Dec. 2857 ,2010
EQUIPMENT &3 MANUFACTURER filisE MODEL NO. #5589 - SERIAL NO, Fr7iRE
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-48 061495811, 070152011,
[CALIBRATION BLOCK &8s COUPLANT M43 MATERIALITHICKNESS ¥ FLAL
AWS IIW BLOCK TYPE 11 CM.C ATOIM-345T 2:% 22M6/12M4mm
TRANSDUCER 883k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MAMUFACTURER] ANGLE | FREQUENCY SIZE
MIEH i ik R L] bl EE Rt
Changchao T0° 2.5MHz 18x18mm Changchao 60* 2.5MHz 18=18mm
Changchao 0" 2.5MHz 20mm Roference Level &4 R &0 20dB
Basa metal Inspacted per AWS D1.5-2002 Section 8.19.5 0® UT Ok
DECIBELSS DISCONTINUITY TR E
S |4 |u s : |,
WELD ~ |5 s = = #
= Su |2 | Es 2585 2 & LOCATION OF DISCONTINUITY x| ®
on|Ze|LBIx E5153E8 18 s &
IDENTIFICATION | E & sE|C EAESgdEe () > x
s=|8R[2%|o [ F F [ 25 | B
- o
mampmes |8 [z [t |3 B -
£ = Langth Sound | Depth from From™ | From™ 2]
alb|lc|d i Path Surface X Y 0
pE | ERERE [=]
CB202A-007 70 34 ' L Acc. | 100%
CHZ0ZA-000 70 34 Acc. | 100%
CB202A-010 70 34 ACG. | 100%
CB202A-012 70 3 ACC. | 100%
AFTER B-CWR1658
BLANK
[EXAMINED BYE# REVIEWED BY i
[ .MM-&{U‘-L{;I&(% L II""LE lj‘ﬂnﬂﬁ
|Lever-n sich 1 E “’f*‘-"?”’g LEVEL-Jl SIGN / DA toio).of

{(FORM# ZPQC-UTn1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R RR S
REPORT NO. {1 5455 B787-MT-24680 DATEF N 2010.07.04 PAGE OFI{/ 11 Revision No: 0
PROJECT NOD, CONTRACTOR:
ZPOG-TET CAL
TS | P AN
DRAWING NO. CBY CALTRANS CONTRACT NO.:
04-0120F4
Eﬁ: CORNER ASSEMBLY mATHEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SRR HEIFE Birae e B AT )
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28° 2010
EQUIPMENT % MANUFACTURER 7§ MODEL NO, fisliR & SERIAL NO, BiEig o
MT YOKE PARKER B310S 5305 5617 5620
HAGNEHEING HEHQD Gm!inuws magna fic jlnnu EURRENT A
I
B Ak [T 7 S %
PARTICLE TYPE Dry magnet powder YOKE SPACING
TO~150mm
R AR TR IR EE
MATERIAL TO BE Y WELDING #44 i
Malerial & thickness ATOOM-345F2-X
EXAMINED O CASTING B fF B4
HrE#H O FORGING B 12/114mm
|WELDING PROCESS TYPE OF JOINT
SMAW T- JOINT
RS Ptk Techit]
WELD |.D el b ACCEPT RE REMARKS
: JEENGTHINmm] ACC JECT
{MaEmR INDICATION TYPE e 3 15 &
T i)
CB202A-008-018 ACC. LODSMT
CE202A-009-008 ACC. 100%MT
AFTER B-CWR1639
BLANK
EXAMINED BY £ REVIEWED BY Wi
|_Fu Zhigian L &5 e~y o
LEVEL -l SIGN %4 DATEEM ja. @] aif' LEVEL-II %IGM ! DATEEM [¢ . -?_ a(p
ISR / QCMm . il PCUSTOMER !
HF SIGN / B DATE % SIGN / Bl DATE
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REPORT OF ULTRASONIC EXAMINATION

UTHRGHR &

REPORT NO. fii¥iRS B787-UT-13733 DATE 2010.07.04 PAGE 1 OF1 Revision No: 0
PROJECT NO: : THl#3% ZP06-7T87 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT ND.: 04-0120F4
CROSS BEAM CB2o2A
A& e TR e il R

REFERENCING CODE #-& M

AWS D1.5-2002

ACCEPTANCE STANDARD {ES451k
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. FiF& Y

ZPQC-UT-01

WELDING PROCESS H{E ik JOINT TYPE Sl si CALIBRATION DUE DATE {3 8% K r 7 2
SMAW T-JOINT Dec. 28%" 2010
EQUIPMENT 4 MANUFACTURER [Blii MODEL NO. 3855 SERIAL NO. J3#5[ 9
071565311, 061488510
cCop AMETR 4 !
UT SCOPE PAN, IcS EFOCH-4B 061485811, 070152011,
|CALIBERATION BLOCK bk COUPLANT #2847l MATERIALITHICKNESS ki)
AWS [IW BLOCK TYPE Il C.M.C ATOBM-345F2-X 12M14mm
TRANSDUCER #3.
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
i ThItE # Fest i 1103 T ol
Changchao o 2.5MHz 18x18mm
Changchao 0" 2.5MHz 20mm Referenco Level 23558 NF 20dB
|Base metal inspected per AWS D1.5-2002 Sectlon 6:19.5 0" UT QK.
DECIBELSSH DISCONTINUITY ikt £
=
d H w = g ]
WELD = ~ |5 |8 |5 .l #
z.[2x|8:|8 EsfEsEaie LOCATION OF DISCONTINUITY 2. #
IDENTIFICATION | E Ik (S = | =8 EB3ESEEEE FEALT (mm) =2 | &
<= |BwE|5& = & [E|E € @
5 87 | g¥ | ﬁ E# =
L R - 3 Sound | Depth from . 5 ©
mgth Frem'® | From™ &
a b c d iy Path Surfaca fix e 0
g it L : (=]
CB202A-008-018 70 33 ACC. | 100%
CB202A-009-006 o 33 ACC. | 100%
AFTER B-CWR 1639
BLANK
EXAMINED B‘fi{?: REVIEWED BY fiig
Toed xing showe o0 1) g AWNORE g oaFs Solo.o D ed.
™) ¥ o
LEVEL -1l SIGN | DATE LEVEL-Il SIGN | DATE
iR / QoM il CUSTOMER
#5* SIGN [ HHI DATE ES SIGN [ BN DATE
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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-000758
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  14-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0727

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-Confor mance Report waswritten: 14-Jun-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Cross Beam CB9, this
QA inspector discovered the following issue:

-On June 14, 2010, ZPMC performed the 2nd time removal of two Seismic Performance Critical Materia
(SPCM) weld joints identified as CB202A-009-018 & 006 without prior Engineer’s approval or an approved
Critical Weld Repair (CWR) Report.

-The welds are Complete Joint Penetration (CJP) joining the SPCM bottom panels to the SPCM side panelsin
CBO.

-The affected panels are identified as bottom panels BP205A and BP204A, side panels SP202A and SP205A.
These members are identified as SPCM.

-Excavation length on these two welds was approximately 1 meter on each weld.

-Cross Beam 9 (CB9) islocated in the Trial Assembly.

Contractor's proposal to correct the problem:

Submit form required for approval to change fillet weld to CJP.

Corrective action taken:

The Contractor has submitted the appropriate form for changing weld joint type along with the required CWR
and applicable NDT documentation verifying weld meets Contract weld quality requirements.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural
Materials for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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