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-000269
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 20-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR # ZPMC-0243

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: OBG Segments 2AW and 2BW

Procedural Procedural [] Description:

Reference Description: Welding on Wet Material, Segments 2AW & 2BW

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel perform SMAW welding on
SPCM material while the material was wet. The weld joints are identified as CA099-001(segment 2AW) and
CA101-001 (segment 2BW).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:
AWS D1.5 2002 section 3, paragraph 3.1.3 “Welding shall not be done when the surfaces are wet or exposed to
rain.”

AWS D1.5 2002 section 3, paragraph 3.2.1 “ Surfaces to be welded and surfaces adjacent to aweld shall also be
free from moisture that would prevent proper welding.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 0930 hours, 05-20-09, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1030 hours, 05-20-09, Verbal
QC Inspector's Name: Wu Zhi Cheng

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

ogral
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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: 22-May-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. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000234
Subject: NCR No. ZPMC-0243

Reference Description:  Welding on Wet Material, Segments 2AW & 2BW

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.
Il 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:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel perform SMAW welding on SPCM material while the
material was wet. The weld joints are identified as CA099-001(segment 2AW) and CA101-001 (segment 2BW).
Action Required and/or Action Taken:
Please propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0243

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File 05.03.06

Y/ 05.03.06-000234,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: 27-May-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-000238 Rev: 00
Ref: 05.03.06-000234

Subject:  NCR No. ZPMC-0243

Contractor's Proposed Resolution:

Reference Resolution: ABF has notified ZPMC QA/QC/Production to strictly comply with the AW S code and not weld during inclement
weather conditions. ZPMC will submit inspection documents at a later date.

ABF has notified ZPMC QA/QC/Production to strictly comply with the AWS code and not weld during inclement weather conditions. ZPMC will
submit inspection documents at a later date.

Submitted by:
Attachment(s): ABF-NPR-000238R00

Caltrans' comments: Status: REJ
Date: 09-Jun-2009

The proposed resolution is not acceptable. Welding and/or gouging of welds while wet has been a recurring issue. In addition to NCR ZPMC-
243, this issue has been documented in NCRs ZPMC-229, ZPMC-248, and ZPMC-266.

Please submit details describing what will be done to prevent future occurrences of this issue, and what testing will be done to ensure that the
welds are sound. The Department will review the Contractor's proposal to close Non-Conformance ZPMC-0243 at that time.

Submitted by:  Wright, Doug Date:  09-Jun-2009
Attachment(s): NPR CT Comments
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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: 03-Aug-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-000238 Rev: 01
Ref: 05.03.06-000234

Subject:  NCR No. ZPMC-0243

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure
of this NCR.

ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000238R01;

Caltrans' comments: Status: CLO
Date: 24-Aug-2009

The proposed resolution is acceptable. The Department concurs that Non-Conformance ZPMC-0243 is closed.

Submitted by:  Wright, Doug Date: 24-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



Nonconformance Report

AT
Project Name: S.F.O.B.B NCR Number:
T 25 5 B i Y A NCR 5 NCR-B-161 (NCR-00269)
Item: Welding on Wet Material Itemn Number: ' Drawing:
#5:  CA099-001
LR SRS ERE CA101-001 E5:  CA099, CAl101
Location:  Trail Assembly Yard 2AW & 2BW Date:
i BHHSNG 24W F 2BW B . 2009-06-02
Deseription of Nonconformance:
AR ETRARR:

Caltrans Inspector observed ZPMC welding personnel perform SMAW welding on SPCM material while
the material was wet. The weld joint are identified as CA099-001 (SEGMENT 2AW) and CA101-001
(SENGMET 2BW) ;
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng BIn Road Room 708, Changxing island

hat: Shanghai 201913 PR China
{ahlmne Tel: 021-56856666 oxt 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 22-May-200%

375 BURMA ROAD

OAKLAND CA 95607 Confract No: 04-0120F4

04-SF-80-13.2/13.9

Desar: Mr. Charles Kanapicki Job Name: SAS Superstructure
Aftention: Mr, Thomas Nilsson  Project/Fabrication Manager Dncirment No: 03.03.06-000234
Subject: NCR No. ZPMC-0243

Reference Description:  Welding on Wet Material, Segments 2AW & 2BW

The attached Nen-Conformance Report describes an occurrence where the contractor did not comply withi a requirernent of the contract docunient &5
indicated below: .
Meteria] or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quelity control.
(] Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
. Caltrans Quality Assurance (QA) Inspector observed ZFMC welding personnel perform SMAW welding on SPCM material while the
métenal was wet. The weld joinis are identified as CA099-001(segment 2ZAW) and CA101-001 (segment 2BW).
Actiont Required and/or Action Taken:

Please propose & resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPM(C-0243

-¢. Rick Merrow, Gary Pursell, Peter Siegenthaler, Brian Beal, Doug Coe, Jason Tom, Ching Chao
File: 05.03.06 :

)} 05.03.06-000234NCT Peged af 1



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

DEPARTMENT QF TRANSPORTATION T
DIVISION OF ENGINEERING SERVICES f"'.A s
Office of Struclural Materials . gl
Quality Assurance and Source Inspection R b

Contract #: 04-0120F4
Bay Area Branch o

690 Walnul Ave.St. 150 ’ Cty SE/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 54592-1133
(707) 649-5453 File# 69.25B

(707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMAN CE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000269
Prime Contractor: American Bridge/Fluor Enterprises, & JV Date: 20-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0243

Type of problem;

Welding Concrete [ Other ]

Welding [ Curing [l Procedural (1  Bridge No: 34-0006

Joint fitup [ Coating [J Other [J  Component: OBG Segments 2AW and 2BW
Procedural Procedural [1 Description:

Reference Description: Welding on Wet Material, Segments 2AW & 2BW

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel perform SMAW welding on
SPCM material while the material was wet. The weld joints are identified as CA099-00 1(scgment 2AW) and
CA101-001 (segment 2BW). i

JE TL-i3.Quality dssurance -- Non-Conformance Report Page 1 of 2



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

Applicable reference:

AWSD1.5 2002 section 3, paragraph 3.1.3 “Welding shall not be done when the surfaces are wet or exposed to
rain,”

AWS D1.5 2002 section 3, paragraph 3.2.1 “Surfaces to be welded and surfaces adjacent to a weld shall also be
free from moisture that would prevent proper welding,”

Who discovered the problem: Steve Hall

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 0930 hours, 05-20-09, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1030 hours, 05-20-09, Verbal
QC Iuspector's Name: Wu Zhi Cheng

Was QC Inspector aware of the problem: 0O Yes [ No
Contractor's propesal 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 Eric Tsar[g, +86) 1500.042.2372, who represents the
Office of Struchural Materials for your project.

Inspected By:  Guest,Skyler SMR

Reviewed By: ‘Wahbeh,Mazen SMR

‘%Ez, TL-15.Quality Assurance -- Non-Confarmance Report Poge 2of 2
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REPORT OF ULTRASONIC EXAMINATION

UTHRA R &

REPORT NO. #1%4%% B787-UT-7500 DATE 2009,07.11 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TH4 %2 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 2AW CORNER DRAWING NO.: oBW2 CALTRANS CONTRACT NO.: 04-0120F4

B 4 5 ASSEMBLY He MM IR

REFERENCING CODE £ 413i

AWS D1.5-2002

ACCEPTANCE STANDARD i

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. /548
ZPQC-UT-01

WELDING PROCESS }EH#:

JOINT TYPE #4%21 10

CALIBRATION DUE DATE {{ #% 4 T 4 %0

SMAW FCAW CORNER-JOINT Dec. 28°7 ,2009
EQUIPMENT #+% MANUFACTURER 3% T§ MODEL NO. R #H2 SERIAL NO. FF34:5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #4&% MATERIAL/THICKNESS #1 %I ERF
AWS IIW BLOCK TYPE II C.M.C AT09M-345 20/2518/16mm
TRANSDUCER #f3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
bt} piifid Hig R+ il 1 piilid g R+t
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level % R #(AF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} I DISCONTINUITY A4k 5
o w c 3
WELD = B 6 o |§_[8_18 |5 = e
z |9 |2 o | = S3l5s 5 53 2 LOCATION OF DISCONTINUITY & &
] Ity i bl 0 % o a5
IDENTIFICATION | £ ik SE|c2| B BAESEERE AL B (mm) >3 <
<2 i oe s e [B )5 5= @
k-t 2 9 Eﬁ E . 8 5 é E
& 1 442 -t
AL S g g ~! Sound | Depth from = 5 @
- Length From'™X | From'Y o
a|lblc|d P Path Surface . SRy R
iE SRR TIRIE o
CA089-001-006 70 34 ACC. 100%
CA099-001-005 70 34 ACC, 100%
SEGO007A-001-028 70. 34 ACC. 100%
SEGO07A-001-027 70 34 ACC. 100%
BLANK
EXAMINED BYF:45E REVIEWED BY ##
Uan e ©).74| Hoowa T, o]
LEVEL -1l SIGN /[ \-JDATE LEVEL - 1| S\'AN ! DATE
Fiit&3 / Qem R FCUSTOMER
J/M/?l M/ w1 ly ZZIG L [ >
LS SIGN/ aﬁﬂ DATE ¥ SIGN/ B3 DATE

(FORM# ZPQC-UT01)
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UTHR YR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #fi&4%S B787-UT-7507 DATE 2009.07.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :Tiame ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 2AW CORNER DRAWING NO.: o CALTRANS CONTRACT NO.: 04-0120F4

A& ASSEMBLY me mMTEge

REFERENCING CODE £::3%:35

AWS D1.5-2002

ACCEPTANCE STANDARD #5171k

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. fffis

WELDING PROCESS B 55:

JOINT TYPE 54821

CALIBRATION DUE DATE {4 IEF7 %6

SMAW FCAW CORNER-JOINT Dec. 2857 20090
EQUIPMENT &% MANUFACTURER #1355 MODEL NO. #z58 SERIAL NO. FFjg2
071565311, 0614885140,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #1-&51 MATERIALITHICKNESS ##3) JEjif
AWS IIWBLOCK TYPE O C.M.C AT09M-345 20/25/18mm
TRANSDUCER #5:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i b1 i Rt IS TS B sE R+t
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £33 §F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4r W DISCONTINUITY FiEstfk: 5
, i T .
WELD R =S T O P PR g - A
Z N S| ® REEEEEREE LOCATION OF DISCONTINUITY &&= 3
= IS = 7] = x ™ RY,
IDENTIFICATION | E 1k | X 8 | == g3 SHEEE & LA i (mm) 28 | x
1 R i = = > ©
awems |5 |BF|E° |8 . g% | £
RAEHIHAS % E = Sound Depth from i 5 >
- Length From'X | From'Y o
a b [ d Py Path Surface TEX sy 0
78 ik qiitodiy (<
CA099-001-006 70 a2 ACC. | 100%
CA099-001-005 70 32 ACC. | 100%
AFTER HSR(B}-161
BLANK
EXAMINED BYX3E ~= REVIEWED BY ##:
lewm Feng 0507 (0 Huang  Jin  @2.97:07
7 J
LEVEL -1l SIGN /| DATE LEVEL-1l SIGN |/ DATE
RitE® / QoM FIFCUSTOMER
L 7/¢ /
%5 SIGN/ H i DATE l %5 SIGN / Bl DATE

(FORM# ZPQC-UTO1)




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

& SIGN / Bl DATE

bl»ﬁ/oj

Y, Sl 0y
BRI E
REPORT NO. i 454€ B787-MT-12132 DATER ] 2009.06.29 PAGE OFT# 1M Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: i
TREERS: 2K
DRAWING NO., OBW2 CALTRANS CONTRACT NO.: I
zafs OBG PLATE PANEL SPLICE mATERE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EoE g bkl iRk BEFEme BEEEEM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT & % MANUFACTURER % MODEL NO. #:%% SERIAL NO. H48 S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
Ak WA L
PARTICLE TYPE Dry magnet powder YOKE SPACING e
A m
BT TR R m
i - . .
MATERIAL TO BE v WELDING #£44 Material & thickness —
EXAMINED O CASTING %1+ &4, JLRE
Pt LE e O FORGING 1% 18/20/25
WELDING PROCESS TYPE OF JOINT
SMAW/FCAW T- JOINT
Bl puta Tt
WELD I.D PISEONTINUIY AR ACCEPT REJECT REMARKS
D. RN aetese
PP INDICATION TYPE LENGE;EN " = 1k i
CAD99-001-005 ACC. 100%MT
CA099-001-006 ACC. 100%MT
CA101-001-001 ACC. 100%MT
CA101-001-002 ACC. 100%MT
BLANK
EXAMINED BYEiF REVIEWED BY #H#
Jin Jianting _,) 3!\""\):0\1113"\’( “ K ‘f (Q‘ \(})\3{: n "? ! 7})
LEVEL-1II SIGN %4 [ ATEE!D] LEVEL-I  SIGN / DATEEH&JI
FItEIE / QCM AP CUSTOMER
2
1vovvt,l Al

4 SIGN/ Bl DATE

(FORM# ZPQC-MT01)
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REPORT OF ULTRASONIC EXAMINATION

UTHRG &

REPORT NO. #fi54%E B787-UT-7510 DATE 2009.07.11 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T2 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 2BW CORNER DRAWING NO.: oBW2 CALTRANS CONTRACT NO.: 04-0120F4

WL TR ASSEMBLY e MM IRES

REFERENCING CODE ﬁ%?ﬂ’ﬁi

AWS D1.5-2002

ACCEPTANCE STANDARD #: 871t

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. B2

WELDING PROCESS 1§35

JOINT TYPE 5 #53¢m

CALIBRATION DUE DATE {3 2:62 TF #3318

SMAW FCAW CORNER-JOINT Dec. 2857 2008
EQUIPMENT #:% MANUFACTURER #3575 MODEL NO. #shii 8 SERIAL NO. fF3i#2
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK iz COUPLANT #24# MATERIAL/THICKNESS 41 #) B
AWS IIW BLOCK TYPE II C.M.C A709M-345 20/25/18/16mm
TRANSDUCER #§3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
i B g R+t T A HE R
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3 REJF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY ARy £
d u = § &
WELD z (o | ~ |s_[8_1|8§ s s H
Zplou|2g| 8 EsliefEipe LOCATION OF DISCONTINUITY Fx | ®
P Q - ».
IDENTIFICATION | 2 Iis rEl== BlEsssEsEs TG T (mm) & 9
<®InE|od E kB E 5 & 5
" C KR @ E#& E
RS S =] r - = I
= o Length Sound Depth from FromX | From ]
a b c d I Path Surface FEX Y 0
BE | EHmMTA o
CA101-001-002 70 34 ACC. | 100%
CA101-001-001 70 34 ACC. | 100%
CA102-001-008 70 34 ACC. | 100%
CA102-001-005 70 34 ACC. | 100%
BLANK
EXAMINED BYXiZ REVIEWED BY ##;
owftng 65, 00 1] w VW[ Ca |
LEVEL-1l SIGN / DATE LEVEL-1l SIGN / DATE
s/ acy H CUSTOMER
l’ )
£ SIGN/ B DATE ¥ SIGN / Hii DATE

J
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" REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #1&4&5 B787-UT-7506 DATE 2009.07.10 PAGE 1 OF 1 Revision No; 0
PROJECT NO. :T#E4%% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 2BW CORNER DRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120F4

2R ASSEMBLY e mMIEeS

AWS D1.5-2002

REFERENCING CODE £:£47%

ACCEPTANCE STANDARD B2 57t

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. F4R %

WELDING PROCESS ¥ A%:

JOINT TYPE 32

CALIBRATION DUE DATE {224 TE 3 54 )8

SMAW FCAW CORNER-JOINT Dec. 2857 2000
EQUIPMENT #% MANUFACTURER #il3&7 MODEL NO. fst4s% SERIAL NO. 3% S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i#t COUPLANT #5471 MATERIALITHICKNESS ## ¥} L fif
AWS IIW BLOCK TYPE II c.M.C AT709M-345 20/25M18mm
TRANSDUCER #5:sk
MANUFACTURER ANGLE FREQUENGCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
it 7 fE kS Rt ik y:Yid = R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level % R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#4 DISCONTINUITY FEde: £
. g
WELD g |4 Wl als |3 15 s = H
Zw |28 | 3|8 BEEEfEEEE LOCATION OF DISCONTINUITY i | %
= 0 = & s e
IDENTIFICATION | £ Ik o= % = = = 3 3 g SR AL (mm) 2 M
e = - = 1]
& 1= & =3
RAEETRS % E = Sound Depth from E 5 -
= Length From'X | From"f o
a blc|d P Path Surface §EX Y 0
FE | SERTRE =]
CA101-001-002 70 32 ACC. | 100%
CA101-001-001 70 32 ACC. | 100%

AFTER HSR(B)-161

BLANK

EXAMINED BYZE#H _

dan Feng  “A0]i 10

LEVEL -1l SIGN /

DATE

H o ng

REVIEWED BY ##

Jiw @G9.77. (s

LEVEL - Il SIGN

DATE

RiE&z / QCM7
& SIGN / Hfi DAT

A FCUSTOMER

7 SIGN / H§ DATE

J
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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-000248
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0243

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:  20-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel perform SMAW welding on
SPCM material while the material was wet. The weld joints are identified as CA099-001(segment 2AW) and
CA101-001 (segment 2BW).

Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Completion of work is being tracked on the master punchlist. Submittal of documentation by Contractor being
tracked on Documentation Punchlist.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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