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-000622
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0595

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Segment SAE Deck to Side Panel

Procedural Procedural [] Description:

Reference Description: Weld repair of transverse cracks without the Engineer’ s approval on Segment SAE
Deck to Side Panel

Description of Non-Conformance:

During the Quality Assurance in-process observations of the fabrication of lift 5 East, the QA inspector

discovered the following issues:

-Weld repair of transverse cracks without the Engineer’ s approval.

-No approved welding procedure specification (WPS) was onsite during the welding repair process.

-Theweld isidentified as “Hold Back” weld #SEG022A-007

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

-Theweld isjoining bottom panel identified as BP110A to the side panel identified as SP558A

-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).

-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the

contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm~345mm near the 5AE+4BE field splice.

-Lift 5 East islocated in the OGB Trial Assembly Area.

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

-Theweld isjoining bottom panel identified as BP110A to the side panel identified as SP558A

-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).

-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the
contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm~345mm near the 5AE+4BE field splice.

-Lift 5 East islocated in the OGB Trial Assembly Area.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Bike Path Sl
of Seqmgfiee

Applicablereference:

Special Provisions Section 8-3; The Engineer shall be notified in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposed repair procedures to correct them.

AWS D1.5-2002 Section 6.3.1; The inspector shall make certain that all WPS's are qualified in conformance
with Section 5 of this code The inspector shall make certain that each welding operation is covered by awritten
WPS and that such WPS's are available to the welders and inspectors for reference.

AWS D1.5-2002 Section 3.7.4; Prior approval of the Engineer shall be obtained for repairs to base metal,
repairs of major or delayed cracks.

ZPMC WQCP section 9 - 9.2.1.2 “Prior approval of the Engineer shall be obtained for repairs to base metal
other than what was identified in section 9.2.1.1 of this manual and the repair of all other cracks.”

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Shen Kushan

Time and method of notification: 0850 hours, 01/11/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1330 hours, 01/11/10, Verbal

QC Ingpector's Name: Wang Li Yang

Was QC Inspector awar e of the problem: L] Yesl4 No

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-Jan-2010
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: 05.03.06-000585
Subject: NCR No. ZPMC-0595

Reference Description:  Weld repair of transverse cracks without the Engineer’ s approval on Segment S5AE Deck to Side Panel

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During the Quality Assurance in-process observations of the fabrication of lift 5 East, the QA inspector discovered the following issues:
-Weld repair of transverse cracks without the Engineer’ s approval.
-No approved welding procedure specification (WPS) was onsite during the welding repair process.
-Theweld isidentified as “Hold Back” weld #SEG022A-007
-Theweld is a Complete Joint Penetration (CJP) weld.
-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A
-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).
-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the contractor using the
Ultrasonic Testing (UT) method.
-Y location of repair is noted to be between 20mm~345mm near the SAE+4BE field splice.
-Lift 5 East islocated in the OGB Trial Assembly Area.

-Theweld is a Complete Joint Penetration (CJP) weld.
-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A
-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).
-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the contractor using the
Ultrasonic Testing (UT) method.
-Y location of repair is noted to be between 20mm~345mm near the SAE+4BE field splice.
-Lift 5 East islocated in the OGB Trial Assembly Area.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Notify the engineer and
have WPS's onsite prior to the start of the repair.
A response for the resolution of thisissue is expected within 7 days.

ol " 05.03.06-000585,NCT
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( Continued Page 2 of 2 )

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0595

ccC: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
Filee 05.03.06
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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: 18-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-000628 Rev: 00
Ref: 05.03.06-000585

Subject:  NCR No. ZPMC-0595

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the UT indications noted in the NCR and is providing the CWR that was used as well as the
NDT performed after to show that the weld is acceptable.

ZPMC has repaired the UT indications noted in the NCR and is providing the CWR that was used as well as the NDT performed after to show
that the weld is acceptable. ZPMC QA has conducted training with ZPMC production crews to remind them of the requirement to have the
required documents on site during welding to prevent these non conformances from occurring. Based on this ZPMC requests closure of this
NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000628R00;

Caltrans' comments: Status: CLO
Date: 24-Mar-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0595 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):
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(ZBPMc No. B-693

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-18
REGARDING: NCR-000622(ZPMC-0595)

ZPMC is providing the CWR and NDT records show the repairs for UT indications are acceptable.
After NDT verification this issue has been removed from punchlist by CT’s representative. Based
on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000622(ZPMC-0595)
B-CWR1048

UT-5E-016 R3

%/k/

2 (18l




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Qakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-Jan-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000585
Subject: NCR No. ZPMC-0595

Reference Description:  Weld repair of transverse cracks without the Engineer’s approval on Segment SAE Deck to Side Panel

The attached Non-Conformance Report 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 QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During the Quality Assurance in-process observations of the fabrication of lift 5 East, the QA inspector discovered the followinyg issues:
-Weld repair of transverse cracks without the Engineer’s approval.
-No approved welding procedure specification (WPS) was onsite di}ring the welding repair process.
-The weld is identified as “Hold Back™ weld #SEG022A-007
-The weld is a Complete Joint Penetration (CJP) weld.
-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A
-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).
-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm aren by the contractor using the
Ultrasonic Testing (UT) method.
-Y location of repair is noted to be between 20mm~345mm near the 5AE+4BE field splice.
-Lift 5 East is located in the OGB Trial Assembly Area.

-The weld is a Complete Joint Penetration (CIP) weld.
-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A
-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).
-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the contractor using the
Ultrasonic Testing (UT) method.
-Y location of repair is noted to be between 20mm-~345mm near the SAE+4BE field splice.
-Lift 5 East is located in the OGB Trial Assembly Area.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Notify the engineer and
have WPS's onsite prior to the start of the repair.

A response for the resolution of this issue is expected within 7 days.

K. 05.03.06.0005858CT Page I of 2




NCT
{ Continued Page 2 of 2 )

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0595

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

W) 050306000585 NCT
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION (P

DIVISION OF ENGINEERING SERVICES f’ AN

Office of Structural Materials ;é,}f(r )

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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/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-000622
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0595

Type of problem:

Welding Concrete [] Other O

Welding [] Curing L1 Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating [ Other [0 Component: Segment SAE Deck to Side Panel

Procedural Procedural [1 Description:

Reference Description: Weld repair of transverse cracks without the Engineer’s approval on Segment SAE
Deck to Side Panel

Description of Non-Conformance:

During the Quality Assurance in-process observations of the fabrication of lift 5 East, the QA inspector

discovered the following issues:

-Weld repair of transverse cracks without the Engineer’s approval.

-No approved welding procedure specification (WPS) was onsite during the welding repair process.

-The weld is identified as “Hold Back” weld #SEG022A-007

-The weld is 2 Complete Joint Penetration (CJP) weld.

-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A

-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).

-Repair is being performed due to eleven (1 1) transverse indications being discovered in a 325mm area by the

contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm~345mm near the SAE+4BE field splice.

-Lift 5 East is located in the OGB Trial Assembly Area.

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

-The weld is joining bottom panel identified as BP110A to the side panel identified as SP558A

-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).

-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the
contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm-~345mm near the SAE-+4BE field splice.

-Lift 5 East is located in the OGB Trial Assembly Area.

‘h}_" TL-15,Quality Assurance — Non-Conformance Report Page I of 2




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

D

B Siieatsicozn

Applicable reference:

Special Provisions Section 8-3; The Engineer shall be notified in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposed repair procedures to correct them.

AWS D1.5-2002 Section 6.3.1; The inspector shall make certain that all WPS’s are qualified in conformance
with Section 5 of this code The inspector shall make certain that each welding operation is covered by a written
WPS and that such WPS’s are available to the welders and inspectors for reference.

AWS D1.5-2002 Section 3.7.4; Prior approval of the Engineer shall be obtained for repairs to base metal,
repairs of major or delayed cracks.

ZPMC WQCP section 9 - 9.2.1.2 “Prior approval of the Engineer shall be obtained for repairs to base metal
other than what was identified in section 9.2.1.1 of this manual and the repair of all other cracks.”

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Shen Kushan

Time and method of notification: 0850 hours, 01/11/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1330 hours, 01/11/10, Verbal

QC Inspector's Name: Wang Li Yang

Was QC Inspector aware of the problem: L] 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
concerning 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
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Critical Welding Repair Report (CWR) 2
il REER A s - REES
Project Name: - Drawing No.: ift 5E Report No.: B-CWR1048
ik
04-0120F4 '
Contract No.: 2R 5AE NDT RERE
BHEE ltem Name: | corner split weld NDT Report No.: A
: ZP06-787
Project No.:
Description:
ik
These defects are located in repair areas from CWR1048.
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Cause: ’

PR

1. The excavation was not in the correct location
ZHRABRUBERGLRE, TERL < AE=RN

2. Inter pass cleaning may not have heen adequate for all SMAW passes, very small defects as indicated in
the UT report db readings.

2T SMAWRAE [0 A BE AT R ORS00, SUTIR S ok, HPFF LR AR

, relative to the “x” value. .

ERHARA (Foreman): MU\R\Ai fﬁm’\ Bl (Date):  y,/0, Fa ;L

fnitial




Disposition:

VIS:

1

Successful repairs are achievable only when careful application of all of the following process steps are

carried out in sequence without variation.

RALRA T W0F F M7 3 B B ERAT S, 7 T UL RRTh A AT IR 4.

a

Careful excavation of all defects and preparation of the repair site are paramount to a successful repair,
and the grinding should be continuous unless a long porticn of weld is removed

XA AR AR AU S ST 7 4 S S Fn s dr w i&ﬁ‘&ﬁ?ﬁﬁﬂﬁ%@ﬁﬁr&%?@ﬁfﬁ*ﬁﬁﬁéﬁk 138

Provide positive controls and MT tests to ensure the complete removal of the defects.

R EFR I FIMTH R, LG RN B SE 2B T B .

Clean the repair site to remove foreign matter and debris before the start of any work.

ERATER TR, MEEEKENET S,

Apply preheat of at least 160°C to the Tepair and insure that the preheat covers a sufficient area of the
repair.

TR KT, FHHARTE R 95 09 B 42 PO 35 B0 R 46 i TR 2GR F

Weld the repair in accordance to an approved welding procedure.

A HEDTWPS T IR 45

Apply postheat blankets and heaters to maintain the proper postweld heat(at least one hour at 160°C) for
the required tine.

MIBEEHAT RSN E SR, H R SR, ELRIEIS0T— B,

Allow parts to cool to ambient temperature and wait the required time (48 hours minimum) before performing
nondestructive evaluation of the repair site.

R B Z IR I 48NN 5 A RE R (S B MEATND TR

2. Excavation of the defect.

b.

S AR

Any contaminants present in the area to be repaired, such as rust, paint, UT gel ete, shall be removed before
any gouging or grinding to remove the weld defect is done.

TR EREAMAY, R, m UThZmes, AR R AR G P T B AT I AT R g

Using air-arc gouging or grinding to remove the weld defect including the material above and to either side
of the defect to the prescribed limits. Removal shall be witnessed by the CFI and MT verify that the defect
was located and totally removed,

U P B R B 4T BE B 7 R AR 4 B S WIS FRT R AR . BRI EHHCVIIAL, BHREMAR 50
BRIETEEMA . ZEMTTTIA.

Preheat to 65° C before performing any gouging to remove weld metal defects.

TEFTIRFTIRAEGR AT, 3HRETAE 65° C.

Excavation shall be as long as hecessary io remove any defects that are extend 50mn by each side.

T AU 2 B B 3 2 2 22 1 -5 0mu 1 58 32 . )

All excavations shall be ground to bright metal and 100% MT verify that no indication prior to doing any
welding,

TEHHAT B BRI BRA B IRAT B tH & R . LOORMTHS A FEHRPS.

Excavation of material shall be limited to no more than 4 mm per pass and the depth of excavation shall
not exceed 2/3T +2mm.

B BRI B A F4mm. BREIRY S BB AEK T2/ 30948 L + 2mm.

When a crack is still present and excavations have reached the 2/3T +2mm maximum, and repair work shall

praceed in accordance with one of the following procedures:

MR, BRI SLREN T 2/388E + 2mm, BMT B R BB A 2E, W38 & TAF 7 ZE 600 Fab O B 4 4T




Disposition:
R
1. repair both sides of excavation
P 1T TR AR 4

a. preheat repair area to 65°C prior to performing any gouging.
TR EEGS B

b. specify limit that the excavation to no more than 4mm per pass
TR A T dmm,

C. prepare excavation such that all metal is ground clean o a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.

RS O T B, EAEH MM P LI 11 gt e,

d. preheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repair
procedure, including backgouging and welding of opposite side.

BT~ MIERTAHAE] 160 B, H BN Bk s Mt e, BIE R R R R,

e. weld first side of repair in accordance with the approved WPS.

IR HLERY WPS HET S5 — AN EOAD R,

f. excavate from the opposite side until sound weld metal is reached.

A R EH TR B B M S Rk,

g. perform 100% MT of excavation to ensure crack has been removed entirely.

XTORA 1 At O 6 BT 100%8 MT #5301, W RS R T i

h. prepare excavation such that all metal is Bround clean to a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.

X B BT RO, MRk sy 1.1 B i k.

i. weld opposite side of repair in accordance with the approved WPS.

HE WPS MUEESHEAT R MR AR,

J. after weld has been completed, apply post weld heat treatment (PWHT) in accordance with the temperature
requirements of table 1 for a minimum of one hour,

RESERE, HER 1 WERHRETE A, SRR B ZE > 1 AN

k. once repair has undergone the required PWHT, allow weld to cool gradually by automatic control of the

heat machine. And the cooling speed has a maximum of 50°C per hour.

ERLEHRE, HEMBERTRE, #TEs 4, TAK¥ ZHBEH 50°C/h.
2. repairing in two stages SI2FMREETE eur - 3
a. initial excavation B DEPARTEENT g‘s ;
i preheat repair area to 65°C prior to performing any gouging . SRR nilialiﬁ,}fm b‘;‘;—ma; ,/2_9 /D
B BUAT IS 65 B .

i excavation of material shall be limited to no more than 4mm per pass.
Al REE R SRR ES BT R AT 4o, )

iii prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slape.
JETRA A D ERTAT B TH, PR 101 RS R IR N

iv preheat to 160°C in accdbrdance with table I and maintain this temperature throughout the entire repair
procedure.
HRE—IERTAES 160 i, HEZEEERFEEMENE.

vweld first side of repair in accordance with the approved WPS.
H AR WPS HEATE— A E R,

vi after wald has been completed, apply PWHT in accordance with the temperature requirements of tabie

1 for a minimum of one hour.

REESERUS, HMB# | S RRIREITE S, LEIFEZED 1 R,




vii cnce repair has undergone the required PWHT, allow weld to cool gradually by autonatic control of
the heat machine. And the cooling speed has a maximum of 50°C per hour, [G#EEd =, FEX IR AN
TR, BHTEAREIR, oW 23 20 50°C /0,

b. repair of opposite side
FmpiR i
i preheat repair area to 65C prior to performing any gouging .

BRAIAT N4 E 65 JiE.

ii excavation of material shall be limited to no more than 4mnm per pass.

Wﬂ%ﬁﬁ%ﬁﬁﬁ%%%ﬁ%ﬁﬁﬁ&%%i?@m

iif prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and
stops are tapered to a 1:1 slope.

ST B3 DBEHATAT IR0, BRSE A 1.1 i .

iv preheat to 160'C in accordance with table I and maintain this temperature throughout the entire repair
procedure.
ﬁ%%—ﬁ%ﬁﬁ%ﬂumﬁf#ﬁﬁﬁﬁ%ﬁﬁ@ﬂ%ﬁ%ﬂﬂ.

v perform 100% MT of excavation to ensure crack has been removed entirely.

L00%MT BIfRATH MY A B AR B Tie.

veld opposite side of repair in accordance with the approved WPS,

I8 WPS [ 32 BET R T R4,

vii after weld has been completed, apply post weld heat treatment (PWHT) in accordance with the temperature

-

V.

requirements of table 1 for a minimum of one hour,
RIESERRE, HIEF | A0E SRR AT IS ST, SIERSEIZE D 1 i,
Vil once repair has undergone the required PWHT, allow weld to cool gradually by automatic control of
the heat machine. And the cooling speed has a maximum of 507 per hour. FHEETHE, BERR
TTRIB, HATSRA LT, AW S35 50°C/h.

1. When the weld defect appears to have been removed the groove shall be ground clean to bright metal and the
excavation shall be tested for camplete defect removal using 100% MT per approved procedure.

SHEE UG EE, R R BT T S B4 JR 0% 3 5 A 10057 HiA B B 1
J. Ifall indications are removed, the weld defect is considered to have been Temoved. No welding shall begin
except on two sided repairs until all 100% MT indications have been remaved.

IRBTE Y MT TR, JURA 5 e A B3 e I . 76 T BETRSWBBRZ, FsTEmEE. RN
[ipieti=N I :

k. Once the proper depth is reached, the groove shall be tapered to the surface of the existing weld by grinding
at a slope of 1 to 1. The excavation of the defect shall extend a minimm of 50mm beyond each end of the
defect including the taper, ; -

HRULTRE, BORENITER 11 M8, T EL TR QU RE7E 5 B o T2 10 P 3824 50mm, HIEH
1l &k When all grinding is completed in the area to be repaired, a final 100%MT test will be run by QC personnel

to verify that all indications have been removed.
RERFITEEMRE, G QC 347 100%4T, LanAr i mE o kR,

M. After the gouge is accepted by QC, the entire area shall be cleaned to remove all traces of loose debris
and MT powder. This d?sqg’g\ent is 2 FPROVED
TRSE) C MOBRUCR, S50 A B 0 T T B0 DEPARTLES

3. Welding. g

B

a. Preheat shall be applied to the repair area in such a way that the entire area to be repaired and all adjacent

material out to a distance of 75mm in all directions of excavation, heated to the higher of the appropriate

value shown in Table 1. Preheat application is always stated as a minimum value. Higher preheat valueg




Disposition:
L3
LR R, AIEEE AR 75mn A AT Rk, RN % T FEHE 1 PRYSER. TR B s
HRR—AMRGE. I A IR, 0BT LA 32 R G BT SR E (.
b. SMAF filler metal shall be rated to a hydrogen level of H4 or better.
SMAW 1843 08 L S B S RS F AL T He.

¢. The groove shall be filled using the approved SMAW or SAW filler metal in accordance with an
approved WPS. *

30 PAE R FERAT A RY SMAW 8538 SAW ATIRE,

d. d. Once the preheating process is started the repair erea shall be maintained at this preheat level until
all welding is completed. This includes any additional {ime to remove the defect from the second side gouge.
STATTIRE BRI, (B0 iR B R S e 5 Tt AR A R TR PR e 1) TR

e. The CWI shall verify that the welder understands all starts and Stops which has bad formation are to be
ground before an arc is struck on them to provide a means to tie the next weld pass into the end of the
weld.

CW1 E\Zfiﬁﬁ{%ﬁlﬁ}i—%fﬂﬁ&ﬂﬂﬁ'ﬁéﬁﬁr‘%ﬁlﬁﬁﬁﬂ‘ﬁ?ﬂﬁﬁﬁﬂtﬁﬁ%ﬂﬁﬁ B, BUMEF—i 8 A S —ia,

f. Before welding over previously deposited metal, all slag shall he removed and the weld and adjacent base
metal shall be brushed clean.

T F—iE AR, B AR i, T ELARE A R A B A R T

g. Preheat shall be maintained on the repair continuously once it is first applied until the weld is complete
and the postweld heating phase begins at once.

DRBEERMEELETOMERT, HEREgR, snE, T EDERIT IR S S Ab
4. Postweld Heat Treatment.
E#aE
a. After welding is completed but before the temperature falls below that of the preheat value from Tahble 1,

it shall be meintained at the post heat temperature shown in Table 1.

SERRERE, SHRBMEIR L AE SRS TRE AT, J& AR BRI FE SR L P R
b.  Post weld heating shall be maintained for a minimum of 1 hour.

AL DN,

c. After the post weld heating time has been reached the repair shall be cooled by removing the heating source
and leaving the blankets in place or by another method that will insure the temperature is cooling down
gradually. And the cooling speed has a maximim of 50°C per hour. )
BAESHE, B R A I AR R BT 48 | sy o, EREERES S, B R B H50C/h,

d.  Per the specification require performing the Final UT, MT and Visual imfpections, which shall be done at
least after 4B hours have passed after the weld repair area has cooled to ambient temperature.
REBRES TR ZRBIMSNEZ R, AT IaReaUT, MTFVTH.

e. Perform all NDT in accordance with contract plans as well as ABF approved procedure by ABF/CT, ZPMC will
coordinate.

BBHHZ I, ABFFICT HRAT P B R FABFILHE B T 2 R R A SHTND T, ZPMCHITRE S .

f. All inspection activities shall be documented which includes backgouge inspections.

BB T NS ERA. taEReRg.

I % /V;‘-&W]gmg/ w TMAM B

Technical Engtncer: Approved By: Date:
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Critical Welding Repair Report (CWR) 2
5 E %5 SREMAH S Lift 5E | mmms
Project Name; SFOBB Drawing No.: Ift 5 Report No.: B-CWR1048
HHE
-0120F.
Contract No.: rhiery ﬁ;ﬂ:@ﬁ 5AE NDT é_ﬁ G
" : NA
BEEE S ltem Name: | comer split weld NDT Report No.:
Project No.: i
B E

Corrective Action to Prevent Re-occurrence:

1.

All new segments splice welds shall be strictly controlled by the Lead CWi
Pra S MR N R R LEAD OWI PR S

2. All welding parameters shall be verified and recorded.
P iR S M R R R .

3. Welds shall be made using SMAW (H4) and / or SAW only. FCAW WPS using Supercored 71H shall be approved
by ABF JV prior to use. Elevated preheats and postheats may be Tequired by this procedure above what
is required for normal SMAW or SAW welding,

DR FEAEFISMAW (Ha) F0/B8SAWHE T/, FCAWRY 7 ¥ I ABF B B A S o A A T B, FCAWRI T #E
BEFNJ R T AR 50 A SMAR FISAWI SR I, (L Seeti
4. ZPYC shall document and provide results of all the inspections conducted
IPUCLTGERITR MR, HEEra By,
a.  100%VT of excavation and 50mm either side of the weld excavation,
R B B S5 P 3 5 0me ¥ B P TR P 34641 00%VT
b. 100%MT of excavation and 50mm either side of the weld excavation.
R RIEIE AL 50mm B A BAS 34T 100%4T
c. Interpass cleaning.
el
d. VT of repaired area. This mc'wln-&;.: f;5~ ,f::zéggt}\!{"-.{)
' BAEKEREF VT DEP&K‘;E;S% gggglj‘an IR
e. MT of repaired area lnhlais‘f’%‘id br"Da.;a; L /}o //(7
BAEROHIRfEF HIMT — ;
f. UT of repaired area.
EAER R A HUT
5. All the new segment splice weld joint shall be under the fabrication and control according to the

revised welding procedure which all agreed by three parties.

BAEFRAEGEAR LR = 77 D S R T B T S 0 B T e e R

Table 1: Preheat & Postheat Requirements for Various Metal Thicknesses
F1 ARG HEESE

Base Metal Thickness Minimum Preheat Minimum Postheat
BHEE IR AAEH 4 8 RS E E
T <40mm 160°C 160°C
| 40mm < T 200°C 200°C

E@HEFFA (Foreman): /V IU‘RA‘\ f'Z'H.er]

Hi#f (Date): 2900, |, /?




2 WPSH S
Repair WPS No.:

WPS-345-SMAW-1
G(1F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair

ITZHR
Technologist:

psefo

1 ) }a/D\ o}‘ I7
BE (RE) WHHEE 32 8 0 i by
Preheat Temperature Description
Before Gouging: of Discontinuity:
AT &b R A A 7R T # 98 Br
Inspection Preheat Temperature

Before Welding:

Before Welding:

8 A B ) 3% Br Bl B &

Max. Depth of Gouge: Total Length of Gouge:

AT b 78 4

Welder: g Position:
Type:

BEER BERE BEEMA

Current: Voltage: Speed:

BERERE

Inspection After Repair:

S E 5 R A

VT Result: Inspector: Date:

NDTH & Hi R B M

NDT Result: NDT Person: Date:

JE

Witness/Review:

¥

Remark : S

#R787-QCP-900
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UT Report

Date:

Zolo. 117

Lift / Segment No.: SAE

Location: BP o Sp-E3 Rz |

Refer 1o the antached sketch,

(4BE-SAE )
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"Seon
- ; 4 Examination
_M“:_ltcrmlz- A709 Thxckneris; 22/20 | Specification:- ) AWS D15
Surface Condition:- 0O AsWelded [&  Dressed Aceeptanee Criterin;. AWS D15 Table 6.3
Type of Instrument;- Hs 5!0'3 Test Procedure Nomber:- ZPQC-UT-01
Type of Transducer:- Z5Pso, o xA70 Refersnee Black:- nw
Transducer Angle:- o 76’ Couplant:- CMC Paste
Welding Process:- [0 FCAW SMAW [ GMAW O saw
I Dimensions (mm) Indication
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Scnmung, Pattern:- A B, C, D
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e

. —
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Prepared By:- ZPMC ABFIV Reviewed By:- ABFRIV
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Position ,I Position
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UT Report
Project Name: SFOBB SAS Bridge. Date: 3570, 4. 24
] v e T ; 2
Lift / Segment No.; 5AE i Location: Bp tog ~& R3 | Report Number- U=t —psf
Refer o the attached sketch. ] = Y-
(4PE-24E)
indli eection —

: hi i, ( Examinstion
Maierial:- AT09 ’ Thickness: Specification:- AWS D15 B
Suorface Condition;- O As Welded Dressed Acceptance Criterip:- AWS D1.5 Table 63
Type of Instrument;- H 9 é 10€ - Test Procedure Number:. ZPQC-UT-p1
Type of Transdncer:- Z}P 20 2'20x30 A0 - ’ Reference Block:- mw
Transducer Angle:- D o ' Coupinnt:- CMC Paste
Welding Process:- [0 FCAw [ sMAw 0 GMAW ) O saw
. Bimensions (mm) Indication "
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Observation:- , e e B s
Scanning Pattern:- A B CD )

il — — - - -"——-——.“—m"—"—-*_. —"-"_&-—...___.“_-—-—..._- e e —— T e e ]
Pattern D conducted inline with Transverse Segment Assembly Splice Ultrasanje Testing Procedure,
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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-000602
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0595

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Confor mance Report waswritten: 11-Jan-2010

Description of Non-Conformance:

During the Quality Assurance in-process observations of the fabrication of lift 5 East, the QA inspector
discovered the following issues:

-Weld repair of transverse cracks without the Engineer’s approval.

-No approved welding procedure specification (WPS) was onsite during the welding repair process.
-Theweld isidentified as “Hold Back” weld #SEG022A-007

-Theweld is a Complete Joint Penetration (CJP) weld.

-The weld isjoining bottom panel identified as BP110A to the side panel identified as SP558A
-Location is nearest to panel point 032 on the bhike path side of segment (@ E3 line).

-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the
contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm-~345mm near the SAE+4BE field splice.

-Lift 5 East islocated in the OGB Trial Assembly Area.

-Theweld is a Complete Joint Penetration (CJP) weld.

-The weld isjoining bottom panel identified as BP110A to the side panel identified as SP558A

-Location is nearest to panel point 032 on the bike path side of segment (@ E3 line).

-Repair is being performed due to eleven (11) transverse indications being discovered in a 325mm area by the
contractor using the Ultrasonic Testing (UT) method.

-Y location of repair is noted to be between 20mm-~345mm near the SAE+4BE field splice.

-Lift 5 East islocated in the OGB Trial Assembly Area.

Contractor's proposal to correct the problem:

Submit CWR and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted CWR after repairs were completed. Additional repairs were required after said incident.
NDT documentation was submitted verifying the weld is now in conformance with Contract specifications.

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



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

Did corrective action require Engineer's approval ? [] Yesl¥l 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 Page 2 of 2
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