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, China Report No: NCR-000871
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0833

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: CB18 Stiffeners (Multiple locations)

Procedural Procedural [] Description:

Reference Description: Excessive Root Gap on Fillet Welds

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Crossbeam CB18, this
Quality Assurance Inspector (QA) discovered the following issues:

-ZPMC personnel performed the Flux Cored Arc Welding process on fillet welds, which the root opening
exceeded the maximum tolerance specified in the Welding Procedure Specification (WPS) and welding code.
-WPS # WPS-B-T-2134 and AWS D1.5 2002 specifies a root opening maximum of 5mm.

-The root openings on twenty six (26) welded joints were measured between 8.5mm and 10mm.

-The affected welds are identified as CB3002J-001- welds 253, 254, 257, 258, 261, 262, 075 and 076.
CB3002J-002- welds 251, 252, 259, 260, 073 and 074. CB3002K-003- welds 251, 252, 255, 256, 167 and 168.
CB3002K-004- Welds 251, 252, 255, 256, 073 and 074.

-Thesefillet welds join the Intermediate Web Panel-1 (CB3002E) Stiffener to the Longitudinal Diaphragm-1
Sub Assembly identified as CB3002J-001.

-This Crossheam CB18 islocated in Sub Assembly Bay #6.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Crossbeam CB18 Crossbeam CB18

CB3002J(DIARE

Applicablereference:

Approved WPS # WPS-B-T-2134 specifies maximum root opening 0 to 5mm.

AWS D1.5 2002 section 3.3.1: “The part to be joined by fillet welds shall be brought into as close contact as
practicable. The root opening shall not exceed 5mm.”

Special Provisions 8-3 Welding; “The QC inspector shall inspect and approve each joint preparation, assembly
practice, welding technique, joint fit-up and the performance of each welder, welding operator and tack welder
to make certain that the applicable requirements of the code and the approved WPS are met. The QC inspector
shall examine the work to make certain that it meets the requirements of section 3 and 6.26.

Who discovered the problem:  D.Sukanthan

Name of individual from Contractor notified: Mr. Luo La Quan

Time and method of notification: 14:00 hours, 10-25-2010, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 1600 hours, 10-25-10, Email

QC Inspector's Name: Mr. Huang Min

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
Office of Structural Materials for your project.

Inspected By: Devey,Jim SMR

Reviewed By: Wahbeh,Mazen 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: 26-Oct-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: 05.03.06-000829
Subject: NCR No. ZPMC-0833

Reference Description:  Excessive Root Gap on Fillet Welds

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:
Remarks:
During the Caltrans Quality Assurance in-process observations of the fabrication of Crossbeam CB18, Caltrans Quality Assurance
Inspector (QA) discovered the following issues:
-ZPMC personnel performed the Flux Cored Arc Welding process on fillet welds, which the root opening exceeded the maximum
tolerance specified in the Welding Procedure Specification (WPS) and welding code.
-WPS # WPS-B-T-2134 and AWS D1.5 2002 specifies aroot opening maximum of 5mm.
-The root openings on twenty six (26) welded joints were measured between 8.5mm and 10mm.
-The affected welds are identified as CB3002J-001- welds 253, 254, 257, 258, 261, 262, 075 and 076. CB3002J-002- welds 251, 252,
259, 260, 073 and 074. CB3002K-003- welds 251, 252, 255, 256, 167 and 168. CB3002K-004- Welds 251, 252, 255, 256, 073 and 074.
-Thesefillet welds join the Intermediate Web Panel-1 (CB3002E) Stiffener to the Longitudinal Diaphragm-1 Sub Assembly identified
as CB3002J-001.
-This Crossbeam CB18 islocated in Sub Assembly Bay #6.
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-0833

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

ol " 05.03.06-000829,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: 22-Dec-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000884 Rev: 00
Ref: 05.03.06-000829

Subject:  NCR No. ZPMC-0833

Contractor's Proposed Resolution:
Reference Resolution:

ZPMC-0833
Please see ZPMC's response

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000884R00;

Caltrans' comments: Status: CLO
Date: 23-Dec-2010

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

Submitted by:  Woo, Laraine Date: 23-Dec-2010
Attachment(s):

Page 1 of 1



@ No. B-946
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-12-22
REGARDING: NCR-000871(ZPMC-0833)

Rectification was performed as the approved TC-RFI response. Partional fillets were changed to
CJP where the root gap was over 5mm. The other locations were fixed with the installation of fit
lags. ZPMC is providing the NDT record and revised weld maps for the CJPs and the fillet welds
used to weld the fit lugs. Based on this, ZPMC is reugesting closure of this NCR.

ATTACHMENT:
NCR-000871(ZPMC-0833

DJV-SK-532

B787-MT-33481

B787-UT-17517

WELD MAP OF CB3002J & CB3002K
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION T
DIVISION OF ENGINEERING SERVICES ;‘.-‘PQE
Office of Struclural Materials

Quality Assurance and Source Inspection

5,
T

Contract #: 04-0120F4
Bay Area Branch ik B

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 S H
e sishe File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, China Report No: NCR-000871
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0833

Type of problem:

Welding Concrete [] Other O

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

Joint fit-up [J Coating I Other [J  Component: CBI8 Stiffeners (Multiple locations)

Procedural Procedural [] Description:

Reference Description: Excessive Root Gap on Fillet Welds

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Crossbeam CB| 8, this
Quality Assurance Inspector (QA) discovered the following issues:

-ZPMC personnel performed the Flux Cored Arc Welding process on fillet welds, which the root opening
exceeded the maximum tolerance specified in the Welding Procedure Specification (WPS) and welding code.
-WPS # WPS-B-T-2134 and AWS D1.5 2002 specifies a root opening maximum of Smm.

-The root openings on twenty six (26) welded joints were measured between 8.5mm and 10mm.

-The affected welds are identified as CB3002J-001- welds 253, 254, 257, 258, 261, 262, 075 and 076.
CB3002J-002- welds 251, 252, 259, 260, 073 and 074. CB3002K-003- welds 251, 252, 255, 256, 167 and 168.
CB3002K-004- Welds 251, 252, 255, 256, 073 and 074.

-These fillet welds join the Intermediate Web Panel-1 (CB3002E) Stiffener to the Longitudinal Diaphragm-1
Sub Assembly identified as CB3002J-001.

-This Crossbeam CB18 is

CH2UGae:
INTAST PLUATE D
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continned Page 20f 2 )

CGrossbeam GB18 / CGrossbeam|CBAS

Applicable reference:

Approved WPS # WPS-B-T-2134 specifies maximum root opening 0 to Smm.

AWS D1.5 2002 scction 3.3.1: “The part to be joined by fillet welds shall be brought into as close contact as
practicable. The root opening shall not exceed Smm.”

Special Provisions 8-3 Welding; “The QC inspector shall inspect and approve each joint preparation, assembly
practice, welding technique, joint fit-up and the performance of each welder, welding operator and tack welder
to make certain that the applicable requirements of the code and the approved WPS are met. The QC inspector
shall examine the work to make certain that it meets the requirements of section 3 and 6.26.

Who discovered the problem:  D.Sukanthan

Name of individual from Contractor notified: Mr. Luo Lai Quan

Time and method of notification: 14:00 hours, 10-25-2010, Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 1600 hours, 10-25-10, Email

QC Inspector's Name; Mr. Huang Min

Was QC Inspector aware of the problem: [1 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 it 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; Devey,Jim SMR

Reviewed By: Wahbeh,Mazen SMR

'hz_ TL-15,Quullty Assurance -- Non-Conformance Report Poge 2 of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 1 ¥4 B787-MT-33481

DATEE i 2010.12.06

PAGE OFTLfY 1/2

Revision No: 0

%7 SIGN / B DATE

a//mef? st B

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRAN
TRES: iR S
T R T CALTRANS CONTRACT NO.
s 04-D050F4
B AL, stiffener I TS
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
B BEITE BFHS BB R TEA 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2010
EQUIPMENT #% MANUFACTURER $5& 7 MODEL NO, #z\#3 SERIAL NO, st
MT YOKE KOREA MP-A2ZL MP1694
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
; a AC
3tk L s S HH
70~15
BB FHH A o
MATERIAL TO BE ¥ WELDING H8; Material & thickness
AT09M-345T2-X
EXAMINED O CASTING #+4 [ ELE
biodtieb o g o O FORGING & 25/14/35mm
WELDING PROCESS TYPE OF JOINT
SMAW CORNER JOINT
W puiFn i)
DISCONTINUITY s it
WELD I.D. ACCEPT REJECT REMARKS
LENGTH IN mm| g
s INDICATION TYPE BIE EZ el #iE
Ei-01 kit
CB3002J-001-320 ACC. 100%MT
CB3002.J-001-321 ACC. 100%MT
CB3002J-001-322 ACC. 100%MT
CB3002J-001-323 ACC. 100%MT
CB3002J-001-324 ACC. 100%MT
CB3002.J-001-325 ACC. 100%MT
CB3002J-002-326 *
CB3002J-002-327 *
CB3002J-002-328 %
CB3002J-002-329 %
CB3002J-002-330 %
CB3002J-002-331 *
CB3002K-003-330 %
CB3002K-003-331 *®
CB3002K-003-332 *
EXAMINED BY 4§ REVIEWED BY i
Tan Chaowei w, ;,wi’-a fL""é P A;MCA&'“'?
LEVEL-Il SIGNE# / DATEHM : LEVELJl  SIGN / | _DATEAM /2 - |1~ o(;
JRTHEE / QCM fiFCUSTOMER

< SIGN / I DATE

{FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

Rt iR &
REPORT NO. 438 B7B7-MT-33481 DATEE ] 2010.12.06 PAGE OFII# 2/2 Revision No: 0
PRAOJECT NO. CONTRACTOR:
. ZP06-787 e CALTRANS
TRBG: li: PR
DRAWING NO. CB3002J/CB3002K CALTRANS CONTRACT NO.:
i e 04-D050F4
e stifiener mATEES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
Sk M BRI BFHY BB TEF 4
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2877 2010
EQUIPMENT # 4% MANUFACTURER {5 MODEL NO. #4858 SERIAL NO. 458
M1 YOKE KOREA MP-A2L MP1694
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
; AC
R i et s B
P/RTICLE TYPE Dry magnet powder YOKE SPACING
70~150
T TR MRS mm
MATERIAL TO BE Y WELDING ##:ffF Material & thickness
AT09M-345T2-X
EXAMINED O CASTING # 4k BB LAE
KR O FORGING i 25/14/35mm
WELDING PROCESS TYPE OF JOINT
i SMAW CORNER JOINT
il h REEln
o DISCONTINUITY bt .
WELD 1.D. S— CCEPT REJECT REMARKS
LENGTH IN mm|
fsg o INDICATION TYPE i ™ Bk R
167R E=3it)
(B3002K-004-324 S
(B3002K-004-325 *
(B3002K-004-326 *
(B3002K-004-327 %
(B3002K-004-328 *
(B3002K-004-329 £

+ CB3002J-001-320. CB3002J-001-321. CB3002J-001-322, CB3002J-001-323. CB3002J-001-324. CB3002J-001-325were MT inspection and
ACC, which is the result of required 10% MT.
#[B3002J-001-320. CB3002J-001-321. CB3002J-001-322. CB3002J-001-323. CB3002J-001-324, CB3002J-001-325 IR EMTR I &, |\
R RAEH T ULT k10 % B BHL A,

BLANK
EXAMINED BY 45 REVIEWED BY H#
Tan Chaowei -ﬂf@ﬂ Qélab 15594 Soinr quémlﬁ L
LEVEL-Il SIGN%% / DATEAM v L | ael LEVELdI  SIGN / 1\::/ATE H;@*’"’ e b
FEREZI / QCM 1 H ' CUSTOMER
XF SIGN / i DATE Y %<7 SIGN f H 1 DATE

(FORM# ZPQC-MT01)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. {45 B787-UT-17517 DATE 2010.11.26 PAGE 1 OF2 Revision No: 0
PROJECT NO. : ¥+ ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
STRUT , CB3002J/K
& 195 S TS

REFERENCING CODE Z:5 Kl

AWS D1.5-2002

ACCEPTANCE STANDARD &7 bt

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. i3855

ZPQC-UT-01

WELDING PROCESS i A i

JOINT TYPE f425 8

CALIBRATION DUE DATE {326 IEH45 %)

FCAW CORNER-JOINT Dec. 28%T ;2010
EQUIPMENT ##% MANUFACTURER il i§ MODEL NO. #3455 SERIAL NO. J§ 44 %
UT SCOPE AMERICA EPOCH 4B 081610708
CALIBRATION BLOCK it COUPLANT #4471 MATERIALITHICKNESS i} Lt
AWS IIW BLOCK TYPE 1I c.M.C AT09M-345T2-X 40/50/14mm
TRANSDUCER #:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il g b5 R=t LS T il S Rt
AMERICA 70° 2.25MHz  |0.75in%0.625in|
Reference Level £33 7 i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# U DISCONTINUITY itk 5
3 E
WELD 2 |3 u ~ 15 |z |8 s 2 =
z_ [u|a_| X EslssEsE D LOCATION OF DISCONTINUITY > oo ¥
o = w = = 33352"3% AL for T w-=
IDENTIFICATION [Elk [ 1S | =2 ([T B E-gljg e AL F(mm) 2= =
SR|BR|8% | o[ © £ [ Ex | E
L fat g f e 1 O ™ =
HREEETTAR S % g - Sound | Depth from . 5 x
= Length From'X | From'Y o
a|lb|lc]|d )t Path Surface SiX Sy n
mE | pmsmiwm [ F ’ o
CB3002J-001-077 70 38 ACC. | 100%
CB3002J-001-075 70 38 ACC. | 100%
CB3002J-002-077 70 38 Acc. | 100%
CB3002.-002-075 70 38 ACC. | 100%
CB3002K-003-077 70 38 ACC. | 100%
CB3002K-003-075 70 38 ACC, | 100%
CB3002K-004-073 70 38 ACC. | 100%
CB3002K-004-077 70 38 ACC. | 100%
EXAMINED BYJE REVIEWED BY #7# /d.‘.
Y ﬁMAZ\ﬁ/S é—’\/ﬁm
LEVEL - Il SIGN ATE EVEL -1l SIGN / DATE -
| / D2 / 2 f } i Vaind (“.
AT / QcM d 2
]
" \
%< SIGN / H i DATE [0 1] VA |E= sien/ B paTE
=0 -~ 5

(FORM# zPQC-UT)




(ZPMc

REPORT OF ULTRASONIC EXAMINATION
UTHGHR &

REPORT NO. i34 B787-UT-17517 DATE 2010.11.26 PAGE 2 OF 2 Revision No: 0
DECIBELS#+ 1 DISCONTINUITY FE&:tt &
: S
WELD S |2 |4 |25 g 5.]s 3 #
z. [Cua|2. | BelssFERe LOCATION OF DISCONTINUITY . =
o Ig=|wvE | K |88|53|28(8% TR R (mm) wes
IDENTIFICATION | = 15 w S|lsE|<C D e kg L (mm 2% <
SalpnE|lodE = | & [F 3 5 3
32 2 I E 8 55 E
A L4 S S g TL =
PR % g -~ Sound | Depthfrom ; & =
= Length From'’X | From'Y o
alb|lc|d it Path Surface ¥iX by a
5 E | SR ’ o
CB3002J-002-073 70 38 ACC. 100%
CB3002J-001-253 70 38 ACC. 100%
CB3002K-003-251 70 38 ACC. 100%
CB3002K-003-255 70 38 ACC. 100%

AFTER B-CWR2093

BLANK

EXAMINED BY3:1§

i

LEVEL -1l SIGN [/ [| DATE

e
V‘(ﬂ [ %

REVIEWED BY #i#%

LEVEL -1l SIGN /

e ot

DATE Ve

[» .t] \4

Eiem/acm

ol i

% SIGN/ B}l DATE

\;"9/0.1!\/‘/6

H FCUSTOMER

%7 SIGN / A i DATE

(FORM# ZPQC-UT01)




z/L _

PO TV

reooggo

T _CHINAWVES Dhs

ceazHa
HAVNT

4V ONITTIM

[ -]
O R TR

T~

T A ATIEOM LDS WRDHE M

SwdZ]

WA TAY -

FTHENY OV FArRY Y UM BR

050 9/7 ¥iz Tz BY0 g9z 997 ¥9z

6¥0/Siz /siT /1T L¥0\ /797 /592 /<02

TTT

T

\oz

Ipjeg 692

082
642

a7l

E DT
WipEsHug

FC00CED Hu&mHEa

0
NJ&A“ | 0

linjeq
IE8l ogp
(743
TR oo @0 WoM0, wro min 20
590\ 290\ 690%z0\ ¢/0\ 520\ 100
" B o V1 /I [ R 1110 P 1 VI 74
- Iz 740 J;;,MM.
0£0 091
620 ... 651 gl HO
’ Y et

840

L0 ogp
| /520
g 280

==

701 600

&1 soi/0i0 \aob

G0l




e/

rauvHIDYY _

rzoocadn TIIE
T OHINAYED —OHT HAVYT

oV ONIgT3m

or3g
Y S R

.

TN T AP0 L0J WERE MeMa

El EH

I A

P T
LR
WL ]

FIHEYY 00k FHRYWE T URTY 0 IR

000 000 rzoocal ‘HM4&%%EH

L/joezunes

(B M) HE8IC/28'9CC 1S 00 6T SFi
drOH S MHITEZ00—-Z00S80F092/652°26C/ | STRHMHE 9

(BT ) RGO T TTE 1 IC 0Te 5l
drOH SNG4 L 002008807292/ 192852/ L ST B S

WL LT'60C'L02'S0E C0T & HEdroEZ00

~rZ00€80%¢1Z/112°012/602'802/L02'905/G08 YOS /SOCTHE MY +

YHELIZ'602°L0ZGS 1 LG L L0l &FH#drOB LO0~1Z00£8D

e T12/112°012/602'802/202'951/SSL 21/ 151801 /L0 Bt g

6/LL/010z 1 jamg

Z2/Tl /0l iR

WEC/0'GL0°LL0'652 L ST S ERdrDHZ00

-1z00g99

BL0/€L0'9L0/5L0'8L0/120°092/652'7ST/ | STBMHE T
WHG/0'/L0'192'LGZ CSTEFEHIrII 00— Z005ED
19/0/5£0'8L0/140'29Z/192'852/LGT ¥ST /ST Bdb |

BR




i

z/ L _ »Z00ggd TIT_E
AEILLVNIDVE T _CHINAVEC «JOHE MHAvET

d¥i ONIOT3M

e B IO LDGCW ) \EDT MEms.

~’  Owaz)

2 T/ e/t _,N\
, S

WHESER M&ﬁﬁ% _
FTUEYY OV PRI TERT Y0 AR ’\_1

000 000 MZ00THD ‘HMswms o}

050 9/z iz TiT BYD g0z 997 #9z

6Y0\/S7Z /%It / 1Lz L0\ /79Z /592 /S92

<
E\r i l& A
\ozz 292 L
313 i LIS1
; ol
gcz 82 T
1Injeq Sl ye oSl
/BT e
wi VP mﬁ
NI
mm" LIE}
g8l 51
810 Y]
m%a.kn 0g1
4]
) N
¥l s
]
. pal aﬂm
(o0z o1z o6&t
Ul: [A437
je0sy/] | Z02\0 Nl o 9L
i ﬁ Wﬂxﬂém: S0 J811
950 Vos 908 gop O s \als PR s/ 70
L0 cop SOF gof B0 gif Git sy 1B TS




T i —
D DHINAYES GTHE MAVET

d¥it SNIGTIM

W TO AGOW LSy \IIDC Mama

= — —
HII ’H

SRl s

R wﬁﬁ
FTAHELY OOk FARIBETHRT s BT 000 000 XZ00LED ‘&%

(B BITE'STE Ve 628 908 LLe B M

OB Sy 0012008 80H 95T/ 552 267/ | STHEHY'S
(B By Eeer 1ec'0ee

G

WHELLE'GOL'COL'CL L L1 L &FHdrOH 004200880

BZLE/ 118908 /508 YOS /S0 P LL/SLL'BLL /L) | BdE
S| 12'602'L02' C0L S FHEdrOH00
~MZ00£8H212/112'012/602'802/L02 Y05 /SOS B ¢

E R WHEC/0'//0°CST | ST & BHdIMEY00
~4200£80H¥£0/SL0'8L0/£L0'958/552'T52/ | LRSI T
“WHGL0'L20'191'G6Z" L ST 5 FHHArORIC00-1Z0058)
$9£0/610'8£0/440'891/£91'952/552'252/ 1 ST Bopbny |
‘BR

(Z/oL/00T TS




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, China Report No: NCS-000844
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 22-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0833

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:  25-Oct-2010

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Crossbeam CB18, this
Quality Assurance Inspector (QA) discovered the following issues:

-ZPMC personnel performed the Flux Cored Arc Welding process on fillet welds, which the root opening
exceeded the maximum tolerance specified in the Welding Procedure Specification (WPS) and welding code.
-WPS # WPS-B-T-2134 and AWS D1.5 2002 specifies a root opening maximum of 5mm.

-The root openings on twenty six (26) welded joints were measured between 8.5mm and 10mm.

-The affected welds are identified as CB3002J-001- welds 253, 254, 257, 258, 261, 262, 075 and 076.
CB3002J-002- welds 251, 252, 259, 260, 073 and 074. CB3002K-003- welds 251, 252, 255, 256, 167 and 168.
CB3002K-004- Welds 251, 252, 255, 256, 073 and 074.

-Thesefillet welds join the Intermediate Web Panel-1 (CB3002E) Stiffener to the Longitudinal Diaphragm-1
Sub Assembly identified as CB3002J-001.

-This Crossheam CB18 islocated in Sub Assembly Bay #6.

Contractor's proposal to correct the problem:

Contractor proposes to change the fillet weld to CJP. NDT will be performed after welding. Contractor will
provide arevised weld map, and NDT report to prove the weld is acceptable.

Corrective action taken:

Contractor repaired the welds, and NDT was performed. The NDT weld result is acceptable. The revised weld
map have been submitted.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

[] 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



	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off


