STATE OF CALIFORNIA--BUSINESS, TRANSPORTATION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000994
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Apr-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0952

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Lift 13CW RS Stiffener to Floorbeam Connections

Procedural Procedural [] Description:

Reference Description: Missed UT indications discovered by QA for RS Stiffener to Floorbeam connections
on Lift 13CW

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) verification of weld located on OBG Segment 13CW,

this Quality Assurance Inspector (QA) discovered the following issues:

- A total of two (2) Class“A” indications measuring approximately 20-25mm in length.
- ZPMC QC personnel have tested and accepted aweld that did not meet the Visual Testing (VT) requirements
of the contract documents.

- Theindications detail are given as below;

1. TheIndication rating is +4dB and length approximately 20mm.

The Thickness of the plate is 22mm and depth of the indication approximately 16mm.

Theindication is located on the weld joint identified as SEG3015H-276.

The*“Y” location for thisindication is approximately 145mm from top edge of this RS Stiffener.

The weld is a Complete Joint Penetration (CJP) ‘T” weld joint joining Side Plate RS Stiffener to Floor Beam
(FB3224A) at panel point 123.

Thisweld did not meet the Visual Testing (VT) requirements of the contract documents due to incomplete
welding at the cope hole.

2. The Indication rating is +7dB and length approximately 25mm.

The Thickness of the plate is 22mm and depth of the indication approximately 19mm.

Theindication islocated on the weld joint identified as SEG3015K -224.

The“Y” location for this indication is approximately 35mm from top edge of this RS Stiffener.

The weld is a Complete Joint Penetration (CJP) ‘T weld joint joining Side Plate RS Stiffener to Floor Beam
(FB3220A) at panel point 122.5.

Thisweld did not meet the Visual Testing (VT) requirements of the contract documents due to visible slag and
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

Arc Strikes present on the accepted weld.

-Theindications are clearly marked by QA near the weld.
-OBG Segment 13CW islocated in West Side of fabrication Bay 14.

The Notice of Witness Inspection Number (NWIT) is 008757. The indication is located within the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC's QC personnel are requwed to perform 100% UT mspectlon of thisweld.

-Strikes are not removed completely

04/07/11 16:14

OBG Segment 13CW

SEG3015K-224

. § VT Rejécted “because slag and #%c strikes are
QA Verification UT Rejected , because viE e upicicly
class A indication

04/07/11 16:11 ; ' 04/07/11 13:59

Applicablereference:
AWS D1.5-2002, Section 6, Table 6.3. Specifiesaclass'A’ indication as having adb rating of +8 and lower
for weld thicknesses greater than 20 through 38mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsihility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5-02 Section 6.6.2 “ The Contractor shall be responsible for visual inspection and NDT described in 6.
7 and necessary correction of all deficienciesin materials and workmanship in conformance with the
requirements of Clause 3 and 6.26 and as specified elsewhere in the contract documents.”

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

AWS D1.5-02 Section 3.1.4 “The size and lengths of welds shall be no less than those specified by design
requirements and detailed drawings except as allowed by 6.26.1.7".

AWS D1.5-02 Section 3.2.5 “Radii of beam copes and weld access holes shall provide a smooth transition...”.

Who discovered the problem:  Vibin Kumar and Anand Upadhye
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 14:00 hours 04/07/11 Verba
Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 18:00 hours 04/08/11 Email

QC Ingpector's Name: Mr. Wang Lu (Testino)

Was QC Inspector awar e of the problem: [ 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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Devey,Jim SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 13-Apr-2011
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: 05.03.06-000951
Subject: NCR No. ZPMC-0952

Reference Description:  Missed UT indications discovered by QA for RS Stiffener to Floorbeam connections on Lift 13CW

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 Quality Assurance Ultrasonic Testing (UT) verification of weld located on OBG Segment 13CW, this Quality Assurance

Inspector (QA) discovered the following issues:

- A total of two (2) Class“A” indications measuring approximately 20-25mm in length.
- ZPMC QC personnel have tested and accepted aweld that did not meet the Visual Testing (VT) requirements of the contract
documents.

- The indications detail are given as below;

1. The Indication rating is +4dB and length approximately 20mm.

The Thickness of the plate is 22mm and depth of the indication approximately 16mm.

Theindication islocated on the weld joint identified as SEG3015H-276.

The“Y” location for thisindication is approximately 145mm from top edge of this RS Stiffener.

Theweld is a Complete Joint Penetration (CJP) ‘' T” weld joint joining Side Plate RS Stiffener to Floor Beam (FB3224A) at pandl point
123.

Thisweld did not meet the Visual Testing (VT) requirements of the contract documents due to incomplete welding at the cope hole.

2. TheIndication rating is +7dB and length approximately 25mm.

The Thickness of the plate is 22mm and depth of the indication approximately 19mm.

Theindication islocated on the weld joint identified as SEG3015K-224.

The“Y” location for thisindication is approximately 35mm from top edge of this RS Stiffener.

Theweld is a Complete Joint Penetration (CJP) ‘' T” weld joint joining Side Plate RS Stiffener to Floor Beam (FB3220A) at pandl point
1225,

Thisweld did not meet the Visua Testing (VT) requirements of the contract documents due to visible slag and Arc Strikes present on
the accepted weld.

H..,,.,w" 05.03.06-000951,NCT
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NCT
( Continued Page 2 of 2 )

-The indications are clearly marked by QA near the weld.
-OBG Segment 13CW islocated in West Side of fabrication Bay 14.

The Notice of Witness Inspection Number (NWIT) is 008757. The indication is |ocated within the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC personnel are required to perform
100% UT inspection of thisweld.

Action Required and/or Action Taken:
Propose aresolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the
contract requirements. Propose a resolution that addresses the apparent failure of Quality Control to identify the indication.
Additionally, provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

The response for the resolution of thisissueis requested within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0952

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

05.03.06-000951,NCT Page 2 of 2



,&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: 18-May-2011
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000955 Rev: 00
Ref: 05.03.06-000951

Subject:  NCR No. ZPMC-0952

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the indications noted in the NCR and providing WR & NDT documentation after the repair to
show the indication has been removed.

ZPMC acknowledge this problem and has issued an internal NCR. ZPMC has repaired the indications noted in the NCR and providing WR &
NDT documentation after the repair to show the indication has been removed. Based on these actions, ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000955R00;

Caltrans' comments: Status: CLO
Date: 19-May-2011

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0952 is closed.

Submitted by:  Eagen, Sean Date: 19-May-2011
Attachment(s):
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TL-0010249
(=ZPMC ] TRANSMITTAL LETTER

PROJECT: S.F.0.B.B.

DATE:2011-05-18
TO: ROSEMARY/ABF JV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT
SUBJECT: OBG NCR

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(01) LR: No. B-996
(02) NCR-000994(ZPMC-0952)

B-WR20641 RO
B-WR20710 RO
B787-UT-20730 R1
B787-UT-20764 R1

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT
D18 mMAY 201
PLAN HOLDER: DATE: RECEIVED
N ‘j
J
COMPANY: weLuon, PHONE NO.

PLAN NUMBER:N/A
#R787-QCP-102




@l No. B-996
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2011-05-18
REGARDING: NCR-000994(ZPMC-0952)

ZPMC acknowledged this problem and has issued an internal NCR. ZPMC has repaired the
indications noted in the NCR and is providing WR & NDT documentation after the repair to show

the indication has been removed. Based on these actions, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000994(ZPMC-0952)
B-WR20641 RO
B-WR20710 RO
B787-UT-20730 R1
B787-UT-20764 R1

Wes -




— szC T i’% é]‘% j‘é ‘!g %ﬁ 'él:[:l::- &4 Rev. No.

Welding Repair Report 0
15 B &7 A 5 RE4m5
HEMERGE | BGES SEG3015 Report No
Project Name SFOBB Brawing i @ P B-WR20641
Gl 04-0120F4 et 4o

Contract No- B AR | jacw FLoor BEAM AND | NDTHR 424 5

M H %5 ltems Na i Report No.of NDT| BZ87-UT-20730
Project No.: ZP08-787 me ==

FAES AR (EUTER IR A 8 /N T 0K FRiAHE 1)

( Description of welding discontinuity ): Rejected indication found by ultrasonic inspe
ction is less than the maximum

allowance aggregate length.

[ RER T H SEGSOISH—271, SEG3015K-224

#ES R (Inspector) :Fu Tiejian (Date) : 2011.04.08

ot
(W Tiﬂj!‘mm

ITERAE R~ E
Drafit of welding discontinuity:
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Please sce the detail data from UT report!




JEAERE: | _— T
Caused:

T IR R B 41T

1. Did not clear the weld pass completely in time.

# 1 fi ft A(Foreman): AWW? B #(Date): ¢ ( (.Okﬁ 9%

22N

Disposition :

1. AGEEERTBLE — M (D<0.65T, DAGIAIEREE, THIRE) R P TRA B AT 6 1 77 v B AR A s

2. ZRBERETEME (WPS) WA ERMEEL L, Tl e e,

3. CHHERNEIRIT I B 5 B b AR 4 S5 T

4. ARIBAEMERZE I S b TR

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;

A6

Follow repair WPS for joint preparation, preheat, and weld deposit;

£

Grind the repaired area flush with hase metal or the adjacent weld;

4. Check the welds according to the working drawings.

T #: W . Wi A}W{V’ = 4 29 v \7&
Technical engineer /V\/ ‘T‘l Wj_@wé Approved b\@L"V ‘ A Date J\P‘

#R787-QCP-300

el




Correction action to prevent re occurrence:
1. SRR A A () E
1. Improve monitoring of welding and interpass cleaning.

% 8] i 9t A(Foreman): )U\QLRV.

%@ #A(Date):

H £ A P g
——— ’“‘*J&F é% ]5. 'fg *ﬁ o M4 Rev. No.
Welding Repair Report 0
I B 2K i ; 5 REHE
Prolect N 5 [ il AT AP 5 SEG3015 Report No.
roject Name SFOBB Drawing No B-WR20641
HHES S bl & am
Contract No.* 04-0120F4 I‘;’I"H"i’r ;ﬁ 13CW FLOOR BEAM AN| NDTHR 245
L BInS T D I-RIB Report No.of NDT B787-UT-20730
? ZP06-787 me
Project No.:
) F 36

)91[.07(,0%

£ 0t WPS % €
Repair WPS No.

O WPS-345-SMAW-

1G(1F)- Repair

0 WPS-345-FCAW-

1G(1F)- Repair-1

0O WPS-345-SMAW-

2G(2F)-Repair

O WPS-345-FCAW-

2G(2F)-Repair-1

O WPS-345-SMAW-

3G(3F)- Repair

0O WPS-345-SMAW-

4G(4F)- Repair

O WPS-345-SMAW-

1G(1F)-FCM-Repair

O WPS-345-SMAW-

2G(2F)-FCM-Repair
WPS-345-SMAW-

3G(3F)-FCM-Repair

O WPS-345-SMAW-

4G(4F)-FCM-Repair

O WPS-345-FCAW-

3G(3F)-Repair

IEZf
technologist

M Tegs

I Remark :

A (gl ) R TE R B S’ fEs B9 Bk PR

Preheat temperature i Description 1 T
before gouging /VO o of discontinuity

PR A M E 1R T T M R BE

Inspection L Preheat temperature

before welding Av before welding 1YY
K B AR B &R

Max. depth of gouging 7' Total length of gouging /L‘b
BT B % A

welder 04{0/? welding type %kiuv position % é{

B O MR R B

Current /40 Voltage 51 Speed 1D
EEEmE

inspection Afier repairing:

S ! 2 48 R i A0 ZR T R

VT result 77, {-3\”"‘ Inspector ) !"“‘L'--"’fj’ Date /3];/‘ i 8 /{
NDT# # /4 B4 i ’(:V\ : 2 T

NDT result ~NCe NDT person ’T]‘\p/j“l\ﬁ‘[[ Daie =220 \"&\\ [g
WA - ' Y

Witness/Review:

I




e
(ZPMC
— 1 ——

UTH S

REPORT OEULTRASONIC EXAMINATION

REPORT NO. #l##%5 B787-UT-20730R1 DATE 201?.05.18 PAGE 1 OF1 Revision No: 0
PROJECT NO. : Ti2# % ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
. 130WAZL§|O;-3:EAM SEG3015
B TR ) B 5 A LRES

REFERENCING CODE &M

AWS D1.5-2002

ACCEPTANCE STANDARD &3 ik

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. EJf5 9

WELDING PROCESS %1%

JOINT TYPE &7

CALIBRATION DUE DATE {% 8% iE & 50UM

SMAW T-JONT Dec. 28°7 2011
EQUIPMENT ##% MANUFACTURER %7 MODEL NO. S SERIAL NO. [f514% 5
UT SCOPE PANAMETRICS EPOCH 4B 071565311
CALIBRATION BLOCK i COUPLANT &) MATERIAL/THICKNESS ff ¥}/
AWS [IW BLOCK TYPE II C.M.C AT09M-345T2 22/14mm
TRANSDUCER 4%k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il FHREE HiH Rt 3 il GHTE R
AMERICA 70° 2.26MHz 0.75%0.625 in
Reference Level #:3% 3 EAF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ T DISCONTINUITY gt g
: s
WELD R = T A A 5 "
= Q| 2 # [=s|sslE ez B LOCATION OF DISCONTINUITY > X
or|Z2a|ulE|x (8382288 IR VA Pt
IDENTIFICATION |F ik S |s8 |0 [FHESEEE & RIEHEAL T (mm) =3 x
< Uz 52 o E | = S5 b
£ & 4 = g = g 8 = g B E
LS B =} =
FraEamitin S = & = Sound | Depth from , ) 5 e
- Length From'X | From'Y Q
a|b|c|d it Path Surface six oy @
E M| EdmwE | =5 8
SEG3015H-271 iR1 | 69 46 ACC. | 100%
SEG3015K-224 1R1 | 69 46 ACC. | 100%
AFTER B-WRZ20641
BLANK

EXAMINED,BY J:
1

JieApn

LEVEL - | s\éN /

REVIEWED BY s\nf& 3
/f//v/ﬁ 19/ 0%

598 |

LEVEL-'R/SIGN {/J D"‘I_%_ _;&U_:_??i}

g

DATE 7‘,&% 0

| & k£330 7 aom -

5557 SIGN / H ) DATE

(FORM: ZPQC-UTO 1

!

{1 CUSTOMER

R SIGN / H i DATE




PRAMC ]

BRI W&
Welding Repair Report

4 Rev. No.

0

T i & 55 o e ety HREmT
S KBRS ARG | AMEES SEG3015H Report No ;
Project Name SFOBB Drawing No : B-WR20710
P
e 04-0120F4 Sdlk & 20
Cﬂgfraf;t Np : I"' 8 7 13CW FLOOR BEAM AND I| NDTHR-%45 5 -
m .Ei T tems Na i Report No.of NDT| B787-UT-20764
Project No.: ZP06-787 me ——

IR (Inspector)

SRR TR | (UTUTIRA BRI G B/ T I SV RE)

: Fu Tiejian

—

A TEQJIU\\/)

(Date) : 2011.04.13

( Description of welding discontinuity ): Rejected indication found by ultrasonic inspe
ction is less than the maximum

allowance aggregate length.
B 4HEH: SEG3015H-276, SEG3015K-224

AR R AR

Draft of welding discontinuity:

X

€
G
<
fe
&
=
o
Length F v &
lLengt ren ¥ v
|
N N N % ™ N, N

O <

) ) )

I [

| ]

| a

i )

! a

l—\ + I,\im
| i
-

! {4 v
%—’/ Bifi
Please see the detail

data from UT report!




Xy T o
Caused:

1. B8R R4 F .

1. Did not clear the weld pass completely in time.

—?J'Elﬁiﬁ‘k(Foreman):l},LL-%”%#}](DME): W LQN/: l ".‘;@

23 L
Disposition :
1. AGRISEE SR TRHA— (D<0.85T, Db OhiRnE, TG SR PR QIEEHT B ) 77 o2 1 A e e

2. BREEREIZNE (WPS) M4 EmiRaL s, TR
8. RHERNEIRATIE ) 5 b B AT A S 5

4. ARGEHEAE A2 I B A B AR

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, prehaat, and weld deposit;
3. Grind the repaired area flush with base metal or the adjacent weld;

4. Check the welds according to the working drawings.

Technical engineer Approved by Date

I & Nuut T;e Q{W j ' B4 L\_,\Qaaﬁ_lm[,i 1 4]

#R787-QCP-900




(ZPMC"

BEEBRBEHRE

Welding Repair Report

4. Rev. No.

0

T B & 7R . . RS H5
el NG A-E 5 SEG3015H Re
. port No.
Project Name SEHER Brewlrig No B-WR20710
SRS 0120 44 7 .
Contract No.: BRI P E A | 13cw FLOOR BEAM AN NDTR 4 405
i ltems Na R No.of NDT | B787-UT-20764
I E %5 i D I-RIB eport No.o
Project No.: ZP05-787

EL I

1. R B M R A

Correction action to prevent re occurrence:

1. Improve monitoring of welding and interpass cleaning.
%19 i 9t A(Foreman):

} A ?,M%O/E?}T(Date): )4

1oAY

Z Y WPSH &
Repair WPS No.

O WPS-345-SMAW-

1G(1F)- Repair

O WPS-345-FCAW-

1G(1F)- Repair-1

0 WPS-345-SMAW-

2G(2F)-Repair

O WPS-345-FCAW-

2G(2F)-Repair-1

0 WPS-345-SMAW-

3G(3F)- Repair

0O WPS-345-SMAW-

4G(4F)- Repair

O WPS-345-SMAW-

1G(1F)-FCM-Repair

O WPS-345-SMAW-

2G(2F)-FCM-Repair
WPS-345-SMAW-

3G(3F)-FCM-Repair- |

0 WPS-345-SMAW-

4G(4F)-FCM-Repair

0 WPS-345-FCAW-

3G(3F)-Repair

V Li

TZAR
technologist

A (W) A7 7 AR I
Preheat temperature
before gouging

1A

B E B P
Description
of discontinuity

| Remark :

T RN

5T 4bEE # 1R A T A 8 o

Inspection - Preheat temperature oo B
before welding 7ML A""' before welding 1¢o
15 K B o A B R & "
Max. depth of gouging [0 anvn . Total length of gouging [ Q'C e
BT . MR 3 s 17 B L i@

weldaf dfe welding type 0 B/ position 14

7R B i Ty 17 B R y MR g

Currant [ 3d Voltage v b Speed [o7)
EERRE

Inspection Aftar repairing: ;

ok A T . Hr 5% 6 e N P T

VT result %/ . /\’ Inspectar il (in.e c.‘f’ Date i'*{f. M
NDTIH i B R \ Fh

NDT result ﬁcq_/ NDT person F\/\/ ]h’Q)] \\GL\,\ Date ?/Qﬂn a(\k (/3/
JLAE ‘ N

Witnsss/Raviaw:

#E
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REPORT OF-ULTRASONIC EXAMINATION

ZPMC e
—= UTHRGHR 5
REPORT NO. %4 B787-UT-20764R1 DATE 2011.05.18 PAGE 1 OF1 Revision No: 0
PROJECT NO. ; T84S ZP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
eI ETR A SEG3018H
2R - g MM LERS

REFERENCING CODE %

T

AWS D1.5-2002

AT

ACCEPTANCE STAND

AWS D1.5-2002(Table

ARD & rmt PROCEDURE NO. #/§: 2

6.3) ZPQC-UT-01

WELDING PROCESS St Hi:

JOINT TYPE &g

CALIBRATION DUE DATE {¥ 8 Fr1E 4 %0

SMAW T-JOINT Dec. 2857 2011
EQUIPMENT % MANUFACTURER i /i MODEL NO. 355 SERIAL NO, Ji:51% %
UT SCOPE PANAMETRICS EPOCH 4B 071565311
CALIBRATION BLOCK i ik COUPLANT #47 MATERIAL/THICKNESS £ JEfF
AWS [IW BLOCK TYPE | c.M.C A709M-345T2 22/14mm
TRANSDUCER #5:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
b EE me R} Tl 7 FHE i R
AMERICA 70° 2.25MHz 0.75%0.625 In
Reference Level £ R fF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} DISCONTINUITY ASiEssd: s
. ]
WELD e |4 8 | = [5_[3_IE._]|s = 4
Z . Om | q.o | & zS|5s|Es5= 2 LOCATION OF DISCONTINUITY 2= &k
@ | wE | 2 5 Qle g H
IDENTIFICATION | 2 & <El=m|® 8328 5B & RELAL T (mm) 23 %
L@ ;nE | ow = E R OE 2 & E
) 9 (@) S E 8 E 443 E
L 4R B i L o c
FRAEBb 4 S = g:. =1 Sound | Depth from y 5 o
s Length From'X | From'Y o
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000968
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 19-May-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0952

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:  07-Apr-2011

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) verification of weld located on OBG Segment 13CW,
this Quality Assurance Inspector (QA) discovered the following issues:

- A total of two (2) Class“A” indications measuring approximately 20-25mm in length.
- ZPMC QC personnel have tested and accepted aweld that did not meet the Visual Testing (VT) requirements
of the contract documents.

- Theindications detail are given as below;

1. The Indication rating is +4dB and length approximately 20mm.

The Thickness of the plate is 22mm and depth of the indication approximately 16mm.

Theindication islocated on the weld joint identified as SEG3015H-276.

The“Y” location for this indication is approximately 145mm from top edge of this RS Stiffener.

The weld is a Complete Joint Penetration (CJP) ‘T weld joint joining Side Plate RS Stiffener to Floor Beam
(FB3224A) at panel point 123.

Thisweld did not meet the Visual Testing (VT) requirements of the contract documents due to incomplete
welding at the cope hole.

2. The Indication rating is +7dB and length approximately 25mm.

The Thickness of the plate is 22mm and depth of the indication approximately 19mm.

Theindication is located on the weld joint identified as SEG3015K -224.

The“Y” location for thisindication is approximately 35mm from top edge of this RS Stiffener.

The weld is a Complete Joint Penetration (CJP) ‘T” weld joint joining Side Plate RS Stiffener to Floor Beam
(FB3220A) at panel point 122.5.

Thisweld did not meet the Visual Testing (VT) requirements of the contract documents due to visible slag and
Arc Strikes present on the accepted weld.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

-Theindications are clearly marked by QA near the weld.
-OBG Segment 13CW islocated in West Side of fabrication Bay 14.

The Notice of Witness Inspection Number (NWIT) is 008757. The indication is located within the area that has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’'s QC personnel are required to perform 100% UT inspection of thisweld.

Contractor's proposal to correct the problem:

Contractor will repair the indications, provide NDT reportsto prove the welds are acceptable.

Corrective action taken:

ZPMC repaired the indications and submitted NDT reports showing the welds are acceptable. Internal NCR
issued to the personnel involved.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥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 818-297-0659, 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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