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

L ocation: Changxing Island, Shanghai, PR China Report No: NCR-000789
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0751

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: Grillage Internal Stiffeners, Lift 5, East Tower

Procedural Procedural [] Description:

Reference Description: Insufficient Preheat for Welding

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack
Welding (SMAW) of weld joint ESD1-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located
inside East Tower, Lift 5, approximately 300mm from bottom of Lift 5, without sufficient base material
preheat asfollows:

- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base
material within approximately 40mm from the point of welding did not melt.

- East Tower, Lift 5, isdesignated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-U5b requires the minimum
preheat and interpass temperature to be 160°C for material thickness more than 60mm.

Refer to photos below for additional information.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

EAST TOWER
EASTTOWER - LIFT 5
LIFT 5
INTERMAL STIFFENER
INTERNAL STIFFENER
T=65MM
T=70MM

WELD JOINT: ESD1-2E/F-26B

07/06/10 2017

Applicablereference:

AWS D1.5 (2002), Section 4.2.7 requires the base metal material to be at or above the specified minimum
temperature for a distance not less than 75mm in all directions from the point of welding.

Who discovered the problem:  George Goulet

Name of individual from Contractor notified: Cui Zhenghua

Time and method of notification: 2050 hours/ Verbal

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 1430Hrs/ Verbal

QC Inspector's Name: XuJie, Liu Yang

Was QC Inspector awar e of the problem: L] 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 , who represents the Office of Structural Materials for
your project.

I nspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

&ftrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-Jul-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: 05.03.06-000748
Subject: NCR No. ZPMC-0751

Reference Description:  Insufficient Preheat for Welding/Tower/East/Lift 5 Internal Stiffeners

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:
Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack Welding (SMAW) of weld
joint ESD1-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffenerslocated inside East Tower, Lift 5, approximately 300mm from
bottom of Lift 5, without sufficient base material preheat asfollows:
- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base material within
approximately 40mm from the point of welding did not melt.
- East Tower, Lift 5, is designated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-U5b requires the minimum preheat and interpass
temperature to be 160°C for material thickness more than 60mm.

References:
AWS D1.5 (2002), Section 4.2.7 requires the base metal material to be at or above the specified minimum temperature for a distance not
lessthan 75mm in all directions from the point of welding.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance item and document that the deficiency has been brought into 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.

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

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0751

Y/ 05.03.06-000748,NCT
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cc: Rick Morrow, Gary Pursell, Mark Woods
File 05.03.06

05.03.06-000748,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: 21-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-000785 Rev: 00
Ref: 05.03.06-000748

Subject:  NCR No. ZPMC-0751

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges that there was insufficient preheat during welding and will provide NDT documentation after
NDT is complete to show that the weld is acceptable.

ZPMC acknowledges that there was insufficient preheat during welding and will provide NDT documentation after NDT is complete to show that
the weld is acceptable. In this case, the foreman and inspector involved have been fined to reinforce the severity of this non conformance and to
prevent future occurrences and ensure that the WPS parameters are followed. ABFJV and ZPMC Both ABFJV and ZPMC have in place a
program to track when non conformances occur and who the responsible inspector was at the time it occurred that could have stopped the non
conformance from occurring. Based on these actions and forthcoming acceptable NDT, ZPMC requests that this proposal be approved with
actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000785R00;

Caltrans' comments: Status: AAP
Date: 21-Sep-2010

This proposed resolution is accepted with action pending. This NCR will be considered closed once the proper NDT documentation is
submitted and reviewed.

Submitted by:  Eagen, Sean Date: 21-Sep-2010
Attachment(s):

‘E}' Page 1 of 1



(ZBMc No. T-165

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-09-20
REGARDING: NCR-000789(ZPMC-0751)

ZPMC received NCR-000789(ZPMC-0751), it mentioned that QA observed ZPMC
personnel performing SMAW welding on weld joint ESD1-TL5-2E/F-26B without sufficient
base metal preheat.

ZPMC had realized this problem and all the welds shall be sufficient preheatea 7-
according to relevant WPS requirements. Also, ZPMC had inculeated the foreman to
enhance the management and control of welding and it must be checked by QC before and
during welding. In order to improve their quality performance in the future, necessary
economy punishment for them had been carried out for warning, and this would make a
deep reflection in their brain,

The related NDT reports will be provide later to show the weld is sound, basing on

above ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000789(ZPMC-0751)
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i DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
A\ 333 Burma Road
S Oakland CA 94607

ltrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 12-Jul-2010

375 BURMA ROAD

CAKLAND 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: 05.03.06-000748
Subject: NCR No. ZPMC-0751

Reference Description:  Insufficient Preheat for Welding/Tower/East/Lifi 5 Internzl Stiffeners

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below: ol
Material or Workmanship not in conformance with contract documents.
Quality Controf (QC) not performed in conformance witli contract documents.
] Recurring QC issue that constitules a systematic problem in quality control.
[] Non-Conformance Resolved.
Material Location: Tower Lift: 05
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack Welding (SMAW) of weld
Jjoint ESD-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located inside East Tower, Lift 5, approximately 300mm from
bottom of Lift 5, without sufficient base material preheat as follows:
- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base material within
approximately 40mm from the point of welding did not mel.
- East Tower, Lift 5, is designated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-U3b requires the minimum preheat and interpass

temperature 10 be 160°C for material thickness more than 60mm.

References:
AWS D1.5 (2002), Section 4.2.7 requires the base metal material to be at or above the specified minimum temperature for a distance not
less than 75mm in all directions from the point of welding.

Action Required and/or Action Taken:
Propose a resolution for the identified non-c—onfbnnancc item and document that the deficiency has been brought into compliance with
contract requirements. Also propose a resolution that addresses the apparent failure of Quality Control 1o identify the non-conformance
with the appropriate Welding Procedure Specification (WPS). Provide documentation of the steps taken by the Quality Conirol

Manager to prevent future occurrences.

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

Transmitted by: Gina Rizzardo Transportation Engineer
Attachments;  ZPMC-0751"

02.02:1 : Received
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( Conrinued Page 2 of 2 )

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

N 05.03.06-000748nCT
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amnold Schwarzenegger, Governor
DEPARTMENT OF TRANSPORTATION g
DIVISION OF ENGINEERING SERVICES AR
Office of Structural Materials i 1.. # s;

Quality Assurance and Source Inspeclion b
Contract #: 04-0120F4
Bay Area Branch T

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 5 .

(707) 649-5453 File #:  69.25B

{707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PR China : Report No: NCR-000789
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0751

Type of problem: L

Welding Concrete [1 Other L]

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

Joint fitup [] Coating (] Other O Component: Grillage Internal Stiffeners, Lift 5, East Tower
Procedural Procedural [] Description:

Reference Description: Insufficient Preheat for Welding

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack
Welding (SMAW) of weld joint ESDI-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located
inside East Tower, Lift 5, approximately 300mm from bottom of Lift 5, without sufficient base material
preheat as follows:

- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base
material within approximately 40mm from the point of welding did not melt,

- East Tower, Lift 5, is designated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-U5b requires the minimum
preheat and interpass temperature to be 160°C for material thickness more than 60mm.

Refer to photos below for additional information. -
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 of 2 )

EAST TOWER
LIFT!S
INTERNAL'STIFFENER
55 TeroMM

EASTTOWER: LIFT'S
INTERNALSTIFRENER
T = 65MM
WELD JOINT: ESD12E/F-268

07/06/10 2017

Applicable reference:

AWS D1.5 (2002), Section 4.2.7 requires the base metal material to be at or above the specified minimum
temperature for a distance not less than 75mm in all directions from the point of welding.

Who discovered the problem:  George Goulet

Name of individual from Contractor notified: Cui Zhenghua

Time and method of notification: 2050 hours/ Verbal

Name of Caltrans Engineer notified: Jim Reid

Time and method of notification: 1430Hrs/ Verbal

QC Inspector's Name: Xu Jie, Liu Yang

Was QC Inspector aware of the problem: [ 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 , who represents the Office of Structural Materials for

your project.
Inspected By:  Ng,Michael QA Inspector
Reviewed By: Devey,Jim < SMR

‘hz_ TL-13,Quality Assurance - Non-Conformance Repor! Page ol




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: 14-Oct-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-000785 Rev: 01
Ref: 05.03.06-000748

Subject: NCR No. ZPMC-0751

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing NDT of the weld to show that despite the insufficient preheat the weld is still acceptable.

ZPMC is providing NDT of the weld to show that despite the insufficient preheat the weld is still acceptable. This particular non conformance is
not a common occurrence recently, discussions with the QC and workers as well as the NCR issued by ZPMC’s QA should prevent this
occurrence from becoming systematic. If this issues does become increasingly frequent, ABFJV will provide more formalized training to deal
with this issue. Based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000785R01,;

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

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0751 is closed.

Submitted by: Eagen, Sean Date: 14-Oct-2010
Attachment(s):

‘E}'I Page 1 of 1



(ZBMc] No. T-174

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-10-14
REGARDING: NCR-000789(ZPMC-0751)

ZPMC received NCR-000789%(ZPMC-0751), it mentioned that QA observed ZPMC
personnel performing SMAW welding on weld joint ESD1-TL5-2E/F-26B without sufficient
base metal preheat.

Basing on ABF-NPR-000785, here provides related NDT reports to show the welds be

sound, since ZPMC hope CT could take a review and close this NCR.
ATTACHMENT:

NCR-000789(ZPMC-0751)
T787-UT-3251

Z}wwj( Z‘ w/&

TP 1%




L DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
T 333 Burma Road
i Oakland CA 94607

&ftrans Tel: 510-206-0539 Fax: 510-286-D550
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-Jui-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 Supersiructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000748
Subjeet; NCR Ne. ZPMC-0731

Reference Description:  Insufficient Preheat for Welding/Tower/EasvLift 5 Internal Stiffencrs

The aimciﬁed Non-Conformance Report deseribes 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 constilutes a systemalic problem in quality control.
[] Non-Conformance Resolved.
Material Loecation: Tower Lift: 05
Remarls:
Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack Welding (SMAW) of weld
Jjoint ESD1-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located inside East Tower, Lift 5, approximately 300mm from
bottom of Lift 5, without sufficient base material preheat as follows:
- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base material within
approximately 40mm from the point of welding did not melt.
- East Tower, Lifi 5, is designated as A709M, HPS 485W-T2, WPS-B-T-3213-TC-U5b requires the minimum preheal and interpass

temperature to be 160°C for material thickness more than 60mm.

References:
L o at . et

AWS D1.5 (2002), Section 4.2.7 requires the base melal material to be at or above the specified minimum temperature for a distance not
less than 75mm in all directions from the point of welding.

Action Required and/or Action Taken:
Propose a resotution for the identified non-conformance item and document that the deficiency has been brought into compliance with
contract requiremnents. Also propose a resolution that addresses the apparent failure of Quality Control to identify the nofi-conformance
with the appropriate Welding Procedure Specification (WPS). Provide documentation of the sleps taken by the Quality Control

Manager to prevent future occurrences.

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

Transmitted by: Gina Rizzardo Transportation Engineer
Attachments: ZPMC-0751

02.02:1p,04 Received
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ee: Rick Morrow, Gary Pursell, Mark Woods
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION A
DIVISION OF ENGINEERING SERVICES 4 bt
Office of Structural Malerials LRt <
Quality Assurance and Source Inspeclion

"

Contract #: 04-0120F4
Bay Area Branch

696 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/139
Vallejo, CA 94592-1133 Bt

e et File #:  69,25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PR China Report No: NCR-000789
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0751

Type of problem:

Welding Concrete [] Other ]
Welding [0 Curing [0 Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating [0 Other [0 Component: Grillage Internal Stiffeners, Lift 5, East Tower
Procedural Procedural [] Description:

Reference Description: Insufficient Preheat for Welding

Description of Non-Conformance: ‘

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack

Welding (SMAW) of weld joint ESD1-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located

inside East Tower, Lift 5, approximately 300mm from bottom of Lift 5, without sufficient base material

preheat as follows:

- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base

material within approximately 40mm from the point of welding did not melt.

- East Tower, Lift 5, is designated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-USh requires the minimum
preheat and interpass temperature to be 160°C for material thickness more than 60mm.

Refer to photos below for additional information.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

EAST TOWER
LIFT S |
HNVERNALSTIFFEMER
T ZOMMES

EASTTOWER: LIFTIS
INTERNAL STIFFENER
Ti= 65MM

WELD IDINTIESD1 E(F268) 0

Applicable reference:

AWS D1.5 (2002), Section 4.2.7 requires the base metal material to be at or above the specified minimum
temperature for a distance not less than 75mm in all directions from the point of welding.

Wheo discovered the problem:  George Goulet

Name of individual from Contractor notified: Cui Zhenghua

Time and method of notification: 2050 hours/ Verbal

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 1430Hrs/ Verbal

QC Inspector's Name: Xu Jie, Lin Yang

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

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact , who represents the Office of Structural Materials for

. your project. . “e - - .
Inspected By: Ng,Michael QA Inspector
Reviewed By:  Devey,Jim SMR

ﬁ TL-15,Quality Assurance — Non-Conformance Report Page 2af 2




CZBMC

UTH GRS

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. i#{%44' T787-UT-3251 DATE 2010.09.26 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : I'iE44 ') ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: TOWER(E) FIETH ~ PRAWING NO.: AR EAE CALTRANS CONTRACT NO.: 04-0120F4
4 B LITING FLOOR BEAM 1pey.o1 DA TR
REFERENCING CODE Z:4hi3i ACCEPTANCE STANDARD %% {7 PROCEDURE NO. #2/i45 )
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS Fi ik

JOINT TYPE 48257

CALIBRATION DUE DATE {%

B
ity

FE AT 0

SMAW T-JOINT Dec. 2857 ,2010
EQUIPMENT i # MANUFACTURER i fi MODEL NO. Eatégts SERIAL NO. Ji:4il45 45
UT SCOPE PANAMETRICS EPOCH-4B O aBEa11,
CALIBRATION BLOCK iR COUPLANT #1455 MATERIALITHICKNESS ki #HE ¥
AWS IIW BLOCK TYPE 1 c.M.C A709M-HPS-485WT2-2Z 70/65/90mm
TRANSDUCER ##:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
it i A R it i S Rt
Changchao 70° 2.5MHz 18x18mm Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level 23 R4 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ DISCONTINUITY A&k £
. &
WELD S |3 |y |~z |2 15| E s
z.. | 9u|x. = BelSEEEE D LOCATION OF DISCONTINUITY 5= &
oy = | wE| = c o8 s W s
IDENTIFICATION |2k [ 25|52 |5 E3|23 5858 AL T (mm) z £
<33 | pma | o4 A O - = = m
O™ | g & Q £ E
AL S =] = et
RIS 46 = E = Sound Depth from i " % s
= Length From'X | From'Y O
a|b|c|d 1 Path Surface sy iy @
: O T ' =
ESD1-TL5-2F/F-7A/B 70 40 ACC. | 100%
45 36 ) ACC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2F/F-8A/B 70 40 ACC. | 100%
1 45 A 2 |46|36|10] 0 20 150 25 -20 530 REJ. | 100%
2 45 B 1 142|365 |+1| 20 91 64 -35 340 REJ. | 100%
0 13 ACC. | 100%
ESD1-TL5-2F/F-1A/B | 1 70 B 1 |46|40| 6| 0 40 100 32 0 20 REJ. | 100%
[EXAMINED BY L3¢ REVIEWED BY 'ds'@
j ; 7
LEVEL-1l SIGN / DATE 2l . F’T 3’5 LEVEL -1l SIGN / DATE ololo - "f?/g
A3 / QcM N g Jil "CUSTOMER b
%% SIGN / B DATE N A ’f b e siong A i DATE

(FORM# ZPQC-UT01)




i
ZPMCc] UTHRG k2
= —~
REPORT NO, #1#it)  T787-UT-3251 DATE 2010.09.26 PAGE 2 OF 3 Revision No: 0
DECIBELS 4}l DISCONTINUITY gk e
) 5
WELD S |3 |8 |~ls [z I5.]s = =
z_ |Zx=|<_|® E5ET TofE 2 LOCATION OF DISCONTINUITY 2= &
oy = w = = i 0 = CEL =
IDENTIFICATION | 2k [ S| 5 = Sl SHEC|EE AER T (mm) £z | €
SF g [ DU: 3 @ = < |- 52 §
PA%E g o n b= g
FREEEBI GRS =4 g:.. = Sound Depth from . S v
- Length From'X | From'Y 0
a|(b|c|d 1t Path Surface 5ix sy k]
o omr | mkme | T - 2
45 36 ACC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2F/F-2A/B 70 40 ACC. | 100%
45 36 ACC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-20A/B | 1 70 B 1 (48|40 7 |+2]| 30 115 36 -25 720 REJ. | 100%
2 70 B 1 14940 7 [+2] 30 115 35 -25 560 | REJ. | 100%
3 45 B 2 |47 |36 10| +1| 100 155 21 -5 0 REJ. | 100%
4 45 A 1 (44|36 4 [+4] 110 76 54 -20 0 REJ. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-8A/B 70 40 ACC. | 100%
1 45 A | 2 |50[36|10]+4| 110 145 28 -10 70 REJ. | 100%
2 45 B 1 144|368 4 |+4] 110 70 50 -10 60 REJ. | 100%
3 45 B 1 |44)|36| 4 |+4]| 40 69 47 -10 360 REJ. | 100%
0 13 AcC. | 100%
ESD1-TL5-2E/F-7TA/B | 1 70 A | 148|408 0 80 130 43 20 620 REJ. | 100%
2 45 A | 1 |43|38| 3 |+| 20 62 44 -25 0 REJ. | 100%
3 45 B [ 2 |48]|36| 9 |+3] 15 143 29 -20 0 REJ. | 100%
4 45 B | 2 |46]|36) 8 |+2] 30 120 46 -5 140 REJ. | 100%
5 45 B | 2 |50]|36|9|+5] =20 143 29 -10 180 REJ. | 100%
0 13 ACC. | 100%
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. 4#i%#ii} T787-UT-3251 DATE 2010.09.26 PAGE 3 OF 3 Revision No: 0
DECIBELS4} DISCONTINUITY itk =
. g
WELD g = u ~ |5 I8 I8 I = P
z . |8xa.|® = 3|5E[E 8z 2 LOCATION OF DISCONTINUITY s %
e = | L =] & - B = ALk e i
IDENTIFICATION | 2 Ik ez |E B3Es 5&fs g AL (mm) 2 £
TH|nZ|OR = [ R |E = @
R g% £
P Eg gl £
REEER T4 g E = Sound | Depth from . \ 5 w
o Length From'X | From'Y 0O
a b c d ik Path Surface gix sy 0
= mE | s | o
ESD1-TL5-2E/F-21AB | 1 70 A 1 |48|40] 6 |+2| 20 105 35 -20 760 REJ, | 100%
2 45 A 1 (42|36 3|+3] a0 63 44 -10 120 REJ. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-1A/B 70 40 ACC. | 100%
1 45 B 2 | 51|36 10|+5]| =20 155 21 0 100 REJ. | 100%
2 45 B 2 49|36 8 |+5] 40 126 41 -20 250 REJ. | 100%
3 45 B 2 14936 8|+5]| s0 126 41 -20 400 REJ. | 100%
4 45 B 2 |52)36]10|+6] 30 155 21 -5 700 REJ. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-2A/B 70 40 ACC. | 100%
45 36 AcCC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-17A/B 70 40 ACC. | 100%
45 36 ACC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2E/F-26A/B 70 40 _ Acc. | 100%
45 36 ACC. | 100%
0 13 ACC. | 100%
ESD1-TL5-2B/F-13 70 40 ACC. | 100%
45 36 ACC. | 100%
0 13 ACC. | 100%
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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

L ocation: Changxing Island, Shanghai, PR China Report No: NCS-000786
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  14-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0751

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:  06-Jul-2010

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing Shielded Metal Arc tack
Welding (SMAW) of weld joint ESD1-TL5-2E/F-26B, 65mm to 70mm grillage internal stiffeners located
inside East Tower, Lift 5, approximately 300mm from bottom of Lift 5, without sufficient base material
preheat asfollows:

- Multiple 160°C Tempilstik temperature indicator marks applied by this QA Inspector to the adjacent base
material within approximately 40mm from the point of welding did not melt.

- East Tower, Lift 5, isdesignated as A709M, HPS 485W-T2. WPS-B-T-3213-TC-U5b requires the minimum
preheat and interpass temperature to be 160°C for material thickness more than 60mm.

Contractor's proposal to correct the problem:

Contractor to provide NDT report to show areas with insufficient preheat are acceptable as well asissuing an
internal NCR to prevent this occurrence from happening in the future. If incidents persist, Contractor will
provide aformal documented training.

Corrective action taken:

ZPMC submitted aNDT report to show that the weld is acceptable, and ZPMC issued an internal NCR for
personnel involved in the incident.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

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

I nspected By: Ng,Michael Quality Assurance I nspector

Reviewed By: Devey,Jm QA Reviewer
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