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-000302
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0276

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other []  Component: OBG Segment 4AE

Procedural [ Procedural [1 Description:

Reference Description: Unapproved Heat Straightening, Segment 4AE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed deflection and distortion in the longitudinal diaphragms
(LD)s located at the 4AE/ABE segment splice (between PP25 and PP26). Heat straightening was being
performed on LD008-001 (Segment 4AE) for the second time without an approved heat straightening report
and without the Engineer’s approval .

4AE to 4BE Longitudinal Diaphragm
Heat Straightening between

$P:u'n'_-l Point 25 and 26

2009:06:11 09:39:31
Heat Straightening

2009:06:11 09:39:19
Heat Straightening

Applicablereference:
AWS D1.5 2002 Section 3.7.3: “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of alimited amount of localized heat as approved by the Engineer.”

Special Provisions 8-3-01 Welding Quality Control: “ The Engineer shall be notified immediately when weld
distortion occurs that cannot be corrected using the standard procedures for heat straightening submitted in the
WQCP. Request to heat straighten shall bein writing and include.

1) Sketches of each distortion member showing the dimensions, length of weld, out of tolerance values, and
locations where heat will be applied.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

2) Estimate of the number of applications of heat to bring the material back into conformance.

3) Explanation of how distortion control procedures will be modified and improved.

4) The contractor shall allow the Engineer five (5) days to review these procedures.

5) No remedia work shall begin until the repair procedures are approved in writing by the Engineer.”

Who discovered the problem:  S. Manjunath Math

Name of individual from Contractor notified: Weiping Yang
Time and method of notification: 9:40, 06-11-09, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 10:30, 06-11-09, Verbal

QC Inspector's Name: Wang Lu

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, (86) 1500.042.2360, 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: 14-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: 05.03.06-000265
Subject: NCR No. ZPMC-0276

Reference Description:  Unapproved Hesat Straightening, Segment 4AE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
Caltrans Quality Assurance (QA) Inspector observed deflection and distortion in the longitudinal diaphragms (LD)s located at the
4AE/ABE segment splice (between PP25 and PP26). Heat straightening was being performed on LD008-001 (Segment 4AE) for the
second time without an approved heat straightening report and without the Engineer’s approval.

See NCR Report No. ZPMC-276 for details.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0276

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

ol " 05.03.06-000265,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  27-Jul-2004

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

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

Resident Engineer Docunent Ho.: ABF-HPRAO00269 Rev: DO
Ref: 05.03 05-000265

Subject  NCR Mo, ZPMCOZ7E

Contractor's Proposed Resolution:

Reference Resolution: IPMC hazresponded to thiz NCR and has attached documents az evidence of completion. ZPMC requeds
closure ofthis MCR.

PMC has regponded tothis NCR and has attached documenrts as esidence of campletion. ZPMC requests dosure ofthizs NCR.

Subrritted by
Atachment(s): AEF MNPR-000269RO0;

Caltrans’ comments: Status: REJ
Date: 10-&0g-2000

The attached documentation does not address the izzue in the relerenced Mon<Zonfornance ZPMC 0276, which wasz izsued for unapproved
heat straightening on longitudinal daphragm plates at the 42E-4BE segment splice.

For NCR ZPMC 0276, please provide documentation of the heat straightening that weas performed and that the affected welds are acoeptable.
The Depatment wil reviewthe Contractor's proposal to dose Mon-Conformance ZPMC-0276 a thet time.

Submitted by 'Wirioht, Doug Date:  10-Aug-2009
Attachment(s):

Fape lafi



TL-003610

(ZPMC ] TRANSMITTAL LETTER -

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE &

DATE: 07/22/2009
TO: ROSE MARY/ ABFIV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: CT NCR FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-412FOR CLOSURE.

(2) COPY OF CT NCR-000302(ZPMC-0276)

(3) COPY OF THE ZPMC INTERNAL NCR

(4) COPY OF THE HEAT STRAIGHTENING RECORD

(5) COPY OF THE HEAT STRAIGHTENING PROCESS CHECKING RECORD
(6) COPY OF THE FINAL VT/MT REPORT

(7) COPY OF THE MISALIGN SURVEY RECORD

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
16 o
R
%2’39% RECEIVED 17 2009
PLAN HOLDER (/ DATE
COMPANY PHONE NO.

PLAN NUMBER: N/A
#R787-QCP-102
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Critical Welding Repair Report (CWR) 1
L HRER S E AN w0 | mme } |
' Project Name: SFOBB Drawing No.: |  ReportNo.: B-CWR603 |
i A FELEL ! : l f “
| = Rl i ! ol |
04-0120F4 _ |
Contract No.: AT ' ?Eié'i?é%%?ﬂ'lzsh-ml NDT $4pe
. . B787-MT-11970
MEES Item Name: | oBG SIDE PLATE | NDT Report No.:
Project No.: ~ZRUG-T8E

' Description of Welding Discontinuity:

“ (% SP3007-001-013FF M, I mBE. 1. L=10mm.

il

| Welder ID No. (2 T 4% 5):054459 I Position:({ f): 2F

! One transverse crack was found by use of MT on weld(SP3007-001-013).

fi

' TC\n we

filk i (Inspector) @ Tan aowei Hif (Date) : 2009-07-01

| R AR

i
i Draft of Welding Discontinuity:

AR

[N/

e W W

~SP3007-001-014

—SP3007-001-013
—P3007-001-016

—5P3007-001-015
—SP3007-001-018

_SP3007-001-017
—5P3007-001-020

—SP3007-001-019
—~SP3007-001-022

LSP3007-001-021
-SP3007-001-024

-SP3007-001-023




1.

FrEREA:

Cause:

JSEIFARY, AR EAT TE A A 22 B sl X A R TR

1. Moisture wasn't completely removed during drying operation (preheating) or i

the area wasn’'t preheated sufficiently.

1.
2.
3.

| BEER
Disposition : -

. Perform relevant NDT inspection (UT and MT must be performed for SRM members in accor

T % o B fo Z A4
Technical Engineer: Mi u "rgflfpproved By: hﬂ/ Lrotin bt Date: 17_ U7. 22

/(ll - % ]
EEHFA (Foreman): L /’W-][—ry EIji (Date): TRy
/ 7

X UGE R, QCHILeader CWISITLIZ TR, Fbedh 1748 SRS T 47 LR 32 I Ah T 7 W4T
BRI FE, QCHiLeader CWIRGZ T HEHECWREI S EN{E, "
FURSSE AT BRI T 2 B 20, 0 ST 5O T 86 05 KR S TR A To5mm, D2 S5 1 R e 7
T F—E e I, - {
” |

FEMT RN T 26 2 B A DS L A8 #4577 1l _E AN T-25mmii i P ) e s

B[R B S AU R 8 T BT B, BB IE I BT 7 O S0 R (RO, Sk |
EEIE MR A F—3B 5 52 AT BT M e s 5 :

J5 HE AT IR IR RS T 2 R(WPS)HfE £ 0R 881 T =

BT, VTRIMTHI G B (SRR 11 BRI IBRIG (2, I SEEZIL0N FERE LR RAMT, 25 |
WATRAUER IR . SRR ERILEZL 05 5FCWR,

AL AR SRR 1S 1 S R WPS )i 1 SR 5 3 ;

A 15 NP BT 5 L5 P A AU T N o
| I 15 R SRS AT 10 12 R PNDT R, $Eebi e TR 55 B R 1 AR 07 A7 R AL

S G RBEE HVR, HAWS D15TE 113.2.2, 319 Bk LT UTRIMTAR 1 . R IS0 A £
B R RRARSE, IR A 10-1.59 “ 44y i “RMIRIRYE " RS THEIND TR
.

QC and a Lead CWI shall be present, direct and supervise all grinding and welding operation
s during this repair to ensure the repair is per the disposition requirements.

QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.

Remove cracks only by use of grinding, If gap>&mm is found while grinding, seek approval f
rom engineer before next operation.

Remove paint=25mm in all direction of HAZ prior to MT.

Perform har'dnegss testing at repair area and base metal laying abroad cracks, provide verbal
and written notification to Engineer prior to performing hardness testing, and submit the testin
g result fo Caltrans for review prior fo repairing after testing.

Prepare excavation in accordance with an approved repair WPS prior to welding.

Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall b
e performed on the base metal laying abroad cracks to ensure that no cracks were propagate
Id to the base metal. Separate CWR approval is needed if cracks are found in the base meta

Preheat and weld according to the approved repair WPS.
Grind the repaired area flush with base metal or the adjacent V\_Jeld.

dance with Section 3.2.2.3 of AWS D1.5 after repair) to all repaired welds as well as the wel
ds which are in the opposite position of the repaired welds according to shop drawing and ad
ditional NDT requirement stated in special provision 10-1.59 “inspection testing”" note 3 after re
pair.

v Chady

#R787-QCP-000



AEEERBRSE

FA

Critical Welding Repair Report (CWR) 1
% s perec s o p ——ry
AR S [E AT I PR ape | PEES -‘
| Project Name: SFOBB Drawing No.: Report No.: B-CWRE03 -
i |
| aAE |
' 04-0120F4
CemNaES feg mip&p | REZAKRI2Bh-ET NDT REES ‘[
- ltem Name: OBG SIDE PLATE | NDT Report No.: B787-MT-11870
B ~ ZP06-787
Project No.: )
8 E gk

==

Corrective Action to Prevent Re-occurrence:

1E457T, QCHITAA sLegFRN, A4 3,

1. QC shall verify sufficient preheat has been applied, to remove moisture, prior to welding.

Z R A (Foreman):

L Hofen

WPS-SMAW-345-1G

J

Al (Date):  of 0] B

i (1F)-Repair | ; i
| WPS-FCAW-345-1G( b el "f,g/f—% :
| B PSS B 1F)-Repai-1 IER i |
,! Repair WPS No.: WPS-SMAW-345-2G | Technologist: I/ i
! | (2F)-Repair Jj 37 {
WPS-FCAW-345-2G §

i (2F)-Repair

lﬂ{% (TR A A7 3 & iR A & & i g B

Preheat Temperature Description

Before Gouging: of Discontinuity:

JRHD &b A T T R B

Inspection Preheat Temperature

Before Welding: Before Welding:

I5 A A ¥R BE B &K

Max. Depth of Gouge: Total Length of Gouge:

JE 5l
BT e "% R
Welder: g Position:
Type:

BEa REWE REBEEE

Current: Voltage: Speed:

BEERE

Inspection After Repair:

ShAL K E KB R = 1

VT Result: Inspector: Date:

NDTH #4057 H M

NDT Result: NDT Person: Date:

JAE :

Witness/Review:

&I

Remark :

#R787-QCP-900
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REPORT OF MAGNETTC PARTTC*L‘E EXAMINATION
o el RgE '

PAGE OFR® 11

REPORT NO. fildsine B787-MT-11870

DATER 3 2009,07.01 Revision No: ¢

PROJECT NO, CONTRACTOR:
TEsG, ZPDB-787 M . CALTRA'E
DRAWING NO. SP3007C CALTRANS CONTRACT NO.. Hilizopn

mE. OBG SIDE PLATE 12Bh.E7 mMIEge

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO, CALIBRATION DUE DATE
IR ERIm0 Hiypge e mET LI

AWS D1,5-2002 - AWS D1,5-2002 ZPQAC-MT-01 Dec. 287,200
EQUIPMENT 2% MANUFACTURER %7 m MODEL NO, g SERIAL NO. Z&Eip e
MAGNETIZING METHOD Continuous magnetic yolke  [CURRENT i

b M ey e )

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~ 158mrm

gkl TR Bidlm B

MATERIAL TO BE VWELDING #yify Materlal & thickness

AT09M-345T2.
EXAMINED O CASTING &4

B3 O FORGING 4015

T, e

SM18mm

WELDING PROCESS TYPE OF JOINT
FCcaw T- JOINT
Vi ak i
DISCUNTWUJTY?F:“-_EM:E
WELD 1.D. LENGTHINmm] ACCEPT REJECT REMARKS
Higgpn INDIGATION TYPE i =4 EEd i
SP3007-001-013 1 CRACK 10 REJ. 10%MT
SP3007-001-014 ACC. 10%MT
SP3007-001-015 ACC, 10%MT
SP3007-001-015 ' ACC. 10%MT
SP3007-001-017 ACC. 10%MT
SP3007-001-018 ACC. 10%MT
SP3007-001-019 ' ACC. 10%MT
SP3007-001-020 ACC. 10%MT
SP3007-001-021 . ACcC. 10%MT
SP3007-001-022 ACC, 10%MT
SP3007-001-023 ACC. 10%MT
SP3007-001-024 ACC, 10%MT
AFTER HSR1(B)-6951 _
BLANK
EXAMINED BYEZ : REVIEWED BY mig
Tan Chaowej j n an (& 4"’“

LEVEL-Ul siGN#% DATEESN <7 - [ . o J LEVELY  siGN ! _DaTERY \fiq ), of

HitE® 7 acm ] ' R CUSTOMER

\@@\W —

EF SIGN / Hifi pATE 2/ T SIGN { HYjj DATE

f

(FORM# ZPQC-MTo1)




STATE OF CALIFORNIA—BLISINESS, TRANSPORTATION AND HOUSING AGENCY Amald Schwarzeneqper. Governar
DEPARTMENT OF TRANSPORTATION ;5 s s

CHINAFABRICATION TEAM S
656 Feng BinRoad %
Crengenglsnd, Shanghai, PRC

REVIEW OF CONTRACTOR’S SUBMITTAL i
To: Thomas Nilsson. American Bridpe/Fluor. a Joint Venture
Gary Purse!]l Resident Engineer

Trom: Eric Tsang. Structural Materials Representative Contract No.: 04-0120F4
Date/Time Submittal Received: July-6-2009/ 10:49 ) ?é]ﬁ?r fnt;:]g;lrd Time

Contractor's Transmitial #:AFC-CAL-TRN-003279 Rev. #0

Review Date: July-8-2009

substantially complies with contract requirements and is approved

[ ] substantially complies with contract requirements and is approved as noted.

Lacks sufficient information and/or contains unacceptable items that must be corrected or prior
to resubmital

Verbal Notification No [ ] Yes Date: Time:

Name of individual from Contractor Notified:

This submittal isa: [ ] Welding Report X Critical Weld Repair

] Request for Information | [ _| Heat Straightening Request

| | Fabrication Procedures | [ | Other:

Submitting Contractor: American Bridge — Fluor, a Joint Venture

ITEMS REVIEWED | COMPLIES COMMENTS

l 1. I B-CWRG03 Rev.0 Clyes | BN SP3007 Transverse crack

Remarks:

-Hardness testing is required at the transverse crack location prior to excavation and repair. The
readings of the hardness testing shall be done along the weld and the adjacent base metal (the flange
and the U-rib diaphragm).

-Provide written and verbal notification to the engineer prior to the hardness testing for engineer to
witness the testing.

-The result of the hardness testing shall be submitted to Caltrans for review prior to repairing.
-Separste CWR approval is needed if cracks are found in the base metal heat affected zone.

-If excessive root gap (Smm or more) is found during grinding of the repair area, the contractor shall
seek the engineer’s approval prior performing further repair. Contractor shall also provide the
locations of these findings in submitting a written document and marking the actual data on the steel
surface.

-In disposition #2, gouging shall NOT be used for this repair.

Reviewer: Eric Tsang &7 Date: July-8-2009

{
[Eé}mﬂmclicm Concumance:%&_ Initinl 7 [&JZ o1 Date

Received by (ABFIV): ‘!?9 ShO- A Dale; Fj / S«/ 'ﬂ‘jrime: {-2 ¥R
ad

1 T

TC-20, Revicw of Contractor’s Subsmittal (03/09/09) Page 1 of 1
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%@k%ﬁ@fﬁm Rev. No.:
Critical Welding Repair Report (CWR) 0
S H AT 2 Bl AT HES BHEHRE :
; SPa0n7C B-CWR6E03
Project Name: SFOBB Drawing No.: Report No.:
&g =
04-0120F4 -
Cuiitract Nes BB FATRMABIE12B0-ET]  NDT #i54se
SiEse 3 ltem Name: | 0BG SIDE PLATE | NPT Report No.: BFRE-MT-RiH
Project No.; ZP06-787
BRI HIA .
Description of Welding Discontinuity:
FEXTSP3007-001-01 33N, EZI14HILE. 1. L=10mm.
Welder ID No, (# I 459 ):054459 Position:(fif #£): 2F
One transverse crack was found by use of MT on weld(SP3007-001-013).
'Ian cﬂl&ﬂ l-l"‘a-/['
WER (Inspector) : Tan Chaowel 8 (Date) : 2009-07-01

Draft of Welding Discontinuity:

/‘SPB{)O?-OOI-OIQ

1. 350 |

“NsP3007-001-013
LSP3007-001-016

-5P3007-001-015
~5P3007-001-018

AN

ciure Rgpresamcivo

“\L8P3007-001-017
_SP300T-001-020
~Lspaoor-001-019
_~T'SP3007-001-022
L APPROVED
O A CORRECTION L SP3007-001-021
ﬁ%mgm 6102 | sP3007-001-024
of the Standard Sp=-7=EE
DEPARTMENT OF TRANBFURTATIGH Nl spa007-001-023
Division O
Congiruction
cs of
/?ﬁ L r’.z_f}’ 2




PR
Cause:
10 MR, ARGR BT A A F R F X A R TR B

1. Moisture wasn'l completely removed during drying operalion (preheating) or
lhe area wasn't preheated sufficiently. s

Ziilﬁ]ﬁliz’bk (Foreman): Z’.r ‘Z‘ijj/ Bl (Date): d7. a?_ a L

(o
;gﬁ‘f P O AFPROVED
e ﬁﬁ~ﬂ e E;/APPRDVEDASNDWED
- ot RETURNED FOR CORREGTION
N ”"ﬁwj‘:- ,,_,j Pursuant tn Ractinn &1 02
T _PesaH o T of the Standzrd 8pacificetio
Disposition : ~ Cane 7 EPAHTMENTOFWANBPUHTAHUN
TR TN R BT M 1R s 322 U A PR IR S T Divislon of Enginssring 8zmvices
FIKBAEIT, QCHiLeader CWIHIBLIGIGSHTRE, JF4F1 LS 945 el Structure Constructon
F R MR, QCHiLeader CWIRLZTTHLHECWRE I /8 /s
QCHilLeader CWHEFBEIE, 1L FRILIR {12 04 4 8L T 0.1l { T {Stnitture Representative "ﬁ%ﬁﬁ

FH TR 77 54 LI,
A — A EFIRTEESL IR, TS AT WPS,

L

1

2

3
4.

5. (EEERMMTROR & = Btk
6.

7

8

RIEHT, VTHIMT RIS 5 5 05 8 77 R, RN SO0 R RS0 1 L BEMMT, Al Ik 55 79 S 4 5 ;

(3R |
9. HREEHALIE AR (3R L E M T B R,
10, A5 5T B L1894 sl AR 41 R EE T 4
T, VTR, $E0ER310-1.505 Y %ﬁﬁﬁ‘]@iﬂ‘@ﬂ?ﬂl‘ﬁ*ﬂ@m;
12, BAESFRETE AR HEIT 100 % OMTHY M, SLFTEIEN R T, LT AT R4S Al 458
G a'\ajrj rhetf soq—

illet weld;
2. QC and a Lead CWI shall be present and direct all go}iﬁiq‘g, grinding and welding operations
during this repair. E
QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair,
QC and a Lead CWI shall direct the repair to ensure the repair is per the disposition require
ments.
Paint shall be removed In the area requiring MT;
Remove the crack by means of grinding.
Prepare excavation according to the approved repair WPS.
Before this repair, Verify with VT and MT repair areas are crack free, and also MT shall be

perform on the base metal nearby transverse cracks to ensure that no cracks we

1. The Engineer shall be notified and present during this rapay{cate repairprocedure, “4

e

@~y

re propagated in to the base metal;

9. Preheat and weld according to the approved repair WPS.

10. Grind the repaired area flush with base metal or the adjacent weld.

11. Perform VT after repair and additional% NDT requirement stated in special provisi
on 10-1.58 *“inspection testing” note 3;

12. 100%MT all these welds after the weld repair, including the opposite side of the r
epaired weld that didn't require repair previously, }

I % HTEL: { Bk
. Technical Engineer: Mia %‘?f Approved By: % ,MW Date: a7_,, 7 L a 5
| /ﬁr/ &&ﬁm }J'IVI :

¢

#R787-QCP-300




st

ZBMCE

*BELEBRE ok

Critical Welding Repair Report (CWR) 0
B &R LR A A 5 MiEs
j 5P3007C B-CWR6D3
Project Name: SFOBRE Drawing No.: Report No.: G
A%
04-0120F4

Contract No.: | gﬂ etz RIEREUER12B0-E7  NDT f@ese

F—— ey Feara: OBG SIDE PLATE | NDT ReporiNo.; | B787-MT-11870

e ;
Project No.: ZPUB-787
8 E Ak

Corrective Action to Prevent Re-occurrence:

1EASGT, QUAMTAFH RaGTRIR, - el AR, S dp i

1. QC shall verify sufficient preheat has been applied, to remove moisiure, prior lo welding.

E@HHEA (Foreman): GTM jw\ F (Date): ¥ Jt .=
WPS-SMAW-345-26G _ '
LZHATPsE B {2F)-Repair IZER Aldiu H-MM
Repair WPS No.: WPS3-FCAW-345-2G | Technologist:
(2F)-Repair-1 i ik 1
EBE (RO G miiE g I 45 1Y R B4
Preheat Temperature Description
Before Gougling: of Discontinuity:
BT A B ¥ H00 1 R A
Inspection Preheat Temperature
Before Welding: Before Welding:
I8 R W O ¥ BE Wal s
Max. Depth of Gouge: Total Length of Gouge:
BT rivia BE 4w
Welder: . 8 Position:
Type:
B BEmE o 3
Current: Valtage: Speed:
B EFHE
Inspection After Repair:
Sh I A BER B ]
VT Resuli: Inspector: Date:
NDTH # #ER H
NDT Result: NDT Person: 5 ﬂé%
T I} PROVED AS NOTED -
) . RETURNED FOR CORRECTIL,
Witness/Review: Pursuent to Section 5-1.02
Py of the Standard Bpeclvang
Remark : State of California
DEPABTMENT OF TRANSBORTATION
Divislan of Enginessing Beivicea

#R787-QCP-900

Ofiics of Structure Constrsiio
]E_%ctuéﬁaprasgsn‘taﬁva %023%




REPORT OF MAGNETTC PARTICIE EXAMINATTON
B R R

PAGE OFFF 1/1

REPORT NO. R i B787-MT-1107¢ DATER W 2009.07.01

Revision Np: 4]

FROJECT NO, CONTRACTOR: B
IE%'E: ZP06-787 }ﬁ s CALTRA.E‘S
DRAWING ND. SP3007C CALTRANS CONTRACT NG -
04-0120F4
M-S OBG SIDE PLATE 128h.E7 ImMTEge
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE ND, CALIBRATION DUE DaTE
AT D E2iTm Brige s E s
AWS D1.5.2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2pqy
EQUIPMENT %2 SERIAL NO, &k o
MT YOKE

5395 5617 5620

MAGNETIZING METHOD Continuous magnetje yoks  [CURRENT ki

Rifh RIS et gL

PARTICLE TYPE Dry magnet powdar YOKE SPACING ———
(i3 L FERB R

MATERIAL T0 BE YWELDING bk I Materfal & thickness

AT09M-345T2.x
EXAMINED I CASTING & '

B U FORGING {Rif
WELDING PROCESS

4, 2

918mm

TYPE DF JOINT

FcAw - T- JOINT
et A
DISCDNTINUIT'Y;FE%EKE .
WELD 1.D. e (ENGTH Nmm ACCEPT REJECT REMARKS
HiEne INDICATION TYPE BT =R 3¢ ik
SP3007-001-013 1 CRACK 10 REJ. 10%MT

SP3007—UQT—-U18 -m- 10%MT
SF’BDUT—UU'I-D'I? -m- 10%MT

SP3007-001-021

SP3007-001-p23

AFTER HSR1(B)-6551 _
BLANK

EXAMINED BYZEH REVIEWED BY 515
j g} an & 40’"‘
LEVEL-Il sioN#&£ DATERYT < - [ .o / LEVELl  sigN ! _DATERY); v?,f), s/
RitZ®W /7 qcm T i PCUSTOMER
—
EF SIGN/ Hilj pATE ik if E¥ SIGN / {1l pATE
!

(FORM## ZPQC-MTO1)




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  17-Aug-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 Engineer Docunent Ho.: ABF-HPRAO00269 Rev: 01
Ref: 05.03 05-000265

Subject  NCR Mo, ZPMCOZ7E

Contractor's Proposed Resolution:
Reference Resolution: IPMC haz attached the corect data az requested and nowe requests closure ofthiz NCR.
ZPMC has attached the correct data as requested and nowvy request s closure of this NCR.

Subrritted by
Mtachment(sy: AEF NPR-O00269R01;

Caltrans" comments: Status: RE.J
Dates 15-2ug-2004

The proposed resolution is not acceptable. The attached documentation indudes MT reports for som e, but not all, of the affected welds.

Pleass zubmit acceptable MT reports for welds SEGOZ0C 001 and SEGO20C007. The Departmert will resieswthe Contradar's propozal to
dose Mon-Conformance ZPMC-0276 at that time.

Submitted by \Wright, Dowg Date:  15-Aug-2004
Attachment(s):

s

Fape lafi



@ No. B-412
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-22
REGARDING: NCR-000302 (ZPMC-0276)

With this letter of response, ZPMC requests closure for Caltrans NCR-000302
(ZPMC-0276). It's same location with the NCR(ZPMC-0277), so we considered the heat
straightening was performed and the result have been agreed by three parties, the corresponding
data can be found in the aitached survey record. In addition we have conducted the NDT to
verify the good quality of the influencing welds. Right now also provide the VT/MT report to
assure the acceptable condition.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-000362 (ZPMC-0276).
Please reference attached documentation for acceptance and closure the
NCR-000302 (ZPMC-0276).

ATTACHMENT:

NCR-000302 (ZPMC-0276)

ZPMC internal NCR

The heat straightening recerd

The heat straightening process checking record
The final VT/MT report

The misalign survey record.

%ﬂszmﬁ b
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’ Nonconiformance Report

PRETRE
Project Name: S.F.C.B.B NCR Number:
i B &R 5% B HE S Hf NCR 45 NCR-B-201

(NCR-000302>

Item: Unapproved Heat Straightening | Item Number: Drawing: -
TR REMAERR K f£2: N/A EE: 4AE
Location: OBG Trial Assembly Yard | Date:
frB: OBG B4 =L 2009-06-30
Descriptien of Nonconformance:
ARF& TR

Caltrans Inspector observed deflection and distortion in the longitudinal diaphragms located at the
4AL/4BE segment splice (between PP25 and PP26). Heat straightening was being performed on LD008-001
(4AE) for the second time without an approved heat straightening report and without the Engineer’s
approval.

IMER AR 4AEMBE (PP25-PP26) RINIAHIFFZERMY X . LD003-001 (4AE) FEEHITE
“WREIEEK, EERFR R ERRHE RN TR,

SE4E: AWSDLS 4 3.7.3 “EEETRAHE, UWHRFENRKTESRE, REEms TR
HE, Eﬁﬁﬂi&?ﬁ?ﬂﬁ—%ﬁﬁﬁﬁ%%ﬁ%)ﬁ?ﬁ,”

Work By: Prepared by: 4(,./ Reviewed by QCE:
b /29 /o] }ﬁﬁxﬁjﬂiﬁwﬁ Z/MWQM

BT Nata lin g

[0 DrawingError [0  Material Defeet [0  Fabrication Error Other 09 4o
B4R LRI HEER HAuRAE
Disposition: [] Useasis O Repair O Reject
AR A B FicLs
Recommendation:
B
Prepared by: Approved by QCA:
& JREBEANE

Reason for Nonconformance:

FEERE: ) ¢ Ay bk Ky ME/FBE i i #I T ass.

=y

; 13 Y o Hesh Strighte AAE| 4BF (g (ol mal W‘f““j”‘
_— L ot withaed”hest .S'tmlj repirt..
HAu: visi eV oml
33 ﬁ-%k éﬁ%ﬁ Approvéd by HtH: MG"” JUN o g,
Technical Justification for Use-As-Is/Repair: [0 Attachment ¥ Non-attachment

@Eﬁiﬁ?ﬂ?x?ﬁ ik %j&ﬂh;%%’?%b‘dﬂi b 11 80T AR A B0 i TA
f 2 b : ~J VE& 7fv ‘S r'on in and
Revxewed /ﬁtg . }L@ ond erhance :%Ui? ,f,.ﬁif Pe'i' , o eduste

\J

Verification: O gceﬁtabie [0 Unacceptable
Wik AR NG E: 34
Verified by QCUFR A Reviewed by QCA/fike =874

#R787-QCP-1300



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

CEPARTMEMT OF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES )
Office of Struciural Materials = 0 R

Quality Assurance and Source Inspection :
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.5t. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 e He

e i File #  69.25B

(707) 849-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000302
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0276

e

Type of problem:

Welding  [] Concrete [ Other

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

Joint fit-up [J Coating [ Other 0 Component: OBG Segment 4AE

Procedural [] Procedurai [] Description:

Reference Description: Unapproved Heat Straightening, Segment 4AE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed deflection and distortion in the longitudinal diaphragms
(LD)s located at the 4AE/4BE segment splice (between PP25 and PP26). Heat straightening was being
performed on LD008-001 (Segment 4AE) for the second time without an approved heat straightening report
and without the Engineer’s approval,

Applicable reference:
AWS D1.5 2002 Section 3.7.3: “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of a limited amount of localized heat as approved by the Engineer.”

Special Provisions 8-3-01 Welding Quality Control: “The Engineer shall be notified immediately when weld
distortion occurs that cannot be corrected using the standard procedures for heat straightening submitted in the
WQCP. Request to heat straighten shall be in writing and include.

1} Sketches of each distortion member showing the dimensions, length of weld, out of tolerance values, and
locations where heat will be applied.

m TL-13,Quality Assurance -- Non-Conformance Report Page 1 of 2




QUALITY ASSURADCE -- NOM-COMFORMANCE REPORT
{ Continued Page 2 of 2 )

2) Estimate of the number of applications of heat to bring the material back into conformance.

3} Explanation of how distortion control procedures will be modified and improved.

4) The contractor shall allow the Engineer five (5) days to review these procedures. k=
5} No remedial work shall begin until the repair procedures are approved in writing by the Engineer.”

Who discovered the problem: S, Manjunath Math

Name of individual from Contractor notified: Weiping Yang -
Time and method of notification: 9:40, 06-11-09, Verbal -
Name of Caltrans Engineer notified:  Stanley Ku '

Time and method of notification: 10:30, 06-11-09, Verbal

QC Inspector's Name; Wang Lu

Was QC Inspector aware of the problem: LJ Yes [/l 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 recornmendations
concerning repaiss or remedial efforts please contact Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: -  Wahbeh,Mazen SMR

M TL-J5,Quality Assurance -- Non-Conformance Report Page 2 of 2




DEFARTMEMNT OF THANBPORTATION « Distrigt # Tl Bridge
865 Feng Bin Road Room 708, Changuling Island
Shanghal 201913 PR China

£ Bseee Tel: 021.56856666 ext 267081 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

1 04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Aftention: Mr. Thomas Nilsson ~ Project/Fabrication Manager Decument Ne: 05.03.06-000263
Subject: NCR No. ZPMC-0276

Reference Description:  Unapproved Heat Straightening, Segment 4AE

The atteched Non-Conformance Report deseribes an occurrence where the coniractor did not comply with a requirement of the contract document ad
indicated below: .
[T Materiat or Workmanship not in conformance with contract documents.
Quelity Control (QC) not performed in conformance with contract docaments,
O Recurring QC issue that constitutes a systernatic problem in quality control.
] Non-Conformance Resolved.
Materiai Location: OBG LHt: 04
Remarks:
Caltrens Quality Assurance {(QA) Inspector observed deflection and distortion in the longitudinal diaphragms (LD)s located at the
4AE/4BE scgment splice (between PP25 and PP26). Heat straightening was being performed on LD008-001 (Segment 4AF) for the
second time without an approved heat streightening report and without the Engineer's approval,

See NCR Report No, ZPMC-276 for detaiis.
Action Required and/or Action Taken:

Propose & resolution for the identified non-conformance with revised procedures to prevent future oceurrences,

sransmitted by: Ching Chao
Attachments: ZPMC-0276

cc: Rick Morrow, Gery Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

Y % 4 mé.n%a-wazﬁ,fvcr Received

NCT-AG0Z65 15 Jup 0F  Poeeief 1



B T A S T

T30kt 3ok e

Gl :
B ) & F Record# HSR1(B)-6726
%I ﬁE Igﬁ- JE A5 Revision # {D)
Heat Straightening Record(HSR1) HA#iDate  |2009.06.08
S FHEAHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 TEEEI0BE, IP0G-TET _
SECAssembly: - JE#2 {0 /Quality Control Representative
i Sub-Assembly: - . X Tan S i
REGird: 4LIft-E RS Quality Assurance Manager~Approval
3% ER Tower; N/A - Lmfenhes
£ 455 Weld No: See Sketch ' Vi
2544 B SWeld Map No: _ See Sketch | ’
1% 842 Description of Condition
CauselRBH Welding distortion 2246

Type of DefectBifg3EAl  Welding distortion EEXE
Inspection Method®&y & 5%  Visual Hig

£ B %% Disposition
i it 2 g 77 ¥ (Defect Removal Method): Flame Straightening by oxygen acetylene
" . After finishing heat straightening, the weld of the heat arsa shall perform NOT sccording to the
B #:NDE(Post-Removal NDE):  ——— —
P , , Coniral curront . velisge and weld speed accerding (o relovant WS, If necossary enti-deformanisn
£4TF 7% Hi(Corrective Action(s)): el ‘G o el

or hold down device can be added .
SETEIR S (Number of application):1~3 .
b3 E (Maxomum temprature):<650°C

7T & Sketch :
- 4700 &850
. . A4
Ao 500 R 700 A
kit - . \
{hand Toreh) =/ £
R \ |
= s EDO___
31

7

E 2 aBE

L _ Ny

7
Z AE
Z

B 2 RAENE e Wzp Ha,

uw 2 SEC020C-002,008
Z | seconec-paions |
2’ , Lagengec-oo.0i8
? Woe}-opd

15 RN 2 S, BT 704 rmem,
HOTE: LR mur dalwmolien b stwut Sdwn, tha withh Ty 20~40mm, -

“**To be signed wien Closing HSR~Verifv compliance and all hecesslang reports are ready to attach™*

5 5 Inspector: Sid Lin % F Signature: \)t‘é(
CWi#| 07/v073] 0?;7 =
I BHEAENDE Cerlificalion: Levelll Closing Date: 8
B 23QC Manager Lt 2A—"—| EiHAMReview Date; ‘5’—/.4_)::2 7l B

Note: Alf repair work shalf ba performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002.

#R787-QCP-1101
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#787-B-QCR-202-44

=t SRR TR THEREERF
The report of steel plate heat straightening process checking
TR &S A5 HAadR >
The seridl no. of project: 5 M\.\u #-7¢) The draing no. ; mN\m_« 629C , Szp. 06 The part nare. : Q}@m
Wi P = KTRERE "
Moterial : \p.?j ?.‘w#m The healno of plate : \Q \=~ The limes. of heat straightening : W :
BUREER - AR . 4
Haterial mork checking - _3&;& Plate [0 - \\ \% mMﬂ_ aﬂw N%bm. P2 )
KIRERESEM  The temperalure record of heal staightening |
e . , .
, Oeliglne | §72+| futoo| [0740 | .
s s Szl ey bl | | e

BXHTEEME Flatness checking before heat straightening (mm) *

. mﬂmg | L]} , o
et | b 63 147 >
BXEFRERE Flatness checking after heat straightening (mm)

g | | | 2| 2 _ E
et | || 0.9] 08 ..

Heat straightening result:

m‘mﬂ_wm%\ HBEEIRE A \ \M\%N\ Qc Wmmmu‘mnﬂo: U&?ﬁigﬁa?&a cm_mﬂ QN %,\w
=

EHEYMILE AT TRE . . . J
Fill the following items if the straightening affects the weld

55 NDT#R#&REF o B
M%Z«mhmﬁﬂ. [\ NDT inspector : Jin Jios .%&% Date: a\w. NL%
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REPORT OF MAGNETIC PARTICLE EXAMINATION

| RO R IR o
REPORT NO. #4548 B787-MT-12193 DATEHJH 2009.07.06 PAGE OFIE 1M Revision No: 0
PROJECT NO, ) _2:03-737 CONTRACTOR: CALTRANS N a
TR, J:: =
DRAWING NO. OBE4 CALTRANS CONTRACT NO.;
04-0120F4
EE: OBG LONGITUDINAL MHITESES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
FXHRED BEE ERgs HEBEEFTAY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% ;2009
[EQUIPMENT 4% [ MANUFACTURER S 7§ MODEL NO. #x8 SERIAL NO. #: S
MT YOKE PARKER B3108 5305 517 5620
MAGNETIZING METHOD Continuous magnsatic yoke |CURRENT AC
WAL A B REY: HHt
PARTICLE TYPE Dry magnet powder YOKE SPACING .y
e FRR MR mm
MATERIAL TO BE v WELDING 844 Material & thickness AT00M-245
EXAMINED O CASTING &4 A+, AR
W 5 O FORGING #i3% 14/20/30 mm
“WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
yokiyikn piok > Eii)
WELD I1.D 2B IRGR L o ACCEPT REJECT REMARKS
oy INDICATION TYPE P o P
iR E-%i1]
SEG020C-007 *
SEG020C-008 ACC. 100%MT
SEG020C-001 ¥
SEG020C-016 ACC. 100%MT
SEGO018C-025 *
SEG018C-026 ACC. 100%MT

AFTER HSR1 (B)-6786

* orGU20C-U08,
MT

SEGUZUC-0TE. SEGU13C-UZ6 were MT inspection ang ACC, which (s The resuit of required To%

* éEeozoc-oos\ SEG020C-016. SEGO18C-026 BAZAMTRN&#, EHRRMCE CBEH] T AR K15% Rl

EF SIGN / B#i DATE

K BF
BLANK
EXAMINED BY X8 REVIEWED BY # i
Jin Jianting L).'n Jiﬂn‘bf'\/} °j . °7"‘é (s XinXn ”'] A vt(, .
LEVEL-lI SIGNE%Z | lngEE{m ILEVEL-  siGN ! DATEEM
RESIE / QCM FI P CUSTOMER

¥ SIGN / B DATE

(FORM# ZPQC-MT01)




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 Engineer Documnent Ho.: ABF HPRAO00269 Rev: 02
Ref: 05.03 05-000265

Subject  NCR Mo, ZPMCOZ7E

Contractor's Proposed Resolution:
Reference Resolution: IPMC haz nowinduded the reports nd induded inthe lagt NPR. ZPMC requeds closure of thizs NCR.
ZPMC has novvinduded the repots not indwded inthe gt NPR. ZPMC requedts closure ofthis NCR.

Subrritted by
Mtachment(sy: AEF NPR-000269R0Z;

Caltrans" comments: Status: CLO
Dates 25-Aug0-2004

The proposed resolution is acceptable. The inspedion documents (MT reports for welds SEGO20C-000 and SE GOZ20C-007) requested in Rey
1 of NPR-0269 have heen provided. The Departm ent concurs that Mon-Conformance ZPMC-0276 is dosed.

Submitted by \Wright, Dowg Date:  25-fAug-2004
Attachment(s):

s

Fape lafi



—ZEMC No. B-456
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-20

REGARDING: NCR-000302 (ZPMC-276)

With this letter of response, ZPMC requests closure for Caltrans NCR-000302
(ZPMC-276). Per the NCR proposed resolution comments from the caltrans, we provide the
acceptable MT for the welds SEG020-001 and SEG020C-007 for the engineer revision and '
closing out the NCR.

so base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-000302 (ZPMC-276).

Please reference attached document for acceptance and closure the NCR-000302
(ZPMC-276).

ATTACHMENT:

NCR-000302 (ZPMC-276)
The final MT inspection reports

Z/LM £ Mgw

ovy. & 1w
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Quality Assurance and Source Inspeclion By
Contract #: 04-0120F4
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VE"E}‘O. CA 945082-1133 Fjle #. 69-25B
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QUALITY ASSURANCE -- _N ON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000302
Prime Contractor: American Bridge/Fluor Enterprises, a JV - Date: 11-Tun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0276

Fd
Type of problem:

Welding [0 Concrete [J Other

Welding  [J Curing O Procedural Bridge No: 34-0006

Joint fitup [J Coating [J Other Ll Component: OBG Segment 4AE

Procedural [] Procedural [] Description:

Reference Description: Unapproved Heat Straightening, Segment 4AE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed deflection and distortion in the longitudinal diaphragms
(LD)s located at the 4AE/4BE segment splice (between PP25 and PP26). Heat straightening was being
performed on LD008-00] (Segment 4AE) for the second time without an approved heat straightening report
and without the Engineer’s approval,

7

Applicable reference:
AWS D1.5 2002 Section 3.7.3: “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of a limited amount of localized heat as approved by the Engineer,”

Special Provisions 8-3-01 Welding Quality Control: “The Engineer shall be notified immediately when weld
distortion occurs that cannot be corrected using the standard procedures for heat straightening submitted in the
WQCP. Request to heat straighten shall be in writing and include.

1) Sketches of each distortion member showing the dimensions, length of weld, out of tolerance values, and
locations where heat will be applied.

m TL-15,Quality Assurance .- Non-Conformance Report Poge | of 2



(ZPMC

AL L FA et

TET 1 FiR

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. ifi{545 B787-MT-12670

DATEH#i 2009.08.03

PAGE OFIFg 1M

Revision No: 0

PROJECT NO. —— CONTRACTOR: ——
TRERES: H p:
DRAWING NO. OBE4 CALTRANS CONTRACT NO_: 04.0120F4
HE: 4BE LONGITUDINAL mMIEES
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
Foe s bR =t HEIRE BFSS B RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT &% MANUFACTURER 257§ MODEL NO. #=REE SERIAL NO, g8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT it
il ik B E HHL
WPARTICLE TYPE Dry magnet powder YOKE SPACING —_
A il TR R4 IR PR s
MATERIAL TO BE vV WELDING i i
HEf Material & thickness ATOSIBASTS
EXAMINED O CASTING &4 &, EAE
Lok Lz P O FORGING it 25/30 mm y
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
N peib 2 Y
WELD I.D g I e o ACCEPT REJECT REMARKS
.D. =
ey INDICATION TYPE L e 1B Hik
LT #R
SEG020C-001 ACC. 100%MT

AFTER HSR1 (B) - 6786

(FORM# ZPQC-MT01)

BLANK
EXAMINED BY 4§ WREVIEWED BY ##
Jin_Jianting S \(ﬂ—offj )Q - 5""‘ ""6] (L@'?j ;& (
LEVEL-1l SIGN%Z#% / DATEH ’X t k LEVELd  SIGN /j 7
23/ QCM / F1F CUSTOMER
/ 127, /b«'ém
Lz SIGN / B 11 DATE g% &F SIGN / [} DATE




REPORT OF MAGNETIC PARTICLE EXAMINATION

B R PR &

REPORT NO. 445 B787-MT-13068 DATEHH 2009.08.03 PAGE OFWR 11 Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS

ITEKE: B P

DRAWING NO. OBE4 CALTRANS CONTRACT NO.: 04-0120F4

iR=R 4BE LONGITUDINAL mHIRES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

E g rE k] iR BFERS PO ER RN

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

EQUIPMENT #4% MANUFACTURER #]357j MODEL NO. #R.4%5 SERIAL NO. #&:as
[MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

5 LA b S M HH

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150

e e i TRB R mm

MATERIAL TO BE v WELDING : i i

B Material & thickness ATOOM-345T2
EXAMINED O CASTING & b LRE
B O FORGING i 25/30 mm
P
WELDING PROCESS Epan TYPE OF JOINT p—
R P e T kit)
WELD I.D eLEsL N 2 ACCEPT REJECT REMARKS
.D. K
eyt INDICATION TYPE 'LE“GIE”EI'N S S e
SEG020C-007 ACC. 100%MT

AFTER HSR1 (B) - 6786

BLANK

EXAMINED BY =5

Jin l\\@h—['/\ '\f)

REVIEWED BY # #

[ (VN e ¢ L‘*‘”ﬁ

Jin_Jianting ]

LEVEL-1l_SIGN %% / DATEEHI j\?& <"L LEVELJI _ SIGN  / bAv#Ry ‘;’ 2~ \

JRAE&E / QCM 5 4 / / F FACUSTOMER . / 7
(2+7 Vanliveo

% SIGN/ B DATE i % SIGN / Bl 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-000357
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0276

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:  11-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed deflection and distortion in the longitudinal diaphragms
(LD)s located at the 4AE/4BE segment splice (between PP25 and PP26). Heat straightening was being
performed on LD008-001 (Segment 4AE) for the second time without an approved heat straightening report
and without the Engineer’ s approval.

Contractor's proposal to correct the problem:

Perform required NDT on welds affected by the heat straightening procedures.

Corrective action taken:

ZPMC provided adequate documentation verifying that the welds were inspected and are in conformance with
the Contract specifications.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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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