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: Chanxing Island, Shanghai, China Report No: NCR-000810
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0772

Type of problem:

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

Procedural [ Procedural [1 Description:

Reference Description: Heat Straightening without Engineer's Prior Approval

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3017B, and
EP3024A, QA discovered the following issue:

-ZPMC personnel heat straightening excessive distortion on non Seismic Performance Critical Material (NON
SPCM) material distorted by welding without the Engineers approval .

-The effected Edge Plates are identified as EP3017B (PL3209A) and EP3024A (PL3353A).

-The deviation from flat as measured by this QA inspector is 35mm per 2000mm in Edge Plate (EP3024A).
-The deviation from flat as measured by this QA inspector is 21mm per 2000mm in Edge Plate (EP3017B).
-The Material thickness for both panelsis 12 mm.

-This Edge Plateis located in Sub assembly Bay#10.

For further information, please see the attached pictures below.

~ 2000M0m:
A7

Distortion Measured approx.
20mm in 2000mm from top s
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

~

ZPN( Heat Straightening Report, ; e e e
HSR1 (B) 8786 S g

EP3017B.

Distortion Measured approx.
15mm in 2000mm from Top side.

07.21.2010 14:36

5 Lift 13A Edge Plate.

on measured approx.
21mm in 2000mm.

07.21.2010 14:35

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

Caltrans Special Provisions Section 8-3: “For material up to 16 mm, the Contractor shall not heat straighten
members more than 6 in 1000 without prior approval of the Engineer”.

Who discovered the problem:  Shailesh Gaikwad

Name of individual from Contractor notified: Liu Chen

Time and method of notification: 14:30 hours_07-21-2010 Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 18:10 hours_07-22-2010 Email

QC Inspector's Name: Sun Tian Liang

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

NA

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

Page 2 of 3



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

Office of Structural Materials for your project.

Inspected By: Devey,Jm SMR

Reviewed By: Wahbeh,Mazen SMR

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



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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 23-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: 05.03.06-000767
Subject: NCR No. ZPMC-0772

Reference Description:  Heat Straightening without Engineer's Prior Approval

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: OBG Lift: 13
Remarks:
During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3017B, and EP3024A, QA
discovered the following issue:
-ZPMC personnel heat straightening excessive distortion on non Seismic Performance Critical Material (NON SPCM) material
distorted by welding without the Engineers approval.
-The effected Edge Plates are identified as EP3017B (PL3209A) and EP3024A (PL3353A).
-The deviation from flat as measured by this QA inspector is 35mm per 2000mm in Edge Plate EP3024A).
-The deviation from flat as measured by this QA inspector is 21mm per 2000mm in Edge Plate EP3017B).
-The Material thickness for both panelsis 12 mm.
-This Edge Plateis located in Sub assembly Bay#10.
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: Laraine Woo Transportation Engineer
Attachments: ZPMC-0772

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

Y/ 05.03.06-000767,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-000761 Rev: 00
Ref: 05.03.06-000767

Subject: NCR No. ZPMC-0772

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the approved HSRs that accurately show the work that was being performed at the time of heat
straightening.

ZPMC is providing the approved HSRs that accurately show the work that was being performed at the time of heat straightening. ZPMC QA
talked with the production team leader and determined that he believed the HSR was approved at the commencement of work. ZPMC QA
instructed him to call them next time to ensure that was the case on not assume that the work had been approved. Based on these
documents, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000761R00;

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):

Page 1 of 1



@ | T No. B-84% 64
- LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-09-02
REGARDING: NCR-000810(ZPMC-0772)

ZPMC has released the approved HSRs as attached. The measurement by utilizing 2000mm
templeted in NCR was not specified. ZPMC has recorded the correct distortions on panel in the
HSRs. ZPMC QA have instruct the production of the requirment of engineer’s approval prior to
performed any heat straightening when the distortion of panel exceeding 6/1000mm in length.
Based on this and the provided documentations, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000810(ZPMC-0772)
HSR(B)-387 RO
B787-MT-25566
HSR(B)-388 RO
B787-MT-25567
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 23-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: 05.03.06-000767
Subject: NCR No. ZPMC-0772

Reference Description:  Heat Straightening without Engineer’s Prior Approval

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Contrel (QC) not performed in conformance with contract documents.
[l Recurring QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: OBG Lift: 13
Remarks:
During the Caltrans Quality Assurance in-process observations of the fubrication of Edge Plate EP3017B, and EP3024A, QA
discovered the following issue:
-ZPMC personnel heat straightening excessive distortion on non Seismic Performance Critical Material (NON SPCM) material
distorted by welding without the Engineers approval.
-The effected Edge Plates are identified as EP3017B (PL3209A) and EP3024A (PL3353A).
-The deviation from flat as measured by this QA inspector is 35mm per 2000mm in Edge Plate EP3024A).
-The deviation from flat as measured by this QA inspector is 21mm per 2000mm in Edge Plate EP3017B).
-The Material thickness for both panels is 12 mm.
-This Edge Plate is located in Sub assembly Bay#10.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0772

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

N7 0s5.05.06-000767,NCT Page  of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY ) ) Armnold 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 . ]
(707) 648-5453 File#: 69.25B

{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT =

Location: Chanxing Island, Shanghai, China Report No: NCR-000810
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 21-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0772

Type of problem:

Welding (1 Concrete [ Other

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

Joint fit-up [J Coating [J] Other [J  Component:

Procedural [ Procedural [ Description:

Reference Description: Heat Straightening without Engineer's Prior Approval

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3017B, and
EP3024A, QA discovered the following issue:

-ZPMC personnel heat straightening excessive distortion on non Seismic Performance Critical Material (NON
SPCM) material distorted by welding without the Engineers approval.

-The effected Edge Plates are identified as EP3017B (PL3209A) and EP3024A (PL3353A).

-The deviation from flat as measured by this QA inspector is 35mm per 2000mm in Edge Plate (EP3024A).
-The deviation from flat as measured by this QA inspector is 21mm per 2000mm in Edge Plate (EP3017B).
-The Material thickness for both panels is 12 mm.

-This Edge Plate is located in Sub assembly Bay#10.

For further information, please see the attached pictures below.

Distortion Measured approx.

plafihaximdm dist

.—.A épﬁ; r{']!' ) - ] i 2 ._“ > =
aperson rform 1 Ll
G 5 E ) [ " 20mm in 2000mm from top side.

AL
07.21.2010
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )
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Applicable reference:
AWS D1.5/2002 Section 3.7.3: “Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of a limited amount of localized heat as approved by the engineer”.

Caltrans Special Provisions Section 8-3: “For material up to 16 mm, the Contractor shall not heat straighten
members more than 6 in 1000 without prior approval of the Engineer”.

Who discovered the problem:  Shailesh Gaikwad

Name of individual from Contractor notified: Liu Chen

Time and method of notification: 14:30 hours_07-21-2010_Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 18:10 hours_07-22-2010_Email

QC Inspector's Name: Sun Tian Liang

Was QC Inspector aware of the problem: [J Yes 4] No

Contractor's proposal to correct the problem:

NA

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

h,i_, TL-15,Quality Assurance -- Non-Conformance Report Page2of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 30f 3 )

Office of Structural Materials for your project.

Inspected By: Devey,Jim SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁz TL-15,Quality Assurance -- Non-Conformance Report Page 3 of 3



'1
VT-6822] 48228, MT-25566

HSR(B)-387

——— . A= & E Report #
/QI &E ﬁ ~ M2 Revision # 0
Hear Straightening Report(HSR) H#Date  [2010.07.21 J

FBIHRAHF San Francisco Oakland Bay Bridge

CALTRANS #04-0120F 4 TEFEIOBY . ZPos-787

ZkfiAssembly: L2 Quallty Control Representative

i Sub-Assembly: PN

BERGird:  The 13 Iift EP3017A AR Quality Assurapce Manager-~Approval

BB Tower: L Va'naa e e N - 7 ; -~

REEBWeld No: —884~076- {024 025 ,008,19,032, 033 53f o3 040, 08, o4 ~04], 050,051, §

#2483 B SWeld Map No: EP3017-001¢, 083,954 057 085, of] 042, 045, 08F. o5 616, 07,072,675 074

1L Description of Condition :

ause s VVelding distorion FERIE Vi A0 20(0, .27

Welding distoriion EiEa & ; / 1
| VEGETER %

BB BB (Defect Removal Mefhod);

Using hand torch and Gounmeig,ht..{ﬁ-ﬂ?Kﬁﬁ%&iﬁﬁ‘ﬁeﬁﬁ&k.

JE4ENDE(Post-Removal NDE):

After finistiing heat stralghtening, the weld of the'heal area shall parform 100% VT,MT and OT
according to the approved shop drawing HEX S, RSB RN B RS 100% VT MT and
UT 03,

#IE#Hi(Corrective Action(s)):
: {vumoer-of application

Increase the fange anti-tieformation 2liowance duriap the course of fit-up.and Control ihe welding parametars

accoding 1o associated WPS, e AP L L EL S D HEGXWPSHH R Y,
4ccoding o associated WPS. # 2B 1 41 7 8o HEH

aXimUm mprafure) <850

A& Sketch

H.$. Vate W[oq‘p]

o -

-y

g [

T=12

\
e
S

-,
<

e,
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s

Ea!!ﬁ Countwei;ht:
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Kﬁ%hgn\w grch)
N Z f;‘ ZJ 2.5

Conduct the heat straightening combining

with the weight according to the actual
defo_rmed area ,if necessory.

U5 ;AT 4y 25mm, A BHE SO0~ 100rm .

NOTE:the max deforrmotion is about 25mm
heat straightening the width is S0~100mm.

% Weighle <hall be placed Steh Hiat

Locces ot 4\??\(2 P”{'S‘Szve_‘y

—a

***To be signed when Clpsf'nq HSR~Verify

compliance and all necessary reports are ready io attach**

1 o =
HrB& R Inspector: YM qu Pulﬂ & Signature: T z_’R ¥
CWi 0712125 W
11 B2 NDE Cortifigation; ‘Level Il Closing Date: 22[(0.7.29
B3 EHAC Manager T il b, # % HifiReview Date: | ¥z | (o

2002,

asd
Note: All repair work shajl be performed in‘Ec‘éord!Vce with applicable CALTRANS approved procedures, conlract specilications and AWS D1 5

#R787-QCP-1100

This document js Apgﬂﬁié%ﬂs hv'h—&{

State of Califomj
e L orynon
St San fions.

e %%gg?;?w /, i



| REPORT OF MAGNETIC [PARTICLE EXAMINATION

T

Lu.

%TSIGNIEﬁ]DATE 20/, 07 20

T A R AR 45
REPORT NO. #4418 B787-MT-25566 DATEH#3 2010.07.30 PAGE OFJE 1/3 Revision No: 0
PROJECT NO. CONTRACTOR: - :
. P06-787 CALTRANS
IB4E: z J=
DRAWING NO. EP3017-001 CALTRANS CONTRACT NO.:
e 04-0120F4
mE. 13th lifting edge plate I TEES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
P ] B2 BhHRE {8 e 20
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT 4% MANUFACTURER $:&74 MODEL NO. #5435 SERIAL NO. #4585 - °
EMT YOKE PARKER B310S 5395 5617 5620
|MAGNET12‘NG METHOD COHtinuous magnefjc yoke CURRENT Ac
REAb Tk AR Ceh
70~150mm
gl TR BAEE
MATERIAL TO BE + WELDING #34: i i
i Material & thickness ATOOM-345T2-X
EXAMINED O CASTING #4 BHH JEEE
R O FORGING i 16/12/25mm
ING PROCE TYPE OF JOINT
WeET RORESD FCAW T-JOINT
TR ot i)
TNt ACCEPT REJECT REMARKS
WELD 1.D.
ey INDICATION TYPE GRILLL Qs Jalk s
= Eceil]
EP3017-001-024 ACC. 100%MT
EP3017-001-025 ACC. L00%MT
EP3017-001-028 ACC. 100%MT
EP3017-001-029 ACC. 100%MT
EP3017-001-032 ACC. 100%MT
EP3017-001-033 ACC. 100%MT
EP3017-001-036 ACC. 100%MT
EP3017-001-037 ACC. 100%MT
EP3017-001-040 ACC. 100%MT
EP3017-001-041 ACC. 100%MT
EP3017-001-044 ACC. 100%MT
EP3017-001-045 ACC. 100%MT
EP3017-001-046 ACC. 100%MT
EP3017-001-047 ACC. 100%MT
EXAMINED BY# q/ REVIEWED BY i
Xu Bing \;\\f\ \ {U\., CB{ (’ :L/ “.—Xr n
LEVEL - I SIGN m-'. / DATEEI;sa ) / a . 7 kz 9 LEVEL-I  SIGN ! DATEBRM 1 p / a 770
S8 / QCM o Fl 7 CUSTOMER { L

45 SIGN / Bl DATE

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION

S

¥ SIGN/ B DATE /0. o/ 20

L M C s
Tk R B4 o
REPORT NO. {45448 B787-MT-255686 -|DATER #{ 2010.07.30 PAGE OFIY 2/3 Revision No: 0
PROJECT NO. CONTRACTORT — .
ZP06-787 CALTRANS
TREES: A P
S - CALTRANS CONTRACT NO.:
. 04-0120F4
B 13th lifting edge plate InHTRES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BERTHT ERATR BIFGS BB A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2010
EQUIPMENT # 4 MANUFACTURER #1351 MODEL NO. #3245 SERIAL NO. ##5E i
IMT YOKE PARKER B3108 5395 5617 5620
IMAGNET'Z]NG METHOD Continuous magneﬁc yoke CURRENT i
Rk B RS B
70~150mm
Rt FRB eidal
MATERIAL TO BE + WELDING i
PR Material & thickness AT09M-345T2-X
EXAMINED O CASTING & B M
R O FORGING it 16/12/25mm
ELDING P TYPE OF JOINT
WLl ROCESS FCAW T-JOINT
R , 1RapaRl
DESCONTINUTE AR ACCEPT REJECT REMARKS
WELD 1.D. eI ]
e INDIGATION TYPE i I Tl P
B ki
EP3017-001-050 ACC. 100%MT
EP3017-001-051 ACC. 100%MT
EP3017-001-053 ACC. 100%MT
EP3017-001-054 ACC. 100%MT
EP3017-001-057 ACC. 100%MT
EP3017-001-058 ACC. 100%MT
EP3017-001-061 ACC. 100%MT
EP3017-001-062 ACC. 100%MT
EP3017-001-065 ACC. 100%MT
EP3017-001-066 ACC. 100%MT
EP3017-001-069 ACC. 100%MT
EP3017-001-070 ACC. 100%MT
EP3017-001-071 ACC. 100%MT
EP3017-001-072 ACC. 100%MT
|EXAMINED BY:47 : 5 REVIEWED BY ##
B li K Y A X
Xu Bing X\}\ %”“W [A—r‘[(“\}'t(\
|LEVEL-1I SIGN#%Z4 | DATEAM 1.0 [ﬂ g (7 ‘ZO LEVEL-l  SIGN i DATERM e / b 7 ¢ ?O
Ffit&I / QCM FAFCUSTOMER '

%5 SIGN / B4 DATE

(FORM# ZPQC-MTO1)




ZPMC

=1

-

REPORT OF MGNETICIPARTICLE BEXAMINATION
Rl

REPORT NO. {425 B787-MT-25566

DATEE 4 2010.07.30

PAGE OFT% 3/3

Revision No: 0

CONTRACTOR:

PROJECT NO.
ZP0B-787 CALTRANS
ITEHEE. H 5
DRAWING NO. ——— CALTRANS CONTRACT NO.:
s e 04-0120F4
HE: 13th lifting edge plate I RS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEAEHT BZing EFHe B ER L
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" ,2010 -
EQUIPMENT #4% MANUFACTURER #3& /i MODEL NO. #3452 SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNET'Z]NG METHOD Continuous magneﬁc yoke CURRENT
i a AC
By Ridnsl g L5
; 70~150mm
wAER FrEs i meE
MATERIAL TO BE v WELDING #1844 i
Material & thickness AT09M-345T2-X
EXAMINED O CASTING %1% R
BaHE O FORGING i 16/12/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
TR byl
WELD 1.D SECONTINUIT YRRt ACCEPT REJECT REMARKS
.D. - J MA
Py INDICATION TYPE WLENGEE'N ™ = P pid
B =gy
EP3017-001-075 ACC. 100%MT
EP3017-001-076 ACC. 100%MT
AFTER HSR(B)-387
BLANK
EXAMINED Bﬁ;%k : REVIEWED BY ##
Xuqu X\k (({\'[JX C{;{»f \,!\flflwq
LEVEL-1I ' SIGN £L | DATEEH o [ 0 7 ﬂ 0 LEVELl  SIGN I DATER#] 7 / 0.7 {0
i ezE / QcM b o o H /" CUSTOMER !
WMA{A_.
455 SIGN / H#i DATE >9/0 5;7 A0 S SIGN / Bili DATE

(FORM# ZPQC-MT01)
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VT- 48225, 68226, /\’\T’JS%Z )
e iwrs g, | s

e Ra——

Heat Straightening Report(HSR) H#Date  [2010.07.21 l
FEHRAHFSan Francisco Oakland Ba v Bridge
CALTRANS #04-0120F4 LEHEJOBE . 7P06-787
#HcAssembly: FEEA2/Quality Control Representative
4 Sub-Assembly: XN —
FEGId: The 13 lift EP3024A JE 222 /Quallly Assurance Manager~Approval
B Tower, N/A W
L2 Weld No: 001~030
1REEH B B Weld Map No: |EP3024A-001

152857 Description of Condition

n

CauselR Welding distortion BTG R
Type of DefectirE: Velding distortion T2 IR

spection MethodiFa 51 Visual &
A7 F Dispositio

{8k & B % (Defect Removal Method): Using hand torch and Cquntweight..ﬁfﬁﬂ(ﬁéﬁ?&uﬂﬁﬂﬁﬁeﬂfﬁ&k.
After finlshing heat straighlening, the weld of the heat-area shall perform 100% VT.MT and UT
according to the approved shop drawing B4 S, REDEERNSEHERET100% VT MT and

JE4ENDE (Post-Removal NDE):

UT 88, l

4| EEF%Mi(Corrective Action (s)): Incraase the flange anti-deformation allowance during the course ot fit-up.and Conlrol the walding parameters
2copdling to associaled WPS, EREH S ESH R EBEE, #HEHL WPSEHRE S K.

B 1 T, aximum temprature):<650°C

/4] Sketch

H'S'Dak'\ [0 7). 2]

ﬂ
41202

e

=
=
= A
o3
z = |
RIEH(Countweight) Kt h}'ﬂarch\ :;:_l
IL % {JL/ ji I BAE T B A I A AT K
Conduct the heat straightening combining
— e with the weight gccording to the actual
= e deformed areo Jf necessary.,
2.5 IE 2 AT T 25mm, K FHESO~ 100mm,
* NOTE:the max deformation is about 25mm
heaot straightening the width is BO0~100mm.
4
A—A 7} \ile {3[(\'17’ gkq(] L»Q Q?V‘!ea( ‘gw:.'[/\\ \
1 » ol o
et %tce_s o Ce m??\ ' eo\ pasSive)
***To be signed when Closing HSR~Verify compliance and al necessary reports are ready to attach™
1 i —
BB Rinspecior: )/ unponﬁ ping ¥ Signature: F Z,Ra“_
i CWi#| ° 071212 t;_;” j i
BB ETNDE Cerfiication: Level Il Closing Date; Jo [0 7 7/7
B2 EQC Manager / i o L,_ H ¥ HifiReview Date: g/ /-
Note: All repair work shall be performed éccaliﬂﬁnce with applicable CALTRANS approved proceduires, contract specifications and AWS D1.5
2002.
#R787-QCP-1100 IRE
This document is APPROVED 4SS o

Stale of Califomia
DEPARTINT OF TRANGPORTATION
Pursuznt to Section 51,02 of t
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Inifial S% ﬁ?e:ca']pyw //D
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zc REPORT OF MAGNETIC IPAR ICLE EXAMINATION
— i R TR 4
REFPORT NO. fi #5425 B787-MT-25567 DATEEIA 2010.07.30 PAGE OFFE 1/3 Revision No: 0
PROJECT NO, CONTRACTOR: .
ZP06-787 CALTRANS
IBES: ’ E
S — S — CALTRANS CONTRACT NO.;
" 04-0120F4
e 13th lifting edge plate I TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR B2k BFRS B R
1AwWs D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010 .-
EQUIPMENT &% MANUFACTURER %175 MODEL NO. #84% SERIAL NO. B4 5
IMT YOKE PARKER B310S 5395 5617 5620
MAGNET'Z’NG METHOD Continuous magneﬁc yoke . CURRENT
AC
R W HF
70~150mm
HEHT TR A ] B
Y WELDING i
MATERIAL TO BE PREEA Material & thickness A700M-345T2-X
EXAMINED O CASTING %4 A T
B REE O FORGING i ' 1612mm
TYPE OF JOINT
WELDING PROCESS _— ——
BERE peib 2t
e e ACCEPT REJECT REMARKS
WELD 1.D. TLENGTH IN mm)|
iy INDICATION TYPE B e o e
B i1
EP3024-001-001 ACC. 100%MT
EP3024-001-002 ACC. 100%MT
EP3024-001-003 ACC. 100%MT
[EP3024-001-004 ACC. 100%MT
EP3024-001-005 ACC. 100%MT
EP3024-001-006 ACC. 100%MT
EP3024-001-007 ACC. 100%MT
EP3024-001-008 ACC. 100%MT
EP3024-001-009 ACC. 100%MT
EP3024-001-010 ACC. 100%MT
EP3024-001-011 ACC. 100%MT
EP3024-001-012 ACC. 100%MT
EP3024-001-013 ACC. 100%MT
EP3024-001-014 ACC. 100%MT
EXAMINED BYEiR REV!EWED BY A
Xu Bing \;[U\ (5 A O}’ M J‘UU\
|LEVEL - I SIGN%&% | DATEEM ’\,gf 0.7) ? Q LEVEL-l  SIGN | DATERH b / 0 7 ‘ ?O
IEftAE / QCM ! Fi/CUSTOMER

4 SIGN / H i DATE

(FORM? ZPQC-MTO1)
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REPORT OF MAGWETIC ]PARTICLE EXAMINATION

REPORT NO. iR #4345 BT87-MT-25567

DATEH# 2010.07.30

PAGE OFW 2/3

Revision No: 0

PROJEGT NO. CONTRACTOR: . ]
ZP06-787 CALTRANS
TS F A
— — CALTRANS CONTRACT NO.:
. 04-0120F4
B, 13th lifting edge plate mMTRES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
S AT EZisn BFRT (S B N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT #% MANUFACTURER #3574 MODEL NO. B4 2 SERIAL NO. #iisas
MT YOKE PARKER B310S 5395 5617 5620
MAGNET'ZING METHOD Cunﬁnuous magneﬂc yoke CURRENT
AC
REb T A R H
70~150mm
[o- kil TR BARmE
MAT L TOBE ~ WELDING #¥f i i
ERIA Material & thickness A709M-345T2-X
EXAMINED O CASTING % 84, HE
B E O FORGING & 16/12mm
ELD TYPE OF JOINT
WELDING PROCESS - ceRon
BHEAE IR
BIsCORTIN P ACCEPT REJECT REMARKS
WELD 1.D.
Ay INDICATION TYPE N E= P iE
R bz
EP3024-001-015 ACC. 100%MT
EP3024-001-016 ACC. 100%MT
EP3024-001-017 ACC. 100%MT
EP3024-001-018 ACC. 100%MT
EP3024-001-019 ACC. 100%MT
EP3024-001-020 ACC. 100%MT
EP3024-001-021 ACC. 100%MT
EP3024-001-022 ACC. 100%MT
EP3024-001-023 ACC. 100%MT
EP3024-001-024 ACC. 100%MT
EP3024-001-025 ACC. 100%MT
EP3024-001-026 -ACC. 100%MT
EP3024-001-027 ACC. 100%MT
EP3024-001-028 ACC. 100%MT

EXAMINED BYZ4%

Xu Bing XV\ \3“""3/ '

LEVEL -1l SIGN %% |/

DATEH M

Y0f0 )30

REVIEWED BY ®#:

fﬂi\f( }Erv\\‘fd{\

LEVEL-ll  SIGN

! DATERM 7ﬁ‘]0.").30

RREE / QCM
oS S

% SIGN | BYIDATE 2/0. 07 20

FFCUSTOMER

%5 SIGN/ B3l DATE

(FORM# ZPQC-MTO1)

/
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z REPORT OF MAGNETIC PARTICLE EXAMINATION
=L A A TR R &
REPORT NO. #5445 B787-MT-25567 DATER#1 2010.07.30 PAGE OFJ#& 3/3 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP0B-787 CALTRANS
IHEEE: : A P
DRAWING NO. SEARB LT CALTRANS CONTRACT NO.:
04-D120F4
e, 13th lifting edge plate mAHTRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT BEEARIE BFERS BT Bl
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010-
EQUIPMENT %4 MANUFACTURER #I3& MODEL NoO. &5 SERIAL NO. E&EH S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
B PR EEE B3
- 70~150mm
[ st TR BeAE R
IMATERIAL TO BE  WELDING #2#4} A
Material & thickness AT09M-345T2-X
EXAMINED O CASTING % B, LA
[ tPZE S [J FORGING i 16/12mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Pkt piki R
i DISCONTINUITYASsE4h {4 — REJEC ——
.D. - ——— T AR
LENGT]
B E INDICATION TYPE il il el
Eichan 3]
EP3024-001-029 ACC. 100%MT
EP3024-001-030 ACC. 100%MT
i AFTER HSR(B)-388
BLANK

EXAMINED BY:

Xu Bing yif\ \ '}V\'@/

LEVEL-1l SIGNZE |

DATERH] ’1/0/0 7. ?(7

REVIEWED BY ##

< 1
LA Yol
LEVEL-Il  SIGN

| DATERH 10 /D J. 20
[

BRIt / QCM

4% SIGN / B3I DATE Y XYEN

FlF'CUSTOMER

% SIGN/ @i DATE

(FORM# ZPQC-MT01)

[




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: Chanxing Island, Shanghai, China Report No: NCS-000765
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  14-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0772

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:  21-Jun-2010

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3017B, and
EP3024A, QA discovered the following issue:

-ZPMC personnel heat straightening excessive distortion on non Seismic Performance Critical Material (NON
SPCM) material distorted by welding without the Engineers approval.

-The effected Edge Plates are identified as EP3017B (PL3209A) and EP3024A (PL3353A).

-The deviation from flat as measured by this QA inspector is 35mm per 2000mm in Edge Plate (EP3024A).
-The deviation from flat as measured by this QA inspector is 21mm per 2000mm in Edge Plate (EP3017B).
-The Material thickness for both panelsis 12 mm.

-This Edge Plateis located in Sub assembly Bay#10.

For further information, please see the attached pictures below.

Contractor's proposal to correct the problem:

Provide an HSR1 detailing the actual methods used in the field and perform NDT required to verify weld
quality.

Corrective action taken:

Contractor has made the appropriate changes to the HSR used on site detailing the work which was actually
performed and has submitted subsequent NDT reports verifying the affected welds meet Contract weld quality
requirements.

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

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



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

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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