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, PRC Report No: NCR-000227
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jan-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0202

Type of problem:

Welding Concrete [1 Other []

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [J Coating L1 Other []  Component: West Tower-Lift 1

Procedural Procedural [J Description: Tower Strut Connection Plate Component

Reference Description: Preheating was no observed prior to air carbon arc gouging on SPCM component
Description of Non-Conformance:

ABF/ZPMC did not perform proper preheat prior to air carbon arc gouging in accordance with AWS D1.
5-2002 “Section 12-Fracture Control Plan” subsections (12.17) and (12.17.6.3). The affected member isa
plate with two joints to be cut into WD1-A467-28m-4-9, WD1-A467-33m-3-9, WD1-A467-33m-4-10,
WD1-A467-33m-4-9, and WD1-A467-23m-4-10 after completion of welding. The material is SPCM, heat
number 07205956N, and has a thickness of 78 mm to 45 mm. Following the weld root pass, no preheating was
observed by this QA Inspector prior to air carbon arc gouging.

Applicablereference:

1) AWSD1.5, 2002, Section 12.17, "Repair Welding":

“Repair welding shall be defined as any welding, including removal of weld or base metal in preparation for
welding, necessary to correct unacceptable discontinuities in materials or workmanship.”

2) AWSDL1.5, 2002, Section 12.17.6.3 “Repair Procedure Minimum Provisions’. “ The preheating
temperature prior to air carbon arc gouging shall be described in the WPS. Preheat for gouging shall not be less
than 65°C [150"F].”

Who discovered theproblem:  Mike Blair

Name of individual from Contractor notified: Don Walton

Time and method of notification: 0800 hours, 1-13-09, Verbal

Name of Caltrans Engineer notified:  Doug Wright

Time and method of notification: 0900 hours, 1-13-09, verbal

QC Inspector's Name: Li Xiu Yang

Was QC Inspector awar e of the problem: [J 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
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

N7 TL-15Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-Jan-2009
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. Dave Williams Consultant Document No: 05.03.06-000195
Subject: NCR No. ZPMC-0202

Reference Description:  Preheating was no observed prior to air carbon arc gouging on SPCM component

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material 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: Tower Lift: 01
Remarks:
Caltrans Quality Assurance(QA)Inspector observed ZPMC personnel air carbon gousing without base metal preheat on Complete Joint
Penetration (CJP) root pass on a stut flange plate that will be cut into WD1-A467-28m-4-9, WD1-A467-33m-3-9,
WD1-A467-33m-4-10, WD1-A467-33m-4-9, and WD1-A467-23m-4-10. The applicable Welding Procedure Specification (WPS)
requires a minimum base metal preheat temperature of 65° Celsius.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation that the weld placed isin compliance with the
contract requirements. |n addition to the material/workmanship non-conformance, propose a resolution that addresses the apparent
failure of Quality Control to identify the non-conformance with the Welding Procedure Specification (WPS). Provide documentation of
the steps taken by the Quality Control Manager to prevent future occurrences.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0202

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File 05.03.06

H..,,.,w" 05.03.06-000195,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: 19-Feb-2009

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000199 Rev: 00
Ref: 05.03.06-000195

Subject:  NCR No. ZPMC-0202

Contractor's Proposed Resolution:
Reference Resolution: Purposed responce to NCR ZPMC-0202

ZPMC QA department has been notified of this NCR as there should be a ZPMC CW!|1 in the area during repair to monitor items such as pre-
heat, interpass temperature and weld parameters. ABFJV has also notified our line inspectors within the workshops to monitor the repair
process paying special attention to SPCM materials.

Submitted by:
Attachment(s): ABF-NPR-000199R00

Caltrans' comments: Status: AAP
Date: 20-Mar-2009

The response is acceptable, but the Non-Conformance is not closed.

Please provide the Non-Destructive Testing (NDT) documentation of the welds in question. The Department will review the Contractor's
proposal to close Non-Conformance ZPMC-0202 at that time.

Submitted by:  Wright, Doug Date: 20-Mar-2009
Attachment(s):
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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: 14-Dec-2009

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000199 Rev: 01
Ref: 05.03.06-000195

Subject: NCR No. ZPMC-0202

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is submitting NDT documentation showing the welds were acceptable more than 72 hours after welding was
complete. Based on this ZPMC requests closure of this NCR.

Per Caltrans’ comments to ABFJV's NPR. ZPMC is submitting NDT documentation showing the welds were acceptable more than 72 hours
after welding was complete. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000199R01,;

Caltrans' comments: Status: CLO
Date: 16-Dec-2009

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0202 is closed.

Submitted by:  Lee, Ken Date: 16-Dec-2009

Attachment(s):
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No. T-099

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-12-14
REGARDING: NCR-000227 (ZPMC-0202)

ZPMC received NCR-000227 (ZPMC-0202) , it mentioned that preheating was no
observed prior to air carbon arc gouging on SPCM component.

The situation is like this we didn’t preheat about the SPCM before air carbon arc
gouging as the NCR said, but it is not the repair gouging but the back gouging. If the
repair is for carbon arc gouging on the SPCM we must preheat .This is just the back
gouging, so we ZPMC needn’t to do the preheat work.

But we will put forward the NDT report to ensure the weld be acceptable. And
ZPMC hope to close the NCR.

ATTACHMENT:
NCR-000227 (ZPMC-0202)
T787-UT-1172

T787-UT-1173

T787-UT-1180

T787-MT-2644
T787-MT-2642

T787-MT-2643

zlm jv‘ou wé)
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/ ; DEPARTHMENT OF TRANSPORTATICH - Districi 4 Toll Bridge
¢ 333 Burma Road
3 Oaldand CA 94607

lel{rane Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-Jan-2009

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. Dave Williams Consultant Document No: 05.03.06-000195
Subject: NCR No. ZPMC-0202

Reference Description: FPreheating was no observed prior to air carbon arc gouging on SPCM component

The atlached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
O Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
Caltrans Quality Assurance(QA )Inspector observed ZPMC personnel air carbon gousing without base metal preheat on Complete Joint
Penetration (CJP) root pass on a stut flange plate that will be cut into WD1-A467-28m-4-9, WD1-A467-33m-3-9,
WD1-A467-33m-4-10, WD1-A467-33m-4-9, and WD1-A467-23m-4-10. The applicable Welding Procedure Specification (WPS)

Tequires a minimum base metal preheat temperature of 65° Celsius,

Action Required and/or Action Taken:
Prapose a resolution for the identified non-conformance including documentation that the weld placed is in compliance with the
contract requirements. In addition to the material/workmanship non-conformance, propose a reselution that addresses the apparent
failure of Quality Control 1o identify the non-conformance with the Welding Procedure Specification (WPS). Provide documentation of

the steps taken by the Quality Control Marnager to prevent future occurrences.

Transmitted by: Ken Lee Transporiation Engineer
Attachments; ZPMC-0202

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

02.02:15.04 Received
NCT-000195 15 Jan 09

WK 0s.03.06-000105vcT Page I of |




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Goverrnor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch D

690 Walnul Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.25B

(707) 649-5453
(707) 649-5493
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QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT
Locatien: Changxing Island, Shanghai, PRC Report No: NCR-000227

Prime Contractor: American Bridge/Fluor Enterprises, a JV BDate: 13-Jan-2009
Submitting Contracter: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0202

Type of problem:

Welding Concrete [J] Other O

Welding O Curing [0 Procedural (I  Bridge No: 34-0006

Joint fittup [J Coating [0 Other [J  Component: West Tower-Lift |

Procedural Procedural [] Description: Tower Strut Connection Plate Component

Reference Description: Preheating was no observed prior to air carbon arc gouging on SPCM component
Description of Non-Conformance:

ABF/ZPMC did not perform proper preheat prior to air carbon arc gouging in accordance with AWS D1. .
5-2002 “Section 12-Fracture Control Plan” subsections (12.17) and (12.17.6.3). The affected member is a
plate with two joints to be cut into WD1-A467-28m-4-9, WD1-A467-33m-3-9, WD1-A467-33m-4-10,
WD1-A467-33m-4-9, and WD1-A467-23m-4-10 after completion of welding. The material is SPCM, heat
number 07205956N, and has a thickness of 78 mm to 45 mm. Following the weld root pass, no preheating was
observed by this QA Inspector prior to air carbon arc gouging.

Applicable reference:

1) AWS D1.5, 2002, Section 12.17, "Repair Welding":

“Repair welding shall be defined as any welding, including removal of weld or base metal in preparation for
welding, necessary to correct unacceptable discontinuities in materials or workmanship.”

2) AWSDI.S5, 2002, Section 12.17.6.3 “Repair Procedure Minimum Provisions”. “The preheating
temperature prior to air carbon arc gouging shall be described in the WPS. Preheat for gouging shall not be less
than 65°C [150"F].” '
Who discovered the problem:  Mike Blair

Name of individual from Contractor notified: ~ Don Walton

Time and method of notification: 0800 hours, 1-13-09, Verbal

Name of Caltrans Engineer notified: Doug Wright

Time and method of notification: 0900 hours, 1-13-09, verbal

QC Inspector's Name: Li Xiu Yang

Was QC Inspector aware of the problem: O 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

iﬁ:‘{_ TL-15,Quality Assurance -- Non-Conformance Report Page I of 2




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

concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

W__ TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2
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Revision g: ¢
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CALTRANS

DRAWING NO.
BlZ:

WD1-A467
THE 18T LIFT TOWER(W)

CALTRANS CONTRACT NO.:
mHIBEes

04-0120F4

REFERENCING CODE
ST R
AWS D1.5-2002

ACCEPTANCE STANDARD
#HIRHE
AWS D1.5-2002

PROCEDURE NO.
BIFRS
ZPQC-MT-01

CALIBRATION DUE DATE
1Y 25 IE 300
Dec. 287 2002

EQUIPMENT &4
MT YOKE

MANUFACTURER &5 75
PARKER

MODEL NO. Eia s
B310S

SERIAL NC, E&E4ER
5620 5395 5617

MAGNETIZING WETHOD
b

Continuous magnetic yoke
IR

CURRENT
i

AC

PARTICLE TYPE
s

Dry magnet powder
TRi%

YOKE SPACING
R ] PR

70~150mm

MATERIAL TO BE
EXAMINED

RS

VWELDING #f4
O CASTING 44
O FORGING &1

Material & thickness

B4, BB

AT09SL-GR345/A708S L-GR485
75/45 mm

WELDING PROCESS
ik ki

SAW

TYPE OF JOINT
ok £t

BUTT

WELD |.D.

DISCONTINUITY ARsg it

104555

INDICATION

i

TYPE
il

LENGTHINmm| ~CCEPT
£ ®E

REJECT REMARKS
e #E

WD1-A467-33M-4-
10A

ACC.

100%MT

WD1-A467-33M-4-
23A

ACC.

100%MT

WD1-A467-38M-3-
9A

ACC.

100%MT

WD1-A467-36M-3-
24A

ACC.

100%MT

WD1-A467-38M-3-
10A

ACC.,

100%MT

WD1-A467-38M-3-
23A

ACC.

100%MT

WD1-A467-38M-4-
9A

ACC.

100%MT

WD1-A467-38M-4-
24A

ACC.

100%MT

WDA-A467-36M-4-
10A

ACC.

100%MT

WD1-A467-3BMi-4-
23A

ACC.

100%MT

WD1-A467-33M-4-
10B

ACC.

100%MT

WD 1-A467-33M-4-
23B

ACC.

100%MT

WD1-A467.3
98

8M-3-

ACC.

100%MT

EXAMINED BY4E

REV?VED BY #HE
gz ag / A4

LEVEL4LS SIGN /

B FCUSTOWER
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DRA\N”‘!G NO. WDT-A467 CALTRANS CONTRACT MNO.: 04 0120F 2
Be: THE 1ST LIFT TOWER(W) ntIgge '
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
EAME LT ESiFgE EFRe B TEHFH Y
EAWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-09 Dec. 2857 ,2009
EQUIPMENT & £& MANUFACTURER Tl MODEL NO, B SERIAL NO. Egmne
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic voke |CURRENT -
AL B R¥E =, etk B 5
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
Bh%n TR Bk e
MATERIAL TO BE VWELDING 1§ . . A709SL-GR345/A7095 1 -GR4gE
3 Material & thickness
EXAMINED O CASTING &1 75/45 mm
T il 5 O FORGING {81 BB '
"IWELDING PROCESS ’ TYPE OF JOINT
SAW BUTT
BEr ik s ot
DISCONTINUIMY A<t & 44
WELD 1.D. CENGTHIN ] ACCEPT REJECT REMARKS
Pk 4 Rl INDICATION TYPE Iy BE Bl e
IET 3]
f -AdB7- i
YEDH Aéig Bl ACC. 100%MT
/ID1-A467- -3-

WD1-A§2;—3B[\H-3- . ACC 100%MT
WD1-A49687-35M-4- ACC 100%MT
V\ID1-A;i;—3BM4- ACC. 100%MT
WD1-A?§;~38M-4- ACC. 100%MT
V‘JD‘:-A;E;—SBM-&L ACC. 100%MT
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DRAWING NO. WD1-A467 CALTRANS CONTRACT 1WO.: ey -
5 THE ST LIFT TOWERW) IMTEES '
REFERENCING CODE ACCEPTANCE STAKDARD |PROGEDURE NO. CALIBRATION DUE DATE
EENMEHE HEI IR BFES B EA A

AWS D1.5-2002

AWS D1.5-2002

ZPQC-MT-01

Dec. 28°7 2009

EQUIPMENT %4

MANUFACTURER #3575

MODEL NO. B8

SERIAL NO. E&EE

MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
PARTICLE TYPE Dry magnet powder YOKE SPACING S
. s mm
b TR Tt 4 (o] FE .
MATERIAL TO BE VWELDING 1 ’ . A7095L-GR345/A7095-GR485
) Material & thickness
EXAMINED D) CASTING %544 75145 mm
Bl s O FORGING &3 LR
WELDING PROCESS TYPE OF JOINT
e sAaw - BUTT
BiEh% fokEctit)
WELD I.D. St b 5 ACCEPT REJECT REMARKS
Bigin s INDICATION TYPE FENGTRIN T 151l e
31 -
WD1-A467-23M-3- 0
10A ACC. 100%MT
WD1-A467-230-3- ACC 100%MT
23A i
WD 1-A467-23M-4-~ 0
oA ACC. 100%MT
WD1-A467-23M-4-
100%MT
s ACC. 00%M
WD1-A467-230-4- ACC 100%MT
104 :
WD1-AI67-23M-4- ACC 100%MT
23A '
WD1{-A467-2BM-3- ACC 100%MT
9A )
WD1-A467-28M-3- ACC 100%MT
24A '
WD1-A467-28M-3- ACC 100%MT
10A i :
WD 1-A467-28M-3- ACC 100%MT
23A '
WD1-A467-23M-3- ACC 100%MT
108 i
WD1-A457-23M-3- ACC. 100%MT
23B
WD 1-A4E7-230-4- ACC. 100%MT
SR
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PROJECT MO, " ““‘“’;‘0:;’7“ T RS RAGTOR, T T ‘C;\, :R:Ah-!s T
i “ L1
ITEGHS: H P
DRAWING NO. WD1-A467 CALTRANS CONTRACT ND.: B
Hs. THE 1ST LIFT TOWER (W] N IEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EFHATE iR BFES {fER R R BN
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 26°7 2009
EQUIPMENT ¥4 MANUFACTURER iz MODEL NO. #3448 SERIAL NO. iE=#&&E
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
BfL ' R, o i B
PARTICLE TYPE Dry magnet powder |YOKE SPACING e
o Si ~ mm
i) TR RisE[E) e
MATERIAL TO BE VWELDING f8i#+ . . A7095L-GR345/AT095L-GR485
Material & thickness
EXAMINED O CASTING &4 75145 mm
B O FORGING 43 B, A
WE.LI‘)ij:l.G PROCESS _— TYPE OF JOINT BUTT
BT pit tentiy]
DISCONTINUITY i i it
WELD |.D, TENGTH W] ACCEPT REJECT REMARKS
g g INDICATION TYPE g Ez 1Bl E
WD1-A467-23M-4- ; 0
24B ACC. 100%MT
WD1-A457-23M-4- 0
10B ACC. 100%MT
WD1-A467-230-4- ' 0
e ACC. 100%MT
WD1-A467-28M-3- 5
oR ACC. 100%MT
WD1-A457-26MM-3- ACC 100%MT
24B ;
WD1-A467-28M-3- ECC 100%MT
10B )
23B
AFTER HSR1(T) - 7085
BLANK
EXAMINED BY £ REVIEWED BY &g
e jfl/ﬂm (At L
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TrEE. ZP06-787 . CALTRANS

DRAWING NO. WD1-A467 CALTRANS CONTRACT NO.: 04 G1R0F

E5: THE 1ST LIFT TOWER(W) InflIREe _
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S RET BEFiT BRES SEEEE N

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009

EQUIPMENT & &
MT YOKE

MANUFACTURER #i#8
PARKER

NMODEL NO. #4E
B310S

SERIAL NO. & E
5620 5385 5617

MAGNETIZING METHOD
R

Continuous magnetic yoke

B

CURRENT
B

AC

PARTICLE TYPE
s

Dry magnet powder

THEH

YOKE SPACING
BiEE

70~150mm

MATERIAL TO BE
EXAMINED

B

VWELDING 1%
O CASTING &4
D FORGING 4t

Material & thickness

B A

75/45 mm

|WELDING PROCESS
Vo ki

SAW

TYPE OF JOINT
Ragn

BUTT

WELD I.D.

DISCONTINUITY A&t 3

M

INDICATION
ELp

TYPE
EFic)

LENGTH IN mm

ACCEPT
s "R

REJECT

Edr HIE

WD1-Ad67-28M-4-
BA

ACC.

VWD1-A467-28M-4-
244

ACC.

WD1-A467-28M-4-
104

ACC.

WD1-A467-28M-4-
234

ACC.

WD1-A467-33M-3-
9A

ACC.

WD1-A467-33M-3-
244,

ACC.

WD 1-A467-33M-3-
10A

ACC.

WD1-A467-33M-3-
23A

ACC.

WD1-A467-33M-4-
GA

ACC.

WD1-A467-33M-4-
24A

ACC.

WD1-A457-28M-4-
9B

ACC.

100%MT

WDi-A487-28i-4-
248

ACC.

WD1-A467-2B8M-4-
108

ACC.

EXARINED BY 4%

REVIEWED BY ##;

Y //,:’xm ey

LEVEW SIGN /

DATE

FEFCUSTOMER

BERW TR 00w

A709SL-GR345/A7095L-GR485

REMARKS

100%MT -
100%MT
100%MT
100%MT
100%MT
100%MT
100%MT
100%MT
100%MT

100%MT

100%MT

100%MT
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REPORT NO. 3E&EE T767-MT-2643 JDATEE}?;}} 2009.02.14

‘PAGE

OFTI#g 22

JRevision No: ¢

ZPOG-TB7 CONTRACTOR: o CALTRAN‘—‘—- T
-1 =
IREE. ! A A
DRAWING NO. WD1-A487 CALTRANS CONTRACT NO.: 04-0120F4
[EE; THE 1ST LIFT TOWER(W) mHIE%S
\REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ZE RS REiRHE BFas B FER
FAWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" ,2009
EQUIPMENT #% MANUFACTURER &% # MODEL NO. #5452 SERIAL NO. #4458
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING MIETHOD Continuous magnetic yoke |CURRENT 8
B i Bidist ek =R
PARTICLE TYPE Dry magnet powder YOKE SPACING S -
e m
Frid | T EE RRAR R R
MATERIAL TO BE VWELDING #8 | . . AT709SL-GR345/A709SL-GR4B5
Material & thickness
EXAMINED O CASTING &4 75/45 mm
T O FORGING 483 B, EE '
WELDING PROCESS AW TYPE OF JOINT —
BEFE MR
DISCONTINUITY Fuis 44k
WELD 1.D. TENGTAT ] ACCEPT REJECT REMARKS
15 54 INDICATION TYPE e e ETE o
_ 5T 3] )
WD{-A467-28M-4- ACC 100%MT
238 ;
WD1-A467-33M-3- ACC 100%MT
98 )
\f\J'D1-A467-33M‘3' ACC 1 OD?{’DMT
248 :
WO1-A467-33M-3- ACC 100%MT
108 )
WD1-A467-33M-3- ACC 100%MT
238 Ty
WD1-A467-33M-4- ACC 100%MT
9B ’
WD1-A457-33M-4- ACC 100%MT
248 )

AFTER HSR1(T)-7085

BLANK

EXAMINED BY 33

Juled

4 e i
LEVEL -1l SIGN 25 |/

DATEE 13 Qjﬁr 5321 '[4»',

REVIEWED BY %%
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[ PROJECT MO, : TF

CONTRACTOR ;

CALTRANE

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

WELDING PROCESS 873
SAW

ITEMS MAME: FIRST LIFTING DRAWING NO.: WD1-A467 CALTRANS CONTRACT NO.: 04-0120F4
2 SKIN A Ee WAL=
REFERENCING CODE #2405 ACCEPTANCE STANDARD #Similk PROCEDURE NO. g8

ZPQC-UT-01

JOINT TYPEE 435

BUTT

EQUIFMENT %4
UT SCOPE

MANUFACTURER #ii575
PANAMETRICS

CALIBRATION DUE DATE (Y45
DEC. 2857, 2008

T

MODEL NO. #3488
EPOCH-4R

CALIERATION BLOCK ik
WS IW BLOCK TYPE I

COUPLANT &%)

SERIAL NO. FHHE
071565311,061488510,

061495811, 070152011,

MATERIALITHICKNESS #3% E&F

C.m.Cc A709SL-GR485/GR345 75/45mm
!
TRANSDUCER #§3k
MANUFACTURER %1% ANGLE | FREQUENCY i SIZE MANUFACTURER | ANGLE | FREQUENGCY SIZE
I L _BE_ | _ #Hi=x L R+ I HE B R+
Changchao 70 ° 2.5 MHz 18*18 mm Changchao 60 ° 2.5 MHz 1818 mm
Changchao l' 0° l 2.5 MHz 20 mm Changchao 45 ° f 2.5 MHz 18*18 mm
Reference Level Ss£R4AF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS4+ 1T DISCONTINUITY  Fjmdsid: 5
S |yl
=0 ~ | & o B lc =] =
WELD = - g :_.._E E = -_%E ;:;':E g.é %g LOCATION OF DISCONTINUITY L% ok
el S Els = 5388|5828 . > 2
= - ~ |E £ 3 (i E =
IDENTIFICATION 5= Q = L&) o Z |« AL # {mm) g &
o e £
IR a5 b 2 E = % c d Length | Sound Path | Depth from Surface | From'X From'y E @
[ T Ly #ix iy =
/D1-Ad67-28M-4-9A/B 70 a3 ACC 100%
G0 33 ACC. 100%
45 33 ACC. 100%
WD1-A467-26M-4-24 A/B 70 33 ACC. 100%
60 33 ACC, 100%
45 33 ACC. | 100%
EXAMINED BY Z#f REVIEWED BY ® \ /
"‘{Wﬂtﬂ/T‘Jb’V"Jf [& [.l.,u/} V.'p N 74 L ,__;"'\/f ik
v v I
LEVEL -il SIGN f DATE ¢ ':2 /5“ LEVEL- 1l SIGN \ DATE
FEEHE /oM FFPCUSTOMER
e 4np }oof‘a» {
E ;;;ﬁ CATE J v :;E—?Z ZiCH 3 E :,] o TE




- DATE  2608.02.1% LGE svisicn |
¥
DECIBELS4 M DiSCONTINUITY g ) |
, g |
i =l o o -, - t
S |y . ly Ex|85| 25 {Be LOCATION OF DISCONTINUITY s o
z |25 g! 5g|8z| 2% |B% € . = |
5> 2 & TG 8- |58 o= i
SR - ET|@7| 2 |EE e =
IDENTIFICATION (= $|w 5| 2 {07 (mm) z - 1
S Ela=8 2 g
g g o Lengih | Sound Path | Depth from Fromy | = 5
z Y b d g =
- 1z L Surface ]
[m]
TR
WD1-A467-28M-4-10A/8 70 33 ACC. | 100%
60 33 ACC. | 100%
45 33 ACC | 100%
WD1-A467-28M-4-23A/8 70 33 ACC. | 100%
60 33 ACC. | 100%
45 33 ACC. | 100%
WD1-A467-33M-3-0A/B 70 33 ACC. | 100%
60 33 ‘acc. | 100%
45 33 ACC. |  100%
WD 1-A467-33M-3-24A/B 70 33 ACC. | 100%
50 33 ACC. | 100%
45 33 Acc. | 100%
WD1-A467-33M-3-10A/B 70 33 Acc. | 100%
60 33 ACC. | 100%
45 33 ACC. | 100%
WD1-A467-33M-3-234/B 70 33 ACC. | 100%
60 33 ACC. | 100%
45 a3 ACC. | 100%
WD1-A467-33M-4-0A/B 70 33 AGC. | 100%
80 33 ACC. | 100%
45 33 AcC. | 100%
B B e REVIEWED BY &4
EXAMINED BY REVIEWED | ] _
-‘/ ""‘7{1':1/’1'_-"' 74 [ 44, V‘-’\;/( Dt A Za ra - L4 . .9‘ "\.‘
T = 7 ' H - !
DATE LEVEL-W  [sen /.
]
EFCUSTOMER




2475 DETE  3000.0%.4E FEGE :
S , i e i e o
} DECIBELS4 DISCONTINUITY
; I
T fon @ o o i ©
WELD R b= R B - £ 82 &g LOCATION OF DISCONTINUITY 3 &
e = - G E = = CpALLa g
IDENTIFICATION Ei| X E s ST = )F |7 ATEEER R (mm) & 3 e
< 25 m = g 3 =
TR LEJ o Iy W] Length § Sound Path Depih from Ficm'X | From'y = =
! o o Wiz |b|e d s v
= o. =2 %] o
= 0y Al Surface fix iy 2
]
WD 1-A467-33M-4-24 A/ 70 33 ACC. 100%
80 33 ACC. 100%
45 33 ACC. 100%
AFTER HSR1(T)-7128
BLANK
EXAMINED BY "E# REVIEWED BY ®#: \ .
Vs T R G & . oL
’ O A i Yoad N Sk 5“-’? ; —_-1)
- - ) 1 § !
LEVEL -ii SIGN DATE 7 7.0 LEVEL- I f SIC‘—.[}!;’ / DATE
[] g
i
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REPCRT NOH4EHE T787-UT-1473 DATE  2008.02.4¢ PAGE i OF 3 Revision Ko: o
PROJECT NO, : TfE%2 ZP06-787 CONTRACTOR: CALTRARNS

ITEMS NARE: FIRST LIFTING
HHEF  SKINA

CALTRANS CONTRACT HO.:
WMIERS

DRAWING NO.: WD1-A467
ES

04-0120F4

REFERENCING CODE #3307
AWS D1.5-2002

ACCEPTANCE STANDARD #5171k
AWS D1.5-2002(Table 6.3)

PROCEDURE WO, BEE
ZPQC-UT-01

WELDING PROCESSHEE s JOINT TYPEF &£ CALIBRATION DUE DATE {28 TE35 31l
SAW BUTT DEC. 285", 2009
’y SERIAL NO. K7l
EQUIPMENT #% MANUFACTURER #1357 MODEL NO. &2 -
071565311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B
061495811, 070152011,
CALIBRATION BLOCK i#: COUPLANT #£43 WMATERIALITHICKNESS H % EnF
AWS W BLOCK TYPE II c.M.c AT09SL-GR485/GR345 75/45mm
TRANSDUCER #sk
MANUFACTURER  #l# ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
b BE s R~ FIEH fEE Wi Rt
Changchao | 70 ° 2.5 MHz 18*18 mm Changchao 60 ° 2.5 NHz 18*18 mm
1
Changchao [ 0-° 2.5 MHz 20 mm Changchao 45 © 2.5 MHz 18*18 mm
i
Reference Level £ R&E 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK.
DECIBELS# I DISCONTINUITY  FiEais 5
S |44l s |z LI
£ =)~ = Ll e = ':-
WELD Z e g =|Z HE 23 EE %"§ 2g LOCATION OF DISCONTINUITY E"E ¥
SAPEIEERL R 25| ¢
IDENTIFICATION | § | @ %) O S A i B (il ) Ex g
g — L = )
AR e A2 2 E u g |y de | g Length | Sound Palh | Depth from Surface | From® | From'y .g o
iy e Hi deliiygiy Bix nivy o
WD1-A467-23M-3-104/B 70 33 ACC. 100%
8D 33 ACC. 100%
45 33 ACC, 100%
WD1-A467-23M-3-23A/8 70 33 ACC. 100%
60 a3 | ACC. 100%
45 33 ACC. 100%
EXAMINED BY Zif REVIEWED BY =i
fdn\ g
H‘Fmﬂzf"/j}'ﬂ%’ WA l'd/)
LEVEL -Il SIGN  / DATE /37 9.1 LEVEL- i SIGN / DATE .3;0[ ‘;), A
ety i 1 ’1‘
EFCUSTOMER
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REPORT NO.R&458 T787-UT-1173 DATE  2008.02.94 PLGE 2 OF 3 | Revision No: o
t
DECIBELS# I DISCONTINUITY  Riahis
8
. N 2
WELD & 3 u|8 o] - |85 8s| 85 |82 LOCATION OF DISCONTINUITY s &
o =l SR> |22 IR [ ni=
IDENTIFICATION [ E B/ |2 €| |7 |* | < |5 RIS (mm) zE i
Flo = = ]
PN S g LEJ 8 r o Length | Sound Path | Depthirem | FromX | Fromy -EE e E
2 T Wia |b e d . . g r
= feh g Surface HIiX iy .28
i
LIRS
WD1-A457-23M-4-9A/B 70 33 ACC. 100%
60 33 ACC. 100%
45 a3 ACC. 100%
WD1-A467-23M-4-24 A/R 70 33 ACC. 100%
60 33 ACC. 100%
45 33 ACC. 100%
WD1-A467-23M-4-10A/8 70 33 ACC. 100%
60 33 ACC. 100%
45 33 ACC. 100%
WD1-A467-23M-4-23A/B 70 33 ACC. 100%
60 33 ' ACC. 100%
45 33 ACC. 100%
WD1-A457-28M-3-9A/B 70 33 AcC. 100%
60 33 ACC. 100%
45 a3 ACC. 100%
WD1-A467-28M-3-24A/B 70 33 ACC. 100%
60 33 ACC. 100%
45 a3 ACC. 100%
WD1-A467-28M-3-10A/B 70 33 ACC. 100%
60 33 ACC. 100%
45 33 ACC, 100%
EXAMINED BY IE REVIEWED BY &% o
- —_—7 1
."/ r-m/ I,"‘V;/)/ LAY LAY, 4| @ .
| oo N
LEVEL-Il SiGK DATE 9.3 1 LEVEL- Il SIGN ! IDATE [ b T
EREE /Gon = ECUSTOMER
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REPORT MO EHE 7787-UT-1i73

DATE  2008.02.14 PAGE 3 OF 3 {Revision No: @
!r o =t e
DECIBELS 4} If] DISCONTINUITY gty
t oS
S
o} L W e 8. (c 3 s
WELD = 3 Q= o §§ §§ §,§ 2g LOCATION OF DISCONTINUITY - E
Sxlzs|Eg|® (2888 K |5 ; gl *
IDENTIFICATION | = 2w E| Z &) T | |€ | 2= (& A EEL ¥ (mm) o =
i P 5: - 8 = E_: U] Length [ Sound Path Depth from From'X | From'y £ ":_";: E
LEEHE R B B e % E H a b Py d § g
= s Mg Surface HiX iy @
fa}
LERRTTHAT
WD1-A467-28M-3-23A/B 70 33 ACC. 100%
80 33 Acc, 100%
45 33 ACC. 100%
AFTER HSR’](T)—?‘]ZB_
BLANK
EXAMINED BY i REVIEWED BY ®#: } o
Ha pres” Yol g— & hin kﬁ‘ i T )
— — — Qj 3\ \\?.
LEVEL-{l SIGN ¢ DATE ;7.2 .[F LEVEL-1I SIGN / DRTE [ ey
]
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ITEMS NAME: FIRST LIFTING
8 SKIN A

N A
= A

DRAWING NO.: WD1-2467

Bs

I IEES

. CALTRANS CONTRACT NO.: 04-0120F4

REFERENCING CODE #3413
AWS D1.5-2002

ACCEPTANCE STANDARD #£547m
AWS D1.5-2002(Table 6.3)

ZPQC-UT-0i

PROCEDURE O, FEfras

WELDING PROCESS 25 /1%
SAW

JOINT TYPER g4
BUTT

| EQUIPMIENT &%

MANUFACTURER 37

MIODEL NO. #FREE

SERIAL NO. e
071565311,061488510,

1
R e N OTTY ATy g Vol o e WATTRT 4 s
|.?’-Jif:‘ JER AR ULTRASON] = B AMINATIO i
i B R P e =
| UTSRAG 5.5
REPORT NOAREEB T707-UT-1180 DATE  2009.02.14 PAGE 1 OF 3 ?nevis;on No: ©
r
PROJECT NO. : T2#%&E 7ZP06-787 CONTRACTOR: CALTRANS

CALIBRATION DUE DATE {8 E#533
DEC. 2857, 2009

v

UT SCOPE PANAMETRICS EPOCH4B
061495811, 070152011,
CALIBRATION BLOCK 3k COUPLANT #2431 MATERIAL/THICKNESS %105
AWS [IW BLOCK TYPE TI C.Wi.C AT09SL-GR485/GR345 75t46mm
TRANSDUCER #E3L
MANUFACTURER  #I%| ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SIZE
it} . RE Hiz R Hild e RE i Rt
Chahgchap 70 ° 2.5 MHz 18*18 mm Changchao 60 ° 2.5 MHz 18*18 mm
Changchao 0-° 2.5 MHz 20 mm Changchao 45 °© 2.5 MiHz 18*18 mm
Reference Level &34 R0 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS4: Il DISCONTINUITY  Aied:fd: £
C; w JAN] .ﬁ A
z =l O =| ~ |t 2 leclc 2 =
WELD Z . % | & == 23 HEAEN LOCATION OF DISCONTINUITY 3 - ¥
S| T=ls 5| x|f8|25|58 |88 z «
gz | W o#= I Bl ZE|E A% VR A e 5 =
IDENTIFICATION | & %= o = g ” = ATEHEAT I (mm) E ;
PG b 2 E E"_,’ a b & d Length | Sound Path | Depth from Surface | From'X | From'y é g
[ g i diisclic ¥ix niy Q
WD1-A467-33M-4-10A/B 70 a3 ACC. 100%
60 33 ACC. 100%
45 33 ACC. 100%
WD1-A467-33M-4-23A/8 70 33 ACC. 100%
80 33 ACC. 100%
45 33 ACC. 100%
EXAMINED BY 4§ REVIEWED BY ##. } i
/—rz—mggzgf/j—ﬂ?\-.ﬁ/ Z"'\'” WL @' wy 5 |
(o]
LEVEL -Il 8IGN DATE &¢ 5 U LEVEL- Il SIGN 1 DATE ilko,)q \ \[/u
e i t
|
FEEE /QCy R FCUSTOWER
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REPORT NO.IRE4S T787-UT-1180 DATE  2009.02.14 PLGE 2 OF 2 { Revision No: ¢
i
DECIBELS4 Il DISCONTINUITY ot -
: 5
A £
| WELD g 2wl | - |8g|Es] 88 g LOCATION OF DISCONTINUITY g &
= = = §> | 85 RE e ¥
SxizS|Ex ¥ g0 88 5 | =
IDENTIFICATIORN E By B zaTIE |r |20 s AV i (mm) z3 .
l.-E m - 3 = E
TUHE A 440 % 8 E () Length | Sound Path | Depth from From'X | From'y *E ¥ E
= o Wia | b |c d g r
= L&t M Suriace #iix gy | @
L IRATRA
WD1-A467-38M-3-9A/B 70 33 ACC. 100%
80 33 ACC. 100%
45 33 , ACC. 100%
WD1-A467-38M-3-24 A/F 70 33 AGC. 100%
60 a3 ACC. 100%
45 33 | Acc. | 100%
WD1-A467-38M-3-10A/8 70 33 ACC. 100%
60 33 ; ACC. 100%
45 33 ACC. 100%
WD1-A467-38M-3-23A/B 70 33 : ACC. 100%
60 33 ACC. 100%
45 a3 ACC. 100%
WD1-A467-38M-4-9A/B 70 33 ACC. 100%
60 33 ACC. 100%
45 33 : ACC. 100%
WD1-A467-3BM-4-24A/B 70 33 ACC. 100%
G0 33 ACC. 100%
45 a3 ACC. 100%
WD1-A467-36M-4-10A/B 70 33 ACC, 100%
60 33 ACC. 100%
45 33 ACC. 100%
EXAMINED BY Zif REVIEWED BY ##: e
Haoemz Tt ' Y ¥ g
= = B 5.5 = 1 ] ) L/
LEVEL -1l BiGN DATE =24 LEVEL- [t SIGN ! }DATE #C‘% b 1%
BELEE/ Qo EFCUSTONER
w’f ) ‘8
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REPCRT NOREHRS T787-UT-1180 DATE  2009.02.14 PAGE 3 OF 3 Revision Ne: o
DECIBELS 4} J1 DISCONTINUITY  7Riti: it _
: 5
° 2
WELD 2 |4, |y £5|Es 85 [Ep LOC/YION OF DISCONTIRUITY 5 £
Z - % =% = |88 53| EF |83 L% = e
(S == = |27 |27 ¢ |B= T iz
IDENTIFICATION =5 w = % 25 | | 25 |E AL (mm) 2iE =
= =~ F C o
PEEE ST 2 (E} 8 i ) Length [ Sound Path | Depth from FromX | From'y % = E
= = o Wla |b |ec d g i
= [ M Surface Hix wy | o
W e misnil
WD1-A467-38M-4-23A/B 70 33 ACC. 100%
60 33 ACC. 100%
45 a3 ACC. 100%
AFTER HSR1(T)-7128
BLANK
EXAMINED BY F4F REVIEWED BY & .
H g Tabws 7 \'\ V\,\f\‘ w1 g
- — y ! \xr
LEVEL -l SIGN  / DATE  ov, Zu¢ LEVEL- [ SIGN / DATE ],.9_4’,1‘{ -
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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, PRC Report No: NCS-000241
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  05-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0202

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-Confor mance Report waswritten: 13-Jan-2009

Description of Non-Conformance:

During in-process visual inspection, QA observed that ZPMC did not perform proper preheat prior to air
carbon arc gouging in accordance with AWS D1.5-2002 “ Section 12-Fracture Control Plan” subsections (12.
17) and (12.17.6.3). The affected member is astrut flange plate with two joints to be cut into
WD1-A467-28m-4-9, WD1-A467-33m-3-9, WD1-A467-33m-4-10, WD 1-A467-33m-4-9, and
WD1-A467-23m-4-10 after completion of welding.

Contractor's proposal to correct the problem:

Verify with NDT that the affected welds are sound.

Corrective action taken:

NDT resultsindicating sound welds have been submitted. The affected strut flange plate welds have since
been green tagged.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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