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-000356
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 12-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0330

Type of problem:

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

Procedural [ Procedural [1 Description:
Reference Description: CA Open Rib Stiffeners on OBG Segment 8AE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Thermal Cutting of Floor Beam Web Platesto allow
fit-up of Panel Stiffenersin OBG Segment designated as 8AE on the Crossbeam side between Panel Points 61
and 64. This process created excessive root openings which will apparently prohibit ZPMC from completing
the welding process with the specified fillet welds.

Deck Panel DP659A

OBG Gegment 8AE - Panel Point:64 =
Floor Beamy'Web Plate (X12H) |- ©  _

(SPCM) = \?‘)‘i

Deck Panel DP659A Stiffener = /( i
\ [* . 3

OBG Segment 8AE - Panel Point 65
Floor Beam Web Plate X12H (SPCM)

07/09/2009

07/09/2009

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

-a— Deck Panel DP659A & Stiffener \

Adjusted Fit-Up On-Site
rmal Cutting of
Web Plate

Approximate Location
of Initial Fit-Up

¥

7ommj‘

OBG Segment 8AE - Panel Point 64 Root Open Adjug‘e;‘j On:Site
Floor Beam Web Plate X12H (SPCM) by Thermal Cutting
0BG Segment BAE sPanel Point 61 4 \

Floor Beam Web Plate s

-
E=N

07/09/2009 07/09/2009

Applicablereference:

AWSD1.5/ 2002 — Sections:

3.3.1: “The partsto be joined by fillet welds shall be brought into as close contract as practicable. The root
opening shall not exceed 5mm (3/16").”

3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal (other than those required by
32).”

Who discovered the problem:  Rory O’ Kane

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1015 hours, Email

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1100 hours, 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:

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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR
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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: 05-Aug-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: 05.03.06-000327
Subject: NCR No. ZPMC-0330

Reference Description:  CA Open Rib Stiffeners on OBG Segment 8AE

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.
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: 08
Remarks:
Caltrans Quality Assurance (QA) Inspector observed Thermal Cutting of Floor Beam Web Plates to allow fit-up of Panel Stiffenersin
OBG Segment designated as 8AE on the Crossbeam side between Panel Points 61 and 64. This process created excessive root openings
which will apparently prohibit ZPMC from completing the welding process with the specified fillet welds.
Action Required and/or Action Taken:
Submit repair procedure for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0330

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

H.‘,,.,w" 05.03.06-000327,NCT
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AmEI’iE}aﬂ < 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-000328 Rev: 00
Ref: 05.03.06-000327

Subject:  NCR No. ZPMC-0330

Contractor's Proposed Resolution:

Reference Resolution: Prior to performing CJP welding ZPMC/ABF is required to notify the engineer. ZPMC will submit repair reports at a
later date to close this NCR.

Gaps greater than 5mm require build up by buttering the plate edge to an acceptable gap or changing the joint configuration to a CJP to a pre-
approved procedure. Prior to performing CJP welding ZPMC/ABF is required to notify the engineer. ZPMC will submit repair reports at a later
date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000328R00

Caltrans' comments: Status: AAP
Date: 28-Aug-2009

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

Please provide documentation of the steps taken to minimize the excessive root gap, and provide inspection documentation that the weld is
acceptable. The Department will review the Contractor's proposal to close Non-Conformance ZPMC-0330 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



AmEI’iE}aﬂ < 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: 01-Mar-2010
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-000328 Rev: 01
Ref: 05.03.06-000327

Subject:  NCR No. ZPMC-0330

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing documentation of that the welds are acceptable. Based on this ZPMC requests closure of this
NCR.

ZPMC is providing documentation of that the welds are acceptable. Since the writing of the NCR, ZPMC has modified their procedure so that
edges can be cut using semi automatic means and reduced the uneven edges that caused the excessive root gaps. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000328R01;

Caltrans' comments: Status: CLO
Date: 20-Apr-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0330 is closed

Submitted by:  Ku, Stanley Date: 20-Apr-2010
Attachment(s):

Page 1 of 1



@ No. B-558
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-7
REGARDING: NCR-000356(ZPMC-0330)

With this letter of response, ZPMC requests closure of CT NCR-000356(ZPMC-0330), what
mentioned that QA observed excessive root openings at fillet welds.

ZPMC acknowledged this problem. According to approved procedure, these fillet welds with
excessive root opening have been changed into CJP. Rejections found by subsequent have been
repaired. Further NDT have been performed to warrant the welds’ quality.

With the taken actions, related WRRs & NDT documentation, ZPMC hoping CT could take a
review and consider close this NCR.

ATTACHMENT:
NCR-000356(ZPMC-0330)
B-WR7276
B-WR7275
B-WR7274
B-WR7273
B-WR7272
B-WR7271
B-WR7270
B787-UT-8480
B787-UT-8480R 1
B787-UT-8480R 1-2

f(,&/w
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DEPARTMENT OF TRANSEGRTATION - District 4 Toll Bridge
333 Burma Road
Osakland CA 94507

fifirana Tel: Fax:
NON-CONFORMANCE REP ORT TRANSMITTAL
To: AMERICAN BRIDGEFLUDR, A TV Date; 03-Aug-2000
375 BURMA ROAD
OAKLAND Ca 95607 Contraet No: 04-0120F4
) 04-SF-80-13.2/13.6
Dear: Mr. Charles Kanapicki i Job Name: SAS Superstructure
Attention: M. Thomas Nilsson Projeci/Febrication Manager Document No; 03.03.06-000327
Subject; NCR No. ZPMC-0330

Reference Description: CA Open Rib Stiffeners on OBG Segmen: BAE

The attached Non-Conformance Report describes an occurrence where lhe contraclor did not comply with a requirement of the coniract document asg
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitules a sysiematic problem in quality controf.
O Non-Conformance Resolved.
Material Location: 0BG Lift: 08
Remarks:
Caltrans Quality Assurance (QA) Inspector observed Themai Lutnny o Flanr Beam Web Plates to allow fit-up of Panel Stitfeners in
OBG Segment designated as 8AE on the Cressbeadn: tide between Panel Points 01 2nd 64 This process rrealed EXCessive rool openings
which will apparently prohibit ZPMC from completing the welding process with the specified fillet welds,
Action Required and/or Action Taken:

Submit repair procedure for approval.

Transmitted by:  Bill Howe
Attachments: ZPMC-0330

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

N2 050205000127 NCT Page 1 uf 1




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Armncid Schwarzenegger. Govemor

JEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Struciural Materials

Qualily Assurance and Source inspection

Contract # 04-0120F4 o

Bay Area Branch

690 Wanut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA §4592-1133 4

{707) 643-5453 Flle#  69.25B

(707) 549-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000356
Prime Contractor: American Bridge/Fluer Enterprises, a JV Date: 12-Ful-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0330

Type of problem:

Welding ] Concrete [ Other [

Welding [0 Curing O Procedural Bridge No: 34-0006

Joint fitup [ Coating [J Other [0  Component: 0BG Segment 8AE

Procedural [J] Procedural [J Description:

Reference Description: CA Open Rib Stiffeners on OBG Segment BAE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Thermal Cutting of Floor Beam Web Plates to allow
fit-up of Panel Stiffeners in OBG Segment designated as BAE on the Crossbeam side between Panel Points 61
and 64, This process created excessive root openings which will apparently prohibit ZPMC from completing
the welding process with the specified fillet welds,

"EZ TL-15,Quality Assurance -- Non-Conformance Report

Page 1 of 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

e e

B e KR

Applicable reference: !
AWS D1.5/2002 — Sections: |

3.3.1; “The parts to be joined by fillet welds shall be brought into as close contract as practicable. The root
opening shall not exceed Smm (3/1 6")."

3.7.4: “Prior approval of the En gineer shall be obtained for repairs to base metal (other then those required by
3.2).”

Who discovered the problem: Rory O’Kane

Name of individual from Con tractor notified: Peter Shaw

Time and method of notification: 1015 hours, Emai)

Name of Caltrans Enginéer notified: Ching Chao t
Time and method of notification: 1100 hours, Verbal

QC Tnspector's Name: Wang Lu

Was QC Inspector aware of the problem: O Yes & No

Contractor's proposal to correct the problem:

Cominents;

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

concerming repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project,

Inspected By:  Simonis,Jim QA Inspector
Reviewed By: Wahbeh,Mazen SMR

‘Eﬁ?_ TL-13, Quality Assurairce -- Non-Conformance Report Page 2 of 2
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REREBER S

B2 Rev. No
-_‘_‘—-__._

Description of welding discontinuity;

| allowance aggregate length.

P

S
B R (Inspector) JJia

Rejected indication found by ultrasonic ins

B #(Date) :

Welding Repair Report 0
B 45 EEEBAL RS seou | REHT BWRT2TS.
Project Name SFOBB Drawing No RepoIt NG,
i 04-0120F4 ‘ L
S £ 4% | BAE FLOOR BEAM | NDTIR: %2
Contract No.: LA Reoorihoot MoT | E7E7-Uraasn
REET ltems Name SPLICE Sport Mool N
Project No.: ZP0G-T87
P EEEE ek

pection is less than the maximum

(UTHEH X Ebﬂ@a&éaﬁﬁfh?ﬁkfniﬂ’:ﬁ._ ) SSD18-PP064-140

09.08.28

FAERSEEFER
Draft of welding discontinuity:

30

TIS
20
o |

20

WELD NUMBER: SSD18-PP0B4-14(0




FEEE:

Caused: _

1. REXER LTS,

1. Did not clear the weld pass completely in time.

% 19 # Fr A(Foreman): A‘JLA‘? o] H(Date): <5-*d ?}
T f

AEFENL
Disposition :

—

. Aﬁ%ﬂ%&ﬁ%ﬁﬁﬁﬁﬁ—ﬂﬂ (D=<<0.65T, DAGMIEE, THHEE) KRBT E T SRR,

2. ZRELEETEME (WPS) EEETNERLNN, Fiamas,

3. BTG R TV TR R G o A i !
4 BERRSTERN S BH RN RS T,

5. REMENEREMLEIES

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” js depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area ﬁush with base metal or the adjacent weld;

5. Check the welds according to the working drawings.

- L

I & 7
Technical enginser [\J.Lr"/—;gj&gf Approved by L/\./‘/\\F\JV\’\)’\Q\ Date 7"3:'7




g 2
E?E_S'B i:.?‘ —% JE, Ifg j;ﬁ & Rev, No.
Welding Repair Report 0
T E &7 S B K HHES SEG44 i&%ft%N-‘%- -
Project Name SFOBB Drawing No kAL o,
HRS ‘
: 04-0120F4 . 1e b px T
Contract No.: LA | BAR FLOOR BEAM | NDTH:4 45 B787-UT-8480
RE G ltems Name SPLICE Report No.of NDT
ZP0B-787
Project No..
Y EH:

Correction action to prevent re occurrence:

1SR RS REEEE.

1. Improve monitoring of welding and interpass cleaning.

# H i Jt A(Foreman): Z/ l/vfcu} B #3(Date): "‘708 - Y

WPS-345-SMAW-3 / /
JB 59 WPS5 G(3F)-Repair I¥®R N 77‘7’?*‘%
Repalr WPS No. WPS-345-FCAW-3 technologist =
G(3F)-Repair //'“5 ff
EE (BU) sfifisags

Preheat temperature
before gouging

Js

| BAE B9 B 5

Description
of discontinuity

Bl ERZE RUTMAEE
Inspection . Preheat temperature
before welding A ¢ before welding (3 w
BABERE :
Max. depth of gouging / Total Iength of gougir /®
y = BEkH & REMLE
welder 0()663 -} welding type {"V&W position }/6
ok BREBRE BE#E
Current / 1% g Voltage ’\/{7"3 Speed /1 2?
BEERRE
Inspection After repairing: '

; Bl R B
\%Tﬂ&%; Inspector % k}ﬁv Date

result 07_2[ ‘/'P 1\ [P
NDTE & Hi R \}El b
NDT result AV AN NDT pearson //H‘/(/VW O J Bate 2 ,7 0 / IR ﬁ
s ' / [

E : / /
Witness/Review: { ;!
‘%E : 'U‘
Remark :
#R737-QCP-300




- ' : f-.? % i)i 'fé:‘ ﬁ % 7 Rev. No.

| Welding Repair Report 0

TE &5 SEEEAH HAFE S _ SEG44 REHT e

Project Name SFOBB Drawing No Report No.
#Rg ‘ -

CoiitaEE K. 04-0120F4 FEL A | BAE FLOOR BEAM | NDTHR2 252 —

ME %S ltems Name SPLICE Report No.of NDT -UT-8480
Proiect No.: ZP06-787

AR

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UT%%&EEE&M%E&.ﬁﬁﬁdx?ﬁkfniﬁiﬁin ) SSD18-PP064-146

Tho |

#8 5 (Inspector) : Jiang] Yon #(Date) : _09.08.28

REEBEE SRR
Draft of welding discontinuity:

Y
— AT
(j AN NN
I 1 d X .
0 0
0 o5 200

WELD NUMBER: SSD18-PPOG4-146




FEBAE:
Caused:

1. RERENAEFE.
1. Did not clear the weld pass completely in time.

% 19 §1 ft A(Foreman):/; 2quu]/ﬂ #(Date): +J-*p - >
REFER I ! /
Disposition :

-

M BB EE ESEBLE —( (D<C0.65T, DA BRISHE, THIRED R FABANRAT B2 fu 77 Bk B iR g 1,
2. ZMEERETENE (WPS) A EMATELER, MAEE,

3. B EF KSRV R S s S e e i

4. REHRBITELS BH R 4LT RS TR,

5. WEMENERERRERLE

1. Gouge or grind from nearer side from metal edge (D<0.85T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4, Grind the rep'aired area flush with base metal or the adjacent weld;

3. Check the welds according to the working drawings.

_ e

I % - HE. / - B#
Technical enginear M”‘ )ivf—e»ﬂ Approved by L=z ?/K_, Date 7 of 7

!
#R787-QCP-900




m@ i:‘?: % :}é {% ?& %:. FZ Rev. No.

Welding Repair Report 0

HE £ RE A HHES SEG44 iﬁ%ﬁ% N B

Project Name SFOBB Drawing No RalL e,
HET
04-0120F4 s ; 3ot gp T

Contract No.: LA BAE FLOOR BEAM | NDT#R-<-453 - B7B7-UT-8480

T E BT ltems Name SPLICE Report No.of NDT

A% ZP0B-787

Project No.:

2 E 4556

Correction action to prevent re occurrence:
1 INAE R 5 0 (A

1. Improve monitoring of welding and interpass cleaning.

3 Fl i A(Foreman): /; al\,ﬁaq, BA(Date):  oF.28 . 2]

WPS-345-SMAW-3 J / /
ZREYWPSHE G(3F)-Repair IZH Ao 7w
Repair WPS No. ) WPS-345-FCAW-3 technologist

G(3F)-Repair .24 2f
B (%A) SiT#EE R fE S ./
Preheat temperature Description
before gouging /a 7 'L._ of discontinuity j— F
Rt ERE 2B A
Inspection Preheat temperature i J
before welding A 17, before welding /" [
BABURE ' »
Max. depth of gouging /} To s\ek ougji 2..(’7j
BT B BEME
welder welding type - i osition :

TIAIE: SV CAw E 3¢

BEHER _ REBE BREEE
Current /4,‘:,} Voltage )A/ Speed /5, 37
N : % e

BEERRKE
Inspection After repairing:

RE R H A
Inspector 0?/@029/ Date

VTresuIt A% _ %{YM%M M:/o. Wf

NDTE# E1E R D

NDT result  Jn NDT person Date \J e ] s
. 1 1T

AE - (

Witness/Raview:

&E
Remark :

#R787-QCP-900
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e ——
—-—-—-—-

R %R R &

IE#E Rev. No
_-_‘—I_._.—

Welding Repair Report 0

WE & REEEAG | BHES stou | PEBT I

Project Name. SFOBB Drawing No Report No.
EEE .

Contract No.: SA-Oia0E M+ L4k | BAE FLOOR BEAM | NDTHR & %5

L : ltems Name SPLICE Report No.of NDT |  B787-UT-8480
Project No.: ZP06-787

PR Rk

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.

(UTRGRA MR RENT R AL, ) SSD18-PP064-150

s
#ER (Inspector) “Jia

v
Yond’ H H(Date) : _09.08.28
BERGEERER ! ‘
Draft of welding discontinuity:
Y
A 100
L 0
Y a X
P L 0
B
n 30

WELD NUMBER: SSD18-PP0G4-150




g

-f‘it/.%'tlﬁ]:

Caused:
1 BERE A E TS,
1. Did not clear the weld Pass completely in time.

! ﬁﬁA(Foreman):_ZﬁlLJj";// E #(Date): “j.a& : ),7

REERL
Disposition :

7

1. Mﬂiﬂsuei%n—um?‘xﬁuw (D<<0.65T, DASLIRKREE, THIEE) TR o A BRAT B 7 S R AR g s

2. ZEBERETIEZHE (WPS) TEEEMA LR, Mbfas,

3. f%‘é‘ﬂﬁ‘{%%lzﬁﬂﬁWﬁiﬁﬂﬁ%iﬂﬁkﬁéﬁéiﬁﬁl%:
4. HEREEITER S B RARE BT R,

5. IRGEMAENEEE R e

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D”

metal) to remove all defects;
2. Follow repair WPS for jeint preparation, preheat, and weld deposit:
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;

3. Check the welds according to the wérking drawings,

i

I =z l =i
Technical enginser A / ﬁ""“‘/

(D w%

Appro

is depth of defects,

“T” is thickness of

B35

Date Uj. J&-Qﬁ

#R787-QCP-200




p By o R
% ﬁ % ]g 'ﬂ% ?ﬁ % &7 Rev. No.
. Welding Repair Report 0
TE 2% EEEBAH HEEHS SEG44 HRERE S Jiiepa
Project Name SFORBRB Drawing No Report No.
EEE ' :
04-0120F4 : ; Py
Contract No.: SR A SAE FLROR BEAM | NOTIHE W5 B787-UT-8480
INE &= . ltems Name SPLICE Repart No.of NDT
B &3
Proi ) ZP08-787
roject No.:
Y E

Correction action to prevent re occurrence:

1R SRR,

1. Improve monitoring of welding and interpass cleaning.

%18 i ft A(Foreman): A A j“vj, F JA(Date): ~=7 g

EZRBAWPSE S
Repair WPS No.

WPS-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair

Tz
technologist

[\/. W TM

BE (BA) simsage
Preheat temperature
before gouging

Je

iR fE &Y s
Description
of discontinuity

.1?

Inspection o Preheat-temperature o~
before welding /)] before welding / )'}
BalEk
> Totallength of -gouging { 2,3

BT BREXD _ BECH
welder 056 ég} welding type 1[.g,;]vl/ position 2 6,7
B i FESEE BEHE
Current //57/7 Voltage 7{ < Speed } ,/ g
EERRE _
Inspection After repairing:

\ mE A B #j
N Inslaector}hw N e
VT result A,M, u—,ﬂ 9.J

2 )Yl a !

NDT & Bt & s B
NDT result f..‘-‘_ T NDT personll i j\t"v\e Date y 6 L@% o \;7
RAE ’ | /7
Witness/Review: !\
ZiE
| Remark :

#R787-QCP-300




R 2% B & W &
Welding Repair Report

=BmMe

% Rav. No
_-_‘—“—‘—-__‘_

Description of welding disconfinuity:

allowance aggregate length.

(UTEEEE&Eﬁ%&é&ﬁ%ﬁﬁd&ﬁkfni@&ﬁ:. ) SSD17-PP063-137

(
T
IR (Inspectosy : Ji

ME£7F SR EVEA FHEE P REET -
Project Name SFOBB Drawing No Report No.
R . : -
Confract No.: Seanry i £ 4 | BAE FLOOR BEAM NDT#h %4 =
HE%ES ltems Name SPLICE Report No.of NDT | B787-UT-8480
G S ZP06-787 _
Project No.:
otk A dg:a

HJA(Date) : _09.08.28
ARG E TR | [
Draft of welding discontinuity:
i}
i 150
' N7
0]
0 X
0
Bl
|30 | i 20

WELD NUMBER: SSD17-PP0G3-137




FEERA:

Caused:

1. REXREHLEFE,

1. Did not clear the weld pass completely in time.

£ 7 %A(Foreman):ls_zkjwj B #i(Date): +7..§ - 2)

L EERL / /

Disposition :

1 MSMEEBRTEE— (DSO6ST, DAGSME, THIUE) AR B i S e Sk
2 BREBARTEME (WPS) HATMNELDR, Famse.

3. R E TV TR NG e A S,

4 BENRETEN SRR AR,

5. REMENERBESREELS

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness o

metal) to remove al| defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the ad}acent weld;

5. Check the welds according to the working drawings.

Technical engineer A/i%4 I\"?’J E"} Approved by L‘M}VV\N{/‘A Date “’7' °¢E'17
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Welding Repair Report 0
WE LR £EEHIH HEE 5 SEG44 REmT S—
Project Name SFOBB Drawing No Reporthio.
=Y 04-0120F4 . 2 g ks B
Contract No.: LA BA FLOOR BEAM | NDT4#.-2-4i 3 B787-UT-8480
78 G ltems Name SPLICE Report No.of NDT
Project No.: ki
¥ B8k
Correction action to prevent re occurrence:
TINER A A, '

1. Improve monitoring of welding and interpass cleaning.

] 5 ﬂA(Foreman) L; .1/\...15-4/51 #i(Date): Vi - "7

EZBHWPSE =
Repair WPS No.

WPS-345-SMAW-3
G(3F)-Repair -
WPS-345-FCAW-3
G(3F)-Repair

J Y

ITZhR N

technologist

=~
~

EE (RAU) SImuEE
Preheat temperature

58

Description

before gouging > & of discontinuity
Inspection Ace Preheat temperature /Z’D
before welding before welding
Max:-depth of gouging (1 Total lengih 6f'Galiging | 2.
BRI RiERR e BRELE
welder 066[,3; welding type (75/& n position 3 ;é}
B E i BERE REEE
Current /ff) Voltage % Speed /[ £
EEERE
Inspection After repairing:
. T3 5 sl B
\itrmﬁglt Inspactor ’ZM%LAJT H Date
resu :

K 2022/ ot 9,19
NDTH #& B4R A | B . -
NDT result f\_/ (A NDT person [\ WA / [1Date - 7 v ) /PA{
AT : .‘l // i
Witness/Review: J
E= v
Remark :

=R787-QCP-800
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EE
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IfZ Rev. No.

Welding Repair Report 0
T H &K = EVEE AT HrES EEHT 5
Project Name SFOBRB Drawing No Report No. -WR7272
RS _ .
Contract No.: ot 4+ 44 | BAE FLOOR BEAM | NDTHRZ %2 -
H%KS ltems Name SPLICE ‘| Report No.of NDT 787-UT-8480
Project No.: ZP06-787
ek TEE

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UTRGEANGREEENT R RATKE. ) SSD24-PP061.5-135

IR (1nspector1~«/ F(Date) : _09.08.28

BB B E - v

Draft of welding discontinuity:

Y
Al
N
N . S
 S— = 0
BE
20 . 30

WELD NUMBER: SSD24-PP0GL.5-135




v

FEREE:

Caused: _

1 BERENGEFE,

1. Did not clear the weld pass completely in time.

_,-lsﬂﬁ'ﬁ/\(Foreman) /; JL;WE J(Date): 9. > §- 2
%EE A, d /

j Disposition :

ﬁs’fr

—

AR ISEE BT BGE— I (D<0.85T, DASIGIREE, THIRE) R A BT B e SR
2. ZEBEBETEHE (WPS) TEEEMPELNR, MARESE,

3. RETHEHREMTVTRAMBES M AR EE,

4 HEREETENS BH R IES TR,

5. REMEMERELREIES

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

Ny metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding:

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

5. Check the welds according to the working drawings.

_ bie

L 2 HiZ: /
Technical engineer ~ AJ: /‘?f‘gefﬁ Approved by /W Dat=

747




AT o L3 - __,Lrl__._
@;"—E Eﬁ -% 1R ’f.% ?& = B2 Rev. Na.’
- Welding Repair Report 0
1 B 45 RE AN ks SEG44 i&%:%N—‘-;— I
Project Name SFOBB Drawing No eport No.
RS
Contract No.: SEISEOrR 444 | BAE FLOOR BEAM | NDT#4 %2
R A B ltems Name SPLICE Report No.of NDT | B787-UT-8480
A H%s ZP06-787
Project No.:
& i Fhdk

Correction action to prevent re occurrence:

1 NBE AR A v e

1. Improve monitoring of welding and interpass cleaning.

% [ §i fr A(Foreman): /i 2hiqe) 8 f(Date): 7. 28-28
WPS-345-SMAW-3 JU 7
2B WPSHE 2 G(3F)-Repair IR Al T+
Repair WPS No. _ WPS-345-FCAW-3 technologist 5
G(3F)-Repair /282

B (BY) simseE
Preheat temperature
before gouging

i AE Y 555
Description

C’L&"(/ . of discontinuity J- T/ .

BAT4-ERE RETTHE E
Inspection Preheat temperature
before welding 4 g before welding ' /23"

Max. depth of gouging, 7 th of gouging Qo
AL RE%ER G o R &
welder E,Ia/wa/é welding type g:[ﬂfm . position Bé*

* 8
BESK RESE RERRK
Current /ﬁ_’? Voltage 24‘_ Speed /o
REERE ¥ f

Inspection After repairing:

AWM E

VT result A&é

IR B #
o 0?/2070/ Date

Inspector
AL m%/éﬁ&(/ 714}% (o, J/

NDTH # BHA B #

NDT result Q\ﬂ/ ‘ NDT person Date /'J’\ﬁ , /}} 5'?.
JLE A e ~
Witness/Raview:

£E

Remark :

#R787-QCP-900
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z_l . I8 2% iR B & I Rev. No.
Welding Repair Report 0

W E &% ERIEE AT HAEE SEGA4 #ERT R

Project Name SFOBB Drawing No Report No.
-AEIRsE v 1y

Contract No.: wratallrd as{%g;ﬁ, B4R FLOOR.BEAM NDT&&%%-TJ— B787-UT-8480

REGE : ltems Name SPLICE Report No.of NDT e
Project No.: ‘ZPDS'?B‘T

FaEER FAREE

allowance aggregate length.

=R (Inspec

Description of welding discontinuity:

(UTHRGE R AN REAEEITFRAAFLRE. )

{
; &
tor) lian

SSD15-PP061-143

Rejected indication found by ultrasonic inspection is less than the maximum

WELD NUMBER: S

S

D

H #(Date) : _00.08.28
BB E FEE )
Draft of welding discontinu?ty:
Y
130,
TNt P# AR
i) N
= N . X
i & S 0
[_—
B
1 - o

15-PP061-143




./

FERE:

Caused:

1. REARNABEFE,

1. Did not clear the weld pass completely in time.

i

4@, !

Disposition :

fel

EEN ")*T/\(Foreman):A-zﬁ-«jwb;"}' H #(Date): 5. +% 17

-t

R@&Fﬁﬁﬁ%ﬁﬁﬁi&—w (D=0.85T, DXofhpaigss, T%JFEEE) SRR BRI BRAT BE 8 07 v < B R 4 G
2. ZREBERETEME (WPS) M4 ERiELmt, TR,
3. RAT I REETVTRIR TS S 2w,

4, %%%I‘Eﬁﬁ%?ﬂ'—%ﬁﬁé%ﬂﬁﬁ%%zﬁ;

5. RFMENERNBELERLE.

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects:

2. Follow repair WPS for joint. preparation, preheat, and weld deposit;

po)

Verify with VT no defects remain in the weld joint prior to welding:
4. Grind the repéired area flush with base metal or the adjacent weld:

5. Check the welds according to the working drawings.

L = Hik: H#4
Technical enginser /\/iu ‘777—97 Approved by L/ ;‘“—-/k& Date 7 of . 7"
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| Welding Repair Report 0

B E &5 SRR HEES SEGas | REHF —

Project Name SFOBB Drawing No Report No.
A%
04-0120F4 , , G g e
Contract No.: 4L # | 8AE FLOOR BEAM | NDT4E-4 e
% ltems Name SPLICE Report No.of NDT
A ZP06-787
Project No..
2 S A

Correction action to prevent re occurrence:

1. naE R s FE s,

1. Improve monitoring of welding and interpass cleaning.

% 8] fi r A(Foreman): Z, 2—1\- ']'Wj’ A #(Date): 47y

-8 -2

ZEHWPSHE
Repair WPS No.

WPS5-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair

ITZR
technologist

{ /
NMW#*?

EAE () WmAEE
Preheat temperature
before gouging

/o]

B S
Description
of discontinuity

o7_.;3.;4
/ 7

BH A BERE
Inspection
before welding

Az

80T GR B
Preheat temperature
before welding

Ao ngth of gouging 2,/0

BT R RELE b

d 0 - . .
welder a‘(«‘_l, 5/ 3 welding type e position Z 7~
peaw i R BEEE
Current [ Lo Voltage 2o Speed {/9;7 .
EEEdE
Inspection After repairing: '

o R R o % g i3
\?Tm ”"-%:i Inspector Z/W) / Date /

resu

" fer L 5an pust [0, #

NDTHE & =R ’ H
NDT result NDT person Date O%,ﬁ‘/,s

JLAE :
Witness/Review:

&E
Remark :

\[ 7

#R787-QCP-900
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Welding Repair Report 0
e REEEIS | BAES scom | RERT o,
Project Name SFOBB Drawing No Report No.
aR5 : .
Contract No.: Sondietie kLA | 8AE FLOOR BEAM | NDT3R-& 455
REBE ltems Name SPLICE Report No.of NDT | B787-UT-8480
Project No.: ZP06-787
STAEEE LA

PHEERSE B RER

I " (Inspector) : Jia

Descriptien of welding discentinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UTRGRANBREKRESATREAARRE. )

S8D15-PP061-135

f #(Date) : _09.08.28

Draft of welding discontinuity:

Y
| _ 100
L 2%) = .
: K= N\
1 ) )
= : E o

WELD NUMBER: SSD15-PP01-135




R E:

Caused:

T RERR M AT,
1. Did not clear the weld pass completely in time.

ESL ﬁfA(Foreman):l-,z}uj&;l;} B #(Date): ‘:7-‘3 : ’7

AEFT R
Disposition :

=N

MEMEERBTIEIE 0 (D<O65T, DRSS, THIE) SRR B st
2 SREERETENE WPS) AEHNSAN, FAMEE.

3. AR E TV TR S & B,

4. BN S R R AT T,

5. MEMENERELSR RS

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness o

metal) to remove all defects:
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld:

5. Check the welds according to the working drawings.

I & HiZ: Fl 5

Technical enginear N;'uT‘,j]/'&jf Approved by j\m}u{/\gj Date ?;7, o« )&
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- Welding Repair Report 0
T E &7 £ EEEIOR HEEF SEGa4 HEHT B,
Project Name SFOBB Drawing No Report No.
ERE
04-0120F4 < 5 s
Contract No.: T AR WAS FLOOR BEAM| BIDTf-E4R 3 B787-UT-8480
RE BT ltems Name SPLICE Report No.of NDT
7
. ZP08-787
Proiect No.:
Y E 455

Correction action to prevent re occurrence:

1003 )R M e A (e

1. Improve monitoring of welding and interpass cleaning.

% 17 §i ft A(Foreman): /; A, [,a'qau/( H H(Date):
U

ERBAIWPSH B
Repair WPS No.

WPS-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair

—_ i =

LLZER
technologist

J

B (BA) iR EE
Preheat temperature
before gouging

| B E Y B [E

Description
of discontinuity

B4 B HE 280 10 2R B
Inspection Preheat temperature

before welding

before welding

KEERE

depth of gotiging | G tal dength of gouging 22,
BREXH = 2

welder 066621 welding type ,{;MW position 3 67
BREsR BREdE BERE
Current /P? Voltage ’7/5\ ; Speed ” 7
EEERE %
Inspection After repairing:

. B3 A ! B
NBEE Inspector EMMQJ”’)‘ /da\, Date
VT result /é{"/'/ (/F S)

2N )X 2] " YL/ 9
NDTE #& 15 B o e A
] .
NDT result AL NDT person [‘L.\A rudl | Date F 07, L)
g P v

MAE - / /
Witness/Review: } /
B
| Remark :
#R787-QCP-340




EEZB < 2=
— UTHGR &
REPORT NO. f#i&@E B787-UT-8480 DATE 2009.08.28 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : Ti242 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: BAE FLOOR BEAM [DRAWING NO.: e CALTRANS CONTRACT NO.: 04-0120F4
A% SPLICE Sl M TERe
REFERENCING CODE &7 ACCEPTANCE STANDARD#EZ iR PROCEDURE NO. EfF452
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS B HE JOINT TYPE 124257 CALIBRATION DUE DATE L ERFFHN
FCAW T-JOINT Dec. 28°7 2009
EQUIPMENT &% MANUFACTURER #:&/ MODEL NO. #4465 SERIAL NO. 3l
071565311, 061488510,
UT SCOPE ) PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i) COUPLANT #4571 MATERIAL/THICKNESS ##HE s
AWS IIW BLOCK TYPE I C.M.C AT08M-345T2-X 20/30/12mm
TRANSDUCER i3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
TS RE Hiz R~ b i =S R
Changchao T0° 2.5MHz 18%18mm
Changchao a° 2.5MHz 20mm Reference Level %% R E7E 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 1 DISCONTINUITY Fgaie#: =
] T
O L c 3
WELD =4 =1 w ~ |5 |8 |8 c - psal
Zo |28 |2g| 8 EelisEee LOCATION OF DISCONTINUITY S| &
= = 5] = g o
IDENTIFICATION | 2 1% IRz B KEaes ECE S LR T (mm) 25 <
SRlag|og| . [F | E E 3 o
5 [2%|ET| 8 =* | E
B Lt eft A feta . 3
REERHRS g 5 = Sound | Depth from . 5 r
= Length From'X | From'Y o
a|b|lc|d e Path Surface . EY 0
oy ] ERMEE (=)
SSD15-PP061-135 1 70 A 2 142132 4|+ 20 81 10 -4 0 REJ. 100%
2 70 A 2 41132 4| +5 50 81 10 -10 100 REJ. 100%
S8D15-PP0B1-139 70 | 32 ; ' ACC. 100%
SSD15-PP061-143 1 70 A 1 38|32| 1| +5 30 39 11 -5 0 REJ. 100%
2 70 A 1 411 32| 2 | +7 30 48 17 -5 150 REJ. 100%
SSD15-PP061-153 70 32 ACC. 100%
S58D24-PP061.5-135 1 70 A 1 371321 0 | +5 30 21 7 -5 0 REJ. 100%
S5D24-PP061.5-129 70 32 ACC. 100%
EXAMINEED BY 34 REVIEWED B\’ B
Jidng fopq "2 N Len) B
— rg v Tg [, /L % = /—Lg ﬁ i O’\é L B
LEVEL -1l SIGN [ DA LEVEL -1l SIGN /[ DATE
RS/ QoM | Fl A CUSTOMER
bas sien s B pare

TR S R 62 IS e e I L L ST e L M E e s s T amnm s ol




@ UTRG IR
=
REPORTNO. #%&&E B787-UT-8480 DATE 2009.08.28 PAGE 2 OF2 Revision No: 0
DECIBELS#4} DISCONTINUITY  RiEgft g
: " =
WELD 2 |la |y [l 5. 5 - i
Z |2 = | B FesEEEE 2 LOCATION OF DISCONTINUITY &= L
w s = [T} = 2. o4
IDENTIFICATION | 2 1z | < & s= |5 E3esEEEE LA E (mm) 25 | £
<@g SE s 2 EE 32| &
STI8¥|2¥ | o & ES | &
14 g =) b=
RAEEART = E = Sound | Depthfrom g o
- Length FromX | From'Y o
a|lb|lec|d e Path Surface . By 0
rE | mEEmEE | - F (=]
SSD24-PP062.5-136 70 32 ACC. | 100%
SSD17-PP083-137 | 1 70 A 1139(32|0|+7| 30 26 9 5 150 REJ. | 100%
SSD23-PP63.5-136 70 32 ACC. | 100%
SSD18-PP064-150 | 1 70 A T 140321 f+7| 30 38 15 5 100 REJ. | 100%
SSD18-PP064-146 | 1 70 Al 1 |4]32)2]|+7| =200 45 13 -5 0 REJ. | 100%
§SD18-PP0B4-142 70 32 ACC. | 100%
SSD18-PP064-140 | 1 70 Al 1 14 32]2]+| 20 45 | 15 -5 0 REJ. | 100%
BLANK
EXAMINED BY =4 REVIEWED BY %4
A \
LI Y (4 29 1 tos 4 o
I S A v/ ¢ ¥ g A <4 ”2/2,)
LEVEL-1l SIGN | DATE LEVEL -1l SIGN |/ TDATE
B / QoM . B A CUSTOMER
1 =
FEES SIGN / B DATE "

HE SIGN/ AW DATE
]

o

S s rEESceamn e mrew e
{

e




"REPORT OF ULTRASONIC EXAMINATION
UTHRGR &

REPORT NO. 3R¢ 5&% B787-UT-8480R1 DATE 2009.09.19 PAGE 1 OF 1 Revision Na: 0
PROJECT NO. TR%HE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 8AE FLOOR BEAM [DRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120F4

B2 SPLICE e mHIZgs

REFERENCING CODE #3413 ACCEPTANCE STANDARD 2k PROCEDURE NO. 24 &

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS &5 1 JOINT TYPE R &2/l CALIBRATION DUE DATE ST EHIA
FCAW T-JOINT Dec. 2857 2009
EQUIPMENT #&% MANUFACTURER il MODEL NO. #£H= SERIAL NO. 55HE
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
JCALIBRATION BLOCK B COUPLANT #5470 MATERIALTHICKNESS # YN
AWS lIW BLOCK TYPE II C.M.C A709M-345T2-X 20/30/12mm
TRANSDUCER #F:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
T AEE 5 RF HIETE A iz R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level &% REjF 20dB
Base metal inspected per AWS D1 .5-2002 Section 6.19.5 0° UT OK.
DECIBELS# M DISCONTINUITY Feegetd 5
] ©
WELD S - u ~15_18 |8 |s = 3
Zm 28| E| % FEEEESED LOCATION OF DISCONTINUITY & & %2
o = 2 D8 S Sy )
IDENTIFICATION | 2 15 SEl-z|B 258 R TELAE (mm) =8 £
SEE|mi|ow s R OE 33 3
. s o ST g% (g™ o 5% | E
IREEAMTAS g E = Sound | Depth from " S =
- Length From'X | From'Y o
a|b|lc|d P Path Surface P sy o
B | mEmmgr | ) a
SSD15-PP0B1-135 | 1R1 70 33 ACC.
2RA1 70 33 ACC.
§S8D17-PP063-137 1R1 70 33 ACC.
SSD18-PP064-150 1R1 70 33 ACC,
SSD18-PP064-140 | 1R1 70 33 ACC.

AFTER B-WR7270,7273-7274,7276

BLANK

REVIEWED BY &

E,(Amgr,\ae BYZ:#F
7%7\!"\ 1:1 & | ,;\r\

LEVEL - I SIGI’Q /

DATE

Poigity

£33 / QCi

1

7 i
;/ijﬁ‘“vﬁiﬁriﬁ

LEVEL -l SIGN P{ATE /

o”\ui&‘_j

[
i

r%hfi:*g_g

l‘

:

= e e e T

P CUSTOMER ’

i
&

e e Ia=

o

+ rrm T —




REPORT OF ULTRASONIC EXAMINATION

(ZBMC™ UTHA R

REPORT NO. RERES B787-UT-B4B0R1-2 DATE 2009.10.13 PAGE 1 OF 1 Revision No: 0
PROJECT NO. TREHRE ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: BAE FLOOR BEAM PRAWING NO.: p— CALTRANS CONTRACT NO.: 04-0120F4

BMEL TR SPLICE me mMTEme

REFERENCING CODE &3 ACCEPTANCE STANDARD¥Z 471

PROCEDURE NO. BFHS

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS 7 JOINT TYPE #i1&s2: 5 CALIBRATION DUE DATE (¥ 28 IE# %18
SMAW T-JOINT Dec. 28%T 2009
EQUIPMENT & MANUFACTURER #3575 MODEL NO. #zas SERIAL NO. 5542
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #2237 MATERIAL/THICKNESS 44 4} E i
' |{AWS IW BLOCK TYPE I cCM.C A709M-345T2-X 20/30/112mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
T RE = Rt ISR FIEE s R+t
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ 7 §irF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4-I DISCONTINUITY gt c
) =
@] w = 3 "
WELD = o L ~ s [8 |5 |= 3 #
. : 20 Om| 3 = | B 23 g E[E 52 g LOCATION OF DISCONTINUITY 3 = e
L [3] 1 o =
IDENTIFICATION | 21k | SE |2 |5 [E3|SE2E1EE B E(mm) g3 | ¢
LW | MBS &l = | z |= =] )
O I g% | o EE E
HE L 1L [T o
RIS % g:.. = Sound Depth from i g e
- Length From'X | From'Y o
a|b|c|d K Path Surface gRY Y o
BE | ERESE F (=)
SSD15-PP061-143 | 1R1 | 70 33 ACC. | 100%
2R1| 70 33 ACC. | 100%
58D24-PP061.5-135| 1R1 | 70 33 ACC. | 100%
SSD18-PP0G4-146 | 1R1 | 70 33 ACC. | 100%
AFTER B-WR7271, 7272, 7275
BLANK
EXAMINED BY_t"ﬁE REVIEWED BY ﬁ& 7
T_ e u
___-um NS - Iy St N "
EEIEL-n SIGN ' DAYE g/f,!] 5 LeveL -1t sidn DATE G A /D\f)
JRiE3 / acm 7 F CUSTOMER
A/ —= ,
N ‘
(FoRH 7 QC-UT0)




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

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

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, PRC Report No: NCS-000657
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  20-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0330

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-Confor mance Report waswritten: 12-Jul-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed Thermal Cutting of Floor Beam Web Plates to allow
fit-up of Panel Stiffenersin OBG Segment designated as 8AE on the Crossbeam side between Panel Points 61
and 64. This process created excessive root openings which will apparently prohibit ZPMC from completing
the welding process with the specified fillet welds.

Contractor's proposal to correct the problem:

Submit documentation for tracking weld type and perform NDT required to verify weld quality.

Corrective action taken:

Contractor has submitted the required documentation for weld type change aswell asNDT documentation
verifying the CIJP welds meet weld quality requirements of AWS D1.5.

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
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