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-000293
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0267

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: X38L and X38K Splice Plates

Procedural Procedural [] Description:

Reference Description: Weld Repair Without Preheat, X38L & X38K Splice Plates

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel perform base metal edge weld
repair without preheating. The repaired parts are identified as X38L and X38K Splice Plates. According to the
applicable WPS, 60 deg. minimum preheat is required for the 18mm thick plates. It appears the contractor has
repaired approximately thirty five (35) of these splice plate without the appropriate preheat.

Side and bottom panel
sphce plates X38L and X38K
Btal weld repair without

06/03/2009 13:40

Applicablereference:

AWS D1.5-2002 section 1.9 Welding Procedure Specifications (WPSs)

"All production welding shall be performed in conformance with the provisions of an approved Welding
Procedure Specification (WPS), which is based upon successful test results as recorded in a Procedure
Qualification Record (PQR) unless qualified in conformance with 1.3.1."

Approved Weld Procedure Specification:
WPS-345-FCAW-1G (1F)-Repair specifies 60 deg. minimum preheat for material equal to or less than 20mm
thick.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1400 hours, 06-03-09, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1830 hours, 06-04-09, Email
QC Inspector's Name: Shi Lin

Was QC Inspector awar e of the problem: [] Yeslvl 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 Skyler Guest, 1500.042.2360, who represents the Office
of Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-Jun-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: 05.03.06-000258
Subject: NCR No. ZPMC-0267

Reference Description:  Weld Repair Without Preheat, X38L & X38K Splice Plates

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 ZPMC welding personnel perform base metal edge weld repair without preheating.
Therepaired parts are identified as X38L and X38K Splice Plates. According to the applicable WPS, 60 deg. Celsius minimum preheat
isrequired for the 18mm thick plates. It appears that ZPMC has repaired approximately thirty five (35) of these splice plate without the
appropriate preheat.
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-0267

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

ol " 05.03.06-000258,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: 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-000277 Rev: 00
Ref: 05.03.06-000258

Subject:  NCR No. ZPMC-0267

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-000277R00;

Caltrans' comments: Status: CLO
Date: 18-Aug-2009

The proposed resolution is acceptable. The welds in question have been accepted by VT, MT and UT as shown in the attached documents.
The Department concurs that Non-Conformance ZPMC-0267 is closed.

Submitted by:  Wright, Doug Date: 18-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



G‘ELE No. B-425
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-7-29
REGARDING: NCR-000293 (ZPMC-0267)

With this letter of response, ZPMC requests closure for Caltrans NCR-000293
(ZPMC-0267). We agree the condition describe in the non-conformance report, but should make
some clarification, that repair in according with the approval WPS-345-FCAW-1G(1F)-Repair-1.
and that’s require for minimum preheat temperature is 10 degree if the base metal thickness less
than 20mm, so I think the air temperature is enough and no need the additional preheat.

By the way we provide the final visual and NDT inspection report to support the weld repair
that were performed and that repair were acceptable.

So base on the above explanation and attached documentation, ZPMC applies to
close the caltrans’s report NCR-000293 (ZPMC-0267).

Please reference attached documentation for acceptance and closure the
NCR-000293 (ZPMC-0267).

ATTACHMENT:

NCR-000293 (ZPMC-0267)
ZPMC internal NCR

The final VT/UT/MT report
The corresponding repair WPS

2009, J- 17,




Nonconformance

BT | - Report
— I T
FRE TR S
Project Name: S.E0O.B.B > | NCR Number:
R 4 5 B M i K NCR #Z5: NCR-B-179  (ZPMC-267)

[tem : 'Weld repair Without | Ttem Number: | Drawing: ;

preheat,X38L & X38K Splice | {2 B&: X38L,X38K .

Plates X38L . X38K
Biig:  REREH#H Splice plate
Location: OBG  X38L & X38K Splice Plates Date:
i H i 2009-06-10

Description of Nonconformance:

Caltrans Quality Assurance (QA) Inspector observed ZPVIC swelding personnel perform base
metal edge weld repair without preheating . The repaired parts are identified as X38L and X38K
Splice Plates. According to the applicable WPS, 60 deg. Celsius minimum preheat is required for the
18mm thick plates. It appears that ZPMC has repaired approximatcly thirty five (35) of these splice
plate without the appropriate prheat.
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

7 - 6566 Feng Bin Road Room 708, Changxing Island
.. Shanghal 201913 PR China
(bl Tel: D21-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 08-Jun-2009

375 BURMA ROAD

OAKLAND CA 95607 Cuntract No; 04-0120F4

04-5F-80-132/13.9

Dear: Mr Charles Kanapicks Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabricatior Maneger Document Nao: 05.03.06-000258
Subject: NCR No. ZPMC-0267

Reference Deseription:  Weld Repur Withou! Preheat, X381 & X38K Splice Piates

The attuched Won-Conformance Report describes an oceurrence where the contraclor did not comply with a requirernent of the contract docuient 1fs
indicated below: .
Material or Workmanship not in conformance with contract documenis.
O Quality Centrol (QC) not performed in conformance with contract documents.
d Recurring QC issue thit constitules o systematic problemn in quality control,
[J Non-Conformence Resolved.
Material Location: OBG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personne] perform base melal edge weld repair without preheating,
The repaired pents are identified as X38L and X38K Splice Plates. According 1o the applicable WPS, 60 deg. Celsius minimum preheat
is required for the | Bm thick plaves. 1t appears that ZPMC has repaired approximately thirty five (35) of these splice plate without the
appropriale preheat.
Action Required and/or Action Taken:

Please prapase a resolution for the identified non-conformance fo prevem future occurrences.

Transmicted by:  Stanley Ku S:. Bridge Engineer
dachments; ZPMC-0267

ce:  Rick Morrow, Gary Pursell, Peter Siegentheler, Brian Boal, Doug Coe, Jason Tom, Doug Wright, Ching Chao
File: 05.03.06
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@ REPORT OF MAGNETIC PARTICLE EXAMINATION
ek A=
REPORT NO. #4438 B787-MT-12511 DATEHI§ 2009.07.28 PAGE OFTIFS 11 Revision No: 0
PROJECT NO. 2P06.767 CONTRACTOR: —
TRE&S: ) H P
IDRAWING NO. X3BKIX38L CALTRANS CONTRACT NO.: ——
B 0BG CONNECTION PLATE mHITRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
b e ) ERIRE BEFge BB ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT #% MANUFACTURER #{i&7§ MODEL NO. B85 8 SERIAL NO. #E&4E
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
-0 Ak RedEsUER g HL3
PARTICLE TYPE Dry magnet powder YOKE SPACING 20~150
LD TR R AR T
MATERIAL TO BE v WELDING ##:4 Material & thickness
EXAMINED O CASTING %1t B, R AT09M-345
H R O FORGING &if 18 mm
WELDING PROCESS TYPE OF JOINT
FCAW NA
HEH 3 ik Sty
WELD LD DIEEONTRITY pr—— ACCEPT REJECT REMARKS
RS INDICATION TYPE pRIALL e Il ik
i8R %
AFTER
X38L ACC. REPAIRED
AFTER
X38K ACC. REPAIRED
BLANK
EXAMINED BY®# _——~ REVIEWED BY 8
Tan chao wei = ‘0\\/\ d’\aﬂ II/Q/{; S\.‘M,q '-’"I.Vi ( l‘a\*"i)
LEVEL-Il SIGN%#%& Y/ DATEHH dﬁ _7) Vg [LEVEL-l  SIGN ! TEE)JUJ ﬁ (qj \/&
FEIR2E / QcM / s , ! H FCUSTOMER I /
7 ’&"”‘/c e
v
%< SIGN / Bl DATE % SIGN / Bl DATE
VAR <

(FORM# ZPQC-MT01)




(ZPMC ]

REPORT OF ULTRASONIC EXAMINATION

UTH &

REPORT NO. #%%E B787-UT-7862 DATE 2009.07.27 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T#24:5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG CONNECTION PRAWING NO.: NO— CALTRANS CONTRACT NO.: 04-0120F4

B FR PLATE = M TESS

AWS D1.5-2002

REFERENCING CODE £ #l7d

" |ACCEPTANCE STANDARD #3247

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. (/7435

ZPQC-UT-01

WELDING PROCESS ##7i: JOINT TYPE #4335 CALIBRATION DUE DATE {3 2% K IE# 340
IFCAW NA Dec. 2857 2009
lEQUIPM ENT ##% MANUFACTURER &7 MODEL NO. B4 % SERIAL NO. f54i 2
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495611, 070152011,
CALIBRATION BLOCK it COUPLANT #5470 MATERIAL/THICKNESS #1 %} B 1
AWS IIW BLOCK TYPE 1I c.M.C AT09M-345 18mm
TRANSDUCER %3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
T bji]id b R+ il pji i o Rt
Changchao 70° 2.5MHz 18%x18mm
Changchao o° 2.5MHz 20mm Reference Level 3 R #AF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# M DISCONTINUITY FEeg:it g
. iii w
WELD S 2 |8 |58 1.5 = 3
Z |2 =l . ® =S|5EE 8 & LOCATION OF DISCONTINUITY & ds o
IDENTIFICATION [E 1k [ =& =% BlE3Es R AL T (mm) =E ¥
<= | mE|C& = & g |5 58 @
£ 2 z 2 9 5 E 8 E & E
maming (8 | E - i Sound | Depth from ; S =
ength From'X | From'Y o
alb]lec d P Path Surface 5iX VY a
= Mg | R : =]
X38L 0 32 ACC. | 100%
X38K 0 32 ACC. | 100%
BLANK

EXAMINED BY X
Sun yin

Qe

LEVEL -1l SIGN /

DATE

A-).v)

REVIEWED BY ##
ok

DATE

LEVEL -1l SIGN /[

FHSE / QCM /%7,,/%/%4% l !

%5 SIGN/ B DATE

A J

4

32

i FCUSTOMER

%5 SIGN / B DATE

(FORM# ZPQC-UT01)
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WELDING PROCEDURE SPECIFICATION | %348 Period of walidity

T8#% wo.
WPS-348-FCAW-10(1F)-Repair- |
(i FOM BRI 18

FCM 2007.1=2010.1
| NON-FCM :2007, 1~2012.1

BUREERREFE GRS (Mimimum prehsst and imterpass femper
110 [rx

| BHREES 19 %) 38 Welding Curyent o B BEm
| Pass Mo, Eloctode  Stac | 42 o’ gy Travél  Speed

——

T YT e porm— ASTM A T00M G 5ants
REhe (Welding process) _ 255484 COp & Bifedisme AW)

FLEVHM (Maniel or machise or semfeuto) : EZHSemt-auto)
B «Position of welding) FiR(1G. 1F) '
YhsBEoh et ( Filler metal speoification ) AWS A5.30
NHEMBSE (Filier meta classification) BIIR1
HAERIES (Fiiler metal brand ) Superored TIH £ .4y
B Fu) A

BFE (Shiedinggas)  Lo0wo0D
PARMEL BRI (Single o nudtiple pass)  Z oM
BSMEZ I (Single or mutiple arc)
BRAN (Welding curent) 2 e

W (Pabrity)  FibEry

| BEMBBE (Blectiode extersion)  2mm
| B#HM (Welding progression)  N/A

AR (Root treatment) _ /4

10°C [P=<30an] 20°C. [Powi<T<c40mn) 657 [40nm<cTihDmm) 110 [B0am<T]
BRSNS E (Preheat.and interpass teriperarire Max) 230°C

| 4R B (Postheat remperature) A

RN CREEM) Gleatinpry)  SMMEn) 0.65Kmp
: . EEITZE

: , (Walding provedurey

a:m#a before welding.)

f 8L APPROVED
O APPROVED AS N
O NOT APPROVED

Pursuant to Section sf 1.02
Mﬂ? .Stand_ard Specifigations
~ State of Californiz
DEPARTMENT OF TRANSPD RTATION

ture Represe

[Date 3\ Avaz iy

v

|

IR A (Max) 102K jdnm

B

(mm) Adup(y) Yolts |  (mmfmin)

18 3kt

Ioimt  Pénil

i-n 14 245 4~30D° 27.2~31.3 468~565.9

EERRNET. R EE Whs T ]
Refer to WPS paremeiars. igble in deiermine eperating parameter 1o stay within te
heat input mit.

| Rl Sitsee armched)

WLENURIETT. B8, FART ek, BEE SO E
L &P R 1274 8 poR wo.) BReammsaspa0ss

* KPS D AASHTOAWS D152000, Aanipasy,

LThis WPS Is comformable with the curront edition of AASHEGIAWS D13 2002, used f

(This progedurs iy véry dus to fabiinstinn sequencs, fif-up, Ppass size, ete., within the limtati

or BRIDGE structure,)

R7B7-QCP- 1601
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REsirmRs g WPS-343-FCAW- 1G(1F}Repafre1
SELECTED LIST OF WELDING. | S FOM B8 1%
PARAMETER ‘

|Far e, Hpavas 1R 5.03 W iHS
PQR Ne. | ForWPE gualieu o 6.13 o
T o | EEmE | sema '
o | v | Toe5ie || |
N Ml e T
'%J{E 272.7 | 283 Bi4.4 | oeg |
: AV&PHQE l = —i ‘.: e - - :
Rangg: :

aq0:t | 3.3 | 585D 1.02

ﬁfa\ﬁ. -;2'45'-;# 27,2 488.0 | B85 '
Mimmym | """ | 77 | ; .
N T BWEARE Whe REaR
, WPS Paranigters Tahfe _
aE | s =i Amps.__ e
Voits 2454 | esed | ey ; 266.4 300.0
72 4630 | BB5.8 | 4680 | &mme 4630 | 8665 | 453.0 SEED | 4TB4 566.0
B2 | 4530 5688 | 460 | beod 4680 | B865 | 47a.8 | bpso | 4db4 | 505
26 | 463.0 | 8655 | 4530 | 5a6.s %30 | 6669 | 4708 | 5360 | 5024 | dgs.s
_"‘3@‘,3 4ﬁ30 565.9 483.0. B6E.9 4845 | 56B.9 | 5082 | Fe5o 5._@2.4 __5659
813 463.0 8658 | 4754 565.0 | 6064 | 585.9 Se6.4 ,_3‘_&&9; 5604 | 5E5D5
' ﬁé@ﬁﬁ Trave) Spged in fmimin

':&Jﬁmﬁi WGH T2.9A W 28.6V, ERAE, W BB A 4635685 Smnv/siin.
EX.: 21274 X 28.6Y X Travel speed Range A63~565.0itm/min,

K. APPROVED ]
O 2PPROVED AS NOTED
-0 HOT APPROVED

Pursuant to Section 5-1.02
of the Standard Specifications
State of California
DEPAHTMEN TOF TRANSPORTATION

Signed. ]
Structive Representative

,A?.a’re | A‘tﬂﬂ,m e
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BT B HE
WELDING PROCEDLRE SPEBIFIGATION

3R JOINT DETAIL
B Refenence wznsazas.Fc;Aw-u;(-m.@apﬂw_ 1 Team

£t g2 st Re18mm
S‘hape cavatiena io 1Umm radius mifn.

T Eﬁﬁz/ﬁﬁ%ﬁﬁﬁ ‘2"1 (45" ) - " 15
Tapst enﬁs of &ll exsavetions - 2:1 (45 ) main. ; , /

G

‘uﬂﬁﬁﬁﬁﬁﬁﬁvWS%ﬂﬁﬁﬁﬁﬁﬁ* < R S R B, W SR R B AR,
Preheal gnid ititernass tempreratitfes shell be ihe same ae the produgtion WES | {igher prehent mpm{mﬁ miy b
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SR f- Fun s
ﬁ%&%’i&#}ﬂﬁi’ﬁ"& AWED1 52002 3.3, 3 7@%%%‘%& TEES
Al repairs are @ be made i ascordance with thie prsistons of AWS D) 5-2009. Bertion 3.2 3.9 - — Repiiy Welding:
the Sthndard Spenifioations and the Epieial Provigions fbr Contaet,
RERRREE wmm¢ﬂgmztﬁﬁ$%@#agcAﬁ&Eﬁ%ﬁﬁzwwmm.
Repairs shall be prepaned and weided {5 eanforniance w the procedures eontrined tn approved Weldng Quality
Control Plan Quakty Coitrsl it to bi natified prier fo beginning any repéir.

RS R T T SR RO SRR L
BB B %&Wmﬂﬁﬂ%ﬁ@+ﬁﬁm3§n‘&% _
Retiiove weld tietal and any: par_nans. ofthe base et RECESSELY 10 pemovE the s_Iismminuity._ The armount of

e DS R
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Gmﬁks i‘n th weld of the base nostal shall };: sxcgyamé nminimum -efz" ito spund roetal beyend each:end Adfevent

( R RS 35 B Do UL AR, |
' The ﬂej:th uf the reppir gauge ﬂfmuw bé limited to 29T and gaugaﬁ from the o

'ﬁmﬁﬁzmﬁaﬁﬁa“ﬁﬁxgaﬁmwmﬁmﬁma@ﬁ #ﬁ&ﬂ%@@J"”%
Before weid:'ng et pmtiauxiy deposited weld inetal] 41l slag ghall kb resmove

mttal shitl e Blosbes by bins it a-gersumbfgmms. , .
Grid gt ) btight mital sind perf: ' ; . "; 0 mthasmrmfwr.ld ng
| EO R SRR, O TG AT '

T TEY TG BB A
Eﬁ’bﬂ% mﬁmm AWE DILS560% 58 b.2g ﬁ*ﬁ%&ﬁh ﬁ& _

] TR o) centintity, additional weld mpta) shall he osited, Hasé migtal shall be testered io the
’- - % ARH ipieh id Erbind SmetT- yMsﬂiwbafmhwﬂmﬁm cifisd ppofile; Al welding 5 subjent tothe -
i D AR TR it :! ‘,:_' if:.??“@‘ﬁ?am - N
: sl be s&!‘ﬂcm to th spe‘éiﬁﬂd ‘WDE tebting requlvad, . 7
o | qcﬁmﬁbﬁﬂﬁ‘ﬁh _ e O R
Pursy ﬁmon5~1 02 ¥ /7\’ el i
Of the vl afrd Specmcabons ‘
te o Cahfomfa
DEPARTME THANSPDHTATION

igned JM\
Structy Hepre_sentaﬁve

Lz om




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-000376
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  02-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0267

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:  03-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel perform base metal edge weld
repair without preheating. The repaired parts are identified as X38L and X38K Splice Plates. According to the
applicable WPS, 60 deg. minimum prehest is required for the 18mm thick plates. It appears the contractor has
repaired approximately thirty five (35) of these splice plate without the appropriate preheat.

Contractor's proposal to correct the problem:

Preheat for non-critical weld repair on material less than 20mm thick is specifed as 10 degrees C in
WPS-345-SMAW-1G(1F)-Repair.

Corrective action taken:

Contractor submitted copy of WPS verifying required preheat along with NDT reports verifying the repairs are
in conformance.

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: 1347 246 3441, 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
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