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-000934
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0895

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Steel Barriers

Procedural Procedural [] Description:

Reference Description: ZPMC removed welds and re-welded without Engineer's approval and QC presence
over 30 minutes (Steel Barriers E5-SB13-066 and E5-SB13-072)

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of OBG Steel Barriers

E5-SB13-066 and E5-SB13-072, Caltrans QA Inspectors observed the following issues:

-ZPMC workers have removed multiple CJP and fillet weld joints to correct misalignment of Steel Barriers

E5-SB13-066 and E5-SB13-072.

-The Contractor did not notify the Engineer of the intent to remove welds E5-SB13-066-048, 049, 050, 079,

080, 081, 084, and 085; E5-SB13-072-048, and 049 as identified in the pictures.

-Subsequently, ZPM C workers performed welding at several above mentioned locations, such as

E5-SB13-066-050 as seen in the picture below.

-No ZPMC QC or CWI was present during the removal of the welds.

-No ZPMC QC or CWI was present during weld repairs.

-ZPMC workers performed welding of steel barriersinside Bay 28 on December 9, 2010 between 0200 hours

and 0245 hours.

-Doors accessing Bay 28 were locked during the welding repairs.

‘Bay 28 1 weld 50 cut out
Steel Barrier / and rewelded

SPhroce

s 48 & 49 cut out
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Welds on steel harrler ES'-SEH 3-066
have been cut apart and rewelded.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

12/08/10 23:08

Applicablereference:
American Weld Society (AWS) D1.5 2002 section. 3.7.5 The Engineer shall be notified before improperly
fitted and welded members are cut apart.

American Weld Society (AWS) D1.5 2002 section. 6.6.1 The Contractor shall allow access to the project
fabrication facility by QA personnel. The Contractor shall cooperate with QA personnel and provide ready
access to QA inspection records.

Caltrans Special Provision Section 8-3.01: QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed,
and (2) having a QC Inspector within such close proximity of all welders or operators so that inspections by the
QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30 minutes.
Who discovered the problem:  Dennis Combs, Kelly Leavitt, Paul Dawson

Name of individual from Contractor notified: Bao Qian

Time and method of notification: 03:00, 12/09/2010, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 19:00, 12/09/2010, Email

QC Inspector's Name: Not available at the time

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

Contractor's proposal to correct the problem:

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.

I nspected 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: 10-Dec-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: 05.03.06-000891
Subject: NCR No. ZPMC-0895

Reference Description:  ZPMC removed welds and re-welded without Engineer's approval and QC presence over 30 minutes (Steel Barriers E5-SB13-066 ar

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: Barrier Rail Lift:
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of OBG Steel Barriers E5-SB13-066 and
E5-SB13-072, Caltrans QA Inspectors observed the following issues:
-ZPMC workers have removed multiple CJP and fillet weld joints to correct misalignment of Steel Barriers E5-SB13-066 and
E5-SB13-072.
-The Contractor did not notify the Engineer of the intent to remove welds E5-SB13-066-048, 049, 050, 079, 080, 081, 084, and 085;
E5-SB13-072-048, and 049 as identified in the pictures.
-Subsequently, ZPMC workers performed welding at several above mentioned locations, such as
E5-SB13-066-050.
-No ZPMC QC or CWI was present during the removal of the welds.
-No ZPMC QC or CWI was present during weld repairs.
-ZPMC workers performed welding of steel barriersinside Bay 28 on December 9, 2010 between 0200 hours and 0245 hours.
-Doors accessing Bay 28 were locked during the welding repairs.
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 thisissued is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0895

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

H..,,.,w" 05.03.06-000891,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-000885 Rev: 00
Ref: 05.03.06-000891

Subject:  NCR No. ZPMC-0895

Contractor's Proposed Resolution:
Reference Resolution:

ZPMC-0895
Please see ZPMC's response.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000885R00;

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-947
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-12-22
REGARDING: NCR-000934(ZPMC-0895)

ZPMC acknowledged these issues and has released an internal NCR to address. ZPMC QA
personnel have talked with the field CWI/QC leaders to emphasize the requirment of QC’s
coverage during welding and to notify the engineer when remove completed welds. ZPMC is
providing the weld repair report and NDT reocrds to show the acceptability of these weld. Based
on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000934(ZPMC-0895)
B-WR 16809
B787-MT-35179
B787-MT-35180
B787-UT-19271

{;/Lﬂ/
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- DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
J 333 Burma Road
! Oakland CA 94607
laltrans Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 10-Dec-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: 05.03.06-000891
Subject: NCR No. ZPMC-0895

Reference Description:  ZPMC removed welds and re-welded without Engineer's approval and QC presence over 30 minutes (Steel Barriers E5-SB13-066 ar

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.
U Recurring QC issue that constitutes a systematic problem in quality control,
[ Non-Conformance Resolved.
Material Location: Barrier Rail Lift:
Remarks:
During Quality Assurance (QA) random in-process abservations of the fabrication of OBG Steel Barriers E3-SB13-066 and
L5-5B13-072, Caltrans QA Inspeclors observed the following issucs:
-ZPMC workers have removed muldple CIP and fillet weld joints to correct misalignment of Steel Barriers E3-SB13-066 and
[:3-SB13-072,
-The Contractor did not notify the Engineer of the intent to remove welds E5-SB| 3-066-048, 049, 050, 079, 080, 081, 084, and 085:
E5-SB13-072-048, and 049 as identified in the pictures.
-Subsequently, ZPMC workers performed welding at several above mentioned locations, such as
E5-SB13-066-050.
-No ZPMC QC or CWI was present during the removal of the welds.
-No ZPMC QC or CWI was present during weld repairs.
-ZPMC workers performed welding of steel barriers inside Bay 28 on December 9, 2010 between 0200 hours and 0245 hours,
-Doors accessing Bay 28 were locked during the welding repairs.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A respanse for the

resolution of this issued is expected within 7 days.

Transmitted by: Luraine Woo Transportation Engineer
Attachments: ZPMC-0895

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

P K] ', . 5 I 01 T ar s .
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STATE OF CALIFORNIA--BUSINESS TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION A,
DIVISION OF ENGINEERING SERVICES { "’
Office of Structural Materials b
Quality Assurance and Source Inspection R
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave,St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
VaIIejo, CA 94592-1133 Fi]e #: 69.258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000934
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 09-Dec-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0895

Type of problem:

Welding Concrete [ Other [
Welding L] Curing [ Procedural 1 Bridge No: 34-0006
Joint fitup ] Coating [0 Other (] Component: OBG Steel Barriers

Procedural 4] Procedural [0 Description:

Reference Description: ZPMC removed welds and re-welded without Engineer's approval and QC presence
over 30 minules (Steel Barriers E5-SB13-066 and E5-SB13-072)

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of OBG Steel Barriers

E5-5B13-066 and E5-SB13-072, Caltrans QA Inspectors observed the following issues:

-ZPMC workers have removed multiple CJP and fillet weld joints to correct misalignment ol Steel Barriers

E5-SB13-066 and E3-SB13-072.

-The Contractor did not notily the Engineer of the intent to remove welds E5-SB1 3-066-048, 049, 050, 079,

080. 081, 084, and 085; E5-SB13-072-048, and 049 as identified in the pictures.

-Subsequently, ZPMC workers performed welding at several above mentioned locations, such as

E5-5B13-066-050 as seen in the picture below.

-No ZPMC QC or CWI was present during the removal of the welds.

-No ZPMC QC or CWI was present during weld repairs.

-LPMC workers performed welding of steel barriers inside Bay 28 on December 9, 2010 between 0200 hours

and 0245 hours.

-Doors accessing Bay 28 were locked during the welding repairs.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

“

Applicable reference:
American Weld Society (AWS) D1.5 2002 section. 3.7.5 The Engineer shall be notified before improperly

fitted and welded members are cut apart.

American Weld Society (AWS) D1.5 2002 section. 6.6.1 The Contractor shall allow access to the project
fabrication facility by QA personnel. The Contractor shall cooperate with QA personnel and provide ready
access to QA inspection records.

Caltrans Special Provision Section 8-3.01: QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed.
and (2) having a QC Inspector within such close proximity of all welders or operators so that inspections by the
QC Inspector of each operation, at each welding location. shall not lapse for a period exceeding 30 minutes.
Who discovered the problem:  Dennis Combs, Kelly Leavitt, Paul Dawson

Name of individual from Contractor notified: Bao Qian

Time and method of notification: 03:00, 12/09/2010, Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification:  19:00, 12/09/2010, Email

QC Inspector's Name: Not available at the time

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

Contractor's proposal to correct the problem:

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

OiTice of Structural Materials (or your project. |

Inspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR

N 113 0natuy Asswrance -- Non-Conformance Report .
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PMC

Welding Repair Report 0
7 4 W=
e pEmEAR | aHEY | Esseisor2 | FUSHRS
Project Name SFOBB Drawing No : B-WR !6907
E5-5B13-066
ek 04-0120F4 2o . 1 -
Contract No.: A 4 AR E 4 4; NDTIR% 45 -
A [tems Name Report No.of NDT
vyt ZP06-787 Steel barrier
Project No.:

I AR G CHP 2 T 308 A 5 R 5 ) 43 Ao ST 4 I T
Description of welding discontinuity:
W R LA 2 E5-SB13-072, E5-SB13-066HT %5 4 Ly WRAR AL 2 A4 AHL I 7725 A2 T340 L A #3  F e et
Jr b, A4 R LB T
After inspection for Steel barrier E5-SB13-072, E5-SB13-066, the flalness of welds between be
nt plate and segregate plate assembly is over the requirement, please sece the detail as followi

ng: R
— .

\

\
N

AR 7 ( lnspector):ﬁ-/w‘ﬁéi B 4i(Date) : €L~ °/ i

VAL B

Draft of welding discontinuity:




FRERA:
Caused:
R iR 2

Welding distortion and fabrication error.

#.J9 i Ht A(Foreman): ;ﬁ( f\apvaf B #(Date): 2vfs. ”*7

A2 F I

Disposition :

Lo SR A QR A ) 0 7 3 A1 4 2 6 T2 AL R 5 oy B T PR S (e L L B I 5 o
RE AT OLHETTSE) , TR A AR A I (WP S AT ity

T FHR AR S5 i TG BAOREIE P TR R 2 2588, AN A, k) (T SR IS4,

3. ATEER BRI ATV R A S0 B 1

4o ARUEICHE ST IR FEWPS IR AR 15 M1 S TG A, AR 0 AR 1 00 0 0 1 i

5. LR RMSEEITLE G W i R AR EER 1 F

6. MR USSR AT

Hie DPV AR X R T O, AT RS Ty i AT 4 .

(8

1. Remove the welds where the straightness is out of tolerance between side plate and corner assembly
by the way of gouging or Oxygen with length of L (The L length is confirm by actual condition), Pre
heat according to the WPS prior to gouging.

2. Adjust side plate and corner assembly and ensure the straightness to meet the tolerance. When adjusting
» can utilize the fire, the outer force (as C shape fixture and so on)

3. Perform 100%VT inspection to the metal cutting area to ensure no defects exist;;

4. Fit up and weld the weld between side plate and corner assembly according to the relevant WPS wit
h check the flatness sometime:

3. Grind the weld flush to the adjacent weld or base metal.
6. Check the weld according to the shep drawings.

Notice; if the area where the straightness is out of tolerance needn't remove the welds, can proofread by the
fire .

amf %
%wyy)/{ 4 )f-u/ jlW N 1y )40 .:)—.7
Techmcal engineer Approved by Date :

A A

#R787-QCP-900




B aERBRE
Welding Repair Report

L4 Rev. No.

0

z A s T
I 1 48 I . ; REHET
i S I 2 E5-SB13-072 Risport o
Project Name _ B_WR;53o7
SFOBB Drawing No. E5.SB13-066
el iR ’ )
Contract No.: 04-0120r4 et 2 AR }fﬂﬂhé NDT3RE 4% 5
7 H 262 - ltems Name Report No.of NDT NA
et ZP06-787 Steel barrier
Project No.:
2 {E 4546

Correction action to prevent re occurrence:

4 18] # 9 A(Foreman):

A H(Date):

%= BB WPSH
Repair WPS No.

0O WPS-345-SMAW-

1G(1F)- Repair

0O WPS-345-FCAW-

1G(1F)- Repair-1

0O WPS-345-SMAW-

2G(2F)-Repair
WPS-345-FCAW-

2G(2F)-Repair-1

O WPS-345-SMAW-

3G(3F)- Repair

0O WPS-345-SMAW-

4G(4F)- Repair

0 WPS-345-SMAW-

1G(1F)-FCM-Repair

O WPS-345-SMAW-

2G(2F)-FCM-Repair

0O WPS-345-SMAW-

3G(3F)-FCM-Repair

0O WPS-345-SMAW-

4G(4F)-FCM-Repair

25 - 160F)

W] » ch 5@162.1'&%
7 ¢

- ESAB- REpuy
T &
technologist

)Qm;@ﬁhJ

-

BAS (@) ) B A E

Preheat temperature
before gouging

To

EEMERRB
Description
of discontinuity

My

1Bl 4k T8 A

BT o E

Inspection Preheat temperature
before welding AO(/ before welding I%G
g XM ) g g ik ) 4 [
Max. depth of gouging [0mwm Total length of gouging 290 mm
i MR R E
welder gé"] 378 welding type ‘FG/QLW position 2}
LR F A b P 1 e i N
Current 2 4% Voltage 2 5 Lf‘ Speed g"’é
EB#HERSET
Inspection After repairing:
S b B8 R B

M AL 12 [ )
9T el A‘UJ Inspector Yaméfﬁgu &j@ygf Date P@o_ lg . JolR
NDTH & ® A h % . B
NDT result ,fo.(/ NDT persoq)»&ll/}ﬁﬂrb Date Lofp~ 12, 20
WAl
Witness/Review:
% E
Remark :

#R787-QCP-900
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REPORT OF MAGNETIC «PARTICLE EXAMINATION
RE o 4R 5

REPORT NO. %459 B787-MT-35179

DATEH ] 2010.12.21

PAGE OFX%5 1/

Revision No: 0

C ] RACTOR:
'i FES,J,ED TR ZP08-787 SRNIEAGED CALTRANS
LTEHE: A B
DRAWING NO. E5 §R1a:072 CALTRANS CONTRACT NO.:
04-0120F4
mNTESS
e, STEEL BORRIER M TS S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BENTED AR BF&ES LR EH AU
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT & % MAMNUFACTURER &35 MODEL NO. HX#5 SERIAL NO. BgE S
MT YOKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
: B, T . AC
REAL T T WUt s L7
PARTICLE TYPE Dry magnet powder YOKE SPACING e
- ~150mm
By TR RiYAIE R
MATERIAL TO BE Y WELDING i ial & thi
Material ickness A709M-345T2-X
EXAMINED O CASTING #44: BR# B
B O FORGING #35 12/12mm
WELDING PROGESS TYPE OF JOINT
e FCAW ) T-JOINT
g PR
- DISCONTINUITY A~ i sl 4tk e . &
WELD I.D. ACCEPT REJECT REMARKS
LENGTH IN
PR INDICATION TYPE R [ il ik
iR R e
E5-5B13-072-048 ACC, 100%MT
E5-SB13-072-049 ACC. 100%MT
BLANK

EXAMINED BY =35

REVIEWED BY & #

»

% sigh/ B DATE

i S T

2y

|
Sun Gongchang 8(:.".,- Q”u“ﬂ-j/ 5!‘9}*? St wel
LEVEL-Il SIGN %% / DATEEM Y1, 4 pd.>] LEVEL-l  SIGN | DATEE pgjo- Nt -2 |
Rit#A/ acH ! FI7 CUSTOMER l

% F SIGN / FI 1 DATE

(FORM## ZPQC-MTO1)




REPORT OF MAGNETIC ‘PARTICLE EXAMINATION

= RPAMC ;
By rri R &
REPORT NO. 45452 B787-MT-35180 DATEH #i 2010.12.21 PAGE OF®E 1/ Revision No: 0
PROJECT NO. CONTRACTOR:
g ZP06-787 CALTRANS
TR B A
DRAWING NO. E5-SB13-086 CALTRANS CONTRACT NO.:
04-0120F4

it g

Ea, STEEL BORRIER MM LRSS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SBHAEEG B BrFas ES g
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT # % MAMNUFACTURER %35 % MODEL NO. X4 < SERIAL NO. #4EES
MT YOKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
. AC
AL AT B RESI A Al B 5
PARTICLE TYPE Dry magnet powder YOKE SPACING
A 3 N 70~150mm
R TR M Sm R 2E
MATERIAL TO BE v WELDING 24 i i
Material & thickness A709M-345T2-X
EXAMINED O CASTING #4t BH R
B f g O FORGING i 12/12mm
WELDING PROCESS TYPE OF JOINT
FCAW . T-JOINT
BET o Tl
- DISCONTINUITY A 417k _—— — Sk
LDI.D. AC R
NGTH |
Vi B INDICATION TYPE ™™ s e P
BE HR
E5-SB13-066-048 ACC. 100%MT
E5-SB13-066-049 ACC. 100%MT
E5-SB13-066-050 ACC. 100%MT
E5-SB13-066-079 ACC. 100%MT
E5-SB13-066-080 ACC. 100%MT
E5-SB13-066-081 ACC. 100%MT
E5-SB13-066-084 ACC. 100%MT
E5-SB13-066-085 ACC. 100%MT
BLANK
EXAMINED BY 347 REVIEWED BY ##
Sun Gongehang___ SUML (7 | 6‘:‘!‘-'-’51»‘6/ Gub bl
LEVEL -1l SIGN £ / DATEHH Jofo- ). | LEVEL-l  SIGN / DATEEM 2olp .12 _7}
RtEE / Qem ' Al CUSTOMER
) r U/\T:‘fv'h — Lda l’-\
EF SIGNI}EU*J} DATE Bouds 1N o - 5 SIGN/ BT DATE

(FORM# ZPQC-MT01)

T




AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

—r— REPORT OF ULTRASONIC EXAMINATION
ZPMC e

— UTHRE RS
REPORT NO. #&#HE  B787-UT-19271 DATE 2010.12.22 PAGE 1 OF1 Revision No: 0
PROJECT NO. : 1. ' ZPD6-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

STEEL BARRIER E5-SB13-066
k2 Ty B B 1

REFERENCING CODE Z:##131 ACCEPTANCE STANDARD #:51 PROCEDURE NO, /58

WELDING PROCESS #i4

P

= !_.

JOINT TYPE 4%z

i)

CALIBRATION DUE DATE {i 8tk imi s

FCAW T-JOINT Dec. 28°7 2010
EQUIPMENT % % MANUFACTURER -Hl3# 7] MODEL NO. B85 SERIAL NO. I 55+
UT SCOPE PANAMETRICS EPQOCH 4B 071566411
CALIBRATION BLOCK i COUPLANT HE&57 MATERIAL/THICKNESS Ff#L E i
AWS |IW BLOCK TYPE II C.M.C AT09M-345T2-X 12/12mm
TRANSDUCER #53k
MANUFACTURER ANGLE FREQUENCY SIZE NIANUFAC T URER ANGLE FREQUENCY SIZE
Gillbeit] FBE A Rt i g1 B Rt
AMERICA 70° 2.25MHz 0.75%0.625 in
Reference Level 25 R HHF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ M DISCONTINUITY FEELEfE =
- LL[ E bt
WELD S |3 |y |~z |2 Is .z 3 =
z. [2u|x.| % Ec53EEE LOCATION OF DISCONTINUITY b ¥*
= I I = -3 & z e = tEe gt 3 T
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000845
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 23-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0895

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:  09-Dec-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of OBG Steel Barriers
E5-SB13-066 and E5-SB13-072, Caltrans QA Inspectors observed the following issues:

-ZPMC workers have removed multiple CJP and fillet weld joints to correct misalignment of Steel Barriers
E5-SB13-066 and E5-SB13-072.

-The Contractor did not notify the Engineer of the intent to remove welds E5-SB13-066-048, 049, 050, 079,
080, 081, 084, and 085; E5-SB13-072-048, and 049 as identified in the pictures.

-Subsequently, ZPM C workers performed welding at several above mentioned locations, such as
E5-SB13-066-050 as seen in the picture below.

-No ZPMC QC or CWI was present during the removal of the welds.

-No ZPMC QC or CWI was present during weld repairs.

-ZPMC workers performed welding of steel barriersinside Bay 28 on December 9, 2010 between 0200 hours
and 0245 hours.

-Doors accessing Bay 28 were locked during the welding repairs.

Contractor's proposal to correct the problem:

Contractor will perform NDT to prove the weld is acceptable. Contractor will discuss the CWI leader in the
field regarding the requirement of QC coverage during welding, and ensure the Engineer will be notified when
thereisweld removal.

Corrective action taken:

Contractor provided the NDT report to prove the welds are acceptable. Contractor also discussed with the CWI
leader reagarding the requirement of QC coverage during welding, and instruted the Engineer must be notitfied
when there isweld removal.

Did corrective action require Engineer's approval ?
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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
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