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-000660
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 28-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0631

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Segment 8CE Floorbeam to Deck Stiffener

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

Reference Description: Missed UT indication by QC on Segment 8CE Floorbeam to Deck Stiffener
Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 8CE, this Quality Assurance Inspector discovered the following issues:

-Two (2) Class“A” longitudinal indications measuring approximately 70mm and 220mm in length.
-Theindication dB ratings are +4 and -3 respectively.

-Material thicknessis 18mm.

-The depth of the indications are approximately 14mm and 11mm.

-The 1st weld isidentified as SSD18-PP70-144 at Panel Point PP70 Crossbeam Side.

-The 2nd weld isidentified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.

-The welds are designated as Seismic Performance Critical Material (SPCM).

-Theindications found are clearly marked near the weld.

-The Y locations are 70 mm and Omm when measured from the deck plate.

-The welds are shown as fillet welds on the contract drawings but due to excessive gaps at the time of fit up
were changed to Complete Joint Penetration (CJP) “T” joints.

-The 1st joint joining Floor beam FB28A (X12H) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘" stiffener RS62HA (Non SPCM).
-Segment 8CE is located in the Segment Repair yard north of the blast shop.

-The Notice of Witness Inspection (NWIT) No. is005144. Theindication is located in an area previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
personnel are required to perform hundred (100%) percent UT inspection of thisweld.
Applicablereference:

AWS D1.5-02 Section 6; Table 6.3 specifiesaclass“A” indication as having arating 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. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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: Li Min Kit

Time and method of notification: 10:30 01-28-10 Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 9:30 _01-29-10 Verbal

QC Ingpector's Name: Wang Xian Pin

Was QC Inspector awar e of the problem: [ Yeslvl 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.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 29-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: 05.03.06-000620
Subject: NCR No. ZPMC-0631

Reference Description:  Missed UT indication by QC on Segment 8CE Floorbeam to Deck Stiffener

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 08
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 8CE, this
Quiality Assurance Inspector discovered the following issues:
-Two (2) Class“A” longitudinal indications measuring approximately 70mm and 220mm in length.
-Theindication dB ratings are +4 and -3 respectively.
-Materia thicknessis 18mm.
-The depth of the indications are approximately 14mm and 11mm.
-The 1st weld isidentified as SSD18-PP70-144 at Panel Point PP70 Crossheam Side.
-The 2nd weld isidentified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.
-The welds are designated as Seismic Performance Critical Material (SPCM).
-Theindications found are clearly marked near the weld.
-TheY locations are 70 mm and Omm when measured from the deck plate.
-The welds are shown asfillet welds on the contract drawings but due to excessive gaps at the time of fit up were changed to Complete
Joint Penetration (CJP) “T” joints.
-The 1st joint joining Floor beam FB28A (X12H) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-Segment 8CE islocated in the Segment Repair yard north of the blast shop.
-The Notice of Witness Inspection (NWIT) No. is005144. The indication islocated in an area previously tested and accepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC'’s QC personnel are required to perform hundred (100%) percent
UT inspection of thisweld.
Pleaes see attached NCR ZPM C-631 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences and provide
documentation to show that the missed indications have been properly repaired to meet contract requirements.

ol " 05.03.06-000620,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by: Ching Chao
Attachments: ZPMC-0631

ccC: Rick Morrow, Gary Pursell, Contract Files, Ching Chao, Bill Howe
Filee 05.03.06

05.03.06-000620,NCT Page 2 of 2



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: 08-Feb-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000562 Rev: 00
Ref: 05.03.06-000620

Subject:  NCR No. ZPMC-0631

Contractor's Proposed Resolution:

Reference Resolution: The ABFJV QCM has instituted training sessions for ZPMC inspectors. In addition to training, ABF has purchased
new equipment to standardize both ABF and ZPMC with the equipment used by Caltrans.

ZPMC and ABFJV have taken steps to reduce the number of both MT and UT missed indications. The ABFJV QCM has instituted training
sessions for ZPMC inspectors to reinforce key points of performing UT and MT, the most recent was held in December 2009. The ZPMC Level
11l has conducted training with the inspectors as well. In addition to training, ABF has purchased new equipment to standardize both ABF and
ZPMC with the equipment used by Caltrans. Examples of this are the powder bulbs with magnetic caps, and the same transducers used by
Caltrans. Documents of the acceptable NDT will be provided when they are available at a later date. Based on this ZPMC requests that this
NCR be approved with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000562R00;

Caltrans' comments: Status: AAP
Date: 08-Feb-2010
AAP approved.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):

‘RJ( Page 1 of 1



(8) 85 FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

MT Powder. Red for ambient, Yellow for High Temperature.
Powder Bulb

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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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

Calibrated UT Machine condition of machine
Coaxial cable condition of cable
Transducer condition of transducer
IIW Block

Scraper

UT couplant

)

me e o

3. Inspection Techniques

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...

© e e oR

4. Inspection Criteria
a.  Table 6.3 or Table 6.4
b.  Are surface inspections complete VT and or MT should always occur before
UuT
c.  Scanning Levels
Criteria dictated by the thinner of the two members
e.  Planar flaws




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

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 15-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-000562 Rev: 01
Ref: 05.03.06-000620

Subject:  NCR No. ZPMC-0631

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has written an internal NCR for this incident and repaired the indications. Attached are the repair documents
and NDT to show that the weld is acceptable.

ZPMC has written an internal NCR for this incident and repaired the indications. Attached are the repair documents and NDT to show that the
weld is acceptable. Based on this ZPMC requests closures of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000562R01;

Caltrans' comments: Status: CLO
Date: 18-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010
Attachment(s):

‘R? Page 1 of 1
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@ No. B-671
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000660(ZPMC-0631)

ZPMC acknowledged this problem and has issued internal NCR to warn the same cases. Repair
has been completed. ZPMC is providing WRRs and NDT records show the welds are acceptable
after repair. Based on this, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000660(ZPMC-0631)
B-WR10558
B787-UT-11106 R1
B-WR10557
B787-UT-11105 R1
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WE J05577
E—-:-A_—_v:--B Nonconformance Report
—— RREA TR
Project Name: S.F.O.B.B NCR Number:
I B &K 3= H N M KT NCR %i5: NCR-B-437(ZPMC-0631)
Item: Miss UT Indication Item Number: Drawing:
LR UT IHH 5. 5. 8CE
Location: Date:
AR shg H 3#: 2010-02-09

Description of Nonconformance:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box
Girder (OBG) segment 8CE, this Quality Assurance Inspector discovered the following issues:
-Two (2) Class “A” longitudinal indications measuring approximately 70mm and 220mm in
length.
~The indication dB ratings are +4 and -3 respectively.
-Material thickness is 18mm.
~The depth of the indications are approximately 14mm and 11mm.
-The 1st weld is identified as SSD18-PP70-144 at Panel Point PP70 Crossbeam Side.
-The 2nd weld is identified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.
-The welds are designated as Seismic Performance Critical Material (SPCM).
-The indications found are clearly marked near the weld.
-The Y locations are 70 mm and 0mm when measured from the deck plate,
-The welds are shown as fillet welds on the contract drawings but due to excessive gaps at the time
of fit up were changed to Complete Joint Penetration (CJP) “T” joints.
-The 1st joint joining Floor beam FB28A(X12H) SPCM to Deck plate ‘I’ stiffener RS62HA (Non
SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘I’ stiffener RS62HA (Non
SPCM).
-Segment 8CE is located in the Segment Repair yard north of the blast shop.
-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located in an area
previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents, ZPMC’s QC personnel are required to perform hundred (100%) percent UT
inspection of this weld.

EXS 8CE HEAT UT BENR I AR S, mMER R R BLLT S

PR AR I A BRI BE 5 BUHE 70mm F1 220mm . dB (54 B2 +4 F1-3 800 ERER 18mm.
WHEFHR 14mm F Umm. 55 — KRR SSDISPPI0-144 ZERREN . 5 F /882
SSD17-PP69-136 ZERCR M. 1REEHRZE SPCM MR b, YV M TTAR FFE554 21 70mm F1 Omm.
PREEE R b RO R A 1R AR R b T 16 BOREAT 1) BB, CIP 454

SR—AREEESE FB28A (X12H) SPCM ABZETR I i1 RS62HA (3 SPCM #H%). H— %40
TR FB24A (X25B) SPCM #RZETHMR 1 i1 RS62HA (IE SPCM #1).

GBRIEALE 2 FT 44 ZPMC UT R A R BTRIS 380k
Work By: 7 L/‘ il Prepared by: - ’Jéa Reviewed by QCE: L 2 A‘_

A la u}\l vy - JR R TRt
02 /09/:10 . 7o
L Drawing Error [0  Material Defect ' [0  Fabrication Error  [J Other
B4R HEHIE L EETS Hib R A
Disposition: O Useasis O Repair O Rejeet

AR ] BE Eizls
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Technical Justification for Use-As-Is/Repair:

[0 Attachment O Non- att'u:hmentJ
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

@&ltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 29-Jan-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No; 04-0120F4

04-SF-80-13.2/139

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000620
Subject: NCR Ne. ZPMC-0631

Reference Description:  Missed UT indication by QC on Segment 8CE Floorbeam to Deck Stiffener

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
[J Material or Workmanship not in conformance with contract documents.
U Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a systematic problem in quality control.
| Non-Conformance Resolved.
Material Location: OBG Lift: 08
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 8CE, this
Quality Assurance Inspector discovered the following issues:
-Two (2) Class “A” longitudinal indications measuring approximately 70mm and 220mm in length,
-The indication dB ratings are +4 and -3 respectively.
-Material thickness is 18mm.
-The depth of the indications are approximately 14mm and 1 |mm.
-The 1st weld is identified as SSD18-PP70-144 at Panel Point PP70 Crossbeam Side.
-The 2nd weld is identified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.
-The welds are designated as Seismic Performance Critical Material (SPCM),
-The indications found are clearly marked near the weld.
-The Y locations are 70 mm and Omm when measured from the deck plate.
-The welds are shown as fillet welds on the contract drawings but due to cxcessive gaps at the time of fit up were changed to Complete
Joint Penetration (CJP) “T" joints.
-The Ist joint joining Floor beamn FB28A(X12H) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-Segment 8CE is located in the Segment Repair yard north of the blast shop.
-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located in an area previously tested and accepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform hundred (100%) percent
UT inspection of this weld.
Pleaes see attached NCR ZPMC-631 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences and provide

documentation to show that the missed indications have been properly repaired to meet contract requirements.

N7, 05.03.06-000620.8CT Page ] of 2




NCT
( Continued Page 2 of 2 )

Transmitted by: Ching Chao
Attachments: ZPMC-0631

ce: Rick Morrow, Gary Pursell, Contract Files, Ching Chao, Bill Howe
File: 05.03.06

K. 0s.03.05.000620ncT S ——




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

DEPARTMENT OF TRANSPORTATION T

DIVISION OF ENGINEERING SERVICES &

Office of Structural Materials -"s"-;}“.‘%?g

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

Bay Area Branch -

690 Walnut Ave.5t. 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-000660
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 28-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0631

Type of problem:

Welding [l Concrete [] Other

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

Joint fit-up [] Coating [ Other Component: Segment 8CE Floorbeam to Deck Stiffener

Procedural [] Procedural (] Description: Missed UT Indication by QC

Reference Description: Missed UT indication by QC on Segment 8CE Floorbeam to Deck Stiffener
Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 8CE, this Quality Assurance Inspector discovered the following issues:

-Two (2) Class “A™ longitudinal indications measuring approximately 70mm and 220mm in length.

-The indication dB ratings are +4 and -3 respectively.

-Material thickness is 18mm.

-The depth of the indications are approximately 14mm and 11mm.

-The Ist weld is identified as SSD18-PP70-144 at Panel Point PP70 Crossbeam Side.

-The 2nd weld is identified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.

-The welds are designated as Seismic Performance Critical Material (SPCM).

-The indications found are clearly marked near the weld.

-The Y locations are 70 mm and Omm when measured from the deck plate.

-The welds are shown as fillet welds on the contract drawings but due to excessive gaps at the time of fit up
were changed to Complete Joint Penetration (CJP) “T” joints.

-The st joint joining Floor beam FB28A(X12H) SPCM to Deck plate ‘I’ stiffener RS62ZHA (Non SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-Segment 8CE is located in the Segment Repair yard north of the blast shop.

-The Notice of Witness Inspection (NWIT) No. is 005144. The indication is located in an area previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC
personnel are required to perform hundred (100%) percent 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 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

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




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

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: Li Min Kit

Time and method of notification: 10:30_01-28-10_Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 9:30_01-29-10_Verbal

QC Inspector's Name: Wang Xian Pin

Was QC Inspector aware of the problem: L] 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
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

‘HZ TL-15,Quality Assurance -- Non-Conformance Report Page 2of 2
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] Welding Repair Report 0
9 MH 2 = [E iR T RS REHE
i =RRE Report No B-WR10558
Project Name SFOBB Drawing No p 4
Gk 04-0120F4 , o
Giititact N - 2 A5 8CE CORNER ASS| NDT#R4 %% p——
RE &5 ltems Name EMBLY Report No.of NDT -UT-11106
i i ZP08-787
Project No.:
B aE8 fa A

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection
allowance aggregate length.

(UTHR 67 % 000 G 18 & 4 o h TRRXAWKE. ) SSDI8-PP70-144

is less than the maximum

I 5 (Inspector) %zérfovu ﬁg%f_’&’{' B #(Date) : 2010.01.28

—_—r 50

REEGLEFEE
Draft ef welding discontinuity:

¥
\ AT
0 X
~ 0
95 — BE 70

WELD NUMBER: SSD18-PP70-144




AR

Caused:

Ty R R R T .

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

s I o

. 2
% 18 §i 3t A(Foreman): B #(Date): (v }'}

HEEL
Disposition :

-t

Mﬁﬁﬁgﬁm&ﬁWW(mqwsnD%mmﬂﬁ,Tkﬁﬁ)%%&ﬂﬁﬁ@%f&%%ﬂ%mﬁ;
2. ZMEERETEME (WPS) & EMMELNR, Fiames,

a3 ???—%ﬁiﬁ%‘ﬂEﬁﬂfﬁwﬁiﬂﬂ%ﬁ@&ﬁﬁ%&i&%&:

4. CHHETNR AT ) S BL AT T 18 4 T F

5. FREWATUTER, 8% JiR 1 K R 5 H 4 3E € 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;

T sl
Technical engineer

B Hin
Approved by Date
/0 v ’ \ } 0

#R787-QCP-300
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Welding Repair Report

’ M4 Rev. po:

o0

57 B 2% 3 [Ei A b 5 SSD18 R 5
Project Name SFOBB Drawing No Report No. B-WR10558
&F5
Contract No.: 04-0120F4 F L A %R GERRER A5 NDT%E%%%% B787-UT-11106
T - ltems Name EMBLY Report No.of NDT
Project No.:
2 i 45dk.:

Correction action to prevent re occurrence:

1 InaRIR B S R (Al

1. Improve monitoring of welding and interpass cleaning.

A [T

* I # Jr A(Foreman): J%E](Date) /v [139
S RHWPSH 5 o aabtaBS-SM | 1y R e b,
Repair WPS No AW-3G(3F)-FCM- technologist
; Repair-1 2 130

BAE (BRE) B WshiE R Rz a9 15
Preheat temperature é« Description —
before gouging 7 of discontinuity Zj—
24 T R T R
Inspection '@/g Preheat temperature /7 17
before welding before welding
T KW 0w . 7 WK /‘(ﬂ
Max. depth of gouging Total length of gouging
AT REED , BB
welder VQQ?’J 7 welding type e position 2 6
15 BERR 15
Current /g ; Voltage 22/,6 Speed / JJ’
BRERKE
Inspection After repairing:

B R . i ] a8 i

\iz_iﬁlﬁﬁ;t A/C Inspector Q/MZM%'{" Date 20/0 s

res ' v

¥ onlv/ ]

NDTH & 2LVl H i ’
NDT result Atc NDT person T ;“E}’ Date /-39
RiE :
Witness/Review:
&
Remark :

- #R787-QCP-900




=—__ | REPORT OF ULTRASONIC EXAMINATION

~ f_‘ = f.]“_-
UTHE % 45
REPORT NO. ?ﬁ%ﬁ%‘% BTB7~UT-11105 DATE 2010.01.28 PAGE 1 OF1 Revision No: ¢

PROJECT NO, LERE ZP06-787
ITEMS NAME:

8CE CORNER
B 5 ASSEMBLY

REFERENCING CODE 43

ACCEPTANCE STANDARD?%%#H??‘E PROCEDURE No, Birgy

AWS D1.5-2002 AWS D1.5-2002(Table 5,3) ZPQC-UT-01
WELDING PROCESS #st3 JOINT TYPE jt 370 CALIBRATION DUE R T
SMAW T-JOINT Dec. 2857 2919
EQUIPMENT 2 mACTURER il MODEL NO. #3t42
UT SCOPE PANAMETRICS EPOCH-R
CALIBRATION BLOCK 5t COUPLANT # &4 MATERIALITHICKNESS #34  ir
AWS IW BLOCK TYPE [ cMC AT09M-345T2.x 18/35mm
_ TRANSDUCER fr3.
MANUFACTURER | ANGLE FREQUENCY MANUFAGTURE -‘
il B s Rt i T B sz
Changchao 0° 2.5MHz

Reference Leve| Z R pE

Base metal inspected per AWS D1.5-2002 Section 6,195 0° UTOK.
DECIBELS4 i DISCONTINUITY L £
: . " [— = .
WELD 2 |4 8 |als e S |z = p
= S| 8 B EscsEsS e LOCATION oF DISCONTINUITY S . =
oir (2218 B IS35328[55 st Wz
IDENTIFICATION EkInE= ;;,;  EAEIEEEE T REGT W(mm) 23 "
Flog|oe = < [= . : 5 =5 @
ETo¥ |k o : E® £
& ™ T c -—-—-————-—-———'—-—-—-]'\’\’\[\ = ]
ﬁﬁ%ﬂ{#ﬁ% -% g:. = Sound Depth from : 8 o
- Length From'X [ From+y 1]
a1 b|c|dq g .| Path Surface FiX o i)
: PR | Emgme a
—-__—_——_____-—-—-«_-_-— __——-__——_——_———'_——— _—_—_—-—.___—_——'_-—-_"‘—-'—_———-—-—-—
SSDTB-PP?O-144 1 70 A |1 [ a3 321 |+10 70 35 13 o 0 RE.U. 100%
' BLANK
————
T T hhﬁf[\ﬁ\ﬁﬁ\h
———________—__—_____________,__ﬁ________________________._______
~——______-___-_______________._,_____,—___—-—____-—__—____-___~

- —_—
.
R—h_hﬁ—____—h“_h—h——__—&__——___q——_h—_ﬁ—h-h—_
.
!
“————_ﬁ__—ﬁ__—___——hﬁ—h__—__h__hh_—ﬁ__——_ﬁ—&__——___\——*_
—-————-_._____-—.___—-—__,—..___-___-_.__-_._—__.—._, —-—_______-—-.___-—._._—-_____—-—.._"

EXAMINED BY£#:

REVIEWED By Gik:A

&
LEVEL -1l SIGN / paTE Zsto. [ 24 _|EVEL-u siGN 4 pate I f 2 f
EHSE / acu

JE?JPCUSTDMER

=EsieNy 7 ¥ DaTE .

#=F SIGN / Hi bate

(FORW# zPQC-UTD1)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #%44E B787-UT-11106R1 DATE 2010.03.09 PAGE 1 OF1 ' Revision No: 0
PROJECT NO. : T2#E ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: 8CE CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBLY ARD1A .
B2 M M mHTESS

REFERENCING CODE %%

AWS D1.5-2002

ACCEPTANCE STANDARD 8171

AWS D1.5-2002(Table 6.3)

ZPQC-UT-1

PROCEDURE NO. 2F# &

WELDING PROCESS RiE71:

JOINT TYPE f24%2 57!

CALIBRATION DUE DATE 1% 285 IF #2308

SMAW T-JOINT Dec. 28°7 2010
EQUIPMENT i % MANUFACTURER il 7§ MODEL NO. 53 & SERIAL NO. FFAl#% S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #-& 77 MATERIAL/THICKNESS #4 %} i
AWS lIW BLOCK TYPE 1 C.M.C AT09IM-345T2-X 18/35mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
38 R EIE R+t s B s R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ 7 #AF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ 1 DISCONTINUITY Fik:ts 5
=
2 O
WELD =2 =N I IO PO PO I E "
z. |88 |2 |E EElEEEEE R LOCATION OF DISCONTINUITY g | %
= | = o8 = el 1=
IDENTIFICATION | 2 1 EE|l= = |5 g 4 ;3 g & T LR (mm) 23 5
a0 = = = R =
SFIDZ|R%| o = Ex | E
E L% 3 - 4gh 1 [T o
IREEEERS g E = Sound Depth from ¥ 5 L2
- Length From'X | From'y o
alb|c|d e Path Surface gEX gy a
B | sERmEE ) =)
S8D18-PP70-144 | 1R1 70 3z ACC, 100%
AFTER B-WR10558
BLANK
EXAMINED BYEEBE ] RE\;?VED Y HE
”W 7/1/'7 D‘;-a/ }0/0 '93'37
LEVEL - IG DATE LEVEL -l SIGN / DATE
Mit&EE / Qem HFCUSTOMER
%5 SIGN / B DATE ¥ SIGN/ Bl DATE

(FORM# ZPQC-UTO01)
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Welding Repair Report 0

Iﬁ E gﬁ.: %E{;ﬁ}‘%j{ﬁ %ﬁ{ﬂf— @ % S8D17 )EL__—’E'Z-' 7 5 WR
Project Name SFOBRB Drawing No Report No. = 10557
ERAE 04-0120F4 P
- itk g 2 8CE CORNER ASS| NDT#h4 %%
Contract No - B787-UT-11105
ME T ltems Name EMBLY Report No.of NDT
’ ZP0B-787
Proiect No.:
IFEEHk ra 84

Descnptlon of welding discontinuity:

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

(UTﬁﬁﬁﬂﬂﬁiﬁf&Fﬁuit!?cd\ﬂ:ﬁjcjtﬁ&[%u ) SSD17-PP69-136

_ Zhow Fiasjun
I 5 (Inspector) :Zhou Haijun B #i(Date) : _2010.01.28

BEBSEEFER -
Draft of welding d:scon’cinuity:

%% L 200 |

; WELD NUMBER: SSD17-PP69-13§

e e —_—




 EARR:
Caused:
(NS A P

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

Wi nanr

£ 8] 5 T A(Foreman): B #8(Date):

4EER,
Disposition :

T BB BE 2 5k T B3 — ) (D=<0.65T, DAGLIGIRE, THHEE) SR PR A BT 2 0 45 22 B4 et s
3. Eﬁ‘ﬁi’ﬂ“ﬁ%%]‘Eiﬂiﬂﬁi?WﬁﬂﬁﬁﬂEﬁﬁéﬁﬁﬁ‘%ﬁiiﬁﬂz‘m
4, #%1!,1*:%[‘Eﬁiﬁﬁéiﬂ—‘i&ﬁﬁi%i&ﬁﬁ?ﬁ:

S, XREEHTUTHRI, fﬁiﬁﬂ‘?ﬁBﬂfaﬁfﬁﬁﬁiuﬂﬁﬁiﬁé%ﬂ&mmm.

1. Gouge or grind from nearer side from metal edge (D<0B5T. “D” jg depth of defects, “T" s 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 % me (/IM B H#3

Technical engineer Approved by Date

o l10

#R787-QCP-900
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ZPME 7 &R
Welding Repair Report
B &% 3 [E R O HFES e R
SHp17 B-WR10557
Project Name SFOBB Drawing No Report No. 7
aRE
Contract No.: 04-0120F4 AL #R BCE CORNER ASS| NDT#R-4 4 <
R ltems Name EMBLY Report No.of NDT | B787-UT-11105
y ZP0B-787
Project No.;
# E 436

Correction action to prevent re occurrence:

T ISR A e s 0 )

1. Improve monitoring of welding and interpass cleaning.

757 %4
£ ja] 4 & [Mgh (,_;9,/}0
17 1 7t A(Foreman): #A(Date):
£ BAWPSE 8 WPS-345+485-SM | L, o papad § e
Repair WPS No CW-BGAFIFOM- | e ist
' Repair-1 g Jor 3@
EAE () simngeE [ BAE By ik ba
Preheat temperature & > Description Z?_’
before gouging of discontinuity
BT AL B R BT TR R B :
[nspection /:[ /é Preheat temperature /‘25/
before welding before welding
T A B 0l o 7 M 50
Max. depth of gouging Total length of gouging
#I ‘xR BEL@
welder Y welding type g4 4w position Zé
124 o 72 [ 2 % i
Current { XX Voltage ?/Z ; Speed /3/
BRIEGH A
Inspection After repairing:
RE R . (S 1]
SRR E BAL Inspector 24"2 ‘j/"ﬂ Date
VT result ' QW/ 20/0. 7, 7
NDTH #& B4R @ 1 103 f
NDT result NDT person Date =R
Arp Hmm%— i 9
A -
Witness/Review:
o
Remark :

#R787-QCP-900




REPORT OF ULTRASONIC K

XAMINATION

--_-::‘:} B J_'T F_‘ ﬁ:.
UTjﬁ\ 'fjj JLEC =
]
REPORT NO, REme B787-UT-11105 DATE 2010.01.28 PAGE 1 OF1 Revision No: ¢
PROJECT NO. TEgE ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 8CE CORNER RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SSEMBLY S8 ,
L5 ASSEM e mMIREe

REFERENCING CODE &34 ACCEPTANCE STANDARDEE&#E:N% PROCEDURE NO. Ege
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01

WELDING PROCESS BEFE JOINT TYPE 1REEE T CALIBRATION DUE DATE &%ﬁm"ﬁi‘ﬂw
SMAW T-JOINT Dec. 287 2010
EQUIPMENT %% MANUFACTURER Hhlis g MODEL NO. Bse SERIAL NO. 74 e
071565311, 061488510,
UT SCOFE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK Xk COUPLANT HaEm MAT"ER{ALTTHICKNESS R
AWS IIW BLOCK TYPE I C.M.c A?UQM-—345.T2-X 18/35mm
TRANSDUCER ek
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il T A g R HlET AR S R+
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level & R#&nr 20dB
Base metal inspe_cted per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 DISCONTINUITY RiEsgin =
) 5
o Ll L 3 £
WELD = = o =5 _(8_I8_[s w £
Zo |28 2|8 Eelfsfsle LOCATION OF DISCONTINUITY T
g <z |wiE = 255583'_3% RELHF we
DENTIFICATION |E 1k | SE| S5 | 8 IS EEEE ELA T (mm) >E "
SE|nZ|lcse - | [E 3% =
N EREAE iz | &
Lol 2 S e B : el
e A S g E = Sound Depth from . 5 -
- Length ; From'X | From'y 0
a|lb|c|d s Path Surface SEX o R
BE PEETIRE o
SSD‘[?—PF’SQ—'IBG 1 70 A 1 42132 | 4 +6 200 72 8 -6 0 REJ. 100%
BLANK
EXA-}M/)INED BYZiE REVIEWED BY BB
I Mo} o fhe
LEVEL-Ul SIGN | paTE »ﬂo% 2 LEVEL-Ul SIGN / paTE 2079 /. 2{
BFET / Qom AF CUSTOMER
-— -_—
T SIGN ! B DaTE EE SIGH, =) DATE

(FORN# ZPQC-UTO1)
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REPORT OF ULTRASONIC EXAMINATION

UTHRGHRE

REPORT NO. #%4%5 B787-UT-11105R1 DATE 2010.03.09 PAGE 1 OF1 Revision No: 0
PROJECT NO. : 245 ZP06-787 CONTRACTOR: CALTRANS
JITEMS NAME: BCE CORNER PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
S8D17
B T ESSEMBLY g M IR S

REFERENCING CODE £33

AWS D1.5-2002

ACCEPTANCE STANDARDIES#7#E

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. B2
ZPQC-UT-01

VWELDING PROCESS &7+
SMAW

JOINT TYPE J§432 7
T-JOINT

CALIBRATION DUE DATE {488 iF 75218

Dec. 2857 ,2010

EQUIPMENT # %

UT SCOPE

MANUFACTURER i H

PANAMETRICS

MODEL NO. Fxliz+=

EPOCH-4B

SERIAL NO. F5#2

071565311, 061488510,
061495811, 070152011,

CALIBRATION BLOCK if#t COUPLANT #5&7) MATERIAL/THICKNESS 4 #} JEF
AWS IIW BLOCK TYPE I cC.M.Cc AT0SM-345T2-X 18/35mm
TRANSDUCER 83k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il T A i R it fafE = R
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #2:3% 3 #(fF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4r DISCONTINUITY Ak §
. ]

WELD 2 |3 |9 <0512 5. 2 e
= Oxla | % [EslEsEER P LOCATION OF DISCONTINUITY > &
ok |Z=|LE|X [Ez|352E[ES . w ez

IDENTIFICATION | £ & w % s2|C - 5|2 E5 & FEELEAT TE (mm) 2E <
_g. = 8 ﬁ E R 8 = < = g = %

L% S ot T8 =
RaeEERS % E ! Sound Depth from . E &

- Length From'X | From'Y x3

a b c d R Path Surface 5EX sy ]

- R | EEmEE =]

SSD17-PP69-136 | 1R1 | 70 32 ACC. | 100%

AFTER B-WR10557

BLANK

EXAMINED IBYEE"&E
‘_%jﬂl l'li,nn/l 7/0/9 - 0]9 ﬁ
/ /

LEVEL SIGN  / DATE

W o 2o

LEVEL -1l SIGN /

DATE

3.7/

WIEE / Qe

¥ SIGN/ B DATE

H FCUSTOMER

%< SIGN / H ] DATE

(FORM# ZPQC-UT01)




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-000559
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0631

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  28-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 8CE, this Quality Assurance Inspector discovered the following issues:

-Two (2) Class“A” longitudinal indications measuring approximately 70mm and 220mm in length.
-Theindication dB ratings are +4 and -3 respectively.

-Material thicknessis 18mm.

-The depth of the indications are approximately 14mm and 11mm.

-The 1st weld isidentified as SSD18-PP70-144 at Panel Point PP70 Crossbeam Side.

-The 2nd weld isidentified as SSD17-PP69-136 at Panel Point PP69 Crossbeam Side.

-The welds are designated as Seismic Performance Critical Material (SPCM).

-Theindications found are clearly marked near the weld.

-The Y locations are 70 mm and Omm when measured from the deck plate.

-The welds are shown as fillet welds on the contract drawings but due to excessive gaps at the time of fit up
were changed to Complete Joint Penetration (CJP) “T” joints.

-The 1st joint joining Floor beam FB28A (X12H) SPCM to Deck plate ‘I’ stiffener RS62HA (Non SPCM).
-The 2nd joint joining Floor beam FB24A (X25B) SPCM to Deck plate ‘" stiffener RS62HA (Non SPCM).
-Segment 8CE is located in the Segment Repair yard north of the blast shop.

-The Notice of Witness Inspection (NWIT) No. is005144. Theindication is located in an area previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
personnel are required to perform hundred (100%) percent UT inspection of thisweld.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor submitted WRRs used to perform repairs along with subsequent NDT reports verifying the welds
are in conformance with Contract specifications. Aninternal NCR was also issued by the Contractor in regards
to thisissue.

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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