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-000821
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 28-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0783

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: Segment 9BW Deck Stiffeners

Procedural [ Procedural [1 Description:

Reference Description: ZPMC performed repair on Segment 9BW without following the CWR and shop
drawings

Description of Non-Conformance:

During random in process observation of the trial assembly for OBG Crossbeam 11 and Segment 9BW, this

Quality Assurance (QA) Inspector discovered the following issues:

-ZPMC personnel have used acetylene/oxygen torches to remove the edge plate (EP144B) to deck plate
stiffener (X8E) weld jointsin Segment 9BW without following the repair procedure in the CWR.

-The B-CWR173L1 states that the welds will be removed using Gouging or Grinding methods.

-ZPMC did not remove the welds, rather, cutting the stiffeners approximately 10mm to 15mm away from the
welds.

-After the cutting of stiffeners, ZPMC introduced a new weld joint by welding over the flame cut surfaces.
This additional weld joint is not detailed on the approved shop drawings and welding details.

-ZPMC has not documented the completion of visual or magnetic particle inspections of the weld grooves prior
to welding as required by B-CWR1731.

ZPMC welded over SEGO52E
stiffener plate flame cut weld

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

Applicablereference:

-CWR B-CWR1731 states: Remove the welds between stiffeners and EP on both 9CW and 9CE ... on the
CB11side by grinding or gouging.

-CWR B-CWR1731 states: Perform 100% VT and MT to the groove to ensure no defects exist prior to
welding.

-AWS D1.5 2002 section 3.1.5 states: Welds shall be prohibited on the work except as follows:

(1) Base metal repair performed in conformance with AASHTO M160 (ASTM AG6/A 6M)

(2) All welds detailed on approved shop drawings.

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer.

-AWS D1.5 2002 section 3.2.1 states: Surfaces and edges to be welded shall be smooth, uniform and free from
fins, tears, cracks and other discontinuities which would adversely affect the quality or strength of the weld.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Kelvin Cheung

Time and method of notification: 07-29-2010 00:40 Verba

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 07-29-2010 10:30 Verba

QC Ingpector's Name: Liu Hua Jie and Zhou Peng

Was QC Inspector awar e of the problem: L] Yesl4 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 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
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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: 30-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: 05.03.06-000778
Subject: NCR No. ZPMC-0783

Reference Description:  ZPMC performed repair on Segment 9BW without following the CWR and shop drawings

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: 11
Remarks:
During random in process observation of the trial assembly for OBG Crossheam 11 and Segment 9BW, this Quality Assurance (QA)
Inspector discovered the following issues:
-ZPMC personnel have used acetylene/oxygen torches to remove the edge plate (EP144B) to deck plate stiffener (X8E) weld jointsin
Segment 9BW without following the repair procedure in the CWR.
-The B-CWR1731 states that the welds will be removed using Gouging or Grinding methods.
-ZPMC did not remove the welds, rather, cutting the stiffeners approximately 10mm to 15mm away from the welds.
-After the cutting of stiffeners, ZPMC introduced a new weld joint by welding over the flame cut surfaces.
This additional weld joint is not detailed on the approved shop drawings and welding details.
-ZPMC has not documented the completion of visual or magnetic particle inspections of the weld grooves prior to welding as required
by B-CWR1731.
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-0783

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

Y/ 05.03.06-000778,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 20-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-000779 Rev: 00
Ref: 05.03.06-000778

Subject:  NCR No. ZPMC-0783

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC is providing NDT documentation to show the welds are acceptable.

The areas repaired using an inaccurate CWR have been removed and repaired in accordance with a revised CWR, ZPMC is providing NDT
documentation to show the welds are acceptable. In the future, inspectors have been warned to ensure the CWR is being adhered to during
the entire process or face disciplinary actions. Based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000779R00;

Caltrans' comments: Status: CLO
Date: 07-Oct-2010

The proposed resolution is acceptable. This NCR is considered closed.
Please note that the CWR was not resubmitted as stated in the NPR.

Submitted by:  Woo, Laraine Date: 07-Oct-2010
Attachment(s):

‘Eg(.. Page 1 of 1
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(ZBMC] No. B-883
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-9-17
REGARDING: NCR-000821(ZPMC-0783)

For this case, ZPMC has issue an internal NCR to address this issue. The places which were
repaired without following CWR and shop drawings have been all removed and repair according
to the homologous CWR report. ZPMC is providing the NDT records which are included MT after
removing welds and UT after welding for review. Based on this, please consider closure of this
NCR.

ATTACHMENT:

NCR-000821(ZPMC-0783)

B787-MT-26068 RO

B787-MT-26069 RO

B787-UT-14287 RO

B787-UT-14287 R1

B787-UT-14395 RO

;:Z»-x7]l,fc 1
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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: 30-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: 05.03.06-000778
Subject: NCR No. ZPMC-0783

Reference Description: ZPMC performed repair on Segment 9BW without following the CWR and shop drawings

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 Control (QC) not performed in conformance with contract documents.
| Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location; Xbeam Lift: 11
Remarks:
During random in process observation of the trial assembly for OBG Crossbeam 11 and Segment 9BW, this Quality Assurance (QA)
Inspecter discovered the following issues:
-ZPMC personnel have used acetylene/oxygen torches to remove the edge plate (EP144B) to deck plate stiffener (X8E) weld joints in
Segment 9BW without following the repair procedure in the CWR.
-The B-CWR1731 states that the welds will be removed using Gouging or Grinding methods.
-ZPMC did not remove the welds, rather, cutting the stiffeners approximately 10mm to 15mm away from the welds.
-After the cutting of stiffeners, ZPMC introduced a new weld joint by welding over the flame cut surfaces.
This additional weld joint is not detailed on the approved shop drawings and welding details.
-ZPMC has not documented the completion of visual or magnetic particle inspections of the weld grooves prior to welding as required
by B-CWR1731.
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-0783

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

N7 0s.03.06.000778NCT Pose Lol



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/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File#  6925B

(707) 649-5453 R

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000821
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 28-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0783

Type of problem:

Welding [0 Concrete [ Other

Welding U Curing 1 Procedural Bridge No: 34-0006

Joint fit-up [] Coating (1 Other [0  Component: Segment 9BW Deck Stiffeners

Procedural [] Procedural [ Description:

Reference Description: ZPMC performed repair on Segment 9BW without following the CWR and shop
drawings

Description of Non-Conformance:

During random in process observation of the trial assembly for OBG Crossbeam 11 and Segment 9BW, this

Quality Assurance (QA) Inspector discovered the following issues:

-ZPMC personnel have used acetylene/oxygen torches to remove the edge plate (EP144B) to deck plate
stiffener (X8E) weld joints in Segment 9BW without following the repair procedure in the CWR.

-The B-CWR1731 states that the welds will be removed using Gouging or Grinding methods.

-ZPMC did not remove the welds, rather, cutting the stiffeners approximately 10mm to 15mm away from the
welds.

-After the cutting of stiffeners, ZPMC introduced a new weld joint by welding aver the flame cut surfaces.

This additional weld joint is not detailed on the approved shop drawings and welding details.

-ZPMC has not documented the completion of visual or magnetic particle inspections of the weld grooves prior
to welding as required by B-CWR1731.

ZPME welded aver SEGO52E
stiffener plate flame cut weld
surfaces;

‘}]2 TL-13, Quality Assurance - Non-Conformance Report Page 1 of 2




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

Tﬁpica C
SEGO52E stiffenerpl
flame cut weld

Applicable reference:

-CWR B-CWR1731 states: Remove the welds between stiffeners and EP on both 9CW and 9CE ... on the
CBl1Iside by grinding or gouging.

-CWR B-CWR1731 states: Perform 100% VT and MT to the groove to ensure no defects exist prior to
welding,

-AWS D1.5 2002 section 3.1.5 states: Welds shall be prohibited on the work except as follows:

(1) Base metal repair performed in conformance with AASHTO M 160 (ASTM A6/A 6M)

(2) All welds detailed on approved shop drawings.

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer.

-AWS D1.5 2002 section 3.2.1 states: Surfaces and edges to be welded shall be smooth, uniform and free from
fins, tears, cracks and other discontinuities which would adversely affect the quality or strength of the weld.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Kelvin Cheung

Time and method of notification: 07-29-2010_00:40_Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 07-29-2010_10:30_Verbal

QC Inspector's Name: Liu Hua Jie and Zhou Peng

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 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

‘Y_ﬁ-,j_'“ TL-15,Quality Assurance -- Non-Conformance Report Page 20f 2




CZPMc]

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R
REPORT NO. {45435 B787-MT-26068 DATEH I 2010.08.02 PAGE OFIii4 1/2 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THEHES: A P
DRAWING NO. SEG052 CALTRANS CONTRACT NO.:
. 04-0120F4
L= 9BE CORNER ASSEMBLY I TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT EE D BRiRE BFHS 1R RE A 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #% MANUFACTURER #l MODEL NO. #:4 5 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnatic yoke CURRENT
AC
iy B FL L
PARTICLE TYPE Dry magnet powder YOKE SPACING
I 70~150mm
AR FHBH RAE 1] 25
MATERIAL TO BE Y WELDING 184 Material & thick
el gl AT09M-345T2/F2-X
EXAMINED O CASTING #:f4: 4, JEIE
e O FORGING ##iE 18/25mm
WELDING PROCESS TYPE OF JOINT
NA T-JOINT
PSRk ik Eagiv)
e DISCONTINUITY A~ FE4kft oG
D 1.D. ACCEPT REJECT REMARKS
LENGTH IN
Sk B INDICATION TYPE e | il e
e 2R
SEG052D-013 ACC. after.
excavation
SEG052D-022 ACC. pRter
excavation
SEG052D-031 ACC: after.
excavation
SEG052D-040 ACC. after.
excavation
SSD24-PP74.5-168 ACC. ket
excavation
SEG052E-019 ACC. after.
excavation
SEGD52E-042 noe: after-
excavation
SEGO52E-065 ACC. afnen
excavation
SEGO052E-074 ACC after-
excavation
SEG052E-083 ACC. after.
excavation
SEGO052E-092 ACC. after_
excavation
SEGO052E-101 ACC, AE el
excavation
SEG052E-110 ACC. afterl
excavation
SEG052E-119 ACC. after.
excavation
EXAMINED BY 4§ IREVIEWED BY #
Gu Yunwu G Y"\ i : o o
zol> of. 02 o . Yo/ 9, o,
LEVEL -1l SIGN %% DATEH i} ' |LEVEL-1  siGN | DATERJ  29/Y. 0L
JEIEZ 8 / QCM Fl/CUSTOMER

A SIGN / Bl DATE

%5 SIGN !/ Bl DATE

(FORM## ZPQC-MTO01)




CZBPMc)

Rk R IR S

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. it #4445 B787-MT-26068

DATEHR 2010.08.02

PAGE OFTfS 2/2

Revision No: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TR A e ;
DRAWING NO. SEG052 CALTRANS CONTRACT NO.:
04-0120F4
e 9BE CORNER ASSEMBLY I THEGS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. - CALIBRATION DUE DATE
B2 HE A R BFRS { s B IE A RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2010
EQUIPMENT #4 MANUFACTURER i i MODEL NO. #3425 SERIAL NO. i#4iga
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD COntinuous magnetic kaE CURRENT
- AC
Ak ik s L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150
BB E FRB R4 ] B .
MATERIAL TO BE v WELDING ##:4- i i
Material & thickness A709M-345T2/F2-X
EXAMINED O CASTING %1 B+, S
R g+ O FORGING &% 18/25mm
WELDING PROCESS TYPE OF JOINT
NA T-JOINT
HRBE T pub T
e DISCONTINUITY A i Gt
.D. VT ACCEPT REJECT REMARKS
N
ygk s INDICATION TYPE il (e P w1k
i A
SEG052E-128 ACC. after_
excavation
SEGD52E-137 ACC. e
excavation
SEGD52E-155 ACC. after.
excavation
SEGD52E-164 ACE: Eere
excavation
SEGD52E-173 ACC. after.
excavation
S5D24-PP75.5-168 ACC. AfteR
excavation
AFTER B-CWR1731
BLANK
EXAMINED BY:# REVIEWED BY
.
Gu Yunwu b Xal!\ v A N Hﬁ, i
4 2
LEVEL-Nl SIGN %% / DATEHM 20fo.0f 02 LEVELI  SIGN | DATERM 20 /0, od. o
Fift&E / QCM F P CUSTOMER
#<£ SIGN / Al DATE % SIGN / Hill DATE

(FORM# ZPQC-MTO01)




CZPMc)

OB R B4R =

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #5445 B787-MT-26069

DATEH 1 2010.08.02

PAGE OFI(#% 1/

Revision No: 0

PROJECT NO. CONTRACTOR:
. ZP06-787 ; CALTRANS
DRAWING NO. SEGOS CALTRANS CONTRACT NO.:
04-0120F4
B 9BW CORNER ASSEMBLY I LSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
I 2R BFHE {3 E A B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # 4 MANUFACTURER il § MODEL NO. 4% SERIAL NO. ¥4:S
MT YOKE PARKER B310S 5395 5617 5620
MAGNET[ZING METHOD Continuous magnetic yoke CURRENT
AC
wEAL T iR L HLHE
70~150
A 2T TR R4 7] 26 it
IMATERIAL TO BE Y WELDING ¥4 Material & thick
o o A700M-345T2/F2-X
EXAMINED O CASTING %1 B, L
BRI E O FORGING ik 18/25mm
WELDING PROCESS TYPE OF JOINT
NA T-JOINT
R puk i)
s P DISCONTINUITY A% a4
.D. ACCEPT REJECT REMARKS
rprye INDICATION TYPE s i e ik e
iR 2
SEGO51E-049 ACC. i
excavation
SEGO51E-040 ACC. aftes
excavation
SEGO51E-013 ACC. after
excavation
SEGO051E-031 ACC. after
excavation
SEGO51E-022 ACC. giver.
excavation
SEGO051D-065 ACC. attar
excavation
SEGD51D-155 ACC. efter
excavation
SEG051D-146 ACC. after_
excavatlon

AFTER B-CWR1731

BLANK

EXAMINED BY 45

gf‘« K/\h

REVIEWED BY #

N

T SIGN/ Hll DATE

Gu Yunwu i
ILEVEL-1 siGN%#% | DATEAW 2afs. ool |LEVELN  SIGN ! DATERM 20, of, o L
HT 23T / QCM JA/CUSTOMER

% SIGN/ Hili DATE

(FORM# ZPQC-MTO01)




(ZBMc)

REPORT OF ULTRASONIC EXAMINATION

UTHRGIRE

REPORT NO. %45 B787-UT-14287 DATE 2010.08.07 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : Ti##5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
9BE CORNER
; ASSEMBLY 5 SEG052 T
- -5 I TR

REFERENCING CODE &l

AWS D1.5-2002

ACCEPTANCE STANDARD {55451

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. #2483 %
ZPQC-UT-01

WELDING PROCESS & /7 i

JOINT TYPE Fei2s iy

CALIBRATION DUE DATE {X 83§ 1547 40

SMAW T-JOINT Dec. 2857 ,2010
EQUIPMENT 4 MANUFACTURER 1l MODEL NO. kx4 SERIAL NO. Ji¥#153 %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itHt COUPLANT #&7 MATERIAL/THICKNESS §4 # EXHif
AWS lIW BLOCK TYPE 1I C.M.C AT09M-345T2/F2-X 18/25mm
TRANSDUCER 3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il 7 flE i R g e fHE i R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY Atk 5
; 2
WELD g u"J LLl.'vl -~ |5 8 5 |6 % bea
z |2x|2_|% EslsesEEE 2 LOCATION OF DISCONTINUITY S a4 &
ol z|wE| X [2E|53[2818% REELE AT (mm) pl
IDENTIFICATION | £tk |Gz |52 | S [2-[g-|g8pe HELE T (mm 23 |
iy 5= 5 = = iE
L&Y 1k 44 L L =
FRAE AR % g - Sound | Depth from : s o
= Length From'X | From"Y s
a blec|d 1 Path Surface - oy o
& prig | mdemme | ° ” a
SEG052D-013 70 34 ACC. 100%
SEG052D-022 1 70 A 1 431 34| 2 | +7 30 52 17 -10 170 REJ. 100%
SEG052D-031 70 34 ACC. 100%
SEG052D-040 70 34 ACC. 100%
SSD24-PP74.5-168 70 34 ACC. 100%
SEG052E-019 70 34 ACC. 100%
SEG052E-042 70 34 ACC. 100%
SEGD52E-065 70 34 ACC. 100%
EXAMINED BY =% REVIEWED BY #i#
Y:R(W! D(DmfA@w L, fDoety C;go.j;
LEVEL - II gIGN | “DATE 2s/0. 0. o) LEVEL - Il SIGN r/ DATE 2ot 08, ty
JETt&I / QCM A FFCUSTOMER
% SIGN / A} DATE 455 SIGN / H il DATE

(FORM# ZPQC-UTO01)




@ S Vi ﬁi:
UTHRG RS
REPORT NO. {5455  B787-UT-14287 DATE 2010.08.07 PAGE 2 OF 2 Revision No: 0
DECIBELS#+ 1 DISCONTINUITY Fieght
e
<]
WELD g H w c g e c .5 A
~ = o
0.9 = EslssEEED LOCATION OF DISCONTINUITY B &
S -, == = |B252|2 883 AR w2
IDENTIFICATION {E 2 [nS| =& E|ls g il A (mm) z= f
<= | mz|O& = K F 5= T
T &l o | K il EX E
e LR A - - e x| ‘5 x
Sound Depth from ; 4 L2
a|lb|lc|ad L"L,’"?:h Path Surface Fr;;’(x F’;’:‘,Y =
e mEg b Edme |7 =
SEGO052E-074 70 34 ACC. | 100%
SEG052E-083 70 34 ACC. | 100%
SEG052E-092 70 34 ACC. | 100%
SEGO52E-101 70 34 ACC. | 100%
SEG052E-110 70 34 ACC. | 100%
SEGO052E-119 70 34 ACC. | 100%
SEGD52E-128 70 34 ACC. | 100%
SEG052E-137 70 34 ACC. | 100%
SEG052E-155 1 70 A 1 | 43|34 2 |+7| 20 58 19 -20 180 REJ. | 100%
SEGO52E-164 70 34 ACC. | 100%
SEGD52E-173 1 70 A 1 14134 1|+6| =20 42 14 -6 180 REJ. | 100%
$5D24-PP75.5-168 70 34 ACC. | 100%
AFTER B-CWR1731
BLANK
EXAMINED BY 4% REVIEWED BY #i &%
{aner X na o/mﬂ Rong Foug
Lo é L 7 J [/ ~J
LEVEL -/l SIGN / J)ATE 20 /o, v g, ,;,7 LEVEL-1l SIGN / DATE 2v/lv, sd, 07
WAt £31 / QCM i Fil *CUSTOMER 7
sz SIGN / Bl DATE %< SIGN / H il DATE

(FORM# ZPQC-UTO01)




(ZBMcy

UTHGHR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. &S B787-UT-14305 DATE 2010.09.01 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : i ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
9BW CORNER
ASSEMBLY : SEGH5]
i [ I LR

AWS D1.5-2002 '

REFERENCING CODE #:% il

ACCEPTANCE STANDARD 5% #nH

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 72/743 %

WELDING PROCESS FHE ik

JOINT TYPE #5245

CALIBRATION DUE DATE {¥ 2% K IE 41 %0

SMAW T-JOINT Dec. 28°7 ,2010
EQUIPMENT ¥4 MANUFACTURER #ilif 5 MODEL NO. B & SERIAL NO. 55143 %
UT SCOPE PANAMETRICS EPOCH-4B 071565311 061488510
CALIBRATICON BLOCK i3t COUPLANT #4577 MATERIAL/THICKNESS #4#} /&
AWS [IW BLOCK TYPE II Cc.M.C AT09M-345T2/F2-X 18/25mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i piallid EIE R I kg S Rt
GAMMA 70° 2.25MHz 0.75'%0.625'in
Changchao o0° 2.5MHz 20mm Reference Level #3% R f(F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# DISCONTINUITY FiEsEik 5
i i T
WELD S |4 |y |~ls [z 5.]s = #
z |8w|l3 | = eslcs[Eelg LOCATION OF DISCONTINUITY = 2
0 o E =g ™ !:. ‘5 B a; 5 q>;| g g g ‘g v Lok f3e T w -'..'.-:.
IDENTIFICATION [Elk |ns (s8] B[ gz AT T (mm) 25 x
<= |(gpE|o& s e E = 52 ©
2ST|eF|ET |8 % | 3
oJEL S o S s L =
FRAE TR g E = Sound | Depth from , 5 o
= Length From'X | From'Y o
a b c d 1 Path Surface Six sy o
= R SRR . = a
SEGO051E-049 71.6 47 ACC. | 100%
SEGO051E-040 71.6 47 ACC. | 100%
SEGOD51E-013 71.6 47 ACC. | 100%
SEG051E-031 71.6 47 ACC. | 100%
SEGO051E-022 71.6 47 ACC. | 100%
SEG051D-065 71.6 47 ACC. | 100%
SEG051D-155 71.6 47 ACC. | 100%
SEGD51D-146 71.6 47 ACC. | 100%
AFTER B-CWR1731
EXAMINED BY:4f REVIEWED BY i #
XAia R'm;j. 4@"vj
LEVEL-1l SIGN / DATE PACN AN 0)" 0 / LEVEL - Il SIGN | 6ATE O 09 4
 E—
it / QeM Ji FFCUSTOMER
& =2 SIGN / F1JJ] DATE %= SIGN/ F il DATE

(FORM# ZPQC-UTO1)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. i35 B787-UT-14287R1 DATE 2010.08.30 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : L#i#4' ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
9BE CORNER SEG052
15 4 ASSEMBLY ERS) I TR

REFERENCING CODE #3:AliE

AWS D1.5-2002

ACCEPTANCE STANDARD & f5HE

AWS D1.5-2002(Table 6.3)

ZP

QC-UT-01

PROCEDURE NO. 245 %

WELDING PROCESS &4 i

JOINT TYPE Jkis R

CALIBRATION DUE DATE {¢

by

AR AT RO

SMAW T-JOINT Dec. 28%7 ,2010
EQUIPMENT &% MANUFACTURER i3 MODEL NO. F:até 4 SERIAL NO. J5#15 %5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #2471 MATERIALITHICKNESS #f#1/Zfif
AWS W BLOCK TYPE II C.M.C AT0OM-345T2/F2-X 18/25mm
TRANSDUCER #k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER, ANGLE | FREQUENCY SIZE
e b i Rt T Il $is Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #2347 R F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ U DISCONTINUITY Ae¥ist s
' B
WELD S |3 o ~ |5 |2 18 |5 2 o
z |Cu|2.|= EC5s[EEE 2 LOCATION OF DISCONTINUITY > %
OF |Z=|LE | X 8353|2883 R T g
IDENTIFICATION | E 12 |55 =% | T gdgdlgsse FEE(T H(mm) 2% | =
ax = = = = M
14 2 % 8 * IEIE. t 8 L E = E
J 7,_--1-.) R aR=1 =] x -
KR =2 o = Sound | Depth from ; ' 5 L
Length From'X | From'Y o
a|blc|d i Path Surface HixX sy o
& R | mERmEE | 7 ’ =]
SEG052D-022 1R1 | 70 34 ACC. | 100%
SEG052E-155 1R1 | 70 34 ACC. | 100%
SEG052E-173 1R1 | 70 34 ACC. | 100%
AFTER B-WR14476-14478
BLANK
EXAMINED BY1:4§ REVIEWED BY #i#
T oo, Liva sham W ony) 9019
LEVEL -1l SIaN I "DATE safo 0 9.0 LeveL-ii sion / 'pats 20/0, o &, )&D
Hifit&n / QecM JA/CUSTOMER
%% SIGN / Hll DATE 425 SIGN / E1 3l DATE

(FORM# ZPQC-UTO01)




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-000816
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  07-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0783

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:  28-Jul-2010

Description of Non-Conformance:

During random in process observation of the trial assembly for OBG Crossbeam 11 and Segment 9BW, this
Quality Assurance (QA) Inspector discovered the following issues:

-ZPMC personnel have used acetylene/oxygen torches to remove the edge plate (EP144B) to deck plate
stiffener (X8E) weld jointsin Segment 9BW without following the repair procedure in the CWR.

-The B-CWRL1731 states that the welds will be removed using Gouging or Grinding methods.

-ZPMC did not remove the welds, rather, cutting the stiffeners approximately 10mm to 15mm away from the
welds.

-After the cutting of gtiffeners, ZPMC introduced a new weld joint by welding over the flame cut surfaces.
This additional weld joint is not detailed on the approved shop drawings and welding details.

-ZPMC has not documented the completion of visual or magnetic particle inspections of the weld grooves prior
to welding as required by B-CWR1731.

Contractor's proposal to correct the problem:

Contractor will remove the inaccurate CWR repair area, and repair the area with approved CWR. Contractor
will provide the NDT report to show the welds are acceptable. Contarctor will discuss with the inspectors to
aware the Critical welding repair procedure and process. Disciplinary action will be taken, if the inspectors
violate the procedure and process.

Corrective action taken:

Contractor removed the inaccurate CWR weld, and repair the weld accordance with arevised CWR. Contractor
discussed with the inspectors the proper CWR procedure and process, and what consequence if the inspectors
violated the procedures and process.

Did corrective action require Engineer's approval ?

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



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

[ Yeslvl 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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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