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-000284
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 19-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0258

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Segment 1AAE

Procedural [ Procedural [J Description:

Reference Description: Missed MT/VT by QC, Segment 1AAE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following indications and discontinuities by Visual
Testing (VT) and Magnetic Particle Testing (MT) on welds previously inspected and accepted by ZPMC
Quality Control (QC) Inspectors.

1. Four linear indications (transverse) were discovered by MT on weld joint# Seg2-036 (corner assembly joint).
After removing the indications by grinding, the resulting weld was accepted by ZPMC-QC and Caltrans-QA.

2. Joint offset (misalignment) was found in weld #Seg2-021 and Seg2-019. The measured offset is
approximately 5mm.

3. SEG2C-045 - PJP weld root opening is approximately 8 mm. SEG2E-137 - PJP weld root opening exceeds
allowabl e tolerances of WPS-B-T-2333-Tc-U4b-F.

4., SEG2E-458- Crack in tack weld

5. SEG2D-157- Drawings require tight fit. The joint has been fillet welded. The weld has been removed by arc
gouging resulting in base metal damage. This area cannot be measured for compliance with the tolerances for
tight fit due to melted weld metal and base metal at the joint.

6. SEG2D- The fit-up at the end plate and deck plate exceeds the allowable 2mm tolerance. The measured gap
IS approximately 8mm.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

Segment TAAE
Weld#Seg Segment 1AAE
- Weld # SEG2D-458

v -
Crack In Tack Weld ‘; '

1349,.05/19/09 1626 05/18/09

Recored offset 6mm

End Plate

1351 05/19/09 o 0739 05/19/09

Applicablereference:

1. AWS D15 (02) Section 3.3.3: “Parts to be joined by groove welds shall be carefully aligned. Where the parts
are effectively restrained against bending due to eccentricity in alignment, the offset from theoretical alignment
shall not exceed 10 percent of the thickness of the thinner part joined, but in no case shall be more than 3 mm [
118in.]. In correcting misalignment in such cases, the parts shall not be drawn in to agreater slope than 12 mm
[U2in.] in 300 mm [12 in.]. Measurement of offset shall be based upon the centerline of parts unless otherwise
shown on the drawings.”

2. Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

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.”

3. AWS D1.5 (02) Section 6.26.2: “Welds that are subject to MT in addition to visual inspection shall have no
Cracks”

4. AWSD1.5 (02) Section 3.3.2: “The root opening between parts to be joined by PJP groove welds parallel to
the member length (bearing joints excepted) shall be zero, or as small as practicable.”

5. WPS-B-T-2333-Tc-U4b-F

6. AWS D1.5 (02) Section 3.5.1.10: “Where tight fit of intermediate stiffenersis specified, it shall be defined as
allowing agap of up to 2 mm [1/16 in.] between stiffener and flange.”

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 05/19/09, 16:30, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 05/21/09, 11:00, Verbal

QC Ingpector's Name: Shen Xie Jun

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

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 28-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: 05.03.06-000244
Subject: NCR No. ZPMC-0258

Reference Description:  Missed MT/VT by QC, Segment 1AAE

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.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector found the following indications and discontinuities by Visua Testing (VT) and Magnetic
Particle Testing (MT) on welds previoudly inspected and accepted by ZPMC Quality Control (QC) Inspectors.
1. Four linear indications (transverse) were discovered by MT on weld joint# Seg2-036 (corner assembly joint). After removing the
indications by grinding, the resulting weld was accepted by ZPMC-QC and Caltrans-QA.
2. Joint offset (misalignment) was found in weld #Seg2-021 and Seg2-019. The measured offset is approximately 5mm.
3. SEG2C-045 - PJP weld root opening is approximately 8mm. SEG2E-137 - PJP weld root opening exceeds allowabl e tol erances of
WPS-B-T-2333-Tc-U4b-F.
4. SEG2E-458- Crack in tack weld
5. SEG2D-157- Drawings require tight fit. The joint has been fillet welded. The weld has been removed by arc gouging resulting in base
metal damage. This area cannot be measured for compliance with the tolerances for tight fit due to melted weld metal and base metal at
thejoint.
6. SEG2D- Thefit-up at the end plate and deck plate exceeds the allowable 2mm tolerance. The measured gap is approximately 8mm.
Action Required and/or Action Taken:
A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0258

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

Y/ 05.03.06-000244,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  22-Jun-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABFHPRO00251 Rev: OO
Ref: 05.03 05-000244

Subject  NCR Mo, ZPmMC0255

Contractor's Proposed Resolution:

Reference Resolution: ARF has instructed ZPMC to provide the necessary repairsto bring =egment 1A28E into compliance with contract
requirements.,

ABF Faz instructed ZPMC to provide the necessary repairs to bing =sgment 1 A8F into compliance with contract requirements. &l 6 tems are
currently being rewaorked, which indudes remaoval of giffeners with root gaps exceeding Smm. ABF issued a gop work order to prevent
grouting priorto repair. ZPMC hasz honored this letter and iz in process with repairz. ZPMC has released and fined personnel who were
invalved in the fabrication and inspedion ofthese seaments and held discussions with ©W's on code compliance. ABF has held discussions
wit b our inspectors of prevertive adion meazures to enzurethiztype of condition does not happen again. ZPMC wdill provide ingpedion repots
gt a later date to close this MCR.

Subrritted by
Atachment(s): ABF NPR-000251R00

Caltrans’ comments: Status: ALP
Dates 24-Jun-2009

The rezponze iz accepable, but the Mon-Conformance iz not dosed.

Pleass provide docun entation ofthe weld repairs that were performed and thet the repairs were acceptable. The Department will reviewthe
Contracdtar's proposal to dose Non<Conformance ZPMC 0255 &t that time.

Submitted by  Wright, D oug Date: 24-lun-2009
Attachment(s):

Fape lafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett  24-fug-2009

335 Burma R oad Contract Ho: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABF-HPRAO00251 Revr: 01
Ref: 05.03 05-000244

Subject  NCR Mo, ZPmMC0255

Contractor's Proposed Resolution:

Reference Resolution: IPMC hasz witten an intemal NCR providing corrective and prevertive adionzto be taken az well az provided all
relative inspedion docunents. ZPMC requests closure ofthis NCR.

IPMC has witten an intemal NCR providing corrective and preventive adions to be taken as well az provided all relative ingpedion
documents. ZPMC requests dosure of this MCR.

Subrritted by
Atachment(s):  ABF NPR-000251R01

Caltrans’ comments: Status: REJ
Date: 25-Aug-2000

The propozed resolution iz not acceptable. There iz no dooum entation gtached.

Pleass distuzs with the Depatiment's representatives in Shanghai to determine the repairs and documertation reguired to dose this Mon-
Confarmance.

Submitted by 'Wirioht, Doug Date:  23-Aug-2009
Attachment(s):

s
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett 14-Sep-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Documnent Ho.: ABF HPRAO00251 Rev: 02
Ref: 05.03 05-000244

Subject  NCR Mo, ZPmMC0255

Contractor's Proposed Resolution:
Reference Resolution: IPMC hasz attached supporting docun ents of inspection and requests closure ofthiz NCR.
ZPMC has attached supporting documents of inspection and requests dosure ofthis NCR.

Subrritted by
Mtachment(sy: AEF NPR-000251R0Z;

Caltrans" comments: Status: CLO
Date: 24-Zep-2004

Contracdtar has submitted all reguired docum entat ion

Submitted bye  Chano, Ching Date:  24-Sep-2004
Attachment(s):

s

Fape lafi



@ No. B-454
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-19
REGARDING: NCR-000284 (ZPMC-258)

With this letter of response, ZPMC requests closure for Caltrans NCR-000284

(ZPMC-258).

There is 6 items in the NCR, the explanation is following:

1D The crack had been removed at that time and the welds had been verified NDT by
ZPMC and CT.

2) The misalignment had been corrected and the weld had been repaired with
B-WR5828. CT had completed the NDT.

3) For these location, the stiffener had been removed and replace a new one. MT was
accepted by ZPMC and CT.

4) The crack on the tack weld had been removed by grinding at that time, MT was
confirmed.

5) For correcting the gap, ZPMC replace a new plate. MT was confirmed.

6) According to the RFI-ZPM-702 and B-WR5642, ZPMC corrected the exceeded gap.

The final MT was completed by ZPMC and CT.
so base on the above explanation and attached documentations, ZPMC applies
to close the Caltrans’s report NCR-000284 (ZPMC-258).
Please reference attached document for acceptance and closure the NCR-000284
(ZPMC-258).

ATTACHMENT:

NCR-000284 (ZPMC-258)

ZPMC internal NCR

The final VIT/MT/UT inspection reports
The welding repair report

The approved RFI

Jlnoco fM g c
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Nonconformance
Report
AFEIHRE
Project Name: S.F.O.B.B NCR Number:
T B 4 75:  REmMMNAEE R NCR %i%: NCR-B-166 (ZPMC-0258)
Item: Mlssed MT/VT by Item Number: | Drawing:
Quality Control 15 B5: SEG2
R MIMVIAE | OBG 1AAE
Location: OBG 1AAE Date:
frE: H 8 2009-06-03

Description of Nonconformance:

Caltrans Quality; Assurance (QA) Inspector found the following indications and discontinuities

by +T and MT on welds previously inspected and accepted by ZPMC QC and ABF QA Inspectors.

1. Four linear indications (transverse) were discovered by MT on weld joint #Seg2-036
(corner assembly joint). After removing the indications by grinding, the resulting weld
was accepted by ZPMC-QC and Caltrans-QA.

2. Joint offset (misalignment) was found in weld #Seg2-021 and Seg2-019. The measured
offset is approximately Smm.

3. SEG2C-045-PJP weld root opening is approximately 8mm. SEG2E-137-PJP weld root

opening exceeds allowable tolerances of WPS-B-T-2333-Tec-U4b-F. '
SEG2E-458-Crack in tack weld.
SEG2D-157-Drawings require tight fit. The joint has been fillet welded. The weld has
been removed by arc gouging resulting in base metal damage. This area cannot be
measured for compliance with the tolerances for tight fit due to melted and base metal at
the joint. i

6. SEG2D- The fir-up at the end plate and deck plate exceeds the allowable 2mm tolerance.
The measured gap is approximately 8mm.

TR RIEXTEE ZPMC RS B VT F1MT 8232 R VT F0 MT A i R T Bps
1. 7EfR%% SEG2-036 b, MT &I 4 B MBL. ZPMC TEEBEH QC MM RHHA .
2. TEfR4%E SEG2-021 1 SEG2-019 b, RILBLEE LA, SilEE 52X,
3. FEMR4E SEG2C-045 L RIIMBELEIPRA 8 T2 . AE124% SEG2E-137 _b R TLAR 35 A peska o4 A
f] WPS (WPS-B-T-2333-Tc-U4b-F) () R¥HE.
4. TEfREE SEG2E-458 b RIL AR,
5. fR% SEG2D-157, BIAREREENS, THERE. H ZPMC HIULEE (GRS, Ex
FIBRA = BB G 2N . WKEIEL8 ZPMC FRERES, TEllE .
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Recommendation:
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Reason for Nonconformance:
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Attachment for NCR-B-166 (ZPMC-0258)

B BB AE B ARKHE:  (Technical Justification for Use-As-Is/Repair)

2R,

WY& WR BEATALHE, MBI ERHE AZERK,

EITE LR,

R FCN, EBREH B NRRIAR, FBRKT 2mm ARINEAR, B4R 55 R
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6. KBREHM, HHR EGMBR, BRSEHRGEER, STREEHSTE, Bl
el A BR -G48 5 R R A B R b 2

.Lh:hb)'l\.)'—a

The defects have been repaired.
Adjust the misalignments to meet the tolerance according to the relevant WR.
Remove the plates and replace.
The defects have been repaired.

(O N N VO R -

Submit a relevant FCN. Remove the silica gel, and check the gap between seal plates and deck
plate. For any gap which is larger than 2mm, provide an added shim plate tight fit to deck
plate and fillet welded to the seal plate.

6. Remove the silica gel, and provide an added shim plate, which is tight fit to deck plate and
fillet welded to the seal plate.

[ g ik



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge e
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

{alisiis Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A ]V Date: 28-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: 05.03.06-000244
Subject: - NCR No. ZPMC-0258

Reference Description:  Missed MT/VT by QC, Segrmoent 1AAE

The attached Non-Confonnance Report describes an occurrence where the contractor did not comply with a requirement of the contract docurfient 4s
indicated below: v
[ Material or Workmanship not in conformance with contract documents.
0 Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector found the following indications and discontinuities by Visual Testing (VT) and Magnetic
Particle Testing (MT) on welds previously inspected and accepted by ZPMC Quality Control (QC) Inspectors.
1. Four linear indicalions (tran'sverse) were discovered by MT on weld joint# Seg2-036 (comer assembly joint). After removing the
indications by grinding, the resulting weld was accepted by ZPMC. QC and Caltrans-QA.

- Joint offset (misalignment) was found in weid #Seg2-021 und Seg2-019. The measured offset is approximately Smm.

r

3. SEG2C-045 - PJP weld root opening is approximately 8mm. SEG2E-137 - PIP weld roor opening exceeds allowable tolerances of

WPS-B-T-2333-Tc¢-U4b-F.

4. SEG2E-458- Crack 1n tack weld

5. SEG2D-157- Drawings require tight fit. The joint has been fillet welded. The weld has been removed by arc gouging resulting in base

metal damage. This érea cannot be measured for compliance with the tolerances for tight fit due to melted weld metal and base meta) at

the joint,

6. SEG2D- The fil-up at the end plate and deck plate exceeds the allowable 2mm tolerance. The measured gap is approximately 8mm.
Action Required and/or Action Taken:

A response for the resolution of this issue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0258

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

M 05.03.06-000244.NCT 3
L 03.03.00-000244,5C1 Page 1 of 1



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materals

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch

690 Walnut Ave St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File#  69.25B

(707) 849-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000284
. Prime Contractor: American Bridge/Fluor Enterprises, a TV . Date: 19-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0258 |

s

Type of problem:

Welding [J Concrete [1 Other

Welding [0 Curing L] Procedural Bridge No: 34-0006

Joint fit-up [ Coating [J Other [0  Component: OBG Segment 1AAE

Procedural [ Procedural [] Description:

Reference Description: Missed MT/VT by QC, Segment 1AAE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following indications and discontinuities by Visual
Testing (VT) and Magnetic Particle Testing (MT) on welds previously inspected and accepted by ZPMC
Quality Control (QC) Inspectors.

1. Four linear indications (transverse) were discovered by MT on weld joint# Seg2-036 (corer assembly joint).
After removing the indications by grinding, the resulting weld was accepted by ZPMC-QC and Caltrans-QA.
2. Jomt offset (misalignment) was found in weld #Seg2-021 and Seg2-019. The measured offset is
approximately Smm.

3. SEG2C-045 - PJP weld root opening is approximately 8 mm. SEG2E-137 - PIP weld root opening exceeds
allowable tolerances of WPS-B-T-2333-Tc-U4b-F.

4. SEG2E-458- Crack in tack weld

3. SBG2D-157- Drawings require tight fit. The joint has been fillet welded. The weld has been removed by arc
gouging resulting in base metal damage. This area cannot be measured for compliance with the tolerances for
tight fit due to melted weld metal and base meta) at the joint.

6. SEG2D- The fit-up at the end plate and deck plate exceeds the allowable 2mm tolerance. The measured gap
is approximately 8mm.

"l} TL- 15, Quality dssurance -- Non-Conformence Repor: Page 1 of



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

)

Recored/offset Gram

Applicable reference:

I. AWS D1.5 (02) Section 3.3.3: “Parts to be joined by groove welds shall be carefully aligned. Where the parts
are effectively restrained against bending due to eccentricity in alignment, the offset from theoretical alignment
shall not exceed 10 percent of the thickness of the thinner part Joined, but in no case shall be more than 3 mm [

118 in.]. In correcting misalignment in such cases, the parts shall not be drawn i o a greater slope than 12 mm
[U2in.] in 300 mm [12 in.]. Measurement of offset shall be based upon the centerline of parts unless otherwise

shown on the drawings.”
2. Special Provisions Section 8.3 - “Quality Control (QC) shall be the responsibility of the Contractor. As a

A2 Th-15,Quality Asswrance -~ Non-Conformance Repart Puged of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 qf 3

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.”

3. AWS D1.5 (02) Section 6.26.2: “Welds that are subject to MT in addition to visual mspection shall have no
Cracks”

4. AWS D1.5 (02) Section 3.3.2: “The root opening between parts to be joined by PJP groove welds parallel to
the member length (bearing joints excepted) shall be zero, or as small as practicable.”

5. WPS-B-T-2333-Tc-U4b-F .

6. AWS D1.5 (02) Section 3.5.1.10: “Where tight fit of intermediate stiffeners is specified, it shall be defined as
allowing a gap of up to 2 mm [1/16 in.] between stiffener and flange.”

Who discovered the problem: Hiranch Patel .

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 05/19/09, 16:30, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 05/21/09, 11:00, Verbal

QC Inspector's Name: Shen Xie Jun

Was QC Inspector aware of the problem: [J 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 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

‘h}_ TL-13,Quality Assurance -- Non-Conformance Report Page 3 of 3
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REPORT OF MAGNETIC PARTICLE- EXAMINATION

REPORT NO. 2 %445 B787-MT-12789

DATEH i 2009.06.07

PAGE OFW# 1M

Revision No: 0

PROJECT NO. PEAETET CONTRACTOR: CALTHANS
TERS: A P
DRAWING NO. SEG2 CALTRANS CONTRACT NO.: R
me: OBG PLATE PANEL SPLICE MM TE%S -
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
SENTEEHE 23273 BREmS BB ERTR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT # % MANUFACTURER #|## MODEL NO. X% 5 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT AT
AT T B ELEE B ”
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
ik AR TR iR s
MATERIAL TO BE v WELDING i i
B Material & thickness AroaNiasasTa
EXAMINED O CASTING %14 B, EE
1 O FORGING #i& 28mm
WELDING PROCESS TYPE OF JOINT
SAW BUTT
Vs YaprA FRERRRY
WELD I.D EESBNIRTAe ACCEPT REJECT REMARKS
ey INDICATION TYPE NS w S P
£ &t
SEG2-006 ACC. 100%MT
BLANK
EXAMINED BYZ:# REVIEWED BY #H#
Sun gong chang SJ‘AQMI\(,M Wand M
LEVEL-Il SIGN%% |/ DﬂTEEﬂJ% éc\ 2 l) ')’) LEVEL-II SIGN / DATE( H# ﬁc) ?é \p)
REZHE / QCM v [ / FF*CUSTOMER /
&< SIGN / Hi DATE &< SIGN / HiA DATE

(FORM# ZPQC-MTO01)
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Welding Repair Report 0
I
A Has KA WEE - R e
Project Name: SFOBB Drawing No.: Report No.: B-WRs5828
AR5
Contract No.: 04-0120F4 4 NDT HR&HE
. H q:gﬁ‘, . 1AAE DT =] . NA
W e Item Name: NDT Report No.:
Project No.: ZF0B-787
TRAEG A .

IR (Inspector) : Lj Zhijiang

Description of Welding Discontinuity: w
WA E 2 BA %1 E 1AAE S 4512 )5 MREMEGREBRRELEE
After welding 1AAE fabricated by work team: Hu Guo
plate and stiffener.

L=k

R

xing, the misalignment existed on deck

ow)/
! B# (Date) : 2009.06.25

REERBA ERER
Draft of Welding Discontinuity:

| (1]

[ 1177
o
/i

A
1 6750

-~

.




L L TERE: -

Cause:
Elﬁk%ﬁ,éﬁﬁﬁﬁﬂn

The welder operated error caused welding distortion.

ERHKA (Foreman): Chen ‘),\751@ B# (Date): o ; cob- ot

HEER

Disposition :

1. %%ﬁiﬁﬁ%&ﬁ%%ﬂ&%@ﬂﬁﬁﬁﬁZ@E‘Jﬁ’:ﬁéﬁﬁ@lﬂé’JZOmm(Z‘?%ﬂﬂﬁ) ®ER, X P #0978 (2
%I‘Eﬂﬁﬁﬁﬁfﬁéd\)%ﬁ’:%ﬁﬁu Wféﬂﬂﬁﬂﬁ%*ﬁmﬂ@WPSi&ﬁm?ﬁh BEQUHTZW%%‘RE:H;

1 2. %%H%ﬁ%ﬂ%ﬁ%%%ﬂ@@ﬁ%ﬁ%mﬁ%ﬁi@%ﬁﬁ%aﬁ@ﬁm%mﬂmwwﬁﬁ

G

ﬂ%%%ﬂ%,%ﬁﬁWﬁm;

%ﬁ%ﬁﬁ%%ﬁi&%%&ﬂﬁ%%i%ﬁ@ﬁ;

mﬁﬁ&%ﬁ@wwﬁﬁﬁﬁﬁ%;

ﬁﬁﬁm%W%ﬁm&ﬁ%M%ﬁ%%ﬁﬁ&m&%mZ@ﬁ%)

ﬂ%ﬁ@&ﬁﬁ%%ﬁ&ﬁ%%ﬁﬁ;

ﬁﬁ@ﬁ%ﬁﬁﬁﬂj@fiﬁﬁﬁ%ﬁﬂh

(e I N I S S

1. Gouge the misaligned weld between end bulkhead and deck stiffener to the depth
of about 20mm(No gouging through), and then divide the weld by heat cutting.
(The cutting gap shall be as soon as narrow.) Preheat prior to gouging accordin
g to the WPS and note not to damage base metal.

2. Remove the fillet weld between deck stiffener and stiffeners in the repaired area
by grinding and gouging. Preheat prior to gouging according to the WPS.

3. Remove the defects by grinding and perform MT. i )
Adjust the misalignment and flatness to meet the requirement of shop drawing by
outer force.

Prepare the excavation according to the WPS,
Preheat and weld according tb the WPS.(Perform welding between end bulkhead‘ a
nd deck stiffener first.)

7. Grind the repaired area flush to base metal.

Perform VT and NDT according to shop drawings.

I E: = B#g: A
Technical Engineer: Niw Tle;fﬁj Approved By: : Date: V/. of -

#R787-QCP-900
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Welding Repair Report 0
HH REWHEAG | appeme S
Project Name: SFOBB Drawing No.: SEG Report No.: B-WR5828
=R l
04-0120F4
Contract No.: | BgR NDT #&%5
Ifom Name: 1AAE ) NA
MEGE em Name; NDT Report No.:
: ZP06-787
Project No.: .
Y EH Gk,

Corrective Action to Prevent Re-occurrence: -
HWMHERET, IR BT,

Train and educate the operators to reduce welding distortion.

FEFAFKA (Foreman): Cji\f‘,n ,')n;{t&)\ﬁ\ B (Date): 9.4, 2;

WPS-345+485-FCAW- =
2G(2F)-Repair IR T
WPS-345+485-FCAW- i
SR WPSH B 3G(3F)-Repair %R
Repair WPS No.: WPS-345+485-SMAW- Technologist: U? 05’._),({
3G(3F)-Repair ; .
WPS-345+485-SMAW-
4G(4F)-Repair
BE (R4 87 HaE g B & i Bk B
Preheat Temperature Description . . t.
Before Gouging: of Discontinuity: . S MjMW .
RAAERE B BT R B
Inspection Preheat Temperature .
Before Welding: A{a ' Before Welding: ]57&
: A ¥
B K Lokt
M Depth of G . Total Length of ‘
ax. Dep o ouge: ll-ﬁ,M Gouge: 77me
BT 4521 8 2 2 3 B g
Welder: s Welding Type: Smhw | Position: éél
REBR RERE BREEKE
Current: Voltage: Speed: 2
170 . 2§ 124
BEEHZE
Inspection After Repair:
S ol ol B
VT Result: /4(6 Inspector: 5’4/' X/ Date: 7 /
N 7 - !
I/X .27 7
NDTH & FET™ s B
NDT Result: Ace NDT Person: Sunjm Date: ‘9{"-"7 |
\/ v I
JAE :
Witness/Review:
o
Remark :

#R787-QCP-900
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CZPMc i
A 2009.07.01
Visual Weld Inspection Report Girder/ 3 : OBG Floor Beam
ARLE H R B IR A Tower/ 2&: NA
Caltrans Contract No. Quality Control Representative: .
04-0120F4 .
e Ff e g C__
Project No.: San Francisco Oakland Bay Bridge CWI: .
i 5 & # [T AR BRE w&? X ofe/le]
\U\O.\.QON. No.: Quality A M ~A /
- ZP06-787 uality Assurance Manager ~Approva
TH 455 A A B .
Accept or Reject
, Welding Accept or after repair
Weld No. Welder |.D.# | Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject | Repair | i&{& 557856
FR 8% %5 HFLRAS | fE SRR L] i Vsl IGT | A | TRk | B | EESEiEw| B i
SEG2-001 0453)8 3G HtwFe~) Y Y Y J Y Y v | ACC NA NA
L] After root weld [J After cover pass
£ After CWR or WRR No. : 3 ~MAL€28 0 After HSR No. : |0 Others

HR787-QCP-603

" v "isnodefects. " X" is defects. "NA" is not applicable.
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REPORT OF ULTRASONIC EXAMiNATION

REPORT NO. #%&4%S  B787-UT-8002 DATE 2009.07.16 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T#2%i'5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG 1AAE SEG2
B4 R B I TR S

AWS D1.5-2002

REFERENCING CODE &%

ACCEPTANCE STANDARD #5245

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. f2F4i 5

ZPQC-UT-01

WELDING PROCESS J&#: /71 JOINT TYPE 1748261 CALIBRATION DUE DATE {(#8& IEH 3
FCAW BUTT Dec. 28°7,2009
EQUIPMENT ##% MANUFACTURER #li& /i MODEL NO. #R%H5 SERIAL NO. 7345
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK Xk COUPLANT #-& 7 MATERIAL/THICKNESS #14E &
AWS IIW BLOCK TYPE II C.M.C AT709M-345 25/38 mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
&R yii)i-3 B R~F ilkegis] I Bk R~
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level 2% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 U DISCONTINUITY FEEgEHE 5
5 ” ®
WELD g (4 u ~1s_ 12 158 Is = H
Z g | < - & [ET|5T 5 Sfs 2 LOCATION OF DISCONTINUITY ok &
[e) [T &= P4 Q = » 3
IDENTIFICATION |E Ik (28| == [T gIS5Es e AHEGALE (mm) g5 | =
jug b = = [ =
SH|BRIR¥| o . E% | £
JEL 4 i =] [TH =
RRAEILGR S % E = Sound Depth from . S o
(= Length From'X | From'Y )
alb|c|d K Path Surface PEX sEy @
: by BERTEEREE o
SEG2-001 70 34 ACC. 100%

AFTER B-WR5828

BLANK

EXAMINED BY X

| Sunyin

LEVEL -1l SIGN /

ot

DATE

oy

REVIEWED BY #H#%

AR

LEVEL -1l SIGN /

DATE

)b

FRZ3 /QCM

%F SIGN/ H#i DATE

I

FlFFCUSTOMER

/

% SIGN / Hi#A DATE

(FORM# ZPQC-UTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TGRS B4R o5
REPORT NO. iR %5 B787-MT-12346 DATEH #] 2009.07.17 PAGE OFH(#% 1/1 Revision No: 0
PROJECT NO. 7906787 CONTRACTOR: ERLTRANS
THE%S: ) ISR
DRAWING NO. SEG2 CALTRANS CONTRACT NO.:
04-0120F4
J:R=H OBG FLOOR BEAM MM IEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SERBRG B2 Rk BFERYS BB RER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009
EQUIPMENT # % MANUFACTURER #1345 MODEL NO. #R%€ SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT AC
Bk B WA g 8 A
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TR R AR 1A 2
MATERIAL TO BE Y WELDI i i
NG B84 Material & thickness AT09M-345+485F2.x
EXAMINED O CASTING %4 B, R
Rk O FORGING & 22/38 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
NBEEE REEHR
WELD I.D EEEONTINIT e A ACCEPT REJECT REMARKS
. INDICATION TYPE pHIOLLS [ P P
R £ 3]
SEG2-001 ACC. 100%MT
AFTER B-WR 5828
’ BLANK

EXAMINED BY 4§

3
Chang Fangjie M M\ﬁ‘fl

LEVEL -l SIGN%&4%& |

DATEjEl Ll

o))

REVIEWED BY #H#

LEVEL-Il SIGN

%MW

7
| DATER#

«)70\ 07,/ ’7

FRZH / QCM

L/,m

%< SIGN/ Al DATE dﬁé@

LI

B FCUSTOMER

% SIGN/ Hifl DATE

(FORM# ZPQC-MTO01)




BT 325yo

CZPMc) s
HA7 2009.07.01
Visual Weld Inspection Report Girder/ 3. OBG Floor Beam
JPZEH R B IR & Tower/ 2% : NA
Caltrans mrow?mm No. 04-0120F4 Quality Control m,mb\mmmimu,\m.. g f
M E 1455 St U2 :
Project No.: San Francisco Oakland Bay Bridge Cwi: on 5t
THE R EEAIASF B Chon X f e
hﬁO\.@Ow No.: Quality A M. ~A /
b - ZP06-787 uality Assurance Manager ~Approva b
TE G5 : SRR MmAr!l\\ FIIIUW
Accept or Reject
, Welding Accept or after repair
Weld No. Welder I.D.#| Location|  consumables Undercut | Porosity [ Over lap| Crater | Arc strike Spatters | Crack| Reject | Repair R Je SR ERdE
SRS RITRRE | F SRR ik =TI Vsl MGT | BIEGS | Rk | B | Bmeiadk| Ee e
SEG2B-020 | 04528 3G NA i J o} o J g of ACC NA NA
SEG2B-021 049718 3G NA )\ J v )\ N v v ACC NA NA
SEG2B-022 045218 3G NA J V v v v v )\ ACC NA NA
/
L] After root weld M After COVer pass
L] After CWR or WRR No. : [1 After HSR No. : |00 Others

HR787-QCP-603

"~ "isnodefects. " X" is defects.

"NA" is not applicable.



BT 325y

Vsik 54 87#
A 2009.07.01
Visual Weld Inspection Report Girder/ 2 : OBG Floor Beam
\ﬁmmm%%m&mmu Tower/ 22 NA
Caltrans Contract No. Quality Control Representative:
04-0120F4 5
I E [ 45 JEICZE g pl,.l_
Project No.: San Francisco Oakland Bay Bridge CWiI: _
T 5 % 2 [T A T B Chon xi T
Project No.: Quality Assurance Manager ~Approval
) ZP06-78 y gRr=Appro
T %5 787 FRE G S R U,
Accept or Reject
i Welding , Accept or after repair
Weld No. Welder I.D.#| Location consumables Undercut | Porosity | Over lap| Crater | Arc strike Spatters | Crack Reject Repair | &4 /582 840
W aE 5 BRLEHE | AR SRR R el i J29 PG| EINEEMS | R | e | BEsedEk] Ee i
SEG2A-017 S IR NA v J v J J J J ACC NA NA
SEG2A-018 G420 3G NA Y J v J J < Y ACC NA NA
SEG2A-019 VAP | 36 NA J J Y J J J Y ACC NA NA
SEG2A-020 TAGR] 3G NA v ,\ « « )\ < V ACC NA NA
SEG2A-021 VAPl 3G NA N v N v v v V ACC NA NA
SEG2A-022 Basap | 3G NA v v v ,\ V v J ACC NA NA
SEG2B-015 BAS2)8 3G NA v J v J v a V ACC NA NA
SEG2B-016 SASS 3G NA )\ v ) v J v v ACC NA NA
SEG2B-017 3G NA )\ )\ ) N v N v ACC NA NA
SEG2B-018 PAE| 3G NA V v Y J J + v ACC NA NA
SEG2B-019 dA| 3G NA v J J J J Y J ACC NA NA
/
L] After root weld XY After cover pass
L] After CWR or WRR No. : L1 After HSR No. : |0 Others

HR787-QCP-603

"+ "isnodefects. " X" is defects. "NA" is not m_u_u__.om_u_m.
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REPORT OF ULTRASONIC EXAMiNATION

UTHRGIR S

REPORT NO. #&%%5 B787-UT-8003 DATE 2009.07.16 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : L7245 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG 1AAE SEG2
ERAF AR Es M L% S

REFERENCING CODE &%

AWS D1.5-2002

ACCEPTANCE STANDARD #:S Rt

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 54 S

ZPQC-UT-01

WELDING PROCESS 2515 JOINT TYPE /4825 R! CALIBRATION DUE DATE {235 IE & %
FCAW T JOINT Dec. 28572009
EQUIPMENT # % MANUFACTURER #ili% MODEL NO. #R 5 SERIAL NO. 7545
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i### COUPLANT #5471 MATERIAL/THICKNESS #1 %} B &
AWS lIW BLOCK TYPE II C.M.C A709M-485F2-X 22mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
G R AE i Rt & T RE SIES R~
Changchao 70° 2.5MHz 18%X18mm
Changchao 0° 2.5MHz 20mm Reference Level Z3% R ¥ 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4#+ N DISCONTINUITY AL <
: i 5
T A O P PN A N : |,
= g w| < ® [EolsT|c sl 2 LOCATION OF DISCONTINUITY > Rl
o |lZg|wE| K |85[53]|28|E5 R B g
IDENTIFICATION Elk [nE (== [T - g g ST R (mm) g | =
g i B = = = ©
S*FIBE(R¥| o < £% | &
JE - =] e
AT S g E =l Sound Depth from . S L4
= Length From'X | From'Y o
alb|lc|d L Path Surface BEX Y ]
™ B | ERERE a
SEG2A-017 70 34 ACC. 100%
SEG2A-018 70 34 ACC. | 100%
SEG2A-019 70 34 ACC. 100%
SEG2A-020 70 34 ACC. 100%
SEG2A-021 70 34 ACC. 100%
SEG2A-022 70 34 ACC. 100%
SEG2B-015 70 34 ACC. 100%
EXAMINED BYZ# REVIEWED BY #H# roy
| sumyn_ Sin AL
) 7 ) = |2 ), ,é)
LEVEL -1l SIGN / DATE A LEVEL -1l SIGN / DATE i ~
RRZHE / QCM f F /2 CUSTOMER /
%< SIGN / H3 DATE % <F SIGN / H# DATE

(FORM# ZPQC-UTO01)
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UTHRGR S

REPORT OF ULTRASONIC EXAMiNATION

REPORT NO. #%&%S B787-UT-8003

DATE 2009.07.16

PAGE

2 OF 2 Revision No: 0

DECIBELS%+

DISCONTINUITY AL

c
L
o w c g
WELD = = Y ~1ls_I8 _Ig.]Is 5 #
= i g ®| < = ® |5 R 2 LOCATION OF DISCONTINUITY &k 51
w = = oIS = \ e
IDENTIFICATION % HAPEIE = k3 SHEEE 2 ATELALE (mm) 25| =
g 5 = E3 = = ©
o™ 8K g e o N 2% E
SE & - -
RIS g E - Sound Depth from . E w
- Length From'X | From'Y o
a|lb|lc]|d K Path Surface BEX SRy o
e BRI o
SEG2B-016 70 34 ACC. 100%
SEG2B-017 70 34 ACC. 100%
SEG2B-018 70 34 ACC. 100%
SEG2B-019 70 34 ACC. 100%
SEG2B-020 70 34 ACC. 100%
SEG2B-021 70 34 ACC. 100%
SEG2B-022 70 34 ACC. 100%
BLANK

EXAMINED BYE#

\
___Sunyin g\""\ ?\ ™
LEVEL -1l SIGN / DATE

13,07‘ b

REVIEWED BY ##

LEVEL -1l SIGN /

RESHE / QCM |

% SIGN / Hi DATE

F F*CUSTOMER

% SIGN / HiA DATE

’Z,Jw'“j N
DATE 97 J7\ . !0

(FORM# ZPQC-UTO01)
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REPORT OF MAGNETIC PARTICLE- EXAMINATION

REPORT NO. i & 45 B787-MT-12347

DATEH# 2009.07.17

PAGE OF®#% 1M1

Revision No: 0

PROJECT NO. CONTRACTOR:
3 CALTRANS

A— ZP06-787 o

DRAWING NO. SEG2A/B CALTRANS CONTRACT NO.: —_

z3R= OBG FLOOR BEAM MM ITERS

REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE

2 M55 BZinE BFEmS B EFXMN

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

EQUIPMENT %% MANUFACTURER #{3% & MODEL NO. X %= SERIAL NO. &% &

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke CURRENT A

AL R ES HR w

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150mm

R A TRk R ) R

MATERIAL TO BE vV WELDING ##:4 Material & thickness ATOOM-4SEE2-X

EXAMINED O CASTING #14 B JEE

R Lz O FORGING &% 22 mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
BEHE JREETY
WELD I.D ESEERATIN LT/ AR ACCEPT REJECT REMARKS
RS INDICATION TYPE !LENGE};N ™ s sl R
EiE 3t

SEG2A-017 ACC. 100%MT
SEG2A-018 ACC. 100%MT
SEG2A-019 ACC. 100%MT
SEG2A-020 ACC. 100%MT
SEG2A-021 ACC. 100%MT
SEG2A-022 ACC. 100%MT
SEG2B-015 ACC. 100%MT
SEG2B-016 ACC. 100%MT
SEG2B-017 ACC. 100%MT
SEG2B-018 ACC. 100%MT
SEG2B-019 ACC. 100%MT
SEG2B-020 ACC. 100%MT
SEG2B-021 ACC. 100%MT
SEG2B-022 ACC. 100%MT

EXAMINED BY X# REVIEWED BY ##

e Choed P )

Chang Fangjie (. 0\%7\ ] ”‘S‘ _LQ (V"lﬂ""g C G"‘j

LEVEL-Il SIGN%% / | DATEHM ‘ﬁ "’7\ \7 LEVEL-I  SIGN | DATEHH y 7 . ’) ! )

FEZH /QCM K F F"CUSTOMER /

%< SIGN / H#ji DATE % SIGN / 1 DATE

(FORM# ZPQC-MTO01)
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(ZEMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

Ding Acheng '-P/\I/\,
LEVEL -1l SIGN%% 5

doend 1,7 2

TR A B4R
REPORT NO. {445 B787-MT-12554 DATEH# 2009.07.28 PAGE OF®®G 1/2 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: T —
TE%S: . A P
DRAWING NO. SEG2C CALTRANS CONTRACT NO.:
04-0120F4
B, OBG SEGMENT MM IRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEPHEET BZiRE BEF&s LBRRETY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT #%: MANUFACTURER 4I:&75 MODEL NO. #xX4g5E SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AG
R B gy BE
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
e TR R S
MATERIAL TO BE v WELDING ##:4f Material & thickness AT0M-345T2.X
EXAMINED O CASTING #44 B, EE
R O FORGING &3 28/38/35mm
WELDING PROCESS FCAW TYPE OF JOINT T IGINT
PR i)
WELD I.D DISCONTINUITY e it ACCEPT REJECT REMARKS
ey INDICATION TYPE L e P e
1R EFid) .
SEG2C-041 ACC. - 100%MT
SEG2C-046 ACC. 100%MT
SEG2C-045 ACC. 100%MT
SEG2C-130 ACC. 100%MT
SEG2C-148 ACC. 100%MT
SEG2C-002 ACC. 100%MT
SEG2C-004 ACC. 100%MT
SEG2C-086 ACC. 100%MT
SEG2C-104 ACC. 100%MT
SEG2C-106 ACC. 100%MT
SEG2C-116 ACC. 100%MT
SEG2C-149 ACC. 100%MT
SEG2C-150 ACC. 100%MT
SEG2C-127 ACC. 100%MT
EXAMINED BY X4 REVIEWED BY ##;
I h /NO’J Vad o1 "‘—‘)

LEVEL-Il SIGN

| Joaterm f,,ﬂ >7,<,/g/

REZ3 /QCM

Lo A
%< SIGN / B3 DATE MM;S;QJ}

FFCUSTOMER

F < SIGN / H#I DATE

(FORM# ZPQC-MT01)




CZPMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

Ding Acheng = ) }
LEVEL -1l SIGN &4

BRI RAR
REPORT NO. %45 B787-MT-12554 IDATEE% 2009.07.28 IPAGE OFI#g 2/2 lRevision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
IE®S: A P
DRAWING NO. SEG2C CALTRANS CONTRACT NO.:
04-0120F4
ES: OBG SEGMENT MHIRES
REFERENCING CODE ACCEPTANCE STANDARD |(PROCEDURE NO. CALIBRATION DUE DATE
BEMTHB B BR&S WBREANY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT ##% MANUFACTURER #l#& MODEL NO. #R4%& 5 SERIAL NO. E£4&%5
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
- AC
Bk BT B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g i FRE B E e
MATERIAL TO BE v WELDING #2844 i i
Material & thickness A709M-345T2-X
EXAMINED O CASTING % R, B
gz O FORGING &i& 28/38/35mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BRETH JREERTY :
DISCONTINUITY RNiELEHE: :
WELD I.D. ACCEPT REJECT REMARKS
oy INDICATION TYPE R P P
E~3id)
SEG2C-126 ACC. 100%MT
BLANK
EXAMINED BYZ REVIEWED:\BY #H#

S wuh AJ’L/’ 'J/AU“/Q

LEVEL-II SIGN

B3 (9% J)\ 'V%
- RESHE / QCW :

ZF SIGN/ H#i DATE

e\ & o e A

FlFFCUSTOMER

J DATEE!%J[;fL?,q/g )

% SIGN / H#i DATE

(FORM# ZPQC-MTO01)
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(ZPMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

AR S
REPORT NO. R £ 4 B787-MT-12555 DATEH#i 2009.07.28 PAGE OFW#G 1/3 Revision No: 0
PROJECT NO. 706,787 CONTRACTOR: Y
IBR&S: ) A p:
DRAWING NO. SEG2E CALTRANS CONTRACT NO.: ——
2= OBG SEGMENT mHIERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SE AT BEiRE BEF&S B REHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2009
EQUIPMENT %% MANUFACTURER #/i#& 7 MODEL NO. BR%& S SERIAL NO. &4 2
MT YOKE _ PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
B T we N B
PARTICLE TYPE Dry magnet powder YOKE SPACING I
B R FRA RS AR mm
MATERIAL TO BE Y WELDING &4 Material & thickness A709M-345T2-X
EXAMINED O CASTING % B, EE
wFH O FORGING &% 45/28mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BT FRELAR
WELD I.D tse LGRS ACCEPT REJECT REMARKS
Py INDICATION TYPE pR L e . e
PN bS]
SEG2E-151 ACC. 100%MT
SEG2E-241 ACC. 100%MT
SEG2E-109 ACC. 100%MT
SEG2E-190 ACC. 100%MT
SEG2E-150 ACC. 100%MT
SEG2E-240 ACC. 100%MT
SEG2E-355 ACC. 100%MT
SEG2E-313 ACC. 100%MT
SEG2E-361 ACC. 100%MT
SEG2E-319 ACC. 100%MT
SEG2E-152 ACC. 100%MT
SEG2E-242 ACC. 100%MT
SEG2E-362 ACC. 100%MT
SEG2E-320 ACC. 100%MT
EXAMINED BY REVIEWED BY EZ,\JH,{)
Ding Acheng \ ) }j /) (M Q n [/AVM Y\'P N
LEVEL-1l SIGN &% DATEE #] (7? ' 07 \ % LEVEL-l  SIGN J DATEH / (j§ ,07, 74/
REEHE / Q% F /A CUSTOMER
BFSGN/EMDATE N~ D 2 %5 SIGN / H i DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1545 B787-MT-12555

]DATEE{%@ 2009,

07.28

'PAGE OF R 2/3

IRevision No: 0

PROJECT NO. CONTRACTOR:
06-787 CALTRANS
TE%S: zp A
DRAWING NO. SEG2E CALTRANS CONTRACT NO.:
04-0120F4
ES: OBG SEGMENT M IB&S
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BENERT B2 BFRS BRI
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2009
EQUIPMENT &% MANUFACTURER $I3&7 MODEL NO. #X4 2 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
R fb sk B g b
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R R TR R fe] B
MATERIAL TO BE v WELDING i i
BEM Material & thickness A709M-345T2-X
EXAMINED O CASTING %44 B, B
R FH 5 O FORGING 4% 45/28mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Rk S e
DISCONTINUITY A4t
WELD 1.D. ACCEPT REJECT REMARKS
s INDICATION TYPE LS P el
it i)
SEG2E-444 ACC. 100%MT
SEG2E-402 ACC. 100%MT
SEG2E-137 ACC. 100%MT
SEG2E-227 ACC. 100%MT
SEG2E-347 ACC. 100%MT
SEG2E-305 ACC. 100%MT
SEG2E-429 ACC. 100%MT
SEG2E-387 ACC. 100%MT
SEG2E-343 ACC. 100%MT
SEG2E-301 ACC. 100%MT
SEG2E-425 ACC. 100%MT
SEG2E-383 ACC. 100%MT
SEG2E-338 ACC. 100%MT
SEG2E-296 ACC. 100%MT
EXAMINED B REVIEWED-BY ##
Ding Acheng 5 ; A é\oM d’l\ﬂl "4’
LEVEL-1l SIGN DATEB (rf 7 Vg LEVEL-l  SIGN ! IJATEEEH a'-’f 37 ,/g
RESE/ QCW——M F P CUSTOMER
/ \
%5 SIGN / H i DATE 6\7@ _QQ- o }, % SIGN / B3 DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R AR 2
REPORT NO. %545 B787-MT-12555 |DATEE1}9§ 2009.07.28 IPAGE OFT g 3/3 ,Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
ITE%S: A R
DRAWING NO. SEG2E CALTRANS CONTRACT NO.:
04-0120F4
Es. OBG SEGMENT M ITE%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEH TR BZiR BF4%5 BEBREERN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER 4|37 MODEL NO. #X4%&E SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
B BRI gL B
PARTICLE TYPE Dry magnet powder YOKE SPACING
’ 70~150mm
MR TR b Gl
MATERIAL TO BE vV WELDING ##:4+ i i
Material & thickness A709M-345T2-X
EXAMINED O CASTING &1 B B
bk o= O FORGING &% 45/28mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B REEATR
DISCONTINUITY a4
WELD 1.D. ACCEPT REJECT REMARKS
iy INDICATION TYPE e ™ g Py P,
‘ e it}

SEG2E-420 ACC. 100%MT

SEG2E-378 ACC. 100%MT

SEG2E-083 ACC. 100%MT

SEG2E-124 ACC. 100%MT

SEG2E-334 ACC. 100%MT

SEG2E-416 ACC. 100%MT

BLANK

EXAMINED BY i

REVIEWED,BY H#:
Stain Gont chos
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REZE / QoM
=

Ding Achengi}-?\l /é ¢ A
LEVEL -1l SIGN #4/ DATEA# ”f,O? )/g
=
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% SIGN/ F#fl DATE %0(9_9 2,

FlFCUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

% SIGN / H#i DATE

BRI 5
REPORT NO. %45 B787-MT-13027 DATEH# 2009.07.01 PAGE OF®#E 1M Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: SALTRANS
ITEHS: A P
DRAWING NO. SEG2E CALTRANS CONTRACT NO.: 4 diiernra
Ee: OBG PLATE PANEL SPLICE M ITESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SERTERMIL B2 BERF%S BB EAZ
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT #%% MANUFACTURER %37 MODEL NO. KR %5 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Bk RS B3 -
PARTICLE TYPE Dry magnet powder YOKE SPACING -
e Tt RUAIE 25 A
MATERIAL TO BE v WELDING 12#4: Material & thickness A709M-345T2-X
EXAMINED O CASTING %14 1525 M-85 45/35/28/38mm
[ioailp g O FORGING & 9/16mm
WELDING PROCESS NA TYPE OF JOINT N
ARk REERA
WELD 1.D o e ACCEPT REJECT REMARKS
S INDICATION TYPE R e sl &
N %n
SEG2E-458 ACC. BASE MATERIAL
BLANK

EXAMINED BYE# REVIEWED BY ##;

Sun gong chang SU"’\ ﬁ"]’\é\ (JINO"“j NSl M
LEVEL-Il SIGN %4 | DAT}SE@ ‘/\ 77 o ) LEVELJI  SIGN | DATE B ‘C] - ) )
FRRZE / QCM ! ( Al CUSTOMER v / !

% F SIGN / Hi{i DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R RR &
" IREPORT NO. #1445 B787-MT-11166 DATER# 2009.05.25 PAGE OFHHG 1/4 Revision No: 0

PROJECT NO. ——— CONTRACTOR: CALTRANS

IE%E: " A p

DRAWING NO. SEG2D CALTRANS CONTRACT NO.: ——

Eg: 1AAE N IERS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

B2ERTEHRIL iR BF&T BREFRM

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

EQUIPMENT %% MANUFACTURER #I#& MODEL NO. #R%5 SERIAL NO. E&%& S

MT YOKE PARKER B310S 5305 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

[ %t AR RSER L B

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

R RR TR YA

{MATERIAL TO BE v WELDING &84 Material & thickness y

EXAMINED O CASTING %4 B, EE ATO9M-345T2

BRI E Ol FORGING 43& 10/45 mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
, BEEHE PREEAR
WELD I.D DI GENTNAT R ACCEPT REJECT REMARKS
ey INDICATION TYPE RN [ s s
SEG2D-192 ¥
=

SEG2D-193 *
SEG2D-152 *
SEG2D-153 ACC. 100%MT
SEG2D-154 ACC. 100%MT
SEG2D-155 ACC. 100%MT
SEG2D-156 %
SEG2D-157 *
SEG2D-158 *
SEG2D-159 *
SEG2D-160 %
SEG2D-161 ACC. 100%MT
SEG2D-162 *

EXAMINED BYE4F

Sun Gongchang S\“’\a\o\/\'c\ (I/‘C“"%

REVIEWED BY #HE

hud Arc\«evﬂ

%< SIGN / I}l DATE Mu\/ﬁ LS

LEVEL -1l SIGN &4 ) nrers \ﬁ ,:f -'1/3 LEVEL-l  SIGN J/ DATER f\_yj\vf
REZE / QCM { FFCUSTOMER [
2

%< SIGN / H# DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

|

%< SIGN / 3 DATE

44,’2—)\—1\
U6

>

RK R TR
- IREPORT NO. #4545 B787-MT-11166 DATEHH# 2009.05.25 PAGE OFWT G 2/4 Revision No: 0

PROJECT NO. 7P06.787 CONTRACTOR: CALTRANS

IE%S: " )::aF

DRAWING NO. SEG2D CALTRANS CONTRACT NO.: T

B 1AAE MHITERRS

REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE

BERTELRT BT BF&HYS B ERERN

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

EQUIPMENT %% MANUFACTURER #I#&% MODEL NO. R &E SERIAL NO. E44 5

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AT

Rk IRy 2678

PARTICLE TYPE Dry magnet powder YOKE SPACING ——

B 2L TR BT mm

MATERIAL TO BE v WELDING ##:4 Material & thickness ATDETREAST

EXAMINED O CASTING &4 BH,EE

ik Ly g Sl O FORGING #&3& 10/45 mm

WELDING PROCESS ' TYPE OF JOINT

FCAW T-JOINT
BEH JREEHA -
WELD I.D DISCONTINUITY RS ACCEPT REJECT REMARKS
ey INDICATION TYPE pRlR e o P
Ei-p E5il]

SEG2D-163 *
SEG2D-164 *
SEG2D-165 ACC. 100%MT
SEG2D-166 *
SEG2D-167 *
SEG2D-168 *
SEG2D-169 ACC. 100%MT
SEG2D-170 *
SEG2D-171 *
SEG2D-172 ACC. 100%MT
SEG2D-173 *
SEG2D-174 *
SEG2D-175 *

EXAMINED BYE#H REVIEWED BY ﬁ-ﬁ'&\

Sun Gongchang WO\’V"O\(J/\Q"S Qb—ﬂ A (L&"E\L _

LEVEL-1l SIGN%Z% |/ DATE}EIJ@J of\ ) W LEVEL-l  SIGN .’/ DATEH#1 7 24 0

FERZHE / QCM A FCUSTOMER f

% SIGN / B DATE

(FORM# ZPQC-MTO01)




=13

REPORT OF MAGNETIC PARTICLE EXAMINATION

Loz s

7

%<7 SIGN / H# DATE
W‘ d ‘>>

R R IR 5

REPORT NO. %S B787-MT-11166 DATEH 3 2009.05.25 PAGE OFWE 3/4 Revision No: 0

PROJECT NO. 7P06.787 CONTRACTOR: CALTRANS

IE%S: " = aF

DRAWING NO. SEG2D CALTRANS CONTRACT NO.: S

K< 1AAE MM TESS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

BEHTEHIT BB BE&S B EF ZO

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009

EQUIPMENT # % MANUFACTURER #3567 MODEL NO. &% SERIAL NO. E&4&S

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

Bib A REER Lk B

PARTICLE TYPE Dry magnet powder YOKE SPACING 70150

BT TR RSB mm

MATERIAL TO BE VWELDING 2844 Material & thickness AT00M-845T2

EXAMINED O CASTING %4 B, BB

ikl p gy O FORGING &% 10/45 mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
BEEE 1REEHR
WELD I.D RECONTNITGR e ACCEPT REJECT REMARKS
ey INDICATION TYPE pRPIARL - P
Ei-y E=5i()

SEG2D-176 ACC. 100%MT
SEG2D-177 *
SEG2D-178 *
SEG2D-179 ACC. 100%MT
SEG2D-180 ACC. 100%MT
SEG2D-181 *
SEG2D-182 *
SEG2D-183 *
SEG2D-184 *
SEG2D-185 ACC. 100%MT
SEG2D-186 ACC. 100%MT
SEG2D-187 *
SEG2D-188 %

EXAMINED BY=4E REVIEWED BY %’%\

Sun Gongchang gkwxc\“’wg d’c”“ﬁ \’M’c‘\ A/Ch %3 =

LEVEL-1l SIGN %% | DATJEE]%S f) TN LEVEL-l  SIGN / DATEH A ) W

RESHE / QCM ( i CUSTOMER [

- SIGN / B3 DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. R4 435 B787-MT-11166

DATEB# 2009.05.25

PAGE OFIT 4/4

Revision No: 0

PROJECT NO. —— CONTRACTOR: CALTRANS
IBRES: ) R P
DRAWING NO. SEG2D CALTRANS CONTRACT NO.:
04-0120F4
EE: 1AAE mHTEg:
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BERFEEE iR BERE AR A 30
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT %% MANUFACTURER #3& 7% MODEL NO. #R 4+ SERIAL NO, E4:4: 5
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT &
AL T BN gy 287
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
o] TR R B S
MATERIAL TO BE Y WELDING i i
B4 Material & thickness AT09M-345T2
EXAMINED OO0 CASTING &4 Re# ERE
ok Lpzg S8 O FORGING 4% 10/45 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B JREEAT
WELD 1.D DISCONTINUITY et - ACCEPT REJECT REMARKS
Py INDICATION TYPE BRI I e P
Epi]

SEG2D-189 *

SEG2D-190 *

SEG2D-191 ¥

* SEG2D-153. SEG2D-154.

SEG2D-180. SEG2D-185. SEG2D-186

* SEG2D-153. SEG2D-154. SEG2D-155. SEG2D-161. SEG2D-
SEG2D-180, SEG2D-185. SEG2D-186

were MT inspection

SEG2D-155. SEG2D-161. SEG2D-165. SEG2D-169.
REEMTHA &4, BERKN

165, SEG2D-169. SEG2D-172

+ SEG2D-176. SEG2D-179.

and ACC, which is the result of required 25% MT.

SEG2D-172. SEG2D-176. SEG2D-179,
KECEEE T AT R 925 % K,

BLANK
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Sun Gongchang

Cun

LEVEL-Il SIGN%4%4 / DAT

s;v; QL\GWQ

AR

REVIEWED BY ##;

Piut b e

LEVEL-II SIGN

I) l:uiTEEiJiEﬁ "7

BEA N

R / QCM

Lz o

!

S

% SIGN / H#i DATE é‘ﬂu_,.{i , 2)

Fi FCUSTOMER

%F SIGN / B}l DATE
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AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge — SAS 04-0120F4

REQUEST FOR INFORMATION (RFI) - ABF&SUB.

RFI No.: RFI-ZPM-000702R00 Submitted by: Ling Shihua Page(s): 1
RFI Date: __2009-6-16 Contact Name: Lu Shihua Phone No. _ 021-27414950
Subject: Fabrication Issue: Root Gap of PJP between End Stiffener and Strand Stiffener
References:
Response required by: _2009-6- 17(date) = Response affects critical path activity? _ X YES NO
Description: .

During fabrication of 1AA, in the drawings of SEG1C, SEG1D, SEG2C, SEG2D, it should be tight fit between seal
plates and deck plate, but shop workers missed the requirements when fitting. That leaded to excessive fit-up

gap. For the fit-up gap >2mm, we propose to add a shim plate (A709M-345T2) tight fit to deck plates (no weld,
sealed with silicone). The shim plates will be 6mm fillet welded with the seal plates and end stiffeners. For details,

see the following fig.

lease review and respond ASAP.
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"his RFI is being submitted for:
Material Procurement

[] Contractor Convenience

] Clarification of the Contract Documents

] Engineering Review Request (ERR) for missing design information/coordination.
The Cost and Time Impact from this RFI is:

L] No cost or time impacts in the performance of our Work.

L] Cost and/or time impacts in the performance of our Work will result.

] We are unable to determine at this point whether there will be cost and/or time impacts.
Response:
Date: 06-16-2009 Respondent: Gang Jiao Phone No.:

The proposed fill plate size and welds are acceptable for the specified repair. The fillet welds on both sides
should have a 2 to 5mm holdback to avoid connecting to the deck. Please note pre-approved material should be

used for caulking the tight-fit end.

RFI Status: (sign and date)

Closed: Revision Pending:
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Welding Repair Report 0
WH & 2 E g9 KA B 5 SEG1/2 ®EHS N
Project Name SFOBB Drawing No Report No. r
GRS
04-0120F4 N S
Contract No.: 4 AR R m—— NDTHR%Z %5 "
RE %S ltems Name Report No.of NDT
. ZP06-787
Project No.:
JFEEBR A4S

Description of welding discontinuity:

TAAWAAAER AN B TR BB LK £ (P EHD AAGFRE, AGEEE S, REBRDHER.
1AAW, 1AAE box deck plate, the small cover plate didn't allow to weld, however, it has fi
nished welding and cut it.

"T‘gjilé,{l%’f_l.‘ é 7~ ,“?u@ §

Draft of welding discontinuity:
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FAERE:
Caused:
TAEHER, REUEREBEZERKESR.

Worker didn’t review drawing requirement during fabrication.

% i8] §i r A(Foreman): Zq )//\/“W B #4(Date): 05‘ Ozé" %O

AT EN
Disposition :
FKARVIBRRAUN T EER R, EERBGEEH,;
TEEROUE, £ 5 R FF

BATMTHI

EFRRHR, EES5TRES.

Ll A R

Remove the seal plates by heat cutting or gouging, note not to gouge base metal.
Remove all defects and grind the area flush to base metal.
Perform MT of this area.

A D=

Re-assemble seal plates tight fit to deck plates..

) N
T % NWV(%&\?{ s f B
Technical engineer Approved by % Date
07}}0,“70 - 2 - 32 Aé;

#R787-QCP-900
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R Ty Welding Repair Report 0
I 7 = EAE KT @l %ﬁ%%’a‘f
{\E . f Diw:‘FE N SEG1/2 Report No. B-WR5642
Project Name SFOBB rawing No.
Gl 04-0120F4 s Jp4p 2
Contract No.: L F . NDTHHR %% = A
R H %= ltems Name Report No.of NDT
Project No.: ZP06-187
Y EEGE: .

Corrective action to prevent re occurrence:
RINFHTIA, REBEKTE.
Train and educate worker to improve operation skill.

=| %*](Date):@?-‘?b%.o

SRBHYWPSEE
Repair WPS No.

s-B-1-2V33-2

ph

ER5) # 7 A(Foreman): A)/\/(ﬂﬂ "

IE&RA
technologist

ot
i

BAE (BRA) simAEE
Preheat temperature
before gouging

2

R AE Y Bt e
Description
of discontinuity

e,

RETAA R G 2

Inspection

18 BTGB E
Preheat temperature

before welding [ %% before welding 9()‘7(1/
N "-’
RABARE" Al K
Max. depth of gouging | Bv~nr Total length of gouging j/?
BRI REXT R E
welder welding type osition T_
062708 guee  Jehw a v.d
BERR BRE®HKE RERE
Current L?/O Voltage }_QZ Speed Zr‘]/{
BERRE i ’
Inspection After repairing:
%6 5 . i
\’;{rm*ﬁﬁ}t Inspector Date
resu =
2% chen X >69)73
NDTE#& /vl i A
NDT result ,/\N'\"b\gk NDT person a_lmjVﬂM M Date 0_10“)/7 1>
WIE - — '
Witness/Review:
;I
Remark :

#R787-QCP-900
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R R B 5
REPORT NO. %45 B787-MT-12079 DATEH#i 2009.07.06 PAGE OF®# 1M1 Revision No: 0
PROJECT NO. —— CONTRACTOR: GALTRANS
TERS: A P
DRAWING NO. SEG1/2 CALTRANS CONTRACT NO.: —
[2R=F OBG PLATE PANEL SPLICE MM ITERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S LM BRI EFrEms BB ERERN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #% MANUFACTURER 3% 7 MODEL NO. X% SERIAL NO. 4545
MT YOKE , PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT, -
R RS H iR
PARTICLE TYPE Dry magnet powder YOKE SPACING mp—
e il TRE RS mm
MATERIAL TO BE vV WELDING B84 Material & thickness
EXAMINED O CASTING %4 B, EE AT09M-345F2-X
g P p O FORGING #& & 38 mm
ELDIN

‘ G PROCESS A TYPE OF JOINT A

TEEH JREEHR
WELD 1.D DISCONTINUITYRS S8 ACCEPT REJECT REMARKS
pryvyiyey INDICATION TYPE T I sk e
e 3t
SEG1 ACC. BASE MATERIAL
SEG2 ACC. BASE MATERIAL
. AFTER B-WR5642
BLANK

EXAMINED BYE#

Sun gong chang

LEVEL -1l SIGN 4

G~ G

/ DA}E Eﬂ%ﬁ

4.0+

REVIEWED BY #H#;

Weud e,

LEVEL-II SIGN

I D/}TEEJ@

«7)4

FRERZ% /QCM

(

% F SIGN/ H#i DATE

F /"CUSTOMER v

[

% F SIGN/ H#i DATE

(FORM# ZPQC-MTO01)




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-000356
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0258

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  19-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following indications and discontinuities by Visual
Testing (VT) and Magnetic Particle Testing (MT) on welds previously inspected and accepted by ZPMC
Quality Control (QC) Inspectors.

1. Four linear indications (transverse) were discovered by MT on weld joint# Seg2-036 (corner assembly joint).
After removing the indications by grinding, the resulting weld was accepted by ZPMC-QC and Caltrans-QA.

2. Joint offset (misalignment) was found in weld #Seg2-021 and Seg2-019. The measured offset is
approximately 5mm.

3. SEG2C-045 - PJP weld root opening is approximately 8 mm. SEG2E-137 - PJP weld root opening exceeds
allowabl e tolerances of WPS-B-T-2333-Tc-U4b-F.

4., SEG2E-458- Crack in tack weld

5. SEG2D-157- Drawings require tight fit. The joint has been fillet welded. The weld has been removed by arc
gouging resulting in base metal damage. This area cannot be measured for compliance with the tolerances for
tight fit due to melted weld metal and base metal at the joint.

6. SEG2D- The fit-up at the end plate and deck plate exceeds the allowable 2mm tolerance. The measured gap
IS approximately 8mm.

Contractor's proposal to correct the problem:

Perform necessary repairs and NDT.

Corrective action taken:

ZPMC has performed repairs to all areasin question and submitted NDT reports verifying that the repairs were
made in conformance with Contract specifications.

Did corrective action require Engineer's approval ?

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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