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, P.R. China Report No: NCR-000774
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0736

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: CB13

Procedural [ Procedural [J Description:

Reference Description: QA discovered three rejectable UT indications inside areas already inspected and
accepted by QC.

Description of Non-Conformance:

During Quality Assurance Ultrasonic Testing (UT) review of welds located in Crossbeam CB13, this Quality

Assurance (QA) Inspector discovered three rejectable UT indications. Specific details pertaining to the nature

and location of said indications are as follows:

-Two of these indications were discovered in the Complete Joint Penetration (CJP) weld identified as
FB205-038-031.

-FB205-038-031 is a Complete Joint Penetration weld connecting the X203B and X 205F components of
FB205-038.

-Thereisatransition of material thickness at thisweld joint from 12mm (X203B) to 14mm (X 205F).
-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindications found in weld joint FB205-038-031 were measured to be 35mm and 30mm located at depths
of approximately 8mm and 9mm with decibel ratings of +1dB and +7dB respectively.

-The third indication was discovered in the CIP weld identified as FB205-0387-036.

-FB205-037-036 is a Compl ete Joint Penetration weld connecting the X204B and X 205F components of
FB205-038.

-Thereisatransition of material thickness at thisweld joint from 12mm (X204B) to 14mm (X 205F).
-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindication found in weld joint FB205-037-036 was measured to have alength of 30mm located at a depth
of approximately 6mm with adecibel rating of +6dB.

-These indications are clearly marked on or near the weld.
-Cross Beam CB13 islocated out in the open yard, near the Trial Assembly.
The Notice of Witness Inspection (NWIT) No. is 006043. The indication is located within the area previously
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
personnel are required to perform hundred (100%) percent UT inspection of thisweld.
For further information, please see the attached pictures.

¥,

i
Rejectable UT Indication
FEZO5-037-0326
06/24/10 -1533

Crossbeam CB #13

Rejectable UT Indication
FB205-038-031

ity DBI24I10 41526

-

Applicablereference:

AWS D1.5-02 Section 6; Table 6.3 specifiesaclass“A” indication as having arating of 10dbs and under for
material thicknesses 8mm through 20mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsihility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  D. Sukanthan

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1545 hours, 06-24-10, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1745 hours, 06-24-10, Email

QC Ingpector's Name: Lei Tao

Was QC Inspector 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: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen 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: 28-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: 05.03.06-000732
Subject: NCR No. ZPMC-0736

Reference Description: QA discovered three rejectable UT indicationsinside areas aready inspected and accepted by QC.

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 10
Remarks:
During Quality Assurance Ultrasonic Testing (UT) review of welds located in Crossheam CB13, this Quality Assurance (QA) Inspector
discovered three rejectable UT indications. Specific details pertaining to the nature and location of said indications are as follows:

-Two of these indications were discovered in the Complete Joint Penetration (CJP) weld identified as FB205-038-031.
-FB205-038-031 is a Complete Joint Penetration weld connecting the X203B and X205F components of FB205-038.
-Thereisatransition of material thickness at thisweld joint from 12mm (X203B) to 14mm (X205F).

-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindications found in weld joint FB205-038-031 were measured to be 35mm and 30mm located at depths of approximately 8mm
and 9mm with decibel ratings of +1dB and +7dB respectively.

-The third indication was discovered in the CIP weld identified as FB205-0387-036.

-FB205-037-036 is a Complete Joint Penetration weld connecting the X204B and X205F components of FB205-038.
-Thereisatransition of material thickness at thisweld joint from 12mm (X204B) to 14mm (X205F).

-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindication found in weld joint FB205-037-036 was measured to have alength of 30mm located at a depth of approximately 6mm
with adecibel rating of +6dB.

-These indications are clearly marked on or near the weld.
-Cross Beam CB13 islocated out in the open yard, near the Trial Assembly.
The Notice of Witness Inspection (NWIT) No. is 006043. Theindication is located within the area previously tested and accepted by
ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform hundred (100%)
percent UT inspection of thisweld.
For further information, please see the attached pictures.

Action Required and/or Action Taken:

Y/ 05.03.06-000732,NCT
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NCT
( Continued Page 2 of 2 )

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-0736

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

05.03.06-000732,NCT Page 2 of 2



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: 30-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-000753 Rev: 00
Ref: 05.03.06-000732

Subject:  NCR No. ZPMC-0736

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has issued an internal NCR and discussed this issue with the NDT Department head to reduce future
occurrences.

ZPMC has issued an internal NCR and discussed this issue with the NDT Department head to reduce future occurrences. The indications
have been tested, repaired and found to be acceptable. ZPMC is submitting the repair report and the NDT after to show that it is acceptable.
Based on this ZPMC requests closure of this NCR..

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000753R00;

Caltrans' comments: Status: CLO
Date: 08-Sep-2010

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

Submitted by:  Woo, Laraine Date: 08-Sep-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-857
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-8-28
REGARDING: NCR-000774(ZPMC-0736)

For this case, ZPMC has issue an internal NCR to address this issue and ZPMC QA personnel
have talked with the head of the NDT department. The missed indications have been repaired and
were tested to be acceptable. ZPMC is providing the WRR and NDT record for review. Based on
this, please consider closure of this NCR.

ATTACHMENT:
NCR-000774(ZPMC-0736)
B-WR13788
B787-UT-13607
B-WR13789
B787-UT-13607R1

ZLDTWJ
st /«:;/J/
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I DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
(i w
Pl T ,i"r'.; 666 Feng Bin Road Room 708, Changxing Island
e w:,.ﬁf Shanghai 201913 PR China
&ltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-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: 05.03.06-000732
Subject: NCR No. ZPMC-0736

Reference Description: QA discovered three rejectable UT indications inside areas already inspected and accepted by QC.

The attached Non-Coenformance Repont describes an occurrence where the centractor 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.
| Recurring QC issuc that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 10
Remarks:
During Quality Assurance Ultrasonic Testing (UT) review of welds located in Crossbeam CB13, this Quality Assurance (QA) Inspector

discovered three rejectable UT indications. Specific details pertaining to the nature and location of said indications are as follows:

-Two of these indications were discovered in the Complete Joint Penetration {CJP) weld identified as FB205-038-031.
-FB205-038-031 is a Complete Joint Penctration weld connecting the X203B and X205F components of FB205-038.

-There is a transition of material thickness at this weld joint from 12mm (X203B) to 14mm (X205F).

-The weld joint is not classified as Seismic Performance Critical Material (SPCM).

-The indications found in weld joint FB205-038-031 were measured to be 35mm and 30mm located at depths of approximately 8mm

and 9mm with decibel ratings of ~1dB and +7dB respectively.

-The third indication was discovered in the CIJP weld identified as FB205-0387-036.

-FB205-037-036 is a Complete Joint Penctration weld connecting the X204B and X205F components of FB2(5-038.

-There is a transition of material thickness at this weld joint from 12mm (X204B) to 14mm (X205F).

-The weld joint is not classified as Seismic Performance Critical Material (SPCM).

-The indication found in weld joint FB205-037-036 was measured to have o length of 30mm lacated at a depth of approximately 6mm

with a decibel rating of +6dB.

-These indications are clearly marked on or near the weld.

-Cross Beam CB13 is located out in the open yard, near the Trial Assembly.

The Notice of Witness Inspection (NWIT) No. is 006043. The indication is located within the area previously tested and accepted by
ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform hundred ( 100%)
percent UT inspection of this weld.

For further information, please see the attached pictures. N ,‘7l/ } M K(Z

Action Required and/or Action Taken:

02.02:13 ij

15 04 Yaraivard
N7 s de-onu7i2NCT Received

NCT-000732 28 Jun 10 Pt or?
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NCT

( Continued Page 2 of 2 )

Propose a resolution for the identified non-conformance with revised procedures to prevent future oceurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0736

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

. s . I N
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STATE CF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arncld Schwarzenegger, Gavernar

DEPARTMENT OF TRANSPORTATION ST
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/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.25RB

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, P.R. China Report No: NCR-000774
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 25-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0736

Type of problem:

Welding [ Conerete [J Other
Welding ] Curing [l Procedural Bridge No: 34-0006
Joint fit-up [J Coating (] Other L] Component: CB13

Procedural [J Procedural [] Description:

Reference Description: QA discovered three rejectable UT indications inside areas already inspected and
accepted by QC.

Description of Non-Conformance:

During Quality Assurance Ultrasonic Testing (UT) review of welds located in Crossbeam CB13, this Quality

Assurance (QA) Inspector discovered three rejectable UT indications. Specific details pertaining to the nature

and location of said indications are as follows:

-Two of these indications were discovered in the Complete Joint Penetration (CJIP) weld identified as
FB205-038-031.

-FB205-038-031 is a Complete Joint Penetration weld connecting the X203B and X205F components of
FB205-038.

-There is a transition of material thickness at this weld joint from 12mm (X203B) to 14mm (X205F).

-The weld joint is not classified as Seismic Performance Critical Material (SPCM).

-The indications found in weld joint FB205-038-031 were measured to be 35mm and 30mm located at depths
of approximately 8mm and 9mm with decibel ratings of +~1dB and +~7dB respectively.

-The third indication was discovered in the CIP weld identified as FB205-0387-036.

-FB205-037-036 is a Complete Joint Penetration weld connecting the X204B and X205F components of
FB205-038.

-There is a transition of material thickness at this weld joint from 12mm (X204B) to 14mm (X205F).

-The weld joint is not classified as Seismic Performance Critical Material (SPCM).

-The indication found in weld joint FB205-037-036 was measured to have a length of 30mm located at a depth
of approximately 6imm with a decibel rating of ~6dB.

-These indications are clearly marked on or near the weld.
-Cross Beam CB13 is located out in the open yard, near the Trial Assembly.
The Notice of Witness Inspection (NWIT) No. is 006043. The indication is located within the area previously

‘h/'."" TL-13,0uality dssurance -- Non-Conformance Report Page-dof 3




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

tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC
personnel are required to perform hundred (100%) percent UT inspection of this weld.
For further information, please see the attached pictures.

- . yf&zﬂ%- 8031 P s 1

irh

Ifdication's

4 Refectable UTindication’ y 15
U REBINS-(38E031 0 :

Applicable reference:

AWS D1.5-02 Section 6; Table 6.3 specifies a class “A” indication as having a rating of 10dbs and under for
material thicknesses 8mm through 20mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  D. Sukanthan

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1545 hours, 06-24-10, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1745 hours, 06-24-10, Email

QC Inspector's Name: Lei Tao

Was QC Inspector aware of the problem:

NI it RO o NE e T ;
M TL-15.Quality dssurance -- Non-Confermance Report Poge 2ol 3




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

[ 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: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

‘h'," TL-15.Quality Assurance - Non-Conformance Report Paga Al
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BB R B WS & Rev. No.
Welding Repair Report 0
B EH EEBEAE | AHBS ST BEG
Project Name SFOBB Drawing No Report No. EEWIRILS180
aR% 04-0120F4 AL Ak NDTH% 4%
Contract No - = v
LT ltems Na FLOOR BEAM Report No.of NDT| B787-UT-13607
= ZP06-7 me
: 87
Project No.:
it s 2oV

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UTRGEAMBRBEKESMTR ARG KE. ) FB205-037-036

OACLD
bion g} (Inspector)m Chao H#(Date): _2010.06.24

REEASEETEB -

Draft of welding discontinuity:

i

™%
: \/Sim _\\\\/

J— ]
Pl
\\__

WELD NUMBER:  FB205-037-036




FHEBE:

Caused:

1. BERANLEFE,

1. Did not clear the weld pass completely in time.

% g 71 ft A(Foreman): H_w ‘r\fv }Lg.ia B #i(Date); E? . l},

LEERL
Disposition :
1. MBLESEE I EE—M (D<0.65T, DABAIEIREE, THRML) FRATEIsEIT HS 007 ik 2= b s i ity

2. BRBERIETENE (WPS) HEZIEMAELEN, BlavmnEes,
3. AR b X AT VTR I (RE fk PF 5 4 i R
4. FHEFMCIEAT IS B 5 6 8l AR AT IR AR S

5. AR{EMHER T B ACR) AT 1R 4.

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;
5. Check the welds according to the working drawings.

z shgurt W I!J%H[o»gﬂ'))g

Technical engineer Approved by ) Date

#R787-QCP-900
13788




&k 3 S A
i@ ﬁé% jg, ’{% :jﬁ- k4 Rev. No.
elding Repair Report 0

B &3 rEmEAE | MBS A WERS B

Project Name SFOBB Drawing No Report No. i
il 04-0120F4 L AR NDTHR £ %5

Contract i\io.: ‘ ltems Na FLOOR BEAM | o'; NZ DfiDT B787-UT-13607
AR ZP0B-787 s e

Project No.:

Y E 3856

Correction action to prevent re occurrence:

1. nsER R R E A (a)E .

1. Improve monitoring of welding and interpass cleaning.
% 8] #i Jr A(Foreman):

e

#(Date): hvg

BB WPSE G
Repair WPS No.

WPS-345-SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1
WPS-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1
WPS-345-SMAW-3
G(3F)-Repair
WPS-345-SMAW-4
G(4F)-Repair
WPS-345-SMAW-1
G(1F)-FCM-Repair
WPS-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-SMAW-3
G(3F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair

TE&R
technologist

%wm“ﬂ\
N

P - I TT S I -
Preheat temperature
before gouging

[38°¢

g i Bk B
Description
of discontinuity

&%ﬁﬂﬁﬂﬁf

we()ng disenimy

BT B A 1 i TR A R

Inspection Preheat temperature /{27 ©
before welding A‘G £ before welding C
I Kk ) R B Bl & &

Max. depth of gouging

5

Total length of gouging

)it o

. RERD R HE i [

welder 590 97 4 welding type Fﬁ/ﬁ}'h/ position 5 67
1% B W 3 : % 1 o JE 12 4 58 7 |
Current l@g Voltage Zg‘\ LP Speed // %
BEEERE &
Inspection After repairing:

S W H B R w e en 0o

VT result Inspecior o@r;t}}%\ Date }a/d‘ )} t7"w
NDTH & B R A

NDT result A(A‘ NDT person L/V‘L 6{,{52/0 Date 2o/3 odf .,2,7
JLIE /
Witness/Review:

F/AE

Remark :

~—

#R787-QCP-900

»



@ REPORT OF ULTRASONIC EXAMINATION
UTHRGIR S

REPORT NO. ##%&#&S B787-UT-13607 DATE 2010.06.24 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T###3 & ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM FB205 .
i HEe= 5 mMILERS
REFERENCING CODE &£ ACCEPTANCE STANDARD 5 frvf PROCEDURE NO. %%
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS & JOINT TYPE fR 482554 CALIBRATION DUE DATE {2882 1IEF7800M
FCAW BUTT Dec. 28%7 ,2010
EQUIPMENT ##% MANUFACTURER i1 MODEL NO. #3585 SERIAL NO. iF%I# 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
1CALIBRATION BLOCK itk COUPLANT #5577 MATERIAL/THICKNESS #f R
AWS IIWBLOCK TYPE I C.M.C AT09M-345T2-X 1412mm
TRANSDUCER ##k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hiligs T pjifia B Rt il g Vil i Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #35 R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4}+ Il DISCONTINUITY FRi&g:{E €
5
WELD S 14 |y |~lg ls |5.]s 5 ”
z_  |89x=|ac.|® 2S5 RS LOCATION OF DISCONTINUITY & &
e = | wE | = olf = i i i
IDENTIFICATION | Bk (28|52 2383 Effe e LR T (mm) 28 | &
<E|lnZ|oE s o= g OIE 5 & @
) o € o E& E
JE & S ok gt EL -
TR 45 % g -1 Sound Depth from " g &
S Length From' | From'Y O
alblc|d I Path Surface 5ixX e o
miE | mmEmEe | . o
FB205-037-036 1 70 A 1 431344} 1| +8 20 35 12 0 40 REJ. 100%
FB205-038-031 1 70 A 1 431 34| 1 | +8 20 36 12 0 100 REJ. 100%
2 70 A 1 42 134 1 | +7 20 34 1 -5 200 REJ. 100%
BLANK
EKAM[NED BYk REVIEWED BY
!u? Volo. o kv SunYim /o L obtY -
LEVEL -1l SIGN / DATE LEVEL -1l SIGN [ DATE
FitEa / aom FlFFCUSTOMER
%+ SIGN / Hil DATE % SIGN [ A I DATE

(FORM# ZPQC-UT01)
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' Welding Repair Report 0
T & B A AT E 5 FB205 REHS
Project Name SFOBB Drawing No Report No. s
RS 04-0120F4 L AR NDT3E4 %2
chgtgjg% [\1%9 ltems Na FLOOR BEAM Report No.of NDT| B787-UT-13607
i ZP06-787 me
Project No.:
peies JiF o n

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length. '

(UTHROGRAMBRBAKENMTRAAFKE. ) FB205-038-031

i dab

#E R (Inspector) Wu Chao F #i(Date) : _2010.06.24

A R AR

Draft of welding discontinuity:

Al

A
S
/

4
\____/
\__,,//

>
\\-__/

/
&3
t

i = I

~_ |
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~__| ]
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Bl
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WELD NUMBER: FB205-038-031




FEBRE:

Caused:

1, HRaE kR A oAb BRI

1. Did not clear the weld pass completely in time.

£ j8) fi ¥ A(Foreman): Hw\mw B #(Date): L )&
PEEY) L v
Disposition ®

1. GRS EGE — M (D<0.65T, DgllMaushs, TAARE) SRR QIRLIT 88 0 77 i 2 s AR Bk i
2. SMEEFHETEMNE (WPS) & EMIELE, BHERE
3. FEATRHE R DORUEAT VTR MR L G 52 S 4TS B

4. HERNXK AT EE R 1 B B4R IR 4L 15

5. ARIEHLAESD 2R A B LR RS £ R At

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld,

5. Check the welds according to the working drawings.
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Project No.:
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Correction action to prevent re occurrence:
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1. Improve monitoring of welding and interpass cleaning.
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G(4F)-FCM-Repair
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REPORT OF ULTRASONIC EXAMINATION
T X fh e
UTHRGHE
REPORT NO. R&43S B787-UT-13607 DATE 2010.06.24 PAGE 1 OF1 Revision No: 0
PROJECT NO. : TZ%5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM FB205
i Hs MHIERE
[REFERENCING CODE #:%£#7  |ACCEPTANCE STANDARD #3245 PROCEDURE NO. 2542
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS {7 JOINT TYPE 12423810 CALIBRATION DUE DATE {{ 28 EHXY
FCAW BUTT Dec. 28°7 ;2010
EQUIPMENT ##% MANUFACTURER &35 MODEL NO, #4452 SERIAL NO. 35S
; 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT 47 MATERIALITHICKNESS #1%} i fAF
AWS IIW BLOCK TYPE II C.M.C |AT09M-345T2-X 14/12mm
TRANSDUCER #EL
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER ANGLE | FREQUENCY SIZE
I ‘ AfE bk Rt ik RE k=3 - R
Changchao . 70° 2.5MH=z 18%18mm
Changchao 0° 2.5MH=z 20mm Reference Level #%5 R ' 20dB
[|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4-1 DISCONTINUITY FaEdei g
o w = ‘g
WELD = 4 |w ~ 12 |18 I8 Iz = 3
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IDENTIFICATION | E 1k | i 5 | = = 335k ELAL H (mm) =8| =
—_— = 17}
e % Bw|B®| o F |" I E% | £
RAHITHS g E ~ Sound De[ﬁh from E >
= Length FromX| From'Y | &
alblc|d E Path Surface FEX Yy a
BE | ExmEr | (=
FB205-037-036 1 70 | A | 1 |4a3]|34|1]+8] 20 35 12 0 40 REJ. | 100%
FB205-038-031 1 70 A 1 143|341 (+8]| 20 36 12 0 100 | REJ. | 100%
' 2 70| A | 1 |a2|za|1]+7]| 20 34 11 5 | 200 | REJ. | 100%
'BLANK
EXAMINED BYZE# REVIEWED BY %%
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REPORT NO. fl%5#%E B787-UT-13607R1 DATE 2010.08.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L% ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM FB205 i
HE 45 = i TRES

AWS D1.5-2002

REFERENCING CODE ###lii

ACCEPTANCE STANDARD 4R

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 2% %

WELDING PROCESS #4E i

JOINT TYPE #4831

) CALIBRATION DUE DATE {2 & IE# 2 M

freaw BUTT Dec. 28°7 2010
lEQUIPMENT B MANUFACTURER #li&ifi MODEL NO. #3ES SERIAL NO. 55455
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i€ COUPLANT #5471 MATERIAL/THICKNESS #f kHE B
AWS lIW BLOCK TYPE 1I c.m.Cc A709M-345T2-X 14/12mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i bi:]iid ke Rt 3T bl oE Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Leval 3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
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a|blc|d it Path Surface HX o n
MR | R o
FB205-037-036 | 1R1 | 70 34 ACC. | 100%
FB205-038-031 1R1 | 70 34 ACC. | 100%
2R1| 70 34 ACC. | 100%
AFTER B-WR13788, 13789
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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, P.R. China Report No: NCS-000752
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  07-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0736

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:  25-Jun-2010

Description of Non-Conformance:

During Quality Assurance Ultrasonic Testing (UT) review of welds located in Crossbeam CB13, this Quality
Assurance (QA) Inspector discovered three rejectable UT indications. Specific details pertaining to the nature
and location of said indications are as follows:

-Two of these indications were discovered in the Complete Joint Penetration (CJP) weld identified as
FB205-038-031.

-FB205-038-031 is a Complete Joint Penetration weld connecting the X203B and X 205F components of
FB205-038.

-Thereisatransition of material thickness at thisweld joint from 12mm (X203B) to 14mm (X205F).
-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindications found in weld joint FB205-038-031 were measured to be 35mm and 30mm located at depths
of approximately 8mm and 9mm with decibel ratings of +1dB and +7dB respectively.

-The third indication was discovered in the CIP weld identified as FB205-0387-036.

-FB205-037-036 is a Complete Joint Penetration weld connecting the X204B and X 205F components of
FB205-038.

-Thereisatransition of material thickness at thisweld joint from 12mm (X204B) to 14mm (X205F).
-Theweld joint is not classified as Seismic Performance Critical Material (SPCM).

-Theindication found in weld joint FB205-037-036 was measured to have alength of 30mm located at a depth
of approximately 6mm with a decibel rating of +6dB.

-These indications are clearly marked on or near the weld.

-Cross Beam CB13 islocated out in the open yard, near the Trial Assembly.

The Notice of Witness Inspection (NWIT) No. is006043. The indication is located within the area previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

personnel are required to perform hundred (100%) percent UT inspection of thisweld.

For further information, please see the attached pictures.

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality.

Corrective action taken:

Contractor supplied post repair NDT documentation verifying weld is in conformance with Contract weld
quality requirements. Contractor has also taken action directly with NDT Technicians to avoid similar issues
in the future.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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