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-000672
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0640

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Segment 9AE Floorbeam

Procedural [ Procedural [J Description: Missed UT and MT indications by QC
Reference Description: Missed MT and UT indications by QC on welded membersin Segment 9AE
Description of Non-Conformance:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 9AE, this Quality Assurance Inspector (QA) discovered the following issues:
-Location #1: Two (2) longitudinal Class“A” indications.
-Indication #1 measures approximately 15mm.
-Theindication dBsrating is +6.
-Material thicknessis 20mm.
-The depth of the indication is approximately 16.5mm.
-Theweld isidentified as SSD19A-PP72-134.
-Theindication is clearly marked on or near the weld.
-TheY location is approximately 70mm from edge of the flange plate.
-The weld is a Complete Joint Penetration (CJP) Buitt joint joining Flange Plate X5D-2 to Floor Beam X5D.

-Location #2: One Indication measures approximately 12mm.

-Theindication dBsrating is +7.

-Material thicknessis 20mm.

-The depth of the indication is approximately 17mm.

-The weld isidentified as SSD19A-PP73-128.

-Theindication is clearly marked on or near the weld.

-TheY location is approximately 55mm from edge of the flange plate.

-Theweld isa Complete Joint Penetration (CJP) “T” joint joining Flange Plate X5D-2 to Floor Beam X7L.
-These indications (location #1 and #2) are located in an area previously tested and accepted by ZPMC Quality
Control (QC) personnel. As per the contract documents, ZPM Cs QC personnel are required to perform 25%
UT inspection of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment
9AE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear crack that measured approximately 10mm in length.

-The weld isidentified as SEG050C-006 at panel point (PP) 73.

-Thisweld is a partial joint penetration (PJP) weld joining the Floor Beam (FB10A) to the vertical Flange
(X7J) that attaches to the Longitudinal Diaphragm (LD2A).

-Thisweld joint is designated as Non-Seismic Performance Critical Member (Non-SPCM).

-One (1) longitudinal linear indication measuring approximately 8 mm.

-The weld isidentified as SSD19-PP73-005.

-The weld isan 8mm fillet T-joint joining the deck panel diaphragm to the top flange of the FL2-1 floor beam
at PP 73.

-TheY location is approximately 9800mm from the bike path end of this floor beam.

-Theindication is clearly marked on the material on/near the weld.

-These indications are located within the area that has been previously tested and accepted by ZPMC Quality
Control (QC) personnel. ZPMC's QC personnel are required to perform 100% MT inspection of thisweld.

The Notice of Witness| nspectlon Number (NWIT) is 005165 for the above UT and M T inspections.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)
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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.

AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to M T in addition to visual inspection shall have no
cracks.

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

Who discovered the problem:  Subhasis Bera, Chandra Sudalaimuthu, Vikram Singh.

Name of individual from Contractor notified: Wang Hang

Time and method of notification: 1630 hours, 02-03-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 1100 hours, 02-04-10, Verbal

QC Inspector's Name: Zhong Wei, Wang Wei Ming

Was QC Inspector awar e of the problem: L] 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
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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: 03-Feb-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: 05.03.06-000631
Subject: NCR No. ZPMC-0640

Reference Description:  Missed MT and UT indications by QC on welded membersin Segment SAE

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: 09
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 9AE, this
Quiality Assurance Inspector (QA) discovered the following issues:
-Location #1: Two (2) longitudinal Class“A” indications.
-Indication #1 measures approximately 15mm.
-Theindication dBsrating is +6.
-Material thicknessis 20mm.
-The depth of the indication is approximately 16.5mm.
-Theweld isidentified as SSD19A-PP72-134.
-Theindication is clearly marked on or near the weld.
-TheY location is approximately 70mm from edge of the flange plate.
-Theweld is a Complete Joint Penetration (CJP) Butt joint joining Flange Plate X5D-2 to Floor Beam X5D.

-Location #2: One Indication measures approximately 12mm.

-Theindication dBsrating is +7.

-Material thicknessis 20mm.

-The depth of the indication is approximately 17mm.

-Theweld isidentified as SSD19A-PP73-128.

-Theindication is clearly marked on or near the weld.

-TheY location is approximately 55mm from edge of the flange plate.

-Theweld is a Complete Joint Penetration (CJP) “T” joint joining Flange Plate X5D-2 to Floor Beam X7L.

-These indications (location #1 and #2) are located in an area previously tested and accepted by ZPMC Quality Control (QC) personnel.
As per the contract documents, ZPMCs QC personnel are required to perform 25% UT inspection of thisweld.

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment 9AE, this Quality

H..,,.,w" 05.03.06-000631,NCT
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NCT
( Continued Page 2 of 2 )

Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear crack that measured approximately 10mm in length.

-The weld is identified as SEG050C-006 at panel point (PP) 73.

-Thisweld isapartial joint penetration (PJP) weld joining the Floor Beam (FB10A) to the vertical Flange (X7J) that attaches to the
Longitudinal Diaphragm (LD2A).

-Thisweld joint is designated as Non-Seismic Performance Critical Member (Non-SPCM).

-One (1) longitudinal linear indication measuring approximately 8 mm.

-Theweld isidentified as SSD19-PP73-005.

-Theweld isan 8mm fillet T-joint joining the deck panel diaphragm to the top flange of the FL2-1 floor beam at PP 73.
-TheY location is approximately 9800mm from the bike path end of this floor beam.

-Theindication is clearly marked on the material on/near the weld.

-These indications are located within the area that has been previously tested and accepted by ZPMC Quality Control (QC) personnel.
ZPMC's QC personnel are reguired to perform 100% MT inspection of thisweld.

The Notice of Witness Inspection Number (NWIT) is 005165 for the above UT and MT inspections.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0640

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

05.03.06-000631,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-000567 Rev: 00
Ref: 05.03.06-000631

Subject:  NCR No. ZPMC-0640

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-000567R00;

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
Ref: 05.03.06-000631
Subject:  NCR No. ZPMC-0640

Document No.: ABF-NPR-000567 Rev: 01

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications and is providing the repairs reports and NDT to show that the welds are

acceptable. Based on this ZPMC request that this NCR be closed.

ZPMC has repaired the missed indications and is providing the repairs reports and NDT to show that the welds are acceptable. ZPMC has
conducted training with its inspectors to improve their technique and reduced incidents of missed indications. Based on this ZPMC request

that this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000567R01;

Caltrans' comments:

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill
Attachment(s):

Status: CLO
Date: 18-Mar-2010

Date:

18-Mar-2010
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@ No. B-676
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000672(ZPMC-0640)

ZPMC acknowledged this problem and has issued internal NCR. ABF QCM has instituted training
sessions for ZPMC inspectors. As request by CT, ZPMC is providing the documentations show
these welds are accepled after repair. Based on this ZPMC requests that this NCR to be closed.

ATTACHMENT:
NCR-000672(ZPMC-0640)
NCR-B-444(ZPMC-0640)
B-WR 10656

B-WR-10657
B787-UT-11170 R1
B-CWR1134
B787-MT-18083 R1
B-CWRI218
B787-MT19169 R1

by 2
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333 Burma Road
Dakland CA 94607

Eirans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

ﬂ DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

To: AMERICAN BRIDGE/FLUOR, A JV Dare; 03-Feb-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: D4-0120F4
04-SF-B0-13.2 7 13,9
Dear: Mr. Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr, Thomas Milsson Projecu/Fabrication Manager Document Mo: 05.03,06-000631

Subject: NCR No. ZPMC-0640
Reference Description:  Missed MT and UT indications by QC on welded members in Segment SAE

The attached Non-Conformance Repon describes an oceurrence where the centracior did not comply with a requirement of the contract decument as
indicated below:
Materinl or Waorkmanship not in conformance with contruet documenis,
EI Quality Control {QC) nat performed in conformance with contract documents,
O Recurring QC issue that constitutes o sysiematic problem in quality contral,
[J Noo-Conformance Resplved.
Material Loeation: 0BG Lifi: 09
Remarks:
During the Quality Assurance Uliresonic Testing (UT) review of welds located on Orthatropic Box Girder (OBG) segment SAE, this
Quality Assurance nspecior (QA) discovered the following issues;
-Location #1: Two (2) longitudinal Class “A™ indications.,
<Indication #1 measures approximately 15mm.
-The indication dBs rating is +6.
-Material thickness is 20mm.
~The depth of the indication is approximately 16, Smm.
~The weld is identified as S55D19A-PP72-134,
=The indication is clearly merked on or near the weld,
-The Y location is approximately 70mm from edge of the fange plate,
~The weld Is a Complete Joint Penetration (CIP) Butt joint joining Flange Plate X5D-2 1o Floor Heam X5D.

-Location #2; One Indication measures approximately | 2Zmm,

-The indication dBs rating is +7,

-Material thickness is 20mm.

=The depih of the indication is approximately | 7mm.

~The weld is identified ns 55D19A-PP73-128.

=The indication is elearly marked on or near the weld,

-The Y location is approximatety $5mm from edge of the flange plaie,

-The weld is s Complete Joint Penetration (CIP) “T™ joint Joining Flange Plate X5D-2 to Floor Beam X7L.

-These indications (location #1 and #2) are located in an area previously tested and accepied by ZPMC Quality Conirel (QC) personmel.
As per the contract documents, ZPMCs QC personnel are required to perform 25% UT inspection of this weld,

During the Quality Assumnce Magnetic particle Testing (MT) review of welds located on OBG Segment 9AE, this Quality

02.02:1 Received
ﬂ% e NCT-000631 04 Feb 10 Pasetar2




NCT

_ === —
Assumnce Inspector (QA) discovered the following issuc:

( Continved Page 20f 2 )

-One (1) longituding] linear crack that measired appraximately |0mm in length,

~The weld is identified ns SEGOS0C-006 at panel point {PP) 73,

~This weld is a partial joint pencteation (P) P) weld joining the Floor Beam {FBI0A) 1o the vertical Flange (X71) that anaches i the
Longitudinal Diaphragm (LD2A).

~This weld joini is desigrated as Mon-Seismic Performance Critical Member {Non-SPCM),

~Cine (1) longitudinal linear indication measuring approximately § mm,

~The weld is identified ns S5D19-PP73-005,

~The weld is an 8mm fillet T-joint joining the deck panel diaphragm to the top flange of the FL2-1 floor beam at PP 73
-The Y location is approximately 9800mm from the bike path end of this floor beam.

~The indicalion is clearly marked on the material onfnear the weld.

-These indications are located within the arca that has been previously tested and nceepted by ZPMC Quality Cantrol (QC) personnel.
ZPMC's QC personnel are required to perform 100% MT inspection of this weld,

The Nolice of Wilness Inspection Number (NWIT) is 005165 for the above UT and MT inspections.

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revieed procedures to prevent future occurrences. A response for the
resolution of this issuc is expected within 7 days.

Transmitted by: Bill Howe &r. Transportation Engineer
Attachments: ZPMC-0640

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

W os.03.06.00065 mcT Page 2af 2




STATE OF CALIFORNIA-BUSINESE TRANSPORTACTION AND HOUS ING AGENCY Amold Schwarzenegger, Governo:

DEPARTMENT OF TRANSPORTATION =
DIVISION OF ENGINEERING SERVICES ( % 3
Office of Structural Malarials ‘;: f’.:;f“*
Quality Assurance and Saurce Inspection c R e
Bay Araa Branch ontract #: 04-0]120F4

680 Walnut Ave 5t 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 it
(707) 6485453 File #: 69258

(707) 649-5493

QUALITY ASSURANCE — NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000672

Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Feb-2010

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-0640
— — —— —— - — ——— —— —_— —_—

Type of problem:

Welding 0 Conecrete [0 Other
Welding [0 Curing [ Procedural [0 Bridge No: 34-0006
Joint fit-up [J Coating [0 Other Component: Segment 9AE Floorbeam
Procedural [J Procedural (0 Description: Missed UT and MT indications by QC
Reference Description: Missed MT and UT indications by QC on welded members in Segment 9AE
Description of Non-Conformance:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 9AE, this Quality Assurance Inspector (QA) discovered the following issues:
-Location #1: Two (2) longitudinal Class “A" indications,
-Indication #1 measures approximately 15mm,
-The indication dBs rating is +6.
-Material thickness is 20mm, P
~The depth of the indication is approximately 16.5mm.
-The weld is identified as SSD19A-PP72-134,
-The indication is clearly marked on or near the weld.
-The Y location is approximately 70mm from edge of the flange plate,
-The weld is a Complete Joint Penetration (CIP) Butt joint joining Flange Plate XSD-2 to Floor Beam X5D.

-Location #2: One Indication measures approximately 12mm.

-The indication dBs rating is +7.

-Material thickness is 20mm,

-The depth of the indication is approximately 17mm.

-The weld is identified as SSD19A-PP73-128. K

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

-The Y location is approximately 55mm from edge of the flange plate.

-The weld is a Complete Joint Penetration (CIP) “T" joint joining Flange Plate X5D-2 to Floor Beam X7L.
-These indications (location #1 and #2) are located in an area previously tested and accepted by ZPMC Qualiry
Cantrol (QC) personnel. As per the contract documents, ZPMCs QC personnel are required to perform 25%
UT inspection of this weld.

‘h}‘_ TL-13. Quality Asswrairce — Non-Confirmance Repori Page I of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
3 { Continwed Page 2 of 3 ) N

Duri_ng the Quality Assurance Magnetic particle Testing (MT) review qunlE Incated_:m DBG_chment
9AE, this Quality Assurance Inspector (QA) discovered the following issue;

-One (1) longitudinal linear crack that measured approximately 10mm in length.

-The weld is identified as SEGO50C-006 at panel point (FP) 73

-This weld is a partial joint penetration (PJP) weld joining the F!ndy Beam (FBI0A) to the vertical Flange
(X71) that attaches to the Longitudinal Diaphragm (LD2A).

-This weld joint is designated as Non-Seismic Performance Critical Member (Non-SPCM).

-One (1) longitudinal linear indication measuring approximately 8 mm.

~The weld is identified as SSD19-PP73-005.

~The weld is an 8mm fillet T-joint joining the deck panel diaphragm to the top flange of the FL2-1 floor beam
at PP 73, \‘1

-The Y location is approximately 9800mm from the bike path end of this floor beamn.

~The indication is clearly marked on the material on/near the weld,

-These indications are located within the area that has been previously tested and accepted by ZPMC Quality
Control (QC) persannel. ZPMC's QC personnel are required to perform 100% MT inspection of this weld.

The Notice of Witness Inspection Number (NWIT) is 005165 for the above UT and MT inspections.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
| Cnmr’:ted Fqg;j‘ af 3 J_
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Applicable reference:
AWS D1.5-02 Section 6; Table 6.3 specifies a class A indication as baving a rating of 10dbs and under for
material thicknesses 8mm through 20mm.,

AWS DI1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

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

Who discovered the problem:  Subhasis Bera, Chandra Sudalaimuthu, Vikram Singh,

Name of individual from Contractor notified: Wang Hang

Time and method of notification: 1630 hours, 02-03-1 0, Verbal

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 1100 hours, 02-04-1 0, Verbal

QC Inspector's Name: Zhong Wei, Wang Wei Ming

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

_ e E— — — — ht:
Inspected By:  Tsang,Eric SMR
Reviewed By:  Wahbeh,Mazen SMR

H TL-15, Quality Assurance ~ Now-Conformance Repart S
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- a0 B Ag
—CWR,

Nonconformance Report
A TR &

Project Name: S5.FO.B.B NCR Number:
i E &% 5 B A NCR £i5: NCR-B-444(ZPMC-0640)
Item: Miss UT &MT Indieation Item Number: Drawing:

LR UT&MT it 5. BE: 9AE

Location: Date:

fir 5h5% B : 2010-02-09

Description of Nonconformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on
Orthotropic Box Girder (OBG) segment 9AE, this Quality Assurance Inspector (QA) discovered
the following issues:

Location#1: Two(2) longitudinal Class “A” indications, measures approximately 15Smm. The
indication dBs rating is +6. Material thickness is 20mm. The depth of the indication is
approximately 16.5mm. The weld is identified as SSD19A-PP72-134. The indication is clearly
marked on or near the weld. The Y location is approximately 70mm from edge of the flange plate.
The weld is a Complete Joint Penetration (CJP) Butt joint joining Flange Plate X5D-2 to Floor
Beam X5D.

Location#2: One Indication measures approximately 12mm. The indication dBs rating is +7.
Material thickness is 20mm. The depth of the indication is approximately 17mm. The weld is
identified as SSD19A-PP73-128: The indication is clearly marked on or near the weld. The Y
Location is approximately 55mm from edge of the flange plate. The weld is a Complete Joint
Penetration (CJP) “T™ joint joining Flange Plate X5D-2 to Floor Beam X7L. These indications are
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 25% UT inspection
of this weld.

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on
OBG Segment 9AE, this Quality Assurance Inspection (QA) discovered the following issue:

One (1) longitudinal linear crack that measured approximately 10mm in length. The weld is
identified as SEG050C-006 at PP73, This weld is a partial joint penetration (PJP) weld joining the
Floor Beam (FB10A) to the vertical Flange (X7J) that attaches to the Longitudinal Diaphragm
(LD2A).

One longitudinal linear indication measuring approximately 8mm. The weld is identified as
S5D19-PP73-005. The weld is an 8mm fillet T-joint joining the deck panel diaphragm to the top
flange of the FL2-1 floor beam at pp73. The Y location is approximately 9800mm from the bike
path end of this floor beam. These indications are located within the area that has been previously
tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are
required to perform 100% MT inspection of this weld.

G5 1: Pk “A” B ML GBS BEIT 15mm. Z5 dB (LR+6. # JE R & 20mm. ik
FEURIEIE 16.5. fRERJE SSD19A-PPT2-134.60M Y fiLA IR AU 70mm. X841 2 CIP fss i
M X5D-2 EEIR X5D.

OO0 2: —aREEBIEICREZY 12mm. aB OR+7.46 B A A2 20mm. B AE 17mm 28
MR CIP AN RAAR XSD-2 EWGHR XTL. SCERIGH T2 3T E44 ZPMC UT BB A AFTRR
I,

TEX] 9AE HEAT MT KB M0E B, NS 5 B30 LA F )

AR EHEGNECBAHE 10mm, H4EE SEG0S0C-006 2 PPT3 fir . 1AL PIP MEkiEE:
FB10A % X7J.

— A F OSSR Smm. MAEIL SSD19-PP73-005.Y 41 8 M AR5 B2 00 FF 16 9800mm. iXibik




Ao TTRE =Y ZPMC MT #5% A R AT FF-El.

Work By: {.4 LT "’J Prepurui] by: = 'LJ.:;!.: Reviewed by QCE:

T 02/19 | ﬁﬂIEﬁﬁﬁt?ﬁ / T
OO0  Drawing Error Matena] Defeet Fabrication Error Ot r 12
4t iR BRI BE e R oAb A
Disposition: O Useasis O Repair O Reject
b B3 i Bl A iBfe 1
Recommendation:
Bl

Jssue -—Ef:ﬁ;’ ""'L' M’l ”’er

TE# TRk 34t e

Prepared by: L’ L ”""“:“"j [o, -J:{| I }L Approved by QCA:

Reason for Noneonformance:

A& RA:
MT fpts
Drs covenr T dfvfféf-

Prevention of Re-occurrence:

Tl ¥t -

?%—lfiu.,bk_, 3?1&_.5."2;} ;{
-LSFM w"dfj “+u &wﬂ'i’d ’

- Wl i
Approved by/AttHE: A‘ ifhw.:;ﬂ_ }‘

Technieal Justification for Use-As-Is/Repair: [ Attachment

O Non-attachment

(51 7 B 18 M R AR P T HfF
Reviewed AitHE: _ .

Verification: O Acceptable 0 Unacceptable
Tk : LIE: 34 AArES
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| Welding Repair Report 0
THEW REGEE | wiEmE | SSD194 BERT . -1
. Project Name SFOBB | Drawing No | | Report No. | B-WR10656 E
: =HT ' ' |
I , 04-0120F4 .i #4427 | 9AE FLOOR BEAM | NDT#R &% |
A %5 | tems Name SPLICE Report No.of NDT | B787-UT-11170
Project No.: ZPo6-787 ] |
Prabah ik

Description of welding discontinuity:

y ultrasonle inspection is less than the maximum
allowance aggregate length,

(UTHG E R g KEMTRKAFEE, ) SSDI18A-PP(72-134

Soyirn )’?’ﬁ ,-'9.1.}0
28R (Inspector) :Sun_Yin 8 #M(Date) : _2010.02.04

REESGEFER
Draft of welding discoentinuity:

AE
— AT [
N g o ANV
. J 8! //“%)/H/
Bil <4

 WELD NUMBER: SSD19A-PPOT2-134




Jo fEE
Caused:

1o IR e B,
1. Did not clear the weld pPass completely in time.

%17 §i 4 A(Foreman); L 74@)‘:’\ 8 #i(Date): 2 K R
v,

mER
Disposition :

1. ABSEEREmMRIE—M (D<0.65T, DRGSR, Thiam) A R BT B8 0 Ay 2 IR AR s
2. SMELHSETEME (WPS) & EWNELE, Fnomne,

3. Mﬁﬂﬂ#ﬁﬁ%ﬁ&ﬁﬂﬁﬂﬂ%ﬁﬁﬁ?&.

4 WENRIT SN S B H R ST,

S, MMEEETUTE®N, HREm a3 O S B ICPH 0 -5 1£50mm.

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

metal) to remove all defects:
2. Fallow 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 wifh base metal or the adjacent weld:

5. Perform UT inspection o the weld along with 50mm on each end of the repair area:

I }»M“M L‘,q # i =

Technical engineer g. Approved by Date
(& 2

#R787-QCP-900




E?E ﬁ % j& {%*ﬁ & 4 Rev. No.
Welding Repair Report 0
HA &% IS5 S A HHES sspiga | IREHF
Project Name SFOBR ‘ Drawing No Report No. B-WR10656
&S
Contract No.: WAL - £4F | 9AE FLOOR BEAM | NDTHR.4 4 &
A H s ltems Name SPLICE Report No.of NDT | B787-UT-11170
Prolect No.: ZP0B-T87
EhE R

Correction action to prevent re occurrence;
1T FER A g i
1. Improve monitoring of welding and interpass cleaning.

% 18 §i §r A(Foreman): A?A M ¥(Date): > F

WPS-345-SMAW-2
G(2F)-Repair /H,e,)("‘”g:ﬂ
BHEAWPSH S WP5-345-FCAW-2 | TR
Repair WPS No, G(2F)-Repair-1 technologist
WPS-345-SMAW-4 > .5 *
G({4F)-Repair
B (BAl) W = ey &8
Preheat temperature g’}* Description ?"’
before gouging of discontinuily f-
b B URISR & 00 A e
Inspection Freheat temperature
before welding /‘g ( ( before welding H‘;
Tk o - e B e
Max. depth of gouging /e Total length of gouging Jo¥
. RERD WENE
welder M}Q_}')j_ welding type 5;1;@'[11/’ position 2,6
19 6 W B R E 195
Current /R{T Voltage Zé 0} Speed .r” Za
B S :
Inspection After repairing:
a5 & }ry.ﬂ_ E A
AR E ‘L /fw?
VT ros it H inspector 7 .?3.45/ Date ::,*',nc}'{[','1L Z i
NDTH & Hds B B A
NDT result Ace NDT person Hawra’S 05 Date /0.3, F
WiE :
Witness/Review:
&HIE:
Remark !

#R787-QCP-900
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‘ Welding Repair Report 0
TEEH AWEaLE | wEES | o TEIRE

) e |

Project Mame SFOBB | Drawing No t Report Na, I B-WR10657 :

:‘ &8 | i | i
‘_._G.nnitad - 04-0120F4 ! Sl £ | 9AE FLOOR BEAM | NDT#4 252 ! E
EEES Pos7e7 | ems Name | SPLICE | Repori No.of NOT |F B787-UT-11170 ]
___Project No.: i i |

FaEsh ik

Description of welding discontinuity:

Rejected indication found by ultrasonic
allowance aggregate length.

gwn%'ﬁ

(UTREGZRMORELRREHA TR A i, ) SSD19A-PPO73-128

{a.?.gt

R (Inspectar) :Sun Yin 8 J#i(Date) : _2010.02.04

inspection is less than the maximum

REEFETFED
Draft of welding discantinuity:

KTs

1)))))

LY.

) X N
IS IRD)))

WELD NUMBER: SSD19A-PPO73-128




FAABE.

Caused:

1.
§

B R A A,
Did not clear the weld pass completely in time.

& 1] iy 'ﬂ'A(Fﬂreman}:]/'i %{Dat&]: ’}'S\

SN

Disposition :

1.

2.

MG BE S S S — 0 (D<<0.65T, DGR, THH#M) I PR GO 0 T M 0 7 ke o Bl AR e s

SHBERETEME (WPS) % EMbEkIs, Fi#hF0 R,
A0 A B S ATV 40 R 0 0 e 2 75
HHRFh 1Y WS B S5 8 I ARIE AT 7,

IR EERTUT R, it L I 2 0 4 SR 78 483 4€50mm.

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

metal) to remove all defects:

Follow repair WPS for Joint preparation, preheat, and weld deposit:

Verify with VT no defects remain in the weld joint prior to welding:

Grind the repaired area flush with base melal or the adjacent weld;

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

T ]”-LXMLq W,

Technical enginear Y Approved by
|0 7

“T" is thickness of

SR
Date

#R787-QCP-900
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Correction action to prevent re occurrence:

1. Improve monitoring of welding and interpass cleaning.

] He
e Welding Repair Report 0

WH & TR S AR 5 sspioa | REHS

Project Name SFOBB Drawing No Report No. B-WR 10857
=R % _

Contract No.: i 4F 245 | SAE FLOOR BEAM | NDTI4 45

HE&T lterns Name SPLICE Report No.of NDT | B787-UT-11170

| Project No.: il
8 iE Jiha

# 8 §i 4 A(Foreman): LJL. ﬂmﬁ B $i(Date): ) * E

EHMOWPSH &
Repair WPS No.

WPS-345-5MAW-2
G(2F)-Repair
WP5-345-FCAW-2
G(2F)-Repair-1

IER
technologist

ey il
L

EE (W) MmN E
Freheat lemperature
before gouging

21

i e kg
Cescription
of discontinuity

IF

A2 Es 19 00 B #h
Inspection Preheat temperature
before welding /A {b before welding .-’,'{IJ!’
5 K W00 o e 5/ B G 1o
Max. depth of gouging Total length of gouging
#®IT MR B e o |\
welder £ W/Z welding type {ﬁ,ﬁw position 217
mERR BRiEdE OB
Current (¢! Voltage 2t Speed /€%
EEEaST
Inspection After repairing:

HwRr R 0 B W
HAH B el Viuzh<
VT result . nspector ‘)ﬂ*‘}‘f?zf"f s fo.l, ?
NDTH & F4 B I
NDT result ﬁir ¢ NDT persan H‘*MM’ Date (?.39
R : ) ;
Witness/Review:
w*=iE
Remark :

#R787-QCP-800




|l 5 1 -5 e T o REITR o&T 2
i S REPORT OF LL FRASONI¢ EXAMINATION
't | A A
UTRGR
REPORT NO. #igiime BYET-UT-19170 DATE 2010.02.04 PAGE 1 OF1 Revislan Mo: 0
PROJECT NO. : T4 % 2pgs-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SAE FLOOR BEAM
SPLIE SSD19(A)
AT Ha M TEgs
REFERENCING CODE £48 ACCEPTANCE STANDARD £ % ir PROCEDURE NO. 215 %
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS Hig 5= JOINT TYPE #iegasny CALIBRATION DUE DATE {0 85 EE #8005
FCAW SMAW BUTT CORNER-JOINT Dec. 28%7 2010
EQUIPMENT 4 MANUFACTURER i iy MODEL NO. #3is 8 SERIAL NO. F5lin 8
071565311, 061488510,
|uT scoee PANAMETRICS EPOCH-4B 061495811, 070152011
CALIBRATION BLOCK i COUPLANT 544 MATERIALITHICKNESS # W
AWS IIW BLOCK TYPE [I CMC AT08M-345T2-X 22/18mm
TRANSDUCER #1ik
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER| ANGLE FREQUENCY SIZE
L] bt L Rt A T 0 f ok R
Changchao 0" 2.5MHz 18%18mm
Changehao 0* | 2.5MHz 20mm Reference Level #% & 20dB
Base metsl Inspected per AWS D1.5-2002 Saction 6.19.5 0" UT oK,
DECIBELS#N DISCONTINUITY Fitspe E
_
(=] w = g
WELD = = i ~ §_I|8_I|8  _|= = =
Zo |28 |28 BelEsE EE P LOCATION OF DISCONTINUITY o | #
Sik|<g|Le)x BEEEEEEs Bt i
IDENTIFICATION |Elk |5 S |sZ |2 [Ba)E R FIEL I (mm) 28 =
<@ |UB|5& 2 = 5
87| o¥|E o E £
RanfrRe E E =4 Lo Sound | Depth from g 5 E
- ngih From'X | From™y
a| b c d e Path Surface X fEy §
FE | EEEmm o
ssumﬁi P72 1 Al |afa2fa|s| a0 | g 20 s0 | REL | 100%
SSDW{;":P“?E" 1 01 A 14132 2]+ a3 54 17 -5 110 | REJ | 100%
BLANK
EXAMINED BYZH5 REVIEWED BY
' g War Ches
L
LEVEL-I SIGN | DATE /9.2.¢ LEVEL-Il SIGN | DATE (2:2.4
M ESE aom FA A CUSTOMER
IE-?EEGH { EIfl DATE . |EFSIGN/ B DaTE

(FORM# ZPQC-UTo4)




(ZBmey

UTH 45

REPORT OF ULTRASONIC EXAMINATION

|REPORT NO. ##&1&E BT87-UT-11170R4 DATE 2010.03.09 PAGE 1 OF1 Revision Mo: 0
PROJECT NO. : TEE# & ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
BAE FLOOR BEAM SSD18(A)
LT SPLICE 159 M TERS
1REFEREHCIHG CODE &% ACCEPTANCE 5TANDARDIE #i5m PROCEDURE NO. B/Fig s
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS g7 JOINT TYPE Htigsal CALIBRATION DUE DATE {84 F# 244
sMAW BUTT CORNER-JOINT Dec, 2857 2010
EQUIPMENT &% MANUFACTURER i i MODEL NO. #3045 % SERIAL NO. /% 5ig5
071565311, 061488510,
|uT scoe PANAMETRICS EPOCH-48 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #8471 MATERIAL/THICKNESS #1 f4 /&
AWS lIW BLOCK TYPE Il CM.C ATOIM-345T2-X 22/18mm
TRANSDUCER #g4.
MANUFACTURER | ANGLE FREQUENCY SIZE  [MANUFACTURER| ANGLE | FREQUENCY SIZE
g e mE sE R i ik P e HE R+
Changchao To" 2.5MHz 18%18mm
Changehao 0" 2.5MHz 20mm Reference Level &3 5w 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+1M DISCONTINUITY Fitshi g
=
d H w i J.E E =
WELD =z ~ |E | o £
|3 _ | % [BslEslE e g LOCATION OF DISCONTINUITY S. | %
ox|22|S=|2 BEEEEES oo ii 2
IDENTIFICATION (EIk = (=% |8 RIE3 E EfE & MEEE L I (mm) 25 | =
S¥|ax g = 8 E¥ | E
=] o
ey R[5 Langtn | Seund | Depthfrom f . | o | 8 o
a b|lec|d e Path Surface $EX sy 2
mE | EREmE
S5 B&PPWE- 1R1| 70 az ACC. | 100%
SSD18A-PPO73- 1R1 | 70 3z Acc. | 100%
128
AFTER B-WR10657 10656
BLANK

LEVEL - Il SIGN

IZEJE 4y Z-uﬁ}' 03 . n”/

! DATE

BREE / QoM

¥ SIGN / B DATE

M CUSTOMER

- SIGN / BN DATE

(FORM# ZPQC-UT01)
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Critical Welding Repair Report (CWR) 0

e REHH AN RS ' RERY
PPt Naos: SFoBB Drawing No.: o Report No.: B-CWR1134
CHGiE
Contract No.: i WL 9AE FLOOR BEAM | NDT figgs
ltem Name: | sppice NDT Report No.: | B787-MT-18083
WHSES 06
Project No.: ZP06-T8Y
R ERGRIA .
Description of Welding Discontinuity:
EXSED19-PPOTI-005EEnT, ETL4EEDLE. L1=10mm;L2=3mm;L3=4mm:L4=3mm
Welder ID No, (12 T4 %):214045 Position:(fr ). 2F
Four transverse cracks were found by use of MT on S5D4 8-PPO73-005.,
Je ¢
#¥R (Inspector) : Sun Go H# (Date) : 2010-01-18
REEHATREE :
Draft of Welding Discentinulty:
WELD NUMBER:SSD19-PP073-005
9,1 v] / 1500 #

! :
]; 11000¢P %) /

13580¢34) /
189804 4) /

This Ggzumsr I pFPROVED
--{:'-.J_"-'[“ IL. 0 r“ig—%ﬁ’é "'5' |.."L1.

".I"L.. = \-?u
T

e il ‘—-’!' Lr_,_- e e
Y 7‘1‘




FERE;
Cause:

1. KIEmM#AN, KEEERLNERRE EIT AR TS,

1. Moisture wasn't cempletely removed during drying operation (preheating) or the area wa
sn't preheated sufficiently.

EMABA (Foreman): 2 5k ‘]’6‘7) H¥i (Date):  fov 07,1
i W sV

Disposition :

TPIBEN, QCHLeader CWIRITBR 1TH, REBETES NG THEUBEESRRAEE LS,
SEEEE, QCHLeader CWIRZATHAECWRA HEE,

1
2
3. ZRAEBEEEEEAT B AT 25mmi B i,
4,

WAL EMTRRE BN AEHNETS, AERRT S LIS, THNMAZES' C. wF TR,
BEGRELERERES— R NS0mm, WS UahE ﬂ!iﬁﬂﬁ;?ﬂﬂ#ﬂ&ﬂﬁ%mﬁﬁmﬁ H

S BRAENMEHNG, WEESISRERRIETS, DRTEN T EEESAAT I, NSNS E
BE A TanE, MRS it bl SRR L LiE ) s

AENRERNREE S T 2R ST,

REW, VIAMTEMRAEEESSERAR RbEEEE, ANEED BIEEH BB EMT, RELTNSEGSE
H?ﬂﬂ&ﬂﬁiﬂm- W7 HCWR, Eﬂﬂ’%i&fﬂtﬂ&‘!m‘mﬁ B R

8. HAMLUENTRASENREHEETR, ERWPSHTIIM A, Tl h160° 0-230° ¢
9. MEEWPSERETEH, F#HilEAH230" c—315" C, IS E E 14ty

10. FARRREENAYIRESRERE, FEE R BT AEIEE0" O,

1. EAEHEIERITESBHIENMETR,

12. ERERDEFTREE SE48/ 0 LS HATNDTRE,

13, BEFREREHTMTER, FEHEE10-1.50 “egeiy TH “HERTEE" ERETHOMTERN. ¥FcipEss,
NDTAVT, MTHIUT.

b S

1.QC and 2 Lead CWI shall be present, direct and supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

2.QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair. -
3.Remove paint=25mm in all direction of HAZ prior o MT,

4.Clean the excavation area of all loose debris Jnt:iud‘ms% MT powder. Preheat to 65° C before removing cracks
by grinding, repair area shall extend a minimum of mm Eeryun::l each end of single crack repairs and 50m
m beyond the outermost cracks for multiple crack repairs. .

5.1f base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa

ir. If gap>5mm Is found during or after grinding, mmﬂy with the nofification on changing fillet fo CIP w
hich is submitted for Engineer's review and approval form,

8.Prepare excavation in accordance with the New Repair Procedure prior to welding.

7.Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be performed on
the base metal laying abroad cracks to ensure that no cracks were pro d to the base metal. Separate

CWR approval is needed if cracks are found in the base metal, and only r this new CWR's approval can
continue the repair.

8.Clean excavation area of all loose debris including MT powder after excavation. Preheat and weld according 1
o repair WPS, the preheat shall between 160° 0~230° C

8. Perform post weld heating according to repair WPS, the postheat shall between 230° C—315" C and for on
& hour minimum,

10. p ;tn?:w thahweid to cool te ambient temperature gradually. Control cooling rate after PWHT to no more than
per hour,

11. Grind the repaired area flush with base metal or the adjacent weld after post weld heating.
12. Wait 48 hours at least after the repair arsa has cooled to ambient temperature before performing NDT.
13. Perform MT inspection to all repair area according to Contract Drawings along with all additional NDT requ
ired by the applicable notes Special Provision Saction 10-1.59 'Steel Structurs’, subs%?ga'lnspa;diun testing'.
NDT include VT, MT and UT if it is a CJP weld. R RS 8 L i
DER T AT

I i . =8, M BB s AR E __'113.-__‘ =
Technical Enginaer, Kuﬂ'}f}lﬂw Appraved By iu-'r'v""\ (R~ il a‘f"f 7 i

#R787-GCP-800 :
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Critical Welding Repair Report (CWR) 0
FEE®
et e HEe HERS

Project Name: SFOBB Drawing No.: el Report No.: B-CWR1134
kil 04-0120F4

Contract No.: weE® BAE FLOOR BEAM NDT &8s

Item Name: | spuce NDT Report No.; | B787-MT-18083

RERS ZP06-787

Project Na.:

By Ak,

Corrective Action to Prevent Re-occurrence:

1R, QCHAIH HHHTMA; AR,

1. QC shall verdify sufficient preheat has been applied, to remove moisture, prior to welding.
Ya(4F) Not Anucans TO rEw PROCELMAE }JQ.:: =
N L=
EFARBA (Foreman): T B# (Date): |50l ']
WPS-345-SMAW-2G(2F)-Repa d
£ L B WPSi 5 ir TER Xu Doofied
Repair WPS No.: ﬁfﬁ;ﬂﬂﬁﬁ_ﬁﬂﬁmﬁﬁﬂ-ﬁm Technologist:
ia "‘f' I.T
iE £ G B !
Ef (R wHaEE 0 Description
Preheat Temperature g 5 il of ?'F
Before Gouging: Discontinuity:
580 B 3k a8 B
AirdEgs ‘| Preheat 5
Inspection Temperature
Before Welding: /{JICE/ Before }8“ C
Welding:
BUE e
REABRUEE
Total L th '
Max. Depth of Gouge: |. iﬂmm u? Gnu;:? /lﬂmm
;T REnw mEd R
Welder: E}(E’Ilgf Welding Type: ‘f‘?m&"'\f Position: :'-’:
REam AgaE 19 8 fr
Current: fé"-j Voltage: M : Speed: / E‘L)
EgehzE
Inspection After Repair:
I
0 i & g Lifpohue. | g g
VT Result: A'CC- Inspectar: ‘%”I Date: [Gw?’-'laLF
]
NDTH # #4H R #
NDT Result: ,é{u. NDT Person: ?M qwhc ate: D 63, f(,
’ ] e I
RiE :
Witness/Review:
&5
Remark :

#R787-QCP-200




‘!gg Cc I REPORT oF M&GNETIC PARTICLE. EXAMIHATIDN
' _ ’ T 8 e L
REPORT NO. #i & a BT87-MT-18083 ’DATEEH 2010.01.18 PAGE oF i@ 14 'Rwhrun No: o
PROJECT ND. - [cnnm‘cm' R: SALlTRARG
LHRge. o p
CALTRANS CONTRAGT NO.: e ——
DRAWING NO, SSD1g 06-0120m4
BE: SAE FLOOR BEAM spLice WA I RS
REFERENCING CODE ACCEPTANCE s'mr.-nqnn PROCEDURE NO. CALIBRATION DUE & T
EEREEE R ERige i
AWS D1.5-2002 AWS D1.5.200 ZPQC-MT-04 Dec, 28° 34
EQUIPMENT &% MANUFACTURER EE MODEL NG, sHiaE SERIAL ND, -3
MT YOKE PARKER B310s 5385 s817 sggp
MAGNETIZING METHOD Continuoys Mmagnetic yoke  |[CURRENT Ac
EiLhe ERElse LT
PARTICLE TYPE Dry magnat powdar YOKE SPACING Somtin
R4 sy Fan R s
MATERIAL TO BE VWELDING Mk Materlal & thickness 34572
EXAMINED O CASTING g4 A A .
fefiEaes] O ForRaINg i 20H4mm
WELDING PROCESS TYPE OF JOINT
M FCAwW Rasg T-JOINT
WELD |,p, SCOoNTINY S TENGTTT ACCEPT REJECT REMARKS
Mg INDICATION TYPE s it 5 &
fitaw Eotil]
ssmmﬁ '-'5 073- 1 ransverse crack I 10 ’ REJ. Y=1150
2 J transversa cracﬂ 3 I REJ, Y=11000
3 I transverse cracy 4 ' REJ. Y=13580
4 ’ transverse crack 3 [ REJ. Y=18980
— o =
BLANK
s ] —
_'_‘—-——___=—___ ——
__—-—.__- e
| I
EXAMINED 8YZ3; REVIEWED BY mg
—— ¢ ﬂub{-
LEVEL- I SIN®£ | parsiig St JAT e SION___/ DATERS s ], 18
BiEEE focn > AFCUSTOMER
Udle [
BT SIGN/ 58 pate /[% e B SION/ 517 DATE
(FORM: ZPQC-MTD1)
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REFORT -OF MAGNETIC PARTICLE EXAMINATION

B 4R
REPORT NO. i # 3 5 B787-MT-18083R1 DATEH N 2010.03.04 PAGE OFTI® 14 Revision Mo: 0
PROJECT NO. B CONTRACTOR: AL TRAN
TERE: AP
CALTRANS CONTRACT ND.:
WING NO. s5019
|DRA " 04-0120F4
- 8AE FLOOR BEAM SPLICE In THEsEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. |CALIBRATION DUE DATE
Eem g kg =t E2iFE EREaS UBEENER
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 287 2010
EQUIPMENT 4% MANUFACTURER Wi MODEL ND, #iig 8 SERIAL NO. &g 8
MT YOKE PARKER B3105 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT =
B e MEEa H il
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
(g ] F@E BEYE A
ATERIAL TO ELD)
M AL TO BE Y WELDING #1454 Material & thickness ATOSM-345T2-X
EXAMINED O CASTING 64+ B
B O FORGING ift 20M4mm
|WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
e e g R
DISCONTINUITY aken 2
WELD 1.D, TENGTH N ] ACCEPT REJECT REMARKS
wamEs INDICATION TYPE e BE E &k
BT Eo3ie]
[ SSD19-PPO73-
1
005 il ACC,
2R1 ACC.
aR1 ACC,
4R1 ACC.

AFTER B-CWR1134

BLANK

WVQM C- > /W‘ﬁ REVIEWED BY # & % W

LEVEL-Il SIGN %% | DATEEW 2o (o LV |LEVEL-l _ SIGN | DATEEM e lo s‘}C
ERSE/ acm R/ CUSTOMER "

%5 SIGN/ B I DATE
(FORM# ZPQC-MT01)

2F SIGN/ B DATE




2 an v . o
ZEMC SRAREER & vt
N Critleal Weiging Repalr Repors (CWFR) 1
T — — AEGE
Project Name: SFDBEB Drawing No.: Report No.: B-CWR1218
#
>y 04-0120F4
Contract No.: i SAE LONGITUDINAL | NDT #&ee
TMESRS ltern Name: DIAPHRAGH NDT Report No.: B787-MT-18160
Project No.: i
BRI HA.

Description of Welding Discontinuity:

R SEGOS0C-006t et KTty mBg, 1,

WelderIDNo. (i T 5 ):044772

L=10mm

Position: (£ % ). 26

One longitudinal crack was found by use of MT on SEG050C-008

Gong chan
%A (Inspector) : w

B33 (Date) : 2010-02-08

—

REEEGEREE -

Draft of Welding Discontinuity:

T

AU\

10

i

L T T

+ w T
. _a.:-:nml. "“*gq"g'__luf;;'-.-' 0y
sl ﬁ 'eﬂ:“-/.l'é/‘ra

—— —

WELD NUMBER:SEGOS0C-006




=

FERE: cause:
1. K hn#et, KAEAEENZREFT T E maoree.

1. Moisture wasn'l completely removed during drying cperation (preheating) or the srea ws
sn't prehealed sufficiently.

EMARA (Foreman): .-"_f'iéﬁlgﬂﬂf{.? B (Date): jpic . 2,2
REERL v
Disposition :

1.5 ®iEHER, QCFILeader CWISILEB TS, BETHB NS THUGTFESERAETR it
2. BAERMTE, QCHLeader CWINHEH IECWRE T B4t
3 EBBENEE L EEAF A LT F25mmiE B,

4. 7L HEGARYMET. RERBIBOAEERRY, W TESTENTARECS" C. HFa
ifd pdgdlos L b AR L L ® EE

5. RTHHBHEYG, WEEEWSRGERITET S,
6. MEWE MBS FIEE ST 25 M,

TR EATE RIS E AR ANAR RS, WM RSB AT, RS NG SIE
3 LN L MSSBOWR, AR LTS I CWRIE T o et e

B. M ABLURMTE MiE DA ROREFS, ERWPSHATHIARIBE, MK %160" C—230° C:

S R AEBELACAT A, ERGMETRES, ML, SEOITETN, B2 M P, 1
Bk g, ﬂﬁ%ﬁdﬁ B‘Eﬂ?ﬁﬂﬁﬁ—ﬁfﬁﬁgﬁ. FURED160° Clrfih. I HEe ik,
SN RS T100RMTEN, MERARBT S, WEREOITE T, BEKFAR DT, )6
HERWPSHER 1T 5 w8 e icsing

10. MEEWPSHERLATEA, BHAEN290 C—315° C, ERNMESIAM: oo | i " BRI

1. EEMERREENS DS ATF AL, O TE TR0 CE e, N Soscrae.

12. EREHEIEQITE SEHRBNRE TR, ‘YA flefie

13. Eﬁﬁ#ﬂi’ﬂ:’!m%:‘b!&ﬁﬂthHEEﬁNDTﬁi:
14, EBEBREMEHETVI, UTIOMTEA, #HEBAE10-1.59 TSR PH) RN ERETHIMT R,

1.QC and a Lead CW| shall be present, direct and supervise all grinding and welding operations during this repai
r to ensure the repair is per the disposition requirements,

2.QC and a Lead CW! shall have an approved copy of the CWR In hand prior to the repair.
3. Remove paint=25mm in all direction of HAZ prior to MT.
4.Clean the excavation area of all loose debris including MT powder. Preheat lo 65° C before removing cracks b

y grinding and it applied to all the repair process. Repair area shall extend a minimum of 50mm beyond each
end of single crack repairs.

5.If base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa
ir,

6.Prepare excavation in accordance with the New Repair Procedure prior to welding.

7.Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be performed on th
e base metal laying abroad cracks fo ensure that no cracks were prnpag:t{ed to the base metal. Se e CW
R apt roval h; nee if cracks are found in the base metal, and only after this new CWR's approval can conti
nue repair, L

8.Clean excavation area of all loose debris Incfuﬂinf MT powder after excavation, Preheat and weld according o
repair WPS, the preheat shall between 160° C—330" (f

8.1f a crack siill present and excavation have reached (2/3T+2)mm maximum, the gringing work shall be ceased.
Prepare excavation that all metal is ?rnund clean to a smooth, shiny metal finish and siarts and stops are tape
red to a 1:1 slope. Weld first side o repair according to approved S, and the preheat temperature be! 160"
C at least. Grindifrom the ngpnsr'te side until sound weld metal is reached and perform 100% MT of excavation
to ensure no crack exists. Prepare excavation that all metal is ground clean to 2 smooth, shiny metal finish a
nd starts and stops are tapered to a 1:1 slope. Weld opposite side of repair according to approved WPS.

10. Perform post weld heating according to repair WPS, the postheat shall between 230" C—315° C and for on
& hour minimum,

11& A.Iénw m: weld to cool to ambient temperature gradually. Control cooling rale after PWHT to no more than 5
"' C per hour,

12. Grind the repaired area flush with base metal or the adjacent weld afler post weld heating.

13. Wait 48 hours at least after the repair area has cooled to ambient temperature before performing NOT,

Perform VT, UT and MT inspection to all air area according to Contract Drawings along with all additio
nal NDT 1!;na[ufru_u:l by the pieimhfe notes r!lggadal va]?u}l Sngclinn 'Fﬁ-‘!.ﬁa ‘Steel Structure’, subs?aciiun l.'Eirl
spection ng'.

s
I & i {lﬁ?’\\%ﬂ: -~ B i /
Technicai Enginaent_l-cdu k\__ . » Approved By: LMT}‘V#’I } L, Date: 2/1 /| D

i ot
# = u

#HOTOT ACD ann




Corrective Action to Prevent Re-occurrence:

VI, QCHRIAERETR, ikl sdnsn,

= . e f
I zpiii c I -?tL‘: ﬁ ﬁ % :IE, '% %— !:: Rﬁ"l’. N.ﬂ.:
' Critical Welding Repair Report (CWR) 0
HME&R
Bt N BieEE e HENe
FropL Navaw: SFOBB Drawing No.: | ~ SEG0S0C Report No.: B-CWRI218
ik 04-0120F4
Contract No.: Bt L SAE LONGITUDINAL NDT R&SHE
ltem Name: | piapHRAGH NDT Report No.: | B787-MT-1816g
ME&S ZP06.787
Project No.: v i
¥ EdE

1. QC shall verify sufficient preheat has been applied, to remove maisturs, prior to welding,

ZEMBA (Foreman): B (Date):
S F TP B WPS-345-SMAW-2G (2F)-Repa | T % B D[p. pvﬂkﬂq
Repair WPS No.: ir Technologist: g )
1R -
ES (BED WRARE .
Preheat Temperature /?J.." : ot P :
Before Gouging: & Discontinuity: Cla f/\-
W 8 B
ik ziE Preheat
Inspection Temperature /g__{
Before Welding: Before it
/51' ’5{/ Welding: e
s e
g EE Y
Max. Depth of Gouge; ; /w.] l‘?tthl;;::;th /L,ﬂ
|T MmEnn BEMR
Welder: "ﬂf‘f'?? - |Welding Type: §M{‘1vU Position: ,2 (-j'
198 g 1% Y B
Current: /j’? Voltage: 2 {0 ¢ Speed: ) 5?5
B |
Inspection After Repair:
5B B % R ER
VT Result: A'\/‘- Inspector: [ i ‘{}mlﬁ.ﬂ-«‘? Date: L._-; . J—l)' Ll
NDTH # #4 R B M
NDT Result: /lgrﬁ, NDT Person: SM@‘ Date: ;e/ﬂ. 3. 4
BE :
Witness/Review:
&% :
Remark :

#R787-QCP-800
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REPORT OF MAGNETIC PARTICLE EMI_HATEQN
i B R
REPORT NO. 38 2488 B787-MT-15188 JnATEEm 2010.02.08 'FAGE OFT& 14 Revision Wa: g
PROJECT NO, g2 CONTRACTOR:
TRES. ZPOB-7ET7 5 A CALTRANS
CALTRANS CONTRACT ND.:
; GOSOC .
DRAWING NO SEGOSD bk Risend
Ee. SAE LONGITUDINAL DIAPHRAGM hHIEge
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
el gt BRI BFae EBH TN
AWS D1,5-2002 AWS D1.5.2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT &4 MANUFACTURER & 15 MODEL NO, #=25& SERIAL NO. Z&ig=
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AR
Bk B B
PARTICLE TYPE Dry magnat powder YOKE SPACING 450
e Fain e T .
B
MATERIAL TO BE VWELDING A% Material & thickness AT09M-345T2-X
EXAMINED O CASTING @4 Dy, mer
EREE O FORGING 4Bi% 20mm
WELDING PROCESS TYPE OF JOINT
SMAW T JOINT
REreg a2y
DISCONTINUITY A
WELD |0, i ST ACCEPRT REJECT REMARKS
HiEing INDICATION TYPE e L 1104 &
EiE i)
SEG050C-006 1 O 10 REJ. ¥=0
BLANEK

EXAMINED BY=33

Sun Gongehang -5"{"" M M

LEVEL.|l sigN &£

DATEEM  Jek. 2.9

REVIEWED BY &

sheo chesf G

LEVEL-ll

SiGH

|_DATEE® Jufr .37

EE== ' oci

==z 5 =15 -

—-.L—I. Lt B LLI—‘- '-

/I MAZSMI'\M }/ﬁ/

B e T ey

BrcusTOME=

& PR - v - e
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Tk o 9 5

REPORT NO. il 8545 % BTB7-MT-19180R1 DATEE # 2010.03.06 PAGE OFTME 1M Revision No: 0
PROJECT NO. — CONTRACTOR: SR T

TEES: g e

DRAWING NO. SEGDS0C CALTRANS CONTRACT NO.:

04-0120F4

, B8: SAE LONGITUDINAL DIAPHRAGM  |In#i TH %@

|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

b g b b2 o ElEd- R {5 B2 EE T 2

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28 2010
EQUIPMENT # & MANUFACTURER iR 10 MODEL NO. Bt e SERIAL NO. g s

MT YOKE PARKER B310S 5305 5617 S620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i

LT B e FELHL

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~180
'nmm FHe A mm

MATERIAL TO BE YWELDING 488 Material & thickness

A -345T

EXAMINED O CASTING # 4 A FEAr Lo e

ErEEE O FORGING i 20mm

WELDING PROCESS TYPE OF JOINT

SMAW T JOINT
gL fRAEER
DISCONTINUITY i se i
WELD 1.D. EneT ] ACCEFT REJECT REMARKS
1R e INDICATION TYPE € e {5 &
ki
SEG050C-006 ACC. 100%MT
AFTER B-CWR1218
BLANK

e e -

EXAMINED py =4 RE‘-I'IEZE,E BY Wil

Su Wel /o.'ﬂ-a.f-é iz & é"i.&ﬁ bn”:'u_“’lt-""/
LEVEL-Il SIGN &% | LEVEL-l  SIGN | DATEE M

HitE / acm i FCUSTOMER

2 F SIGN/ H¥ DATE £F SIGN | B W} DATE

(FORM# ZPQC-MTO1)




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-000560
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0640

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:  03-Feb-2010
Description of Non-Conformance:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 9AE, this Quality Assurance Inspector (QA) discovered the following issues:
-Location #1: Two (2) longitudinal Class“A” indications.
-Indication #1 measures approximately 15mm.
-Theindication dBsrating is +6.
-Material thicknessis 20mm.
-The depth of the indication is approximately 16.5mm.
-Theweld isidentified as SSD19A-PP72-134.
-Theindication is clearly marked on or near the weld.
-TheY location is approximately 70mm from edge of the flange plate.
-The weld is a Complete Joint Penetration (CJP) Buitt joint joining Flange Plate X5D-2 to Floor Beam X5D.

-Location #2: One Indication measures approximately 12mm.

-Theindication dBsrating is +7.

-Material thicknessis 20mm.

-The depth of the indication is approximately 17mm.

-The weld isidentified as SSD19A-PP73-128.

-Theindication is clearly marked on or near the weld.

-TheY location is approximately 55mm from edge of the flange plate.

-Theweld isa Complete Joint Penetration (CJP) “T” joint joining Flange Plate X5D-2 to Floor Beam X7L.
-These indications (location #1 and #2) are located in an area previously tested and accepted by ZPMC Quality
Control (QC) personnel. As per the contract documents, ZPM Cs QC personnel are required to perform 25%
UT inspection of thisweld.

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



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

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment
9AE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) longitudinal linear crack that measured approximately 10mm in length.

-The weld isidentified as SEG050C-006 at panel point (PP) 73.

-Thisweld is a partial joint penetration (PJP) weld joining the Floor Beam (FB10A) to the vertical Flange
(X7J) that attached to the Longitudinal Diaphragm (LD2A).

-Thisweld joint is designated as Non-Seismic Performance Critica Member (Non-SPCM).

-One (1) longitudinal linear indication measuring approximately 8 mm.

-The weld isidentified as SSD19-PP73-005.

-The weld isan 8mm fillet T-joint joining the deck panel diaphragm to the top flange of the FL2-1 floor beam
at PP 73.

-TheY location is approximately 9800mm from the bike path end of this floor beam.

-Theindication is clearly marked on the material on/near the weld.

-These indications are located within the area that has been previously tested and accepted by ZPMC Quality
Control (QC) personnel. ZPMC's QC personnel are required to perform 100% MT inspection of thisweld.

The Notice of Witness Inspection Number (NWIT) is 005165 for the above UT and MT inspections.
Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor submitted approved CWRs and WRRs used to repair indications along with subsequent NDT
reports verifying said welds are in conformance with Contract specifications. An internal NCR was also issued
by the Contractor in regardsto this issue.

Did corrective action require Engineer's approval ? [] Yesl4l 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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