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-000523
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0522

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:  16-Dec-2009

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) Inspectors Ultrasonic Testing (UT) review of weldslocated on
Orthotropic Box Girder (OBG) segment 7CW at panel point 54 (PP54), the QA inspector discovered the
following issue:

-One (1) Longitudinal linear indication measuring approximately 30mm.

-The American Weld Society (AWS) Table 6.3 indication rating isa+8 (class A).

-The depth from face A is approximately 8mm.

-The material thicknessis 12 mm.

-Theweld joint isidentified as. SSD13A-PP54-007

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

-The CJP weld joins Floor Beam (FB15A) to Corner Assembly (CA38A).

-The segment is located outside south of blast Bay 1.

-The Notice of Witness Inspection number is 004866.

-Theindication islocated in an area previously tested and accepted by ZPMC Quality Control (QC). As per the
contract documents, ZPMC’s QC personnel are required to perform 100% UT inspection of thisweld.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor has submitted WRR along with subsequent NDT report verifying the weld is now in conformance
with Contract specifications. Additional training was also provided for NDT Technicians in regards to this
issue.

Did corrective action require Engineer's approval ?

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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 152. 1675.3703, who represents the Office
of Structural Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution
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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: 05.03.06-000510
Subject: NCR No. ZPMC-0522

Reference Description:  Missed UT Indication by QC, Segment 7CW

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: 07
Remarks:
During the Caltrans Quality Assurance (QA) Inspectors Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 7CW at panel point 54 (PP54), the QA inspector discovered the following issue:

-One (1) Longitudinal linear indication measuring approximately 30mm.

-The American Weld Society (AWS) Table 6.3 indication rating isa+8 (class A).
-The depth from face A is approximately 8mm.
-The material thicknessis 12 mm.
-Theweld joint isidentified as: SSD13A-PP54-007
-Theweld is a Complete Joint Penetration (CJP) butt joint.
-The CJP weld joins Floor Beam (FB15A) to Corner Assembly (CA38A).
-The segment is located outside south of blast Bay 1.
-The Notice of Witness Inspection number is 004866.
-Theindication is located in an area previoudly tested and accepted by ZPM C Quality Control (QC). As per the contract documents,
ZPMC's QC personnel are required to perform 100% UT inspection of thisweld.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Missed indications are a chronic problem. Provide adequate training or
equipment to the ZPMC technician to ensure class A indications are not missedA response for the resolution of thisissue is expected
within 14 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0522

ogral " 05.03.06-000510,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000510,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 18-Jan-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000522 Rev: 00
Ref: 05.03.06-000510

Subject:  NCR No. ZPMC-0522

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-000522R00;

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):

‘RJ( 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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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Feb-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000522 Rev: 01
Ref: 05.03.06-000510

Subject:  NCR No. ZPMC-0522

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the weld repair report and subsequent NDT to show that the missed indication was removed and
the weld is successful. Based on this ZPMC requests closure of this NCR.

ZPMC is providing the weld repair report and subsequent NDT to show that the missed indication was removed and the weld is successful.
Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000522R01

Caltrans' comments: Status: REJ
Date: 24-Feb-2010

No information was attached to this NPR.

Submitted by:  Howe, Bill Date: 24-Feb-2010
Attachment(s):

‘E}' Page 1 of 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 02-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-000522 Rev: 02
Ref: 05.03.06-000510

Subject:  NCR No. ZPMC-0522

Contractor's Proposed Resolution:

Reference Resolution: Attached is the documentation referenced in ABFJV'’s closure request. Based on this ZPMC requests closure of
this NCR.

Attached is the documentation referenced in ABFJV's closure request. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000522R02;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):

‘Rg(. Page 1 of 1
isbor



@ No. B-615
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-22
REGARDING: NCR-000549(ZPMC-0522)

With this letter of response, ZPMC requests closure of CT NCR-000549(ZPMC-0522) what
mentioned that CT inspector observed missed UT indication by ZPMC QC.
- WWR was issued reflecting to the confirmed UT indication in SSD13A-PP54-007.
See attached B-WR9274.
- UT was performed to warrant the weld’s quality after repair.
- To improve the UT technique, refresh training was performed to ZPMC’s UT
personnel by ABF QCM.
Base on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-000549(ZPMC-0522)
B-WR9274
B787-UT-10238
B787-UT-10238R1

L/\%

7/[ oy 7/[



- DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
T 333 Burma Road
g Oakland CA 94607

{aflrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 24-Dec-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5T-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure \\
Attention: Mr, Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-0305]((}6"§\
Subject: NCR No. ZPMC-0522 <\\ (@“
Reference Description:  Missed UT Indication by QC, Segment 7CW //‘ c_{) \\\\> S
The attached Non-Conformance Report describes an occurrence where the contractor did not comply wig /u\r{g\'.Kirem\c\[\:mﬁhc contract document as
indicated below; N
Material or Workmanship not in conformance with contract documents. \(?
Quality Control (QC) not performed in conformance with coniract documents. AT -.:‘\\\\
| Recurring QC issue that constitutes a systematic problem in quality control. A ((ré)"rn e
] Non-Conformance Resolved. & e \\";:/’
Material Location: OBG ; (\k\.“\\}\) Lift:‘ %’

Remarks: g
N
During the Caltrans Quality Assurance (QA) Inspectors UltrasonipFésting YT Psdview o dsocated on Orthotropic Box Girder
(OBG) segment 7CW at panel poimt 54 (PP54), the QA inspector ditcovereddlie follm@ sue:
4 G
-
-One (1) Longitudinal linear indication measuring appr\vﬁé 30mm. @}o

~The American Weld Society (AWS) Table 6.5, { icnliorkting isa @5 A).
~The depth from face A is approximatel \/ yjy
~The material thickness is 12 mm. @
-The weld joint is identified as: SSD13A- -007
-The weld is a Complete Joint P jon (CIP) butt j&i
-The CIP weld joins Floor Bea! Bl to Corner Assembly (CA3BA).
~The segment is located o guliPof blast Bay 1.
-The Notice of Wi?&? pectign number is 004866,
i an area previously tested and accepted by ZPMC Quality Control (QC). As per the contract documents,
wrequired to perform 100% UT inspection of this weld,
r Action Taken:
ocedure to the engineer for approval. Missed indications are a chronic problem. Provide adequate training or

equipment to the ZPMC technician to ensure class A indications are not missedA response for the resolution of this issue is expected

within 14 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0522

W7, 05.03.06-000510 8T Page lof 2



NCT
( Continued Page 2 of 2 )

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley

Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

@

B2, o5.05.06-00050NcT Page 2of 2



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES é
Office of Structural Materials t

Quality Assurance and Source Inspection
Contract # 04-0120F4

Bay Arez Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 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-000549
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0522

Type of problem:

Welding [ Concrete [J Other
Welding O Curing (] Procedural Bridge No: 34-0006
Joint fit-up [] Coating [J Other OO0 Component: OBG Segment 7CW

Procedural [] Procedural [] Description:

Reference Description: Missed UT Indication by QC, Segment 7CW

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) Inspectors Ultrasonic Testing (UT) review of welds located on
Orthotropic Box Girder (OBG) segment 7CW at panel point 54 (PP54), the QA inspector discovered the
following issue:

-One (1) Longitudinal linear indication measuring approximately 30mm.,

-The American Weld Society (AWS) Table 6.3 indication rating is a +8 (class A).

-The depth from face A is approximately 8mm.

-The material thickness is 12 mm.

-The weld joint is identified as: SSD13A-PP54-007

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

-The CJP weld joins Floor Beam (FB15A) to Corner Assembly (CA38A).

-The segment is located outside south of blast Bay 1.

-The Notice of Witness Inspection number is 004866.

-The indication is located in an area previously tested and accepted by ZPMC Quality Control (QC). As per the
contract documents, ZPMC’s QC personnel are required to perform 100% UT inspection of this weld.

Applicable reference:

AWS D1.5-02 Section 6.6.2 “The Contractor shall be responsible for visual inspection and NDT described in 6.
7 and necessary correction of all deficiencies in materials and workmanship in conformance with the
requirements of Clause 3 and 6.26 and as specified elsewhere in the contract documents.”

AWS DI1.5-02 Section 6.26.3.1 “Welds that are subject to UT in addition to visual inspection shall be
acceptable if they meet the following requirements:

ﬁ_ TL-15,Quality Assurance -- Non-Conformance Report Pegerera



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
: { Continued Page 2 of 2 )

(1) Welds subject to tensile stress under any condition of loading shall conform to the requirements of Table 6.3.
(Table 6.3 specifies a class “A*™ indication as having a db rating of 10dbs or less for weld thicknesses from
8mm to 20mm) any indication in this category shall be rejected (regardless of length).”

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Li Man Kit
Time and method of notification: 1700 hours, 12-1 6-09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0800 hours, 12-18-09, Verbal
QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: O] Yes [ 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.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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



R LERE

B787-UT-10238

Welding Repair Report
: P MRS SSD13A LT
Project Name SFOBB Drawing No Report No.
&FES 04-0120F4 s 7TCW CORNER ASS NDTHA 855
Contract No - He EMBLY AND FLOO -
W E %E Iiems Name Report No.of NDT
e L0 ZP06-787 R BEAWM
Project No.:
y IREES AL
f Description of welding discontinuity:
Rejected indication found by ultrasonic inspection is

allowance aggregate length.

less than the

maximum
(UT#H RAUBRBEEREITFRAATLE. )  SSD13A-PP54-007
3[[’\
B R (Inspector) :Jin. Fena B #(Date) 1 _09.12.18
AL BEGEARE - _
' Draft of welding discontinuity:
Y
+ -
AR 310
LR
I — N F cH
\ — .
Pl IR AR
Q. " ™ | ~ I T \ \ 1 v
| (] v 0 = T =
- 1 , oo / /\'J T /J } )
i x/ LA / /
i |
! l .
WELD NUMPER: SSD13A-PP54-00



FERE:

Caused:

1. BERERGAEEFS.

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

fufucharg 5

£ [8) 57 9v A(Fore H #7(Date):

[ 22209

&EER
Disposition :

2. ZREBEEABRTEME (WPS) BETHAELER, FavdEs,
3. BRI AR SEAEAT VTR I R B e SE 2 R R
4. HENRETEE 585 RERETR,

5. MREMATUTRS, KilyERymg s e REFH & EK50mm.

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

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 1o 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 arsa.

1. AGRERERESRIESE—N (D<0.65T, DAGHEEE, THRE) FRBAISITE 77 £12 Bk

“T" is thickness of
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S REBERE | wwmn

B S

Welding Repair Report 0

B 7% S EEE AT FHEF SSD13A REHT »

Project Name SFOBB Drawing No Report No. -WR9274
aREE 7CW CORNER ASS
04-0120F4 - ; 35k ie o

Contract No.: AL AR — oo | NDTHRAE 45 ,

AE T ltems Name | “VMBW ANDFLOO| o Noof NDT | B787-UT-10238

A% ZP05-787 R BEAM
Project No.:

2] E A3k,

Correction action to prevent re occurrence:
1. NSRS B s e A (R)E T,
1. Improve monitoring of welding and interpass cleaning.

U\_}]m PRI 2., ro
A o A |
18] 319 A an) 8 #(Date):
WP S-345-SMAW-3

BREHWPSE 2 G(3F)-Repair T % B 5

Repair WPS No. WPS-345-FCAW-3 | technologist "f‘?/{w@ﬂ{/jﬂ
' G(3F)-Repair g, (L 0
EE () BTAEE 4 BE RY R E

Preheat temperature _/vf’é’ Description g- &

before gouging of discontinuity jf

2 E A 3B A 3 B MAEE -
' Inspection /_',_/W Preheat temperature / / 0 =
before welding F ° before welding {

ik AR A1 R — Al B e (- ~g
Max. depth of gouging / e Total length of gouging / & Qb
BT . / |REXD ~ 121 -

welder i’;l / ] / [’_7 welding type ,}‘/1'/“» position 5 (//
RERL T RESE 12 iy G
Current / L { Voltage ?’}, Q" Speed (O (’“
2fEERE _
iInspection After repairing: o o f
| fi 3z £ Ta S = 5
: WA E } Inspector L '5‘”(/1 G 8 Date / ~ L]
\Tresul{ / ‘.'11‘ L..’//")' f’ 0 ; {)75’ : ¥ )
CNDTE # AR g i '
{ NDT resull /g}/% NDT person '%9! %gﬂ,? Date v/, ) C?




(ZBMC)

REPORT OF ULTRASONIC EXAMINATION

UTHRGHR S

REPORT NO. %S B787-UT-10238 DATE 2009.12.18 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : LS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 7CW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SSD13({A)
ASSEMBLY AND sSD14 .
Bt FLOOR BEAM b5 A R

REFERENCING CODE £}l

AWS D1.5-2002

ACCEPTANCE STANDARD {£&+71k

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 2%

WELDING PROCESS M/ ik

JOINT TYPE #7483 1

CALIBRATION DUE DATE {%

S AT B0

FCAW BUTT Dec. 28°" ,2009
EQUIPMENT i # MANUFACTURER ifli i MODEL NO. #3#% SERIAL NO. 38 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it#t COUPLANT #4575 MATERIALITHICKNESS #1 %L1
AWS IIW BLOCK TYPE 11 C.M.C AT09M-345T2-X 18/14/12mm
TRANSDUCER ##:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i FiliE EoEE Rt il faE HiF R~
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level #3%R7i{/T 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} Il DISCONTINUITY At £
- g
WELD g |4 |u ~ 1z (2 |8 |5 2 2
z g Bl | ® [E2|53[E sz 2 LOCATION OF DISCONTINUITY = o
oz ;é w = = |[E&|lza|28|18 % iR w -z
IDENTIFICATION | E Ik | 2 |52 | © 2|58 EfE < L T (mm) 23 =
€23 = P i = = ]
B 2 o g # @ < 2% g
JEL L dugr o) g L o -
IREE RS g E -1 Sound | Depth from i & &
= Length From'X | From"Y Qo
a b c d it Path Surface ¥EX Uy 0
= par I W BT S ; : a
S$SD14-PP53-002 1 70 A 1 41132 | 2 | +7 30 45 7 -5 210 REJ. 100%
S5D14-PP53-009 1 70 A 1 40132 1 | +7 30 37 13 +5 415 REJ. 100%
2 70 A 1 41132 1] +8 30 34 12 +7 1035 REJ. 100%
SSD14A-PP53-002 1 70 A 2 | 44]132)| 4| +8 30 69 8 +3 125 REJ. 100%
SSD14A-PP53-007 1 70 A 2 | 42132 3| +7 30 59 8 +4 405 REJ. 100%
2 70 A 2 (4332 3| +8 30 59 8 -5 515 REJ. 100%
3 70 A 2 |43 32| 3| +8 30 61 5 -4 615 REJ. 100%
4 70 A 2 | 43| 32| 4 | +7 30 71 7 -1 695 REJ. 100%
EXAMINED BYX:4£ )7 REVIEWED BY #i#%
‘g r # |
in fomen 2~ 11 Y B Y-y P~ 10218
iy ' L
LEVEL - Il SI@N / DATE LEVEL -1l SIGN [/ DATE
B4 / QCM i CUSTOMER
%5 SIGN/ H i DATE %5 SIGN/ H i DATE

(FORM# ZPQC-UT01)




(ZBMcH UTHRG R &
=
REPORT NO. %439 B787-UT-10238 DATE 2009.12.18 PAGE 2 OF 3 Revision No: 0
DECIBELS# DISCONTINUITY Asdfd: =
. " T )
WELD 2 & u ~ 58 B 5o = S
z. . |Sx|la.| % Fel5e(E 8 E LOCATION OF DISCONTINUITY 3= ¥
O |<& |1 Bl [E3|58|28[8% AR o
IDENTIFICATION E klus|s8|~ E- R R R Y (mm) zE <
R} = i = i =R ®
H 4 2 - 8 % E = 8 r g $ E
SR S ] 4t DL =
PR g E = Sound | Depthfrom i & o
= Length From'X | From'Y o
a b c d iie Path Surface X oy o
a mE | EkmRE | = =}
S5D13-PP54-002 1 70 A 1 [40(32] 1| +7 30 31 11 -7 80 REJ. | 100%
2 70 A 1 | 41|32 1]+8 30 32 12 -4 125 REJ. | 100%
3 70 A 1 [41]32)1]+8] 30 35 13 -2 295 REJ. | 100%
S$SD13-PP54-009 1 70 A 1 40| 32| 1| +7 30 31 1 0 815 REJ. | 100%
SSD13A-PP54-002 | 1 70 A 2 | 42|32 3| +7 30 58 13 0 495 REJ. | 100%
SSD13A-PP54-007 | 1 70 A 2 (4332 3 |+8| 30 58 13 -4 45 REJ. | 100%
2 70 A 2 (4432 4| +8 30 69 7 +3 315 REJ. | 100%
S5D14-PP55-002 1 70 A 1 41|32 2|+7 30 45 15 +2 145 REJ. | 100%
S5D14-PP55-009 1 70 A 1 14032 1| +7 30 37 13 +4 215 REJ. | 100%
2 70 A 2 | 41|32 2|+7| 30 50 10 +5 605 REJ. | 100%
SSD14A-PP55-002 | 1 70 A 1 | 42| 32| 2| +8 30 45 15 -2 115 REJ. | 100%
2 70 A 1 141]|32| 1 |+8| 30 33 12 -3 225 REJ. | 100%
3 70 A 2 (43|32 4| +7]| 30 73 6 +5 325 REJ. | 100%
4 70 A 2 [41[32] 3| +6 30 67 g +3 395 REJ. | 100%
5 70 A 1 13632 2|+ 30 44 14 -2 445 REJ. | 100%
6 70 A 2 |40 32| 4| +4 30 78 5 -3 495 REJ. | 100%
7 70 A 2 |38|32| 3|+3 30 58 13 +3 575 REJ. | 100%
SSD14A-PP55-007 | 1 70 A 1 36|32 2|+2 30 47 14 +4 205 REJ. | 100%
2 70 A 2 [40([32] 4| +4 30 79 5 +3 415 REJ. | 100%
S5D14-PP53-003 1 70 A 1 141[32] 1] +8 30 34 12 -5 95 REJ. | 100%
SSD14A-PP53-003 70 32 ACC. | 100%
$SD13-PP54-003 1 70 A 1 |42|32] 1 |+9| 30 32 11 -7 80 REJ. | 100%
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lin v 2e s

LEVEL -1l SJIJN ! DATE
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PAGE
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DECIBELS#+ 11

DISCONTINUITY stk

| =
2
. T
WELD S 2 |4 |l e 5.5 3 .
z, |8xn|lx.|® E|5s(E 8|5 8 LOCATION OF DISCONTINUITY > 4 &
o gz |wvE| g [Ba[53[2C(E% LR Wi
IDENTIFICATION | = IE w S|ls=s2|C Bs- S|z BEEAEAL L (mm) 23 =
<SE|lmg|ow® = F ok OJE R T
o o @ 8 = E
L e ke g 1 o B
AT AR = E - Sound | Depth from ; 5 =
= Length From'X | From"Y o
a b|c| d i Path Surface six sy 0
= R | mRmEL | = o
SSD13A-PP54-003 1 70 A 2 |41]32] 3| +6 30 65 8 -7 75 REJ. 100%
SSD14-PP55-003 1 70 A 2 142132) 3 | +7 30 64 7 -4 105 REJ. 100%
SSD14A-PP55-003 1 70 A 2 | 43|32 4 | +7 30 71 5 -6 70 REJ. 100%
BLANK

EXAMINED BY A
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REPORT NO. #4442 B787-UT-10238R1 DATE 2010.01.08 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : T#43'S ZP06-787 CONTRACTOR: CALTRANS
J'TEMS NAME: 7CW CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SSD13(A)
ASSEMBLY AND ) SSD14(A )
it A F FLOOR BEAM e A [T RS

REFERENCING CODE Z#i

AWS D1.5-2002

ACCEPTANCE STANDARD %%

AWS D1.5-2002(Table 6.3)

o

ZPQC-UT-01

PROCEDURE NO. /5%

WELDING PROCESS i 8

JOINT TYPE 48251

CALIBRATION DUE DATE {¥ 8§ -7 %0

SMAW BUTT Dec. 2857 2010
EQUIPMENT % MANUFACTURER it 1 MODEL NO. #3455 SERIAL NO. 731455
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061295811, 070152011,
CALIBRATION BLOCK it COUPLANT #5& 71 MATERIAL/ITHICKNESS F4 #}JELfE
AWS |IW BLOCK TYPE 1I c.M.C AT09M-345T2-X 18/14M12mm
TRANSDUCER #§:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Rl ] bl eSS Rsf HIFEq ] piifiy poiEed R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level &3 F K 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ 1l DISCONTINUITY Rk 5
. s
WELD S 4 (w [~z [z |5 |s S .
o = =% 3slcsE 5l LOCATION OF DISCONTINUITY g . &
Z . |z® |25 | ® |82l S8 25 S 2
SR EFILE| K |[oolgd R B FrELER T i
IDENTIFICATION |£ 1k | SE|s8|C EIE|EE[E sl gz | %
<Elmiz|OF = k& F 5 = 3
s [2F|E |8 £% | §
JEL L S ) 2ae L. o]
FRATA AR 5 % E = Sound | Depth from , , 5 o
= Length From'X | From'Y 1]
a|lb|c|d P Path Surface wix sy 0
R | kg | - o
5SD14-PP53-002 | 1R1 | 70 32 ACC. | 100%
$SD14-PP53-009 | 1R1 | 70 a2 ACC. | 100%
2R1 | 70 32 ACC. | 100%
SSD14A-PP53-002 | 1R1 | 70 32 ACC. | 100%
SSD14A-PP53-007 | 1R1 | 7D 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
3R1| 70 32 ACC. | 100%
4R1 | 70 32 ACC. | 100%
EXAMINED BYZ:4R REVIEWED BY g
~ o\
in oy 900 0l.0f JoMpbpbrn 20]9.0) of
LEVEL -l S|G)/ !  DATE LEVEL-1l SIGN [/ DATE
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DECIBELS# 1N

DISCONTINUITY stk

c
S
: T
WELD S 4 (w |~ls | |5.]¢ E "
z |92 |= [EslssE5122 LOCATION OF DISCONTINUITY o8 &
oX|gzs|rE|x [E3|58[2383F PR AN =
IDENTIFICATION |E & | nS | s8 |0 B g~ g s & FEEAL Y (mm) 23 =
<= |p= |04 s k2 |FO|E 5= a
OF gl | o E £
A &% g ik b L =
e e % E = Sound Depth from ; g e
- a b [ d Le}nq}h Path Surface Fr;:m i an:m'Y b
R g | s | | B | B
SSD13-PP54-002 | 1R1 [ 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
3R1 | 70 32 ACC. | 100%
SSD13-PP54-009 | 1R1 | 70 32 ACC. | 100%
SSD13A-PP54-002 | 1R1 | 70 32 ACC. | 100%
SSD13A-PP54-007 | 1R1 | 70 32 ACC. | 100%
2R1| 70 32 Acc. | 100%
SSD14-PP55-002 | 1R1 | 70 32 ACC. | 100%
SSD14-PP55-009 | 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
SSD14A-PP55-002 | 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
3R1| 70 32 AcC. | 100%
4R1 | 70 32 ACC. | 100%
5R1 | 70 32 ACC. | 100%
BR1 | 70 32 ACC. | 100%
7R1 | 70 32 ACC. | 100%
SSD14A-PP55-007 | 1R1 | 70 32 ACC. | 100%
2R1 | 70 32 ACC. | 100%
SSD14-PP53-003 | 1R1 | 70 32 ACC. | 100%
SSD13-PP54-003 | 1R1 | 70 32 ACC. | 100%
SSD13A-PP54-003 | 1R1 | 70 32 ACC. | 100%
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DECIBELS#} T DISCONTINUITY A&kt 5
y it ® .
L = O I N O O - 3 | =
z. |Sa|gg |8 BelEefE 8 S LOCATION OF DISCONTINUITY 2= &
s e w = = = [} = I i
IDENTIFICATION |2 ik | S8 |s= |5 B3R SEERE AL T (mm) 2E2 | =
SE|mz|OE =R F 52| @
O | o¥ | & @ EE E
PG e =] L E
R = E - Sound Depth from . E o
A Length From'X | From"Y ]
a|lb|lc|d (i Path Surface ¥iX Uiy o
) PR g | - a
SSD14-PP55-003 | 1R1 | 70 32 Acc. | 100%
SSD14A-PP55-003 | 1R1 | 70 32 ACC. | 100%
AFTER B-WR9267~9283
BLANK
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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-000523
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0522

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:  16-Dec-2009

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) Inspectors Ultrasonic Testing (UT) review of weldslocated on
Orthotropic Box Girder (OBG) segment 7CW at panel point 54 (PP54), the QA inspector discovered the
following issue:

-One (1) Longitudinal linear indication measuring approximately 30mm.

-The American Weld Society (AWS) Table 6.3 indication rating isa+8 (class A).

-The depth from face A is approximately 8mm.

-The material thicknessis 12 mm.

-Theweld joint isidentified as. SSD13A-PP54-007

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

-The CJP weld joins Floor Beam (FB15A) to Corner Assembly (CA38A).

-The segment is located outside south of blast Bay 1.

-The Notice of Witness Inspection number is 004866.

-Theindication islocated in an area previously tested and accepted by ZPMC Quality Control (QC). As per the
contract documents, ZPMC’s QC personnel are required to perform 100% UT inspection of thisweld.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor has submitted WRR along with subsequent NDT report verifying the weld is now in conformance
with Contract specifications. Additional training was also provided for NDT Technicians in regards to this
issue.

Did corrective action require Engineer's approval ?

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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 152. 1675.3703, who represents the Office
of Structural Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution
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	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off


