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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File# 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000345
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 12-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0319

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: Strut Type 3

Procedural Procedural [1 Description: Strut Type 3 Web Plate

Reference Description: Inadequate pre-heat on Strut Type 3 Web Plate butt welds

Description of Non-Conformance:

QA observed Submerged Arc Welding without proper pre-heat at Strut Type 3 Web Plate weld joints
NSD1-A6002-13,14,15-2A. The recorded temperature at the weld and adjacent base metal was less than the
180 degrees Celcius required by the approved WPS.

SAW Process using WPS# B-1-4221-B-U3C-5+1
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Applicablereference:

Welding Procedure Specification WPS-B-T-4221-B-U3C-S-1 specifies a minimum pre-heat of 180 degrees
Celcius.

Who discovered the problem:  Dilip Chakrabarti

Name of individual from Contractor notified: Don Walton

Time and method of notification: 7/12/2009, 21:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 7/13/2009, 8:00; Verba

QC Ingpector's Name: Mr. Yu Zhi Lai
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jul-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: 05.03.06-000308
Subject: NCR No. ZPMC-0319

Reference Description:  Preheat / Type 3 Strut / Butt Welds

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: Tower Lift: 02
Remarks:
QA observed Submerged Arc Welding without proper pre-heat at Strut Type 3 Web Plate weld joints
NSD1-A6002-13,14,15-2A. The recorded temperature at the weld and adjacent base metal was |ess than the 180 degrees Celcius
required by the approved WPS.

Welding Procedure Specification WPS-B-T-4221-B-U3C-S-1 specifies a minimum pre-heat of 180 degrees
Celcius.

Action Required and/or Action Taken:
Propose aresolution for this systematic non-conformance including documentation that the welds placed are in compliance with the
contract requirements. In addition to addressing Production’ s failure to perform the required preheat of the material, address the failure
of Quality Control to identify the inadequate preheat. Provide documentation of the steps/actions taken by Production and Quality
Control to prevent future occurrences. Also detail what steps/actions are being taken by ABFJV to address the quality control failures
of ABFJV'’sfabricator/ZPMC.

Recent failures by Quality Control to identify and Production to perform the required preheating of the material have resulted in the
issuance of NCR ZPMC-0202, ZPM C-0233, ZPMC-0249, ZPMC-0251, ZPMC-0259, ZPM C-0262 and ZPM C-0275 (Tower).

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0319

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

ogral " 05.03.06-000308,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: 24-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-000319 Rev: 00
Ref: 05.03.06-000308

Subject:  NCR No. ZPMC-0319

Contractor's Proposed Resolution:

Reference Resolution: ABF QA lead inspectors have been informed to increase monitoring of ZPMC QC regarding preheat temperatures.
ABF has informed ZPMC QC supervision of this nonconformance.

ABF QA lead inspectors have been informed to increase monitoring of ZPMC QC regarding preheat temperatures. ABF has informed ZPMC
QC supervision of this nonconformance. ZPMC will submit the necessary inspection reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000319R00

Caltrans' comments: Status: AAP
Date: 31-Aug-2009

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

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0319 at that time.

The Non-Destructive Testing (NDT) for these welds should be at least 72 hours after welding to ensure that there are no delayed cracks from
any possible hydrogen contamination.

Submitted by:  Wright, Doug Date: 31-Aug-2009
Attachment(s):

‘E}'I Page 1 of 1



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: 15-Dec-2009

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

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000319 Rev: 01
Ref: 05.03.06-000308

Subject: NCR No. ZPMC-0319

Contractor's Proposed Resolution:

Reference Resolution: Per Caltrans’ comments to ABFJV's NPR, ZPMC is providing documentation that the welds are acceptable after
welding was complete. Based on that ZPMC requests closure of the NCR.

Per Caltrans’ comments to ABFJV’'s NPR, ZPMC is providing documentation that the welds are acceptable after welding was complete. Based
on that ZPMC requests closure of the NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000319R01,;

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

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0319 is closed.

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

Attachment(s):
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No. T-100

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-12-14
REGARDING: NCR-000345 (ZPMC-0319)

ZPMC received NCR-000345 (ZPMC-0319), it mentioned that CT inspector observed
that ZPMC personnel performed Submerged Arc Welding without proper preheating at
Strut Type 3 Web Plate weld joints ND1-A6002-13,14,15-2A. CT’s record temperature at the
weld and base metal was less than the 180 degrees Celsius required by the approved
WPS-B-T-4221-B-U3C-S-1.

ZPMC had already realized this problem and inculcated the work team to enhance the
management and control of preheating, and it must be checked by QC before welding and
during welding in compliance with proper WPS. And, also, ZPMC finished these welds on
July and NDT person conducted the work on August, so 72 hours request can be ensure.
Here attached the related VT and NDT reports, the result shows the preheating issue didn’t
influence the weld quality.

So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000345 (ZPMC-0319)
T-VT-8544

T787-UT-2108
T787-MT-5547

ZLM T?m “‘*9[
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 84607

ditlmmrs Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 14-Jul-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000308
Subject: NCR No. ZPMC-0319

Reference Description:  Preheat { Type 3 Strut / Butt Welds

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated befow:
I Material or Workmanship not in conformance with contract documents.
D Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a systematic problem in qualily control.
O Non-Confonmance Resolved.
Material Location: Tower Lift: 02
Remarks:
QA observed Submerged Arc Welding withoul proper pre-heat at Strut Type 3 Web Plate weld joints
NSDI1-A6002-13,14,15-2A. The recorded temperature at the weld and adjacent base meial was less (han the 180 degrees Celcius
required by the approved WPS.

Welding Procedure Specification WPS-B-T.4221-B-U3C-5- specifics a minimum pre-heat of 180 degrees
Celcius.

Action Required and/or Action Taken:
Propose a resolution for this systemalic non-conformance including documentation that the welds placed are in complience with the
cantract requirements. In addition to addressing Production’s failure to perform the required preheat of the material, address the failurc
of Quality Control to identify the inadequate preheat. Provide documentation of the steps/actions taken by Production and Quality
Control to prevent future ocourrences. Also detail what steps/actions are being taken by ABFJV to address the quality control failures
of ABFIV's fabricator/ZPMC.

Recent failures by Qualily Control to identify and Production lo perform the required preheating of the material have resulied in the
issuance of NCR ZPMC-0202, ZPMC-0233, ZPMC-0249, ZPMC-0251, ZPMC-0259, ZPMC-0262 and ZPMC-0275 (Tower).

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0319

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

. os.05.06-000308. N80T Page 1of |




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

b
5\

By AvenBrnth Contract #: 04-0120F4

680 Walnul Ave.St. 160 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valleo, CA 94502-1133 ' o o
(707) 49-5453 File#: 69.25B

(707) 649-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000345
Prime Contractor; American Bridge/Fluor Enterprises, a JV Date: 12-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0319

Type of problem:

Welding Concrete [] Other O

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

Jointfitup [J Coating [J Other O  Component: Strut Type 3

Procedurai Procedural [] Description: Strut Type 3 Web Plate

Reference Description: Inadequate pre-heat on Strut Type 3 Web Plate butt welds

Description of Non-Conformance:

QA observed Submerged Arc Welding without proper pre-heat at Strut Type 3 Web Plate weld joints
NSD1-A6002-13,14,15-2A. The recorded temperature at the weld and adjacent base metal was less than the
180 degrees Celcius required by the approved WPS.
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Applicable reference:

Welding Procedure Specification WPS-B-T-4221-B-U3C-§-1 specifies a minimum pre-heat of 180 degrees
Celcius.

Who discovered the problem:  Dilip Chakrabarti

Name of individual from Contractor notified: Don Walton

Time and method of notification: 7/ 12/2009, 21:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy
Time and method of notification: 7/13/2009, 8:00; Verbal
QC Inspector's Name: Mr. Yu Zhi Lai

ﬁz TL-15,Quality Assurance — Non-Canformance Repart Page 1 of 2
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QUALITY ASSURANCE - NO N-CONFORMANCE REPQRT
{ Continued Page 2 of 2

Was QC Inspector aware of the problem: [J Yes 4 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

ﬁé_ TL-15,Quality Assurance -- Non-Conformance Report Poge2of 2
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” %ﬂ%@ E HEUL VFI\W m&mm Tower/t: _ Tower (N)
Caltrans Contract No. Quality Contro] Representative-
4- .
DI L R4 = CA-aTea Tk it: X (un
?o.ﬁo” No.: San Francisco Oakland Bay Bridge CwWi: /s . \,mv.h e T g
; RHZH St Ao Huth 5 L $5
: Quality Assurance Manager s
! Project No.: ZP06-787 ~Approval NL\J;, 4n
i ARk Tk Sk iz - At
Welding >onm? or Accept or Reject after
Welder .D.#( Location consumables [ Undercut Porosity | Overlap | Crater Arc strike | Spatters | Crack Reject | Repair repair Ll i g
Weld No, P P HM - {3 #¢ A Ea) igei] “TAL ikl JIBT TS 4 Kae R | FE i iRfE sl
ND1-A6002-11-1A/B 209051 1G LA-85 v v ~ v v v v ACC NA NA
NDI1-A6002-12-1A/B 209051 1G LA-85 v ~ v v v < J ACC NA NA
NDI-A6002-13-1A/B 209051 1G LA-85 v « V v J + v ACC NA NA
NDI-A6002-14-1A/B | 209051 1G LA-85 J v 4 J o/ J J ACC NA NA
ND1-A6002-15-1A/B | 209051 1G LA-85 ,\ v v v v V v ACC NA NA
NDI-A6002-11-24/B 209051 1G LA-85 v v v v v v v AtE NA NA
NDI-A6002-12-2A/B 209051 1G LA-85 v v v + - v v ACC NA NA
NDI-A6002-13-2A/B 209051 1G LA-85 ~ ,\ + v v v v ACC NA NA
ND1-A6002-14-24/B 209051 1G LA-85 ~ ,\ Y _ ~ ~ v v ACC NA NA
- ND1-A6002-15-2A/B 209051 16 LA-85 v | o ¥, Y v J ACC_ | NA NA
O After root weld M After cover pass
‘0 After CWR or WR N, O After HSR No: HSRL(D)- 797, |0 Others
777

ER787-QCP-603

(I T AT

" ¥ "is no defecis. A

is defects. "NA" is not applicable.
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REPORT MO. &5 T787-UT-2408 DATE 2008.08.42 PAGE 1 OF 3 II Ravisien i*o; §
PROJECT NO. : T##:% ZP06-767 CONTRACTOR : CALTRANS
ITEIGS REME: FIRST LFTING  PRAWING 1O, ) CALTRAMS CONTRACT MO.: 04-0%20F4
i TOWER(N) ND1-£6002 i
M2 % e s TS
' REFERENCING CODE #4317 ACCEPTANCE STANDARD 3571t PROCEDURE NO. #5458
AWS [)4.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 1544 : JOINT TYPE #4325 CALIBRATION DUE DATE {¥ 464 IE# 20
SAW BUTT Dec. 2857 2008
EQUIPMENT # % MANUFACTURER ‘it 7 MODEL NO. #it458 SERIAL NO. J£5)43 2
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011,
“ALIBRATION BLOCK i COUPLANT &7 MATERIAL/THICKNESS 4% /& jif
/
AWS IIW BLOCK TYPE 11 c.M.C AT09SL-Gr485/Gr345 75145/60/28mm
TRANSDUCER #5:iL
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
sy yi:li] EES R+ L TS il fise Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level £ 7 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} DISCONTINUITY Aiksi £
o w w e ‘g‘ £
WELD = — ~ |5_lg I§ |s 2 e
zp|2u2 |8 EslSefEsle LOCATION OF DISCONTINUITY S| &
oW |ss|rE|x [B5]§525Es L T (mm) g
IDENTIFICATION E klus|s8|T g4 R fiat mm z3 <
= 3 = £ @
3% | D g ® @ = 2 E
o H-d4h 01 et
BB S % E = Sound Depth from ¥ S o
- Length From'X | From'Y o
a blel|d £l Path Surface SEX iy ]
B | EERmmE o
ND1-A6002-11-3A/B 70 34 ACC. | 100%
ND1-A6002-12-3A/B 70 34 ACC. | 100%
ND1-A6002-13-3A/8 70 34 ACC. | 100%
ND1-A6002-14-3A/B 70 34 ACC. | 100%
ND1-A6002-15-3A/B 70 34 ' ACC. | 100%
ND1-A6002-11-4A/8 70 34 ACC. | 100%
ND1-A6002-12-4A/8 70 34 5\ ACC. | 100%
ND1-A6002-13-4A/B 70 34 ACC. | 100%
EXAMINEI? BYXH -y REVIEWED BY 7 #
__ Tang xing shan XD’\‘)SL«» Ufﬁ‘g‘ \/V"%‘)-’VML < Y \f o¥ v
LEVEL -1l SIGN / GATE ﬁ LEGEL i SIGh ¢ E
TRILZ2E / QCM FFCUSTOMER
& SIGN/ Bl DATE ¥ SIGN/ B DATE

(FORM# ZPQC-UT01)
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REPORT NO. Ji&4S  T787-UT-2906 DATE 2002.06.12 PAGE 2 OF 2 Revision Ito: ¢ _'
e=nar = = R = == T i = !
DECIBELS ) n DISCONTIRUITY Eroe 2
. %
WELD S O (o 5_[8 I8 ]s 2 -
Z i Ou| 2 e| ¥ FElEezEE e LOCATION OF DISCONTINUITY x| %
3 T = | W E + 1] L = . A I
IDERTIFICATION | Ele | i 2 (28| S EA8 35 £S5 8 AL (mm) 25| =
o = 5 = =
) I g Eig g & LLH < E ® %
L E S gt ) - o]
M EIHR S = & = . | Sound | Depthfrom i » 5 o
bt . Length From' | From™ h
&l bjc|d i Path Surface . STy a
. | sk | a
ND1-A6002-14-4A/B 70 34 ACC. | 100%
ND1-A6002-15-4A/8 70 34 ACC. | 100%
ND1-A6002-11-1A/B 70 34 ACC. | 100%
ND1-A6002-12-1A/B 70 34 ACC. | 100%
ND1-A6002-13-1A/B 70 34 ACC. | 100%
ND1-A002-14-1A/B 70 34 ACC. | 100%
ND1-A6002-15-1A/B 70 34 ACC. | 100%
ND1-A6002-11-24/B 70 34 ‘ACC. | 100%
ND1-AG002-12-2A/8 70 34 ACC. | 100%
ND1-A6002-13-2A/B 70 34 AcC. | 100%
ND1-A6002-14-2A/8 70 34 ACC. | 100%
ND1-AB002-15-2A/8 70 34 ACC. | 100%
ND1-AB002-16-2A/B 70 34 ACC. | 100%
ND1-A6002-16-4A/8 70 34 ACC. | 100%
ND1-A6002-17-2A/B 70 34 AcCC. | 100%
ND1-A6002-17-4A/B 70 34 ACC. | 100%
ND1-AB002-18-2A/B 70 34 ACC. | 100%
ND1-A6002-16-1A/B 70 34 Acc. | 100%
ND1-A6002-16-3A/B 70 34 ACC. | 100%
ND1-A6002-17-1A/B 70 34 AcC. | 100%
ND1-A6002-17-3A/8 70 34 ACC. | 100%
ND1-A6002-18-1A/B 34 ACC. | 100%
EXAMINED BY L5E L fVIEWED BY A E
Tangxrng%nﬂi w P, S Py By~ P
LEVEL -1l SIGN / LEVEL-1 SIGN / DA®E
FRSHE / QCM FIF1CUSTOMER
% SIGN/ B ¥ DATE % SIGN/ B} DATE

(FORM# ZPQC-UT01)
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DECIBELS4 DISCORTINUITY ARgEaid | & '
o] W g i
WELD = 8.18 [ol5-[2_8. 5, . , 2 =
= . L ® [gelEsE eS8 LOCATION OF DISCORTINUITY B e
o | Zg|wmE| X S5 2|2 E[E= S w2
IDENTIFICATION |k |y lug|C B E358EE AT T (mm) 53 -
<m | R s [EOIE e @
3 £ - o = {F 8 & # El:-a
PR A f o 3 : =
KRt A4 5 = & ! Sound | Depth from o s x
- H Length g From'X | From'y ]
a|blec|e¢ K Path Surface #ix sy o
& mE | mmmEwE | ’ 8]
ND1-A6002-10-5A/B 70 34 ACC, 100%
ND1-AB002-11-5A/8 70 34 ACC, 100%
ND1-A6002-12-5A/B 70 34 ACC. 100%
ND1-A6002-10-6A/B 70 34 ACC. 100%
ND1-AB002-11-6A/B 70 34 ACC. 100%
ND1-A6002-12-6A/B 70 34 ACC, 100%
AFTER HSR1(T)-9892 9864
BLANK
XAMINED BY - REVIEWED BY Eﬁ
Tangxmgshan ,’3&10"" Ur .«f“/ )\(— me-qumj fjf ¥ i
LEVEL -1l SIGN / LEVEL-II SIGN / DATE
BEEE / QcM FFCUSTOMER
%F SIGN / B DATE £F SIGN/ Hill DATE

(FORM# ZPQC-UTO01)
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% Fin 4 B 4R 45
IREPORT NO. 8 452 T107-iT-55¢7 DATERH#T 2005.05.56 PAGE OFTIR /5 Revision iMo: 0
FROJECT NG, S 7; ' 7'__' T TTTTICONTRACGTOR: T - " o )
TEnE. ZP0S-747 B oA CALTRANS
DRAWING {40, ND1-AGOD2 CALTRANS CONTRACT NO.:
i 04-04 2054
me. STRUT E Lil4E PLETE I TRy S L
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE KO. CALIBRATION DUE DATE
BEFTEHY AR BRrEag (U RIEFT RN
| AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT #2% i ANUFACTURER 1 MODEL NO. #s SERIAL NO. &4 8
MT YOKE PARKER B310S 5620 5385 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
R4k F it i
PARTICLE TYPE Dry magnet powder YOKE SPACING
xt 76~150mm
i i) T8 AR M B
MATERIAL TO BE Y WELDING &4 ]
EXAMINED - O GASTING %4 Material & thickness AT09SL-Gr485/Gra4s
R E O FORGING &3 o H, B 75/45/60/28mm
WELDING PROCESS TYPE OF JOINT
SAW : BUTT
R e i)
. DISCONTINUITY A B4 1 SEEERT —
D. JEC REMARKS
LENGT]
=y INDICATION TYPE L e il el
_ {Ex B
ND1-A6002-11-
Q1 ggoz e ACC. 100%MT
i 2-11-
L Assgo H ACC. 100%MT
ND1-A6002-12-

1 3A°°2 ACC. 100%MT
ND1-A6002-12-

1 Aago 2 ACC. 100%MT
ND1'A§A°°2“13' ACC. 100%MT
ND1- 02-13-

! Agg c ACC. 100%MT

1- 2-14-

Ll Aaego ACC. 100%MT
: ND1~A§§02—1 4- ACC. 100%MT
- 2-15-
ND1 Aggo ACC. 100%MT
NDT-AG002:T- ACC. To0%MT
- —11-
ND1 A;—:.goz 1 ACC. 100%MT
Nm”"fgo‘?'”' ACC. 100%MT
ND1'Afg°2‘12' ACC. 100%MT
E -12-
ND1 A16302 ACC. 100%MT
EXAMINED BYE REVIEWED BY ## )
Gu Yunwu rmd Wn 4,
LeveL-1l_sic'E4 / oateam  gf oZ b ILEVEL-l  sIGN | DATERM zrf 716

EREW / QCM

¥ SIGN/ A}l DATE
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¥ SIGN / Bl DATE

; i RE y f LBROHRT OF HMACGNETIC DPARY:CLY: HERMINE T OM
f N i | AR S R &
|REPORT WO IRELTE TI87-HT-5547 DATERM 2005.05.%5 i'P.':.GE OFTRY 275 Revision o: ¢
PROJECT MO, o T T T T cowTracior: T T e
ZP0E-T5T SELTRA
Tame. ZP0B-757 o CALLTRAMS
DRAWIKG O, ;151_%002 CALTRANS CONTRACT [O.:
04-0120F¢
me. STRUT E L!i4B FLATE WM TR ‘
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE WO, CALIBRATION DUE DATE
SHHIELD HZITiE BraE R EEER M
AWS D1.5.2002 AWS D1.5-2002 ZPQC-IT-01 Dec. 268°7 2008
EQUIPILENT & % ANUFACTURER $3% 7 MODEL NO. #4785 SERIAL NC. e
MT YCKE PARKER B316S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT 0
Gt aags Radm =t ek B '
PARTICLE TYFE Dry magnet powder YOKE SPACING -
X 70~150mm
Rid AR TR RiFE M
MATERIAL TO BE VWELDING 1Ay Material & thickne AT09SL-Gr485/Gr345
a 9 S i
EXAMINED O CASTING #4 aer cnes Bt
B3 O FORGING 3% B, I 75/45/60/28mm
WELDING PROCESS _— TYPE OF JOINT —_—
T b2 ]
DISCONTINUITY A &b
RS INDIC'A_TION TYPE e T 3Gl 23k
B 3t
Nm""‘fgoz“”' ACC. 100%MT
“01'Afg°2‘13“ ACC: 100%MT
ND1—A16A002-14- ACC. 100%MT
NPTANIDETE: ACC. 100%MT
ND1-A$202~15— ACC. 100%MT
ND1—A16§02-1 5- ACC. 100%MT
NDT-A§£02~1 1- ACC. 100%MT
ND1-A£3§02-11- ACC. 100%MT
ND1-AS002-12- ACC. 100%MT
ND1-Agg02-12- ACC. 100%MT
ND1'A2‘32°2“13" ACC. 100%MT
RO AcC. 100%MT
ND"'ASEOZ‘”' ACC. 100%MT
Nm‘AngOZ'”' ABt 100%MT
EXAMINED BYi?S; [REVIEWED BY #& ;
Gu Yunwu ‘,’./LL 7’!,1.-\. 12728 AMI ‘{GL'
LEVEL-1l SIGNZ%%£ / DATERM ‘G’F % . /4[7 LEVEL-I  SIGN I DATEE D'f) . / 6
JEET 7 QCM ! H FCUSTOMER

S SIGN / Bl DATE
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|REFORY 0. R 428 T707.117-5527 [PATZE 2008.06.16 Revision o: [

PROJECT NO. CONTRACTOR: 1

- ZP06-787 B 5 CALTRAIS

DRAWING IO, ND1-AG002 CALTRANS CONTRACT MO.:

04-0120F4

He. STRUT E LIIAB PLATE M TS

REFERENGING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

e U R BRiFE BFig {8 EH 2

AWS D1.5.2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26°7 ,200¢

EQUIPENT B4 WANUFACTURER BIE T MODEL NO. BRf 8 SERIAL NO, BEH &

T YOKE PARIER B310S 5620 5385 5617

MAGNETJZ]NG METHOD Continuous magnetic yoke |CURRENT -

R AL T R ey HL

PARTICLE TYPE Dry magnet powder YOKE SPACING

"V Maghety 70~150mm
R ey FRiH B3 M) PR
MATERIAL TO BE vV WELDING ##4
. fof ]

EXAMINED O CASTING #4k | Material & thickness AT09SL-Gr485/Gr34s
B O FORGING g1 B, 75/45/60/28mm

WELDING PROCESS S TYPE OF JOINT -

R ik il

DISCONTINUITY A s 44t
WELD 1.D, ACCEPT REJECT REMARKS
sy INDICATION TYPE s e - Bl el
fEr 1 ’

ND1‘A262°2'15’ ACC. 100%MT
ND1'A§g°2'1 e ACC. 100%MT
ND“ASEDZW' ACC. 100%MT
ND1—A55302-1U- ACC, 100%MT
ND1'A§g°2“1 T- ACC. 100%MT
NDT-AG002-T7 Ace. —_
ND1'A56£°2'12' ACC. 100%MT
ND1“A55§°2'12‘ ACC. 100%MT
ND1—A§£02-1 0- ACC. 100%MT
ND1“’°‘§§°2'1 0- ACC. 100%MT
ND1 -A§202-1 1- ACC. 100%MT
ND1 "Agg°2'1 F ACC. 100%MT
ND1 —Ag202-12— ACC. 100%MT
Nm""ggm“m" ACC. 100%MT

EXAMINED BYZXE REVIEWED BY W&

Gu Yunwu ﬁ{;%ﬂ"\ 'ﬂ"" 7("“ O

LEVEL-Nl SIGNZ#% | DATEEH ng 8. l/b LEVEL-I  SIGN ! DATEHM O’f P [{

ERET / QcMm H/SCUSTOMER

% SIGN / B i DATE %5 SIGN / H i DATE
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| | R 248 4 |
REPORT NO. 4438 Tr87-vT-5547 lDﬁ‘.TEBJUJ 2002.08.18 PLGE OFTIR 4/5 Revision iz © i
D = S R S s o ]
PRGJECT INC. o CORTRACTOR: A
TREE. ZP06-787 o CALTRANS
DRAWING RO, ND1-AB002 CALTRANS CONTRACT RO.:
04-0120F7
aE=R STRUT E Lil4B PLATE mMTRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EH B B BRFiS B TER
AWS D1.5-2002 AWS D1.5-2002 ZPQC-IT-01 Dec. 2857 ,z008
EQUIPKENT B & MANUFACTURER %M |VODEL NO. BR&E SERIAL NO. BB B
MT YOKE PARKER B310S 5620 5305 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
R Banliey: B
PARTICLE TYPE Dry magnet powder YOKE SPACING -
BB R TR RIS RIEE .
MATERIAL TO BE VWELDING B34
Material & thi -
EXAMINED O CASTING 4k aterial & thickness AT095L-Gr485/Gri4s
R E O FORGING it B, 51 75/45/60/28mm
WELDING PROCESS TYPE OF JOINT
SAW BUTT
B gAY
WELD 1.0 R MINUITYe s et ACCEPT REJECT EMARKS
D. e REMARK
P INDICATION TYPE LENGENmT e e peped
Eiipin e
ND 1"A56£02'16' ACC. 100%MT
ND1'A5‘3§°2’15" ACC. 100%MT
Nm'ASBROZ"”‘ ACC. 100%MT
ND1'A§§02'17‘ ACC. 100%MT
NDT"ASRDMB“ ACC. 100%MT
ND 1'A§g°2"18' ACC. 100%MT
ND1-AggDZ-16- ACC. 100%MT
ND1'A§§°2"16' ACC. 100%MT
ND”\ggOZ'w' ACC. 100%MT
ND 1"”‘5302'”‘ ACC. 100%MT
ND1‘A§2°2'18' ACC. 100%MT
ND1"A§g°2’1B‘ ACC. 100%MT
NE 1'““2202'”' ACC. 100%MT
ND1'A5302'1 Ly ACC. 100%MT
EXAMINED BY X3 REVIEWED BY W B )
Gu Yunwu A Z'Ifh I, XUUH‘CM
N [
LEVEL-Il SIGN&% | DATERM el 8. 1L LEVELI  SIGN | DATERW 0"10 516
FIREI / QCM FFCUSTOMER

%< SIGN / HYi DATE

HF SIGN/ B DATE
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REPORT MO. 4345458 T167-10.T-5547 DATEH 200€.06.46 fP/-.GE CFFM 5/5 Revision ivo: 0
PROJECT NC. N 7 CeowtRACToR: T T T Tk o
—_— ZP06-767 - CALTRANMS
DRAWING NO. ND1-A6002 CALTRANS CONTRACT NO.:
04-0420F7
me. STRUT E LIMB PLATE i TS
REFERENCING CODE ACCEPTANCE STAMDARD |PROCEDURE HO. CALIBRATION DUE BFTE
B iR R BEye LB EF R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-0% Dec. 28°7 200¢
EQUIPMENT 84 MANUFACTURER S5 7 MODEL NO, #2 SERIAL NO. B3
T YOKE PARKER B310S 5620 5395 5677
MAGNETIZING METHOR Continuous magnetic yoke |CURRENT -
| RS A4 o Riyaay: B
PARTICLE TYPE Dry magnet powder YOKE SPACING
) 70~150mm
R ey FRi B
MATERIAL TO BE vV WELDING 34§
ial & thick 8SL-
EXAMINED O CASTING ot Material & thickness AT09SL-Grd85/Gr345
BEAE U FORGING &% 3+, B HE 75/45/60/28mm
WELDING PROCESS _— TYPE OF JOINT .
1R ok il
DISCONTINUITY R 4k ¢
WELD 1D, TENGTHIN ] ACCEPT REJECT REMARKS
e INDICATION . TYPE ©hr Ei3 il #iE
TP 311
Nm"‘fﬁ”‘”‘ ACC. 100%MT
Nm'Angz'u' ACC. 100%MT
ND1—A§202-13- ACC. 100%MT
WD 1'Af302'13' ACC. 100%MT
ND1‘A22°2'14' ACC. 100%MT
ND1-A§§O2-14- ACC. 100%MT
NDT'AEROH o ACC. 100%MT
ND1'Af§°2'15‘ ACC. 100%MT
AFTER HSR1(T)-9892,9864
BLANK
EXAMINED BYZig REVIEWED BY W&
Gu Yunwu V[f"g_k.. ;'”f\ 7(”'/7./0'-:’ :
LEVEL -1l SIGN%% / DATERM 9}?%8 H, LEVEL-l  SIGN | DATER M b“'F V.16
IRREZ3 / QCM ' H/CUSTOMER '
% F SIGN/ Bl DATE ES SIGN / B DATE
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, PRC Report No: NCS-000380
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  16-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0319

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural Procedural [] Descripton:

Date the Non-Confor mance Report waswritten: 12-Jul-2009

Description of Non-Conformance:

QA observed Submerged Arc Welding without proper pre-heat at Strut Type 3 Web Plate weld joints
NSD1-A6002-13,14,15-2A. The recorded temperature at the weld and adjacent base metal was less than the
180 degrees Celcius required by the approved WPS.

Contractor's proposal to correct the problem:

Contractor to remind ZPMC that weld joints must be preheated in accordance to the WPS.

Corrective action taken:

ZPMC hasinstructed QC and production personnel to enhance the management and control of preheating.
Furthermore, NDT documentation for the affected welds has been submitted indicating weld soundness.
Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 139-1686-1597, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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