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-000539
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0512

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 8BW

Procedural [ Procedural [J Description:

Reference Description: Missed UT Indication by QC, Segment 8BW

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector performed 10% verification of Ultrasonic Testing (UT) on the
weld between FL2 flange to FL 1 located at Segment 8BW panel point 65 (PP65). The QA inspector discovered
one (1) class“A” non-conforming indication measuring approximately 12 mm in length.

-The non-conforming UT class“A” indication measured approximately 12mm in length.
-Theweld isidentified as: SSD13A-PP65-128 at PP65.

-The weld is a Complete Joint Penetration (CJP) Tee Joint.

-The OBG Segment 8BW islocated at outside the Paint Shop.

-The Notice of Witness Inspection Number (NWIT) is 004869.

-TL-6027 UT report was written by QA inspector B205 on this date.

Applicablereference:
AWS D1.5-02 Section 6; Table 6.3

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1030 hours, 12-17-09, Verba
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1200 hours, 12-18-09, Verba

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

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 Eric Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-Dec-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: 05.03.06-000500
Subject: NCR No. ZPMC-0512

Reference Description:  Missed UT Indication by QC, Segment 8BW

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:
The Cadltrans Quality Assurance (QA) Inspector performed 10% verification of Ultrasonic Testing (UT) on the weld between FL 2 flange
to FL1 located at Segment 8BW panel point 65 (PP65). The QA inspector discovered one (1) class“A” non-conforming indication
measuring approximately 12 mm in length.

-The non-conforming UT class“A” indication measured approximately 12mm in length.
-Theweld isidentified as: SSD13A-PP65-128 at PP65.
-Theweld is a Complete Joint Penetration (CJP) Tee Joint.
-The OBG Segment 8BW islocated at outside the Paint Shop.
-The Notice of Witness Inspection Number (NWIT) is 004869.
-TL-6027 UT report was written by QA inspector B205 on this date.
Action Required and/or Action Taken:

Submit arepair procedure to the engineer for approval. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0512

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

Y/ 05.03.06-000500,NCT

Pagelof 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: 18-Jan-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.21 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000518 Rev: 00
Ref: 05.03.06-000500

Subject:  NCR No. ZPMC-0512

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher UT training. See attached
UT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time. As
a means of preventing future occurrences, the ABF QCM has performed refresher UT training. See attached UT training agenda and
attendance roster. The ABF QCM has been discussing missed UT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. ABF has purchased GE Technology transducers to
distribute to both ZPMC and ABF UT personnel in a cooperative effort to match the equipment of CT. These transducers will arrive to the job
site approximately the end of January 10 at which time they will be put into immediate use. ZPMC requests this NCR be placed in the
Approved Action Pending status category until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000518R00;

Caltrans' comments: Status: AAP
Date: 25-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 25-Jan-2010
Attachment(s):

‘E}' Page 1 of 1



(AB) B ) yOR.

A JOINT VENTURE

UT Refresher Training Agenda

Subject: UT Techniques

Reason for Training: Several CT NCR’s for missed UT indications
1. Safety

a.  Safety Glasses

b.  Gloves (if required)
c Knee Pads

d.  Electrical Shock

2. Tools

a Calibrated UT Machine condition of machine

b Coaxial cable condition of cable

c.  Transducer condition of transducer
d. 1IW Block
e

f

Scraper
UT couplant

3. Inspection Technigues

Surface preparation

Location of weld UT from beveled plate

Scanning patterns

Correct choice of Angles

Calibration per ZPMC procedure at regular intervals
Scanning speed

Know where your sound is at.... First leg, second leg etc...

@rPo0oTw

4, Inspection Criteria
a. Table6.3or Table 6.4
b.  Are surface inspections complete VT and or MT should always occur before
uT
c.  Scanning Levels
d.  Criteria dictated by the thinner of the two members
e.  Planar flaws
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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: 04-May-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-000518 Rev: 01
Ref: 05.03.06-000500

Subject: NCR No. ZPMC-0512

Contractor's Proposed Resolution:

Reference Resolution: Per the NCT, ZPMC is submitting the repair report used during repair of the missed indication and NDT to show
that the weld is now acceptable.

Per the NCT, ZPMC is submitting the repair report used during repair of the missed indication and NDT to show that the weld is now
acceptable. ZPMC has written an internal NCR to document this issues and warn the ZPMC inspectors of this non conformance. Based on
this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000518R01,

Caltrans' comments: Status: CLO
Date: 05-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0512 is closed.

Submitted by:  Eagen, Sean Date: 05-May-2010
Attachment(s):

Page 1 of 1



@j No. B-741L
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-5-1

REGARDING: NCR-000539(ZPMC-0512) NCR-000567(ZPMC-0540)
NCR-000570(ZPMC-0543) NCR-000571(ZPMC-0544)

ZPMC acknowledges several indications were missed and has written internal NCRs. ZPMC is
providing the WRRs and NDT records show these rejections have been repaired and rested to be
acceptable. Based on this, ZPMC is requesting closure of these NCRs.

ATTACHMENT:
NCR-000539(ZPMC-0512)
B-WR12526
B787-UT-12600 R
NCR-000567(ZPMC-0540)
B-WR12527
B787-UT-12601 RI
NCR-000570(ZPMC-0543)
B-WRI12525
B787-UT-12599 R
NCR-000571(ZPMC-0544)
B-WR12523

B-WR 12524
B787-UT-12598 R

:f"’lﬂ"”
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/ ;;-}ﬁ- DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
; A 333 Burma Road

Lo |

Oakland CA 94507
firans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGEFLUOR, A IV Date: 24-Dec-2009
375 BURMA ROAD
DAKLAND CA 95607 Contract No: 04-0120F4
04-5F-B0-13.2 / 13,
Dear: Mr. Charles Kanapicki Job Name: SAS qumlmmurek
Attention: Mr. Thomas Milsson  Project/Fabrication Munager Document No: 05.03.06-000500" - \}‘\;
Subject: NCR No. ZPMC-0512 {} \ )J'
Reference Description:  Missed UT Indication by QC, Segment BEW .-/) r [~. \‘\‘;}a..-
The attached Non-Conformance Repon describes in oceurrence where the contractor did not comply widh® ‘iﬁ‘i\il‘:nﬂ’:}fﬂf the contract document a5
indicated below: oy
Material or Workmanship not in conformance with contraci documents, (-I"{.’
Quality Control (QC) not performed in conformance with contract documents. ¥ :‘ .
O Recurring QC issue that constitutes a systemetic problem in quality control, {:/"Kf‘ >
O Non-Conformaunce Resolved. ) C'& S

Material Location: 0BG \gs Lift: %&
Remarks: < E] Q‘.‘%ﬁ

The Caltrans Quality Assurance (QA) Inspector performed 10% i sonic {UIT) on the weld between FL2 fange
to FLI located at Segment 8BW panel point 65 (PP6S). The QA dischvered class "A" non-conforming indication
measuring approximately |2 mm in lengih. @

&
length.

-The weld is identified as; SSD13A-PP65-128

~The weld is n Complete Joint Penetrati

~The OBG Segment BBW is located a1

-The Natice of Witness Inspection Num

=TL-6027 UT report was writien
Action Required and/or Actio

Submit  repeir p

Howe
C-0512

r for approval. A response for the resolution of this jssue is expected within 7 days.

Transmitted by
Attachments;

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Briun Boal, Jason Tom, Contract Files, Ching Chao
File; 05.03.06

Be. os.os.06-000500mcr Page 1 of |




STATE OF CALIFORNIA-B USINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegper, Gaverncy

DEPARTMENT OF TRANSPORTATION o
DIVISION OF ENGINEERING SERVICES Al i
Ollice of Structural Materials ;;: e
Quality Assurance and Source Inspettion e
Contract #: 04-0120F4
Bay Area Branch o T
690 Walnut Ave.S1. 150 Cry: SF/ALA Rte: 80 PM: 13.2/13.9
Vallgjo, CA 84582-1132 o R
(707) 645-8483 File#: 69.25B
{707) B48-5483
QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000539
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Dec-2009

Submitting Contraetor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-D512

Type of prablem:

Welding 0 Conerete [0 Other

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

Joint fit-up [J Coating [0 Other [0 Component: OBG Segment 8BW

Procedural [] Procedural [ Description:

Reference Description: Missed UT Indication by QC, Segment 8BW

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector performed 10% verification of Ultrasonic Testing (UT) on the
weld between FL2 flange to FL1 located ai Segment 8BW panel point 65 (PP65). The QA inspector discovered
one (1) class “A™ non-conforming indication measuring approximately 12 mm in length,

-The non-conforming UT class “A" indication measured approximately 12mm in length.
-The weld is identified as: SSD13A-PP65-128 at PP6S,

-The weld is a Complete Joint Penetration (CJP) Tee Joint.

-The OBG Segment 8BW is located at outside the Paint Shop.

-The Notice of Witness Inspection Number (NWIT) is 004869,

-TL-6027 UT report was written by QA inspector B205 on this date.

Applicable reference:
AWS D1.5-02 Section 6; Table 6.3

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents,”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1030 hours, 12-17-09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1200 hours, 12-18-09, Verbal

WL 7215 Quatty dssurance - Non-Canformance Repart S s




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Comtinved Page 2 0f 2 )

— —— ===-t-=_—_==.=
QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L] Yes 4 No
Contracior's proposal 1o 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 efforis please contact Eric Tsang, 15000422372, who represents the Office of

Structural Materials for your project.
Inspected By:  Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

W TL-15.Quallty Assurance — Nan-Conformance Report -




allowance aggregate length.

Description of welding discontinuity:

Zheu | J“'?fm

Rejected indication found by ultrasonic inspection Is less than the maximum

(UTHRGZAMMRESRESTRAAWFIERE. ) SSD13A-PP065-128

2R (Inspector) Zhou Haijun B #i(Date) : _2010.04.26

| c=Pmes KR aRBRE R Rev. No. .
s Welding Repair Report 0
E £ 5 xEEmAH | FEEF SSD13A Wbt s .
Project Name SFOBB Drawing No Faport o, SWR12828
&M% 04-0120F4 42 4
_ BBW FLOOR BEAM SP| NDTiR&4% &
_c%?;gg_ e }ten::eNa LICE Report No.of ND‘W B787-UT-12800
___Project No.:
P SEa Fa A

FRERSETFER

Draft of welding discontinuity:

"

120

-—

-
[12

— 20

e

I}

I

WELD NUMBER: SSD13A-PP065-128




FERA:
____ Caused:
1. Rl =Bt b EH T,

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

£ [ # 4 A(Foreman): _L“}L,ij B JA(Date): Clb-*L?

aEEL
Disposition :

1. MBREBEERSMEEE M (D<0.85T, DAGGMIE, THWM) FARGISTETESBnsGmEg,
2. PREGEZETZNRE (WPS) BEEFEMMELTL, WMamme,

3. MWATR AR ST VT R R R e T S B

4, HENERITEIEBHBRMERETS,

| 5. WMEEETUTER, MM AR5 Ll B J05E 0 & 5 £50mm.

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;
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. Perform UT inspection to the weld along with 50mm on each end of the repair area;

i ig%:ﬂyr"f‘ i He Eﬂf“"fl 5:. .
Technical engineer Approved by Date

#R787-QCP-900




1 BReERBEMRE

(ZPMC] R T
pe—— Welding Repair Report 0
T &% REWEAE | FEET SSD13A RE T .
Project Name SFOBB Drawing No Report No. “WR12020 -
N
Santiact bl 04-0120F4 | IMTEAE | gaw FLOOR BEAM | NDTIR4E 4%
s s ltems Na B787-UT-12600
S SPLICE Report No.of NDT
K ZPOB-787 me
Project No.:
8 i 7k

Correction action to prevent re occurrence:

1. 00 3R IR S A8 (R .

1. Improve monitoring of welding and interpass cleaning.

% [ i §r A(Foreman): L’VL,, ja")\ B i(Date): e o

WPS-345-SMAW-1 : il
G(1F)-Repair ﬁp_,xrﬂ‘-vﬂ

&@EyWPSEH E WPS-345-FCAW-1 | T2 8

Repair WPS No. G(1F)-Repair-1 technologist \{: Q
WPS-345-SMAW-4 2
G{4F)-Repair

EiE (Hal) AEBEE o i 4 a9 &k 1g

Preheat temperature g Yo & Description I‘F

before gouging of discontinuity

G 4k T B ; BT 4 8 fr

Inspection /65 I a Preheal temperature ffl) ’ o5y

before welding before welding g

3R ' malEE

Mzax. depth of gouging /ﬂm m Total length of gouging z I 2',-'?"1}'?“

BT / - \ HEad ®

welder C?{L-}éﬁ [ welding type ;MW position Lb C?-

B4 B / REsSRE = HEEHE

Current j% Voltage :Lr'- ) Speed ; 31?

EEhE

Inspection After repairing:

rREA { H i
Rt E o h e -
Tt e it A("{"’ Inspector L / IL Date }o{ﬂ e -l 1.
Hi BHRn . D-'} . 7

NDT = e

NDT result A(( NDT person Z%ﬂ,{.f-hﬂﬂ.hﬁ Date !{I'.F’*- Oé‘ T 6‘2/

W : ’ '

Witness/Review:

®E

Remark :

-

#R787-QCP-800 *




—— | REPORT OF ULTRASONIC EXAMINATION. - |
E::E g T _-__UTW-‘&:' . —r T T ST
=
IREFDFIT NO. RE@WS B787-UT-12500 DATE 2010.0426 - PAGE 1 OF1 Revision No: 0
IPROJECT NO. : T8 zPos-787 CONTRACTOR: CALTRANS
ITEMS NAME: 8BW FLOOR BEAM PRAWING NO.: R CALTRANS CONTRACT NO.: 04-0120F4
e APLICE e b M TR )
|REFERENCING CODE £%i8% ACCEPTANCE STANDARD #£#{718 PROCEDURE NO, BIifa s
jawspiszoez AWSD1S2002(Tables3)  _ _ |zeaGutt 7
WELDING PROCESS 55 JOINT TYPE iP5l CALISRATION DUE DATE 1S Ea4m
FCAW CORNER-JOINT Dec. 2857 2010
EQUIPMENT 4% MANUFACTURER il 7l MODEL NO. #8% SERIAL NO. FE5iRS
071565311, 061488510,
UT SCOPE Pmmca EPOCH-48 081488811, 070162011,
CALIERATION BLOCK 4 COUPLANT &% MATERIALITHICKNESS ¥ I fF
[AWS IW BLOCK TYPE I cM.C ATOOM-345T2-X 20mm
TRANSDUCER #F4L
MANUFACTURER | ANGLE | FREQUENCY SIZE  |MANUFACTURERl ANGLE | FREQUENCY SIzZE
L= ] fal i R o] M Hig R
Changchao T0* 25MH= 18%1Bmm
Changchao o 2.5MHz 20mm Referenca Level 4R 0 20dB
|Base metal inspected par AWS D1.5-2002 Section 6,19.5 0° UT OK.
DECIBELS 4+ 1 DISCONTINUITY Feskeis E
WELD g |4 |u [~[g LE g 3
% o © w - ﬁ ir-gg:,séé’ LOCATION OF DISCONTINUITY S e
IDENTIFICATION |E 1k | 28 =& | 8 ’55 55...3: FEEALE (mm) g | =
MRS =1 I '
~ S Nt I I I ey e e
= . EE B =Y =
- PR | EETSE =)
ssDiaaPPoEs128| 1 | 70 | A | o |42|32| 1 |+8| 12 6 12 2 | 120 | REJ. | 100%
BLANK

|EXAMINED BY=Zig

[LEVEL-1 siGN |  DATE

ZA%E'#?M'{W ey}

|REVIEWED BY Wk

whse/ (o-0tf 7§

LEVEL-1l SIGN | DATE
SR / QCM R CUSTOMER
5 SIGN | B DATE |§$ SIGN | B DATE

1

- JFORME ZPQC-UTD1)

t
g L]




UTHGRE

@ REPORT OF ULTRASONIC EXANIINATION

REPORT NO. HE&&% B787-UT-12600R1 DATE 2010.05.02 PAGE 1 OF1

Revision No: 0

PROJECT NO. : THERE ZP06-T8T

CONTRACTOR : CALTRANS

JITEMS NAME:
A SPLICE

BEW FLOOR BEAM

DRAWING NO.:
()

SSD13(A)

inH THRE

CALTRANS CONTRACT NO.: 04-0120F4

JREFERENCING CODE #3551

ACCEPTANCE STANDARD {257k

PROCEDURE NO. A4S

AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 1§48 JOINT TYPE Higaa CALIBRATION DUE DATE {i S HEEH 4010
SMAW CORNER-JOINT Dec. 28°" ;2010
EQUIPMENT #i & MANUFACTURER #filifkifi MODEL NO. Mzt SERIAL NO. FF714 %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 081408811, 070152011,
CALIBRATION BLOCK ifik COUPLANT #5147 MATERIALITHICKNESS # # [5/F
AWS IIW BLOCK TYPE 1I cMe ATOSM-345T2-X 20mm
TRANSDUCER #4
MANUFACTURER | ANGLE | FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
mail e bl i Rt Tl Mg ik Rt
Changchao 70" 2.5MHz 18%18mm
Changchao o 2.5MHz 20mm Referance Level &2 5§ 2048
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK. '
DECIBELS4 M DISCONTINUITY Faliéit 5
. 3
WELD S (2 |8 |cls_le 8. ls. 5 "
Z. (285 |® FelsEE i 2 LOCATION OF DISCONTINUITY g | *
IDENTIFICATION |E Ik |'n % | 5% ] EIEE SEESE P (mm) 23| =
SE|m o < |- -] =
manpas |8 |2 |€ |8 £ &
(=] o e od
= o Length Sound | Depthfrom From™ | Fromy | 8
a|lbl|le|d s Path Surface BEX By n
mE | mxEme a
SSD13A-PPOBS-128| 1R1 | 70 3z AcC. | 100%
AFTER B-WR12526
BLANK

Rmfmh;‘lwﬁ;@fo. 29, o0\

LEVEL -1l SIGN | DATE

EtE®E / acm

%% SIGN | B Jf) DATE

i /" CUSTOMER

¥ SIGN | BN DATE

(FORM# ZPQC-UT01)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Oalland CA 94607
frans Tek: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A JV Date: 28-Dec-2009

375 BURMA ROAD

OAKLAND CA 95607 Controct No: 04-0120F4

(4-5F-80-132/ 139

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Moneger Dincument No: (5.03.06-000530
Subject: NCR No. ZPMC-0540

Reference Deseription:  Missed UT indications by QC on Segment 8CE Deck Panel joint

The attached Non-Conformance Repon describes an occurrence where the contractor did nol comply with a requirement of the coniract document as
indicated below;
Maierial or Workmanship not in conformanee with contract documents.
Quality Control (QC) not performed in conformance with contract documents,
(| Recurrmg QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resalved.
Material Location: 0BG Lift: 08
Remarks:
Dharing the Quality Assurance Ultrasonic Testing (UT) review ol weld located on Segment 8CE, this Quality Assurance Inspector (QA)
discovered the following issue:
-One (1) Class "A" indication measuting approximately 40 mm in length.
=The dB rating is +6.
-The weld is identified us SEG0484-005.
~The weld is a Complete Joint Pencteation (CIP) butt weld joining Deck Plate DPIS4A (o DPI3TA.
-The indication is clesrly marked by QA onfrear the weld,
0BG Segment 8CE is locaied in front of blast bay 1.
-This QA generated a TL-6027 UT repon for this weld en this date.
The Notice of Witness Inspection Number (NWTT) is 004949, The indication is located inside the area that has been previously esied
and accepted by ZPMC Quality Control (QC) persenncl. As per the contraci documents, ZPMC's QC persennc are required lo perform
100% UT inspection of this weld,
Action Required and/or Action Taken:
Submit & repair procedure 1o the engineer for approval. Ensure that the ZPMC technician that missed this indication i trained and
equipped in such a manner as to identify these indications in the future.

Transmitted by: Bill Howe
Attachments: ZPMC-0540

[ Rick Morrow, Gary Purscll, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

W 050306000530 NCT Page | of |




STATE OF CALIFORMIA-BUSINESE, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

— —_— —-
DEPARTMENT OF TRANSPORTATION Sy
DIVISION OF ENGINEERING SERVICES f AT
Office of Structural Materials ‘-«'E: -‘lj—‘_';
Quality Assurance and Source Inspection ...-_&,
Contract #: 04-0120F4
Bay Area Branch i K
680 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 Y
(707) 8455483 File#: 69.25B
{707) B49-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000567
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 28-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0540
_— —_— —_—
Type of problem:

Welding [0 Conerete [0 Other

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

Joint fit-up [J Coating [ Other Component: Segment 8CE Deck Plate

Procedural [J Procedural [J Description: Missed UT Indication by QC

Reference Description: Missed UT indications by QC on Segment 8CE Deck Panel joint

Deseription of Non-Conformance;

During the Quality Assurance Ultrasonic Testing (UT) review of weld located on Segment 8CE, this Quality
Assurance Inspector (QA) discovered the following issue:

-One (1) Class “A" indication measuring approximately 40 mm in length.

-The dB rating is +6.

-The weld is identified as SEGD48*-005,

-The weld is a Complete Joint Penetration (CJP) butt weld joining Deck Plate DP364A to DP337A.,

-The indication is clearly marked by QA on/near the weld.

-0OBG Segment BCE is located in front of blast bay 1.

-This QA generated a TL-6027 UT report for this weld on this date.

The Notice of Witness Inspection Number (NWIT) is 004949. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC's QC personnel are required to perform 100% UT inspection of this weld.

Applicable reference:

-AWS D1.5-2002, Section 6, Table 6.3 specifies a class A indication as having a dBs rating of +10 and lower
for weld thicknesses 8mm through 20mm.

-Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Chao

Time and method of notification: 1700 hours_12/28/09 Verbal

Name of Caltrans Engineer notified:  Bill Howe

ﬂi_ TL-15, Quality Assurance - Non-Conformance Repori Poge ] of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continwed Page 2of 2 }
_ -, ————— — —
Time and method of notification: 0900 hours 12/29/09 Verbal

QC Inspector's Name: Wang Weiming

Was QC Inspector aware of the problem: [ Yes [ No

Contractor's proposal to correct the problem:

N/A

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
concemning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

_ _ =
Inspected By:  Tsang Eric SMR
Reviewed By: Wahbeh,Mazen SMR

ﬁz TL- 15, Cheality Assuranee — Mowv-Confarmance Repor Page 2af 2
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Description of welding discontinulty:

Rejected indication found by ultrasonic Inspection Is less than the maximum
allowance aggregate length.

(UTHRGEERAORBEEESTRB KA FKE. ) SEG048%-005

Zhew Horfln

A3 W (Inspector) Zhou Haljun B #(Date) : _2010.04.26

| r=Pme |- R ER & dﬁ =1 | B Rev. vo.- |
" Welding Repair Repurt ' |
EEPT wEEAAG | HES e T |
Project Name SFOBB Drawing No Report Mo, B-WR12527
NE
et N SRR #4427 | ace DECK PLATE SPL| NDTIR& 4%
RE o5 lte",.‘:BNE ICE ReportNo.of NDT|  B787-UT-12601
| Project No.: ik
SRR

WEERSCEFER
Draft of welding discontinuity:
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WELD NUMBER: SEG048+%-005




FERE:

Caise— e e i g e bt e e e = e

1. Rl xR L&ETR.
1. Did not clear the weld pass completely in time.

£ZENL

Disposition :

1. ABREEEMEESHE N (D<0.65T, DRGSR, THEM) AT N SR,

2. SMERRETZHE (WPS) BEEMmMAELIX, WANME
3. BT EEETVTR IR E S 2 i,
4, HENERITEELQHRGIERETT,

5. IREEATUTER®, &ﬂﬁﬂ%ﬁﬁiﬁﬁi&ﬁﬁﬂ%ﬁﬁﬁﬂmm.

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

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 weid;
5. Perform UT inspection to the weld along with 50mm on each end of the repair area;

L & w‘ﬁm‘ﬁ- WL

Technical engineer Approved by

£ 8 §i #r A(Foreman): L i"‘jmj g #i(Date): \f~ 2,9

“T" Is thickness of

B ‘o 5(.}‘
Date

#R787-QCP-900




Correction action to prevent re occurrence:
1R RS M A,
1. Improve monitoring of welding and interpass cleaning.

EWMAEWPSHE S
Repair WPS No.

WPS-345-SMAW-1
G({1F)-Repair
WPS-345-FCAW-1
G(1F}-Repair-1
WPS-345-SMAW-4
Z(4F)-Repair

rEPmRe] | — BEBBMRE | e rero |
e Welding Repair Report 0
EEPT™ xEGAKE | HHES S WEhT "
Project Name SFOBB Drawing No Report No. oy
&R .
T i LA | o DECK PLATE S| NDTSH4 4%
on 0. Items Ma B787-UT-12601
WA &5 me PLICE Report No.of NDT
ceciact fao. ZP05-787
#Edk

2 fd] § 9 A(Foreman): !t- ZL:‘- jf } 8 #i(Date): “f L8

ITER

technologist

h;_,'j‘. ra'n

¥ ye

EfE (TRA) WMMaARE SE o 0 &l 8
Preheat temperature ! ;C Description X ‘f:
before gouging of discontinuity -
Rt ERE AT R g
Inspection A’CC__ Preheat temperature ’ {% C
before welding before welding
BRARURE BEEE
Max. depth of gouging vgl"m'ﬁ Total length of gouging /(Lﬂ .I"""",‘”l
HERT RENCE
welder 0 G,LP )) - welding type '{m %‘ﬂ/ position ZF CT
& Wi BRERE e R
Current ! l’P f Voltage 7/tf- f Speed /r_’gc
EiEEHE
Inspection After repairing:
2R ( B
o 1
et ﬂrc’g,__ Inspector (, ( %m? M,D ate ),‘D." 0 QE. ° !
HE 545 0 « Ll :;}'a I b
NDT =)
NDT result XL NDT person  Zhoybgilum |pate  [8.05 0 v
ﬂﬁE : ] " T
Witness/Review:
&E
Remark :

#R787-QCP-200
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REPORT OF

N

ULTRASONIC EXAMINATIO

UTERERE |

=,

|REPORT NO. Si&&S B787-UT-12601 DATE 2010.04.26 PAGE 1 OF1 Revision No: 0
PROJECT NO. :TH#S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 8CE DECK PLATE DRAWING NO.: g CALTRANS CONTRACT NO.: 04-0120F4
ML SPUICE B MM TR
REFERENCING CODE #:5#7 ACCEPTANCE STANDARD 3z PROCEDURE NO. /88
JAWS D1.5-2002 AWS D1.5-2002(Table 6.3) Zr@CUTH
WELDING PROCESS & JOINT TYPE fit i CALIBRATION DUE DATE B8 ER %
SAW |BuTT | Dec. 26%" 2010
EQUIPMENT &% MANUFACTURER it MODEL NO. #3ill % SERIAL NO. FFlifi 2
Jm‘ SCOPE PANAMETRICS EPOCH-4B mﬁn m:g:lg:
CALIBRATION BLOCK &tk COUPLANT $i&# MATERIAL/THICKNESS #EEE
AWS I'W BLOCK TYPE I - c.M.c ATOOM-345T2-X - 14mm
TRANSDUCER #3
MANUFACTURER | ANGLE | FREQUENCY SIZE |MANUFACTURER ANGLE | FREQUENCY SIZE
il i e R T bl i R
Changchao T0° 2.5MHz 1B%1Bmm
Changchao "o 2.5MHz 20mm Reference Level £ RENE 2048
Base matal inspecied per AWS D1.5-2002 Seclion 6.18.5 0* UTOK.
DECIBELS#+ 1 DISCONTINUITY FaEiis §
F 8
i | HPTESEL B D T T - e B A
IDENTIFICATION Eg E'% Eg - 3_ E ECEE %E -E
ke E E % a|lble|d ":,:_&m Hl;‘i:d | 'hm FEK F:;}T E *
PE | EEERE
SEGD48"-005 1| 70| A |1 ]|3s|az|1|+6]| 40 32 1 4 | 11520 | REL | 100%
BLANK

|EI.AHINED BYX:g

REWVI D BY W
Z::Mg [ o5k gg

ILE‘I-'EL-!I SIGN | DATE:

ZL&[-&?&& (v L3 16

LEVEL -1l SIGN [/ DATE

HiEEE / QoM

A FCUSTOMER

% SIGN / B i DATE

S SIGN /B DATE

(FORM# ZPQC-UTOT)

™ 4 .
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO, &% B787-UT-12601R1 DATE 2010.05.02 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T4 8 ZP06-787 CONTRACTOR : CALTRANS
liTems NAME: SCE DECK PLATE  PRAWING NO.: = CALTRANS CONTRACT NO.: 04-0120F4
T SPLICE Lo mM TERS
REFERENCING CODE #3%Hli ACCEPTANCE STANDARD 215 PROCEDURE NO. /g8
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
lweLDING PROCESS fiE s JOINT TYPE 45 805 CALIBRATION DUE DATE {x8i EAr s
SMAW BUTT Dec. 28%7 2010
EQUIPMENT % MANUFACTURER fili 7§ MODEL NO. #stig 4 SERIAL NO. [FFiigS
071565311, 061488510,
MTSCOPE PSS pracHem 061495811, 070152011,
CALIBRATION BLOCK &t COUPLANT ¥&# MATERIALITHICKNESS 4 %} FLiT
AWS IIW BLOCK TYPE 1l C.M.C AT09M-345T2-% 14mm
TRANSDUCER 53
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
L i 8545 Rt 1T e HE R
Changchao 70 2.5MHz 18%18mm
Changchaa (i 2.5MHz 20mm Reference Level &4 H#T 20d8
|Base matal Inspecled par AWS D1.5-2002 Section 6.19.5 0® UT OK.
DECIBELS4+ 1 DISCONTINUITY FeiEskis E
-
g |w |w 3 :
WELD =z - —~ L, 4 3 sl
z. |22 |3 % %‘EE;%%E LOCATION OF DISCONTINUITY g | *
ienTiricaTIon | Bk | wE (2| S Big S £ T zs | £
SF |2 gﬁ o[ I Eﬁ B
mannes |8 |8 9 =
= o Length Sound | Dapth from Fromx | Fremy | 8
a|lble|d oy Path Surface P my B
g Rl o
SEGDH4B*-00S 1R1 70 3z ACC. 100%
1
AFTER B-WR12527
BLANK

REWI BY Widg
5{2 @A '}ﬁ/f-’ 0. L

|JLEVEL -1l SIGN [

DATE

HitEEa / acm

%% SIGN / Bl DATE

Fil " CUSTOMER

4= SIGN /| BN DATE

(FORM# ZPQC-UTO1)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

333 Burma Road
Dakland CA 94607
(Gafrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 30-Dec-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 Mannger Document No: 05.03.06-000533
Subject: NCR No. ZPMC-0543

Reference Deseription:  Missed UT indications by QC on Segment KCW Side o Edge Plate Joint

The attached Non-Conformance Repon describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below;
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents,
O Recurring QU issue thal constitutes a systematic problem in quality control.
O MNon-Conformance Resalved.
Material Location: 0BG Lifi: 08
Remarks:
During the Cruality Assurance Ulirasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment BCW, this
Quality Assurance Inspector (QA) discovered the following issues:
-One (1) class “A" longitudina] linear indication measuring spproximately 30mm in length,
-The indication dBs mting is & +7.
-Materinl thickness is | 8mm.
-The depth of the indication is approximately |4mm.
-The weld is identificd as CAD53-003,
-The weld is designated as Seismic Performance Critieal Material (SPCM).
-The indication is elearly marked on or near the weld.
-The weld is a Complete Joint Penctration (CIP) comer Joint joining Side Plate SP436A (SPCM) 1o Edge Plaie EPG4A (SPCM),
-Segment 8CW is located in front of blast bay 1.
The Notice of Witness Inspection (NWIT) No. is 004949, The indication is located in an area previously tesied and aceepted by ZPMOC
Quality Control (QC) personncl. As per the contract documents, ZFMCs QC personnel are required to perform 100% UT inspection of
this weld.
Action Required and/or Action Taken:
Submil o repair procedure to the engineer for approval, Ensure the UT technician is ndequately equipped and troined to loeate such
indications in the future,

Transmitted by:  Bill Howe
Attachments: ZPMC-0543

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
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File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

Arnold Schwarzenegger, Govemar
7=

Contract # 04-0120F4

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valiejo, CA 945921133 T
(707) 649-5453 File #: 69.25B
(707) 649-5483
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000570
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 29-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0543

ﬁ%

Type of problem:

Welding [ Concrete [ Other

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

Joint fitup [] Coating [J Other Component: Segment 8CW Side to Edge Plate
Procedural [] Procedural [J Description: Missed UT Indication by QC

Reference Description: Missed UT indications by QC on Segment 8CW Side to Edge Plate Joint
Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment BCW, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) class *A™ longitudinal linear indication measuring approximately 30mm in length.

-The indication dBs rating is a +7,

-Material thickness is 18mm.

-The depth of the indication is approximately 14mm.

-The weld is identified as CA053-003.

-The weld is designated as Seismic Performance Critical Material (SPCM).

-The indication is clearly marked on or near the weld,

-The weld is a Complete Joint Penetration (CJP) corner joint joining Side Plate SP436A (SPCM) to Edge Plate
EP64A (SPCM).

-Segment 8CW is located in front of blast bay 1.

The Notice of Witness Inspection (NWIT) No. is 004949, The indication is located in an area previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMCs QC personnel
are required to perform 100% UT inspection of this weld.

Applicable reference:

AWS D1.5-02 Section 6; Table 6.3 specifies a class A indication as having a rating of 10dBs and under for
material thicknesses 8mm through 20mm.

Special Provisions Section B.3; “Qual ity Control (QC) shall be the responsibility of the Contractor, As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Subhasis Bera

_hj_ TL-1 5. Onaality Assurance — Non-Conformance Repare Page I of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Contimied Page 2 0f 2 )

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1330 hours, 12-29-09, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1930 hours, 12-29-09, Email

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [J Yes[4 No

Contractor's proposal to correct the problem:

N/A

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
conceming repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the

Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMRE

o,
‘ﬂ,"_ TL-1 5, Qwalfity Assuranee - Now-Confisrminee Repeort Page 2uf 2
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#8 R (Inspector) Zhou Haijun H #i(Date)

Description of welding discontinuity:

(UTEHGERAMEBSEESTRAAFEME. ) CADS3-003

Zl,ml'rfﬂuFZuH

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

: _2010.04.28

_____-__-_ E &R B SEE_J:J___.__.__. | A% Rev, No. |
' b . Welding Repair Report RS R
0 E &5 wEmwcE | HEET CAS3 RS
Project Name SFOBB Drawing No Report No. i
&S 4
04-0120F4 HHLH | gow CORNER ASSEM| NDTIHRA 45
_Egﬁ:lﬁ%r Itar:fat\la BLY Report No.of NDT B7B7-UT-12509
| Project No.: il
e 8 2 P

2B

=
e
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RREESETFEE

Draft of welding discontinuity:
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WELD NUMBER:

CA053-003




FERE:

CRuERdT - =1 = e D RSN AT T Rty S e N ||

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

% (8 §i 9 A(Foreman): [ Lﬂﬁ H(Date): '1‘ 3 i

HTHEL
Disposition :

1. MEGEREERE—WN (D<0.65T, DAGISIEA, THIEM) FRAMURITEA T EERI GG,
2. BMEEEETZ8E (WPS) BEXERMELER, mamnms

3. BN ERETVTRMRIEREELEEE,

4. FENEHITEASHHEMERSTH,

5. FMSEHTUTER, v R R s L R il &35 £50mm.

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;
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. Perform UT inspeaction to the weld along with 50mm on each end of the repair area:

T i:(""’l"’ﬂﬂw " ameofys

Technical engineer Approved by Date

#R787-QCP-900




--r\;@l——m————— E % iR 'fg TE.—::— — |l Rev- No—|-
Welding Repair Report 0
R RERAAE | HHES CAS3 st i
Project Name SFOBB Drawing No Report No. B-WR12525
ERE 04-0120F4 #2745 | gow co THA
Contiaci N toms Na | BCVY CORNER ASSE| NDTHf.& ¥ -
9 H &5 me MBELY Report No.of NOT R
: ZP0G-787
Project No.:
b E ik

Correction action to prevent re occurrence:

1. T3R5 8 5 A0 R

1. Improve monitoring of welding and interpass cleaning.

% a] fi ¥ A(Foreman): f ]1 jo')\ g i(Date): ¥ 1,9

WPS5-345-SMAW-2

G(2F)-FCM-Repair ,l{g,}( (#9 &v'n
£WMBYWPSE T WPS-345-FCAW-2 | T& R
Repair WPS No. G({2F)-FCM-Repair | technologist ll }Jﬂ

WPS5-345-SMAW-4

G{4F)-FCM-Repair
EfE (|l &G E iE fiE o G I3 -
Preheat temperature f c Description :.E"r
before gouging of discontinuity
/ML ERE 12 0 TR A B 0
Inspection d’Cﬁf Preheat temperature g e:
before welding before welding
- RIUE Y 4 g Al B [
Max. depth of gouging mn Total length of gouging 34’3 Jrﬁ'i'ﬂ
BT wERD mEw W
welder ﬂ ({'('Ln L welding type ;MW position @ GT"
mER mEak 1=
Current /(( (;L Voltage ?/‘[L“—'é Speed X;I/g
EEERE
Inspection After repairing:

Bl R ; B i .
H‘EEE Inspectar L fmhuq" Date
VT result ACC_ 5?!1'379) Yo D 5\ 0

NDT X #: 4 A * H M
NDT result ACC.- NDT person ija Lbyuw_ Date /ans-\,jl.f
RAE - ‘ ‘
Witness/Review:
*IE
Remark :

#R7B7-QCP-900 .




REPORT OF ULTRASONIC EXAMINATION

CUTHRGRS | R

REPORT NO. #i#fiEE BTe7-UT-12508 DATE 2010.04.26

PAGE 1 OF1 Revision No:
PROJECT NO. : T#Ei8S ZP06-TBT CONTRACTOR: CALTRANS
fiTEMs NAME: 8CW CORNER DRAWING NO.: . CALTRANS CONTRACT NO.: 04-0120F4
LS ASSEMBLY mE mATRES
|REFERENCING CODE &% ACCEPTANCE STANDARD &5 i5m PROCEDURE NO. ara&u%
jaws D1.5-2002 _ ... |AWSD1.5-2002(Table 6.3) ZPacuTo1
'WELDING PROCESS ﬂ!}iﬁ JOINT TYPE ift sty CALIBRATION DUE DATE ﬂ%mm
[Foaw T-JOINT Dec. 285 2010
EQUIPMENT @4 MANUFACTURER S1&T MODEL NO. #3858  |SERIAL NO. S5l
071565311, 061488510,
UTSCOPE PANAMETRICS EPOCH-4B DE1425811, 070152011,
|causraTonBLOCK #3:  |coupLanT A MATERIALITHICKNESS H#LE
AWS IWBLOCKTYPET . |cMcC ATDOM-345T2-X 1B/28mm
TRANSDUCER #£ik
MANUFACTURER | ANGLE FREQUENCY SIZE imum:mnsn’ ANGLE | FREQUENCY SIZE
miewE A i Rt filii faE = R+
Changchao Tor 2.5MHz " 18%1Bmm
Changehao . _ 2.5MHz 20mm Referance Level &% R 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
DECIBELS4 M DISCONTINUITY Tl 5
~ 3
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PROJECT NO. : TH##E ZP06-787 CONTRACTOR : CALTRANS
lITEMS NAME: SCW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: D4-0120F4
ASSEMBLY e
£ e InMHIEME
JREFERENCING CODE #&#i4% ACCEPTANCE STANDARD #4545t PROCEDURE NO. e
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
TNELDIHG PROCESS i JOINT TYPE ety CALIBRATION DUE DATE {3 5% 5 E 77 2% 05
SMAW T-JOINT Dec. 2857 2010
EQUIPMENT 8% MANUFACTURER i i MODEL NO, 545§ SERIAL NO. 5l
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TRANSDUCER ##3L
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Changchao To* 2.5MHz 18%18mm
Changchao 0", 2.5MHz 20mm Reference Level &35 R0 20dB
Base metal Inspacled per AWS D1.5-2002 Section 6.19.5 0® UT OK,
DECIBELS4H I DISCONTINUITY Al E
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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: 30-Dee-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No; 04-0120F4

04-5F-80-13.2/ 13.9

Dear: Mr. Charles Kanapicki Job Nume: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document MNo: 05.03.06-000534
Subject: NCR No. ZPMC-0344

Reference Deseription:  Missed UT indications by QC on Side Plate of Segment BCW

The atteched Non-Conformance Report deseribes an ocourrence where the contractor did not comply with o requirement of the contract document as
indicated below:
B Material or Waorkmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformanee with coniret documents,
O Recurring QC issue that constitules a sysicmatic problem in quality conirol.
[ Non-Conformance Resolved.
Materinl Location: 0BG Lift: 0%
Remariks:
During the Quality Assurance Ulirasonic Testing (UT) review of Seismic Performance Critical Material (SPCM) welds located in
Orhotropic Box Girder (OBG) segment BCW, this Quality Assumnce Inspecior (QA) discovered the following issues:
-Two (2) class A" longitudinal lincar indications mensuring spproximately 6mm and | Omm in length.
Indication #1 is located in weld identified as SEGO47B-012,

-The indication dBs rating is a +10,

-Material thickness is | mm.

=The depth of the indication is approximately 4mm.

~The weld is designated as Seismic Performance Critical Mmterial {SPCM).

=The indication is clearly marked on ar neer the weld,

<The weld is a Complete Joint Peneteation (CIP) butt Joint joining Side Plate SPT67A (SPCM) to SPT27A (SPCM).
Indication #2 is located in weld identified as SEGO47R-013,

=The indication dBs rating is a 49,

-Material thickness is 16mm.

-The depth of the indication is approximately 7mm.

-The weld is designated as Seismic Performance Critical Material (SPCM),

~The indication is clearly marked on or near the weld,

=The weld is a Complete loint Penctration (CIP) butt joint joining Side Plaie SPT27A (SPCM) 10 SPAR0A (SPOCM),
=Segment BCW is located in front of blast bay |,

The Notice of Witness Inspection (NWIT) No. is 004949, The indications are locaied in nreas previously tested and aceepted by ZPMC

Quality Control (QC) personnel, As per the contract documents, ZPMCs QC personnel tre required (o perform 100% UT inspection of

thesz welds.

N e5odve-000534NCT Puge | of 2




NCT
{ Comtinued Page 2 0f 2 )

—
Action Required and/or Action Taken:

Submit & repair procedure to the engineer for approval. Provide trmining and equipment to the UT technician 1o ensure these types of

indications are not missed,

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attnchments: ZPMC-0544

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

N2 05.04.06-000534,NCT Page 2uf 2




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

DEPARTMENT OF TRANSPORTATION =
DIVISION OF ENGINEERING SERVICES
Dffice of Structural Materials a3t
Quaiity Assurance and Source Inspection > o8

Contract #: 04-0120F4

Bay Area Branch

690 Walnul Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94582-1133 oy

(707) 648-5453 File #: 69.25B

(707) 649-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000571
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 30-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0544

%

Type of problem:

Welding [J Concrete [0 Other

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

Joint fitup [J Coating [0 Other Component: OBG Segment 8CW Side Plate
Procedural [J] Procedural (] Description: Missed UT Indication by QC

Reference Description: Missed UT indications by QC on Side Plate of Segment 8CW

Description of Non-Conformance;

During the Quality Assurance Ultrasonic Testing (UT) review of Seismic Performance Critical Material
(SPCM) welds located in Orthotropic Box Girder (OBG) segment 8CW, this Quality Assurance Inspector (QA)
discovered the following issues:

-Twao (2) class “A” longitudinal linear indications measuring approximately 6mm and 10mm in length.
Indication #1 is located in weld identified as SEG047B-012.

-The indication dBs rating is a +10.

-Material thickness is 16mm.

-The depth of the indication is approximately 4mm.

-The weld is designated as Seismic Performance Critical Material (SPCM).

-The indication is clearly marked on or near the weld.

-The weld is a Complete Joint Penetration (CJP) butt Jjoint joining Side Plate SP767A (SPCM) to SP727A
(SPCM).

Indication #2 is located in weld identified as SEG047B-013,

-The indication dBs rating is a +9.

-Material thickness is 16mm.

-The depth of the indication is approximately 7mm.

-The weld is designated as Seismic Performance Critical Material (SPCM).

-The indication is clearly marked on or near the weld.

-The weld is a Complete Joint Penetration (CJP) butt joint joining Side Plate SP727A (SPCM) to SP489A
(SPCM).

-Segment 8CW is located in front of blast bay 1.

The Notice of Witness Inspection (NWIT) No. is 004949, The indications are located in areas previously tested

.hl TL- 15, Quenliny Assurannce — Nan-Conformmnce Beport Puge 1 of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of .7_ J

and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMCs QC personnel
are required to perform 100% UT inspection of these welds.

Applicable reference:

AWS D1.5-02 Section 6, Table 6.3 specifies a class A indication as having a rating of 10dbs and under for
material thicknesses 8mm through 20mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Surendra Prabhu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 0930 hours, 12-30-09, Email

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1115 hours, 12-30-09, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [ Yes[4 No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpase of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134,7247.7571, who represents the
Office of Structural Materials for your project.

_—e———— — s ——
Inspected By:  Tsang,Eric SMR

Reviewed By:  Wahbeh,Mazen SMR

M Tl d 5 (utaalinge Assurance — Non-Confurmeancy Report Bige 20f 2
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' s LT Waldlng Repair Repnrl: 0 1
W H £ xENEAE | FEET SEG047B RET

Project Name SFOBB Drawing No Report No. B-WR12523
any _ 04-0120F4 ['fg#'gf BCW BOTTOM PLATE | NDTiR& 85

E s ity SPLICE Report No.of NDT| B787-UT-12598

Project No.. aORTRY

I EEGR E R

Description of welding discontinulty:

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

(UTREZAMRBEEREATRAATKE. ) SEG047B-012

Zhou, Uoiun

#E R (Inspector) Zhou Haijun H#i(Date) : _2010.04.26

FERGEIFER:

Draft of weiding. discontinuity:

T e

Yl

ATH

=

16 .

_ 4]
S
|
S

s
“\-._‘________._,.//

~| 1
""--..___.-"‘/

BE

WELD NUMBER: SEGO4TB-012




EEBA:

= causad: e e e e e i —— e S ——

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

£ 7 ﬁi’A{Fnraman):E}L_-M 8 #(Date): }-20
REEL L

Disposition :

1. AGREEEREDRE—R (D<0.65T, DAGSIEE, THEE) FRATEISTEG A EE0 R,
2. SHEERETZARE (WPS) ELENMELL, Whmme,

3. MRS ERESETVTERE SIS 2 30,

4, FEHERTEISSHRMERETH,

5. MMEEETUTENM, REEEYEER LRI FEREE£50mm.

1. Gouge or grind from nearer side from metal edge (D<065T, “D” is depth of defects, “T" is thickness of

metal) fo 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. Grnd the repaired area fiush with base metal or the adjacent weld;
5. Perform UT inspection to the weld along with 50mm on each end of the repair area;

T zW‘b""‘n ' Wi B /o —)l. 30

Technical engineer Approved by Date

#R787-QCP-800




£ 8 4 AForemany: [ i

Correction action to prevent re occurrence:
1. mEFR RSN,
1. Improve monitoring of welding and interpass cleaning.

e e _}g %:@ {gﬂ% el g S|
— Welding Repair Report 0

T EEwH FWife AR A E5 SEG04TE wEmT

Project Name SFOBB Drawing No Report No. B-WR12523

nne 04-0120F 4 L4k

Contract No: fashchd BCW BOTTOM PLAT| NDTHR-£& 4% T
5B e e E SPLICE Report No.of NDT i

Brojoct No' ZPOB-787

& iE JiEas

j;v)’ B #3(Date): \f' 39

&R WPSES
Repair WPS No.

WPS5-345-5MAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1
WPS5-345-SMAW-4
G(4F)-Repair

TZhR
technologist

HL'}QEW‘--"H
S

grﬁhfiﬁtﬂlﬂ EI'HT-E:EE &éﬁ iE F 0 R FR
reheat temperature D ipti
before gouging < ofesrsrcttl:;r:mitr ?’JF
:#i'fm}:tiﬂﬁi AQ::,- RS ¥ 5 !)0 )
nspection - Freheat temperature
before welding before welding 7 .
I K WuEE gg
Max. depth of gouging i Total length of gouging M
RT mERT HECE
welder GLP'HD > welding type ;Mfd'\"'/ position 2‘3“
BmESH 3 RESR
Current ;] -2 Voltage 7"9- { gafﬁﬂ ?-g_g
EfEEa®
Inspection After repairing: .

B R arh R
HRBE &l )
VT result ‘bﬂ{ﬁ R Reie %? fz_,c-'? 0| i 0005 ‘ﬂ/
NDTH & . #HR BE
NDT result PSC NDT person %w “{JH?W Date (L? . 99‘_ A
JLAE :
Witness/Review;
=&
Remark :

#R787-QCP-900 i
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R EERE

allowance aggregate length.

Description of welding discontinuity:

(UTHGERAMRBEEREE M TRAANEE. ) SEG047B-013

Zjlwb H"?“‘”L

- - A Rev.-No. «of-
e o i e Welding Repair Report R et
ME £ RERALE | RS SEGD4TB B HT
Project Name SFOBB Drawing No Repaithlo, i
&A%
04012074 | HHEF | gow poTTOM PLATE | NDTIRE %5
_%p iter':?a Na S je Report No.of NDT| B787-UT-12588
reiact Mo ZP0B-787 -
Frabsradnid

Ru]angad indication found by ultrasonic inspection Is less than the maximum

#¥ W (Inspector) Zhou Haijun H#i(Date) : _2010.04.26

RERGHTFER :

-

Draft of welding discontinuity:

i {5

oy L -

BYE .

|
|

“‘=-___.-""/
""n-.___.-.-"‘/
"“-u..._.--""/

WELD NUVBER: SEG047B-013
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FERR:

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

£ & -ﬂ-A.(Furaman}:/; dy,ﬂa’)\ H J#A(Date): T 5°
“EER B - '
Disposition :

1. MWERISEERERIE—N (0<0.65T, DARMIEE, THEM) FARURITEO T EEREEHE
2. FREERBIZENE (WPS) HEEMMELD, WMhfEes,

3. IR0 A KR TVT R AR GRS T 2 8 1R

4 HSIERNTERSEHHUMTRAGTH,

5 MESHHTUTERN, SRNGEELEEERLEEFEREELE50mm.

1. Gouge or grind from nearer side from metal edge (D=<085T, “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 repaired area flush with base metal or the adjacent weld;
5. Perform UT inspection tortha weld along with 50mm on each end of the repair area;

T zhatielo w, am of. 3°
Technical engineer Approved by Data

fﬁ?ﬂ?-ﬂﬂ P-800
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EEme) | FEEERE e ]
Welding Repair Report ] 0
TE & % EHp A A i F SEBNTS ErrrRs
Project Name SFOBB Drawing No Report Mo. B-WR12524
+FA%
Contract No.: paaane nﬂiﬁ ;ﬁi BCW BOTTOM PLAT| NDT3R-& 4%
e TS e E SPLICE Report No.of NDT | B787-UT-12588
Proiect No.: ZP0B-787
& Efgak:

Correction action to prevent re occurrence:

1. IMERE B il ) EE,

1. Improve monitoring of welding and interpass cleaning.

% fd] fi  A(Foreman): [;’}Lp, ﬂarﬂl ] H[Dme}:\\” i

EEHWPSES
Repair WFPS No.

WPS-345-5MAW-1
G{1F)-Repair
WPS5-345-FCAW-1
G(1F)-Repair-1
WPFPS5-345-SMAW-4
G(4F)-Repair

W

ITER

technologist

W (AP
\{_ 1o

EfE (M) aaEaE g & 0 ke
Freheat temperature yC Description 5 A
before gouging of discontinuity F
M ERE ' 10 T 24 i
Inspection AC‘: Preheat temperature 2 }éﬁ
before welding before welding C
K N8 /ﬁ;
Max. depth of gouging mm Total length of gouging ;*ﬂ’?’”
BT T [REZD BERE
welder 13‘([.;66 ll welding type !ﬂ'ﬁﬁv position I] C—r‘"
WESR BESE BEER
Current ! (% Voltage W" .? Speed /,f_\.('
EErhE
Inspection After repairing: ol

s & i B @
AARE Y o Inspector {.Iyu“nhuﬂ’ Date

o/0.

vTras;t i _ 571200 20/(0 Bj\n)
NDTH TR bt =
NDT result é‘((_ NDT person HM‘M?&M Date fﬂ -D’%‘_ﬁ L.
RAE -
Witness/Review:
& :
Remark :
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IH SIGN / B3 DATE

Iﬁ# SIGN /. B#i DATE

% __REPORT OF ITL'IRASUNIC EXAM]NATI{JN
— U
lreporT NG. HEESE  B7BT-UT-12508 DATE 2010.04.26 PAGE 1 OF1 Revision No: 0
PROJECT NO. :TE4&% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 8CW BOTTOM DRAWING NO.: R CALTRANS CONTRACT NO.: 04-D120F4
LT PLMEORLCE  Im8 mATESS
REFERENCING CODE #3430 ACCEPTANCE STANDARD €55k PROCEDURE NO. Eimi
~_jAws D1.5-2002 AWSD1S2002(TebleGs) =~~~ ZPOCATHM 000 .
'WELDING PROCESS ﬂnﬁﬁ JOINT TYPE filgssm CALIBRATION DUE DATE {m&fﬂm
[Foaw  saw BUTT Dec. 287 2010
EQUIPMENT #% MANUFACTURER SHEH MODEL NO. #2445 SERIAL NO. i 8
- 071565311, 061488510,
UT SCOPE ~ [PANAMETRICS EPOCH-48 061495811, 070152011,
[CALIBRATION BLOCK it COUPLANT #&£7 MATERIALITHICKNESS ##8 &
AWSIWBLOCKTYPET  ,|lcmc | A70OM-345T2-X 16mm
TRANSDUCER #iL
MANUFACTURER | ANGLE | FREQUENCY SIZE  |MANUFACTURER ANGLE | FREQUENCY SIZE
i fafE Hix R+ Tl AR e R
Changehao To® 2.5MHz 16x1Bmm
Changchao o 2.5MHz 20mm Reference Level &% R 20dB
|Base metal iInspecied per AVWS D1.5-2002 Seclion 6.10.5 0" UT OK.
DECIBELS4 1 DISCONTINUITY FEEdiiE E
I:i H w ~ = - 2 1
%w, Su |2 | ® igéuggr:g LOCATION OF DISCONTINUITY Ex | =
IDENTIFICATION | It Eﬁ EE B3 § .._i TN T (mm) _.Eg £
8™ | g o | &
pEmgess (0 |2 o 5 E
£ |& : Length | Seund | Depthfrom | oo | Fromy | 8
a|b|lec|d i Path Surface EX mY B
: FE | EEEmE o
SEGD4TB-012 1 | 70 A | 1 |45]|22| 3 |+10] s 80 4 4 | 1230 | REJ. | 100%
SEGD47B-013 1 |70 A |1 |a4]|32]2]|+| 10 67 - 6 | 1050 | REJ | 100%
BLANK
<
EXAMINED BY4#£ REVIEWED BY &
M‘MM LL’L.&‘PM su 2=, !{-‘.‘Plr?ﬁg?/g
|LEVEL-1'SIGN 1 DATE - ‘JLEVEL -1l SIGN | DATE
AR / QCM i 4 CUSTOMER
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—= UTHRAGR
REPORT NO. #l#46%8 B787-UT-12508R1 DATE 2010.05.02 PAGE 1 OF1 Revision No: 0
IPHOJ ECT NO. : T#%% ZP06-TB7 CONTRACTOR : CALTRANS
fiTEMs NaME: sosi ST Tom DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
PLATE SPLICE SRENER
B2 & INHImEeS
REFERENCING CODE &% ACCEPTANCE STANDARD b7k PROCEDURE NO. SIS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #4 H i JOINT TYPE sz CALIBRATION DUE DATE {2 F 1
SMAW BUTT Dec. 285" 2010
EQUIPMENT & MANUFACTURER fhlis i MODEL NO. §zh5 4 SERIAL NO. /FFil45
071565311, 061488510,
UT SCOFE PANAMETRICS EPOCH-4B 061483011, 070152011,
CALIBRATION BLOCK sk COUPLANT &7 MATERIALITHICKNESS H 3 B fir
AWS IIW BLOCK TYPE 11 ‘leme AT09M-345T2-X 1Bmm
TRANSDUCER 474L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY siZE
i 15 il s Rt EEm e HIE R
Changchao 70° 2.5MHz 18%1Bmm
Changchao 0* 2.5MHz 20mm Reference Level &% 5§ 20dB
|Base metal inspected par AWS D1,5-2002 Seclion 6.18.5 0* UT OK.
DECIBELS# M DISCONTINUITY Fifisd: 5
=
¥ "
WELD 2 - u ~ |IE_|8 IE L5 ol 'E 2
z, |88z | ® g HE a-g LOCATION OF DISCONTINUITY g | =
or|Ze|iE|x [EEESES 3 TR i
IDENTIFICATION | £ Ik | E|C B EE (mm} z =
s=(8F E 2|l o lF E R 3% | £
3] o g
RERRS ¢ & = ol Sound | Depth from E €
= gth From™ | From™
afb|e|d|F0 Path Surface X my | 2
FEr T 3 =]
SEGD478-012 1R1 | 70 ap ACC. | 100%
SEGD47B-013 Rt | 70 32 ACC. | 100%
AFTER B-WR12523 12524
BLANK
REVIEWED BY ik =
S Jelo of2 L
LEVEL-ll SIGN |/ DATE
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29 SIGN | B DATE 5 SIGN | H ]l 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, P.R. China Report No: NCS-000646
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee 05-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0512

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:  17-Dec-2009

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector performed 10% verification of Ultrasonic Testing (UT) on the
weld between FL2 flange to FL 1 located at Segment 8BW panel point 65 (PP65). The QA inspector discovered
one (1) class“A” non-conforming indication measuring approximately 12 mm in length.

-The non-conforming UT class“A” indication measured approximately 12mm in length.
-Theweld isidentified as: SSD13A-PP65-128 at PP65.

-The weld is a Complete Joint Penetration (CJP) Tee Joint.

-The OBG Segment 8BW islocated at outside the Paint Shop.

-The Notice of Witness Inspection Number (NWIT) is 004869.

-TL-6027 UT report was written by QA inspector B205 on this date.

Contractor's proposal to correct the problem:

Repair said indication and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted NDT documentation verifying the weld has been repaired and is in conformance with
Contract requirements. Supplemental training was also supplied to NDT technicians.

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

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural
Materials for your project.
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I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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