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-000728
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0691

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Segment 12AE & 12AW U-Rib Deck Panel

Procedural Procedural [] Description:

Reference Description: ZPMC welded some welds in Segment 12AE & 12AW U-Rib Deck Panel without
following the approved WPS and shop drawings

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the assembly of Orthotropic Box Girder

(OBG) segments 12AW and 12AE, this QA Inspector discovered the following issues:

-ZPMC welded the following weld joints listed below without following the approved Welding Procedure

Specification (WPS) as specified in the approved shop drawings.

-The approved shop drawings specify the use of weld detail WD30B with WPS-B-T-2342-U1. ThisWPS

specify the use of Gas Metal Arc Welding (GMAW) for the root pass and Submerged Arc Welding (SAW) for

the cover pass.

-ZPMC personnel told QA Inspector that WPS-B-T-2232-Tc-U4b-F (FCAW) was used for both the root and
over pass for the welds in Segment 12AE:

Weld ID: DP3007-001-001 & 002 (RS3001D to PL3005B)

Weld ID: DP3005-001-009 & 010 (RS3005B to PL3001E)

-ZPMC personnel reported the use of WPS-B-T-2342-U5 (GMAW) for the root pass and
WPS-B-T-2232-Tc-U4b-F, (FCAW) for the cover pass for the weldsin Segment 12AW:
Weld ID: DP3045-001-001 & 002 (RS3031D to PL3108B)
Weld ID: DP3043-001-009 & 010 (RS3031E to PL3106B)

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



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

ZPMC has deviated from the approved Welding

frocedure qlthom'l approval
i T a ’ o

PP Rt =

Applicablereference:

Approved Shop Drawing SD515, detail 515J

Approved Shop Drawing SD504, detail 504T1

Approved Shop Drawing WD3, detail 30B

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Ti Cai Fang

Time and method of notification: 13:30 hours, 05/03/10, Verbal

Name of Caltrans Engineer notified:  Stanley Ku, Sean Eagen

Time and method of notification: 15:00 hours, 05-04-10, Verba

QC Ingpector's Name: Li Ming Yang

Was QC Inspector awar e of the problem: Yes[ ] 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

nnnnnnn
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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: 05-May-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: 05.03.06-000686
Subject: NCR No. ZPMC-0691

Reference Description:

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: 12
Remarks:

During Quality Assurance (QA) random in-process observations of the assembly of Orthotropic Box Girder (OBG) segments 12AW
and 12AE, this QA Inspector discovered the following issues:

-ZPMC welded the following weld joints listed bel ow without following the approved Welding Procedure Specification (WPS) as
specified in the approved shop drawings.

-The approved shop drawings specify the use of weld detail WD30B with WPS-B-T-2342-U1. This WPS specify the use of Gas Metal
Arc Welding (GMAW) for the root pass and Submerged Arc Welding (SAW) for the cover pass.

-ZPMC personnel told QA Inspector that WPS-B-T-2232-Tc-U4b-F (FCAW) was used for both the root and over pass for the weldsin
Segment 12AE:

Weld ID: DP3007-001-001 & 002 (RS3001D to PL3005B)

Weld ID: DP3005-001-009 & 010 (RS3005B to PL3001E)

-ZPMC personnel reported the use of WPS-B-T-2342-U5 (GMAW) for the root pass and WPS-B-T-2232-Tc-U4b-F, (FCAW) for the
cover pass for the welds in Segment 12AW:

Weld ID: DP3045-001-001 & 002 (RS3031D to PL3108B)

Weld ID: DP3043-001-009 & 010 (RS3031E to PL3106B)

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: Sean Eagen Transportation Engineer
Attachments: ZPMC-0691

H..,,.,w" 05.03.06-000686,NCT

ZPMC welded some welds in Segment 12AE & 12AW U-Rib Deck Panel without following the approved WPS and shop drawings

Page 1 of 2



NCT
( Continued Page 2 of 2 )

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

05.03.06-000686,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Sep-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000794 Rev: 00
Ref: 05.03.06-000686

Subject: NCR No. ZPMC-0691

Contractor's Proposed Resolution:

Reference Resolution: ABFJV has performed depth of penetration UT testing to show that the weld has achieved a depth of penetration of
seventy percent or higher in both welds as well as MT of the cover pass.

Although the different WPS were used during welding observed in the non conformance ABFJV has performed depth of penetration UT testing
to show that the weld has achieved a depth of penetration of seventy percent or higher in both welds as well as MT of the cover pass. As the
WPS used to weld were approved and the minimum depth of penetration was achieved, ZPMC requests that this NCR be closed.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000794R00;

Caltrans' comments: Status: CLO

Date: 12-Oct-2010

The welds were welded with the approved WPS with subsequent NDT verifications. This NCR is closed.

Submitted by:  Woo, Laraine Date: 12-Oct-2010
Attachment(s):

‘R}'I Page 1 of 1
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PJP U-Rib Calibration 2010-09-23 1406 hours
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MT Report e

Project Name: SFOBB SAS Bridge.

Date: 20/p, 07 23

Afl/chmun \n.:

2AEe

Raport Number:

M7 —=MeR=/2E - m)/

l)l‘mmg \umbc

Page Number: / of =

Dpzoek [DPIw7
U /j’.-/;; -/-{ pecfk P/o;fp

Component:

Tower / OBG: Oﬁér
T

Refer to the Attached Skeich.

Examination Specification:

Material: AT09M AWSDILS
Thickness: /_2 " Acceptance Criteria: AWS DL5-6.26
Surface Condition: O  As Welded Ei/ Dressed Test Procedure Number: ZPQC-MT-01 Rev2

Tested Surface Temperature:

Type of Current: AC

Equipment Make / Model: _Eem@%p@&&/_#af Y

Particle Type: D}/I/I Hqﬂe-é{ ¢ /70)1/({6}/

Type of Instrument: Electromagnetic Yokes

: Space of Pole: S0—-100mm

Welding Process: O FrecAw 0O svaw 0O GMAW O sAaw
f\tcom : Location (Weld ID) | Fl_m“l)yilgi?si?ns (E!e’:;th { ln(ﬂl{i;.;i)t;on A(Iteiullitej E\Amined Date ‘ Remark
PPt —o09- 007 A — & Acc _élovéiglﬂi 1] /o.29.23
S P |, == e ks
gm_j?fjvv}— 00/ —pof __ — = g
— P2 el e = 4 ‘JL = y

Time of Inspection

“ \tm- /] 39

( l]lllplL.[.?(.]. 17‘/0

; 1!‘,”LIJ--I_UI‘.L!E:"..‘C =2 Lineas Ir'si::zz‘.in - “Rous st SP--Surtace E"n.ras::y. lC——\Jm.Lll--Lu."i o
Prepared By: Reviewed By:
Name YO/O f'/{[[/ﬂ Plﬂq Name
Sign oo Chin  Piad Sign
Position Position
Date 2,,/0' 0?' 97 Date

Document Number: MTIR-03
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Amer ican

Bridge FE.U@R

)

MT Report

Project Name: SFOBB SAS Bridge.

Date: ,20/0 D? 27

Lil'l ."Seﬂmenl Nu.

FRAW.

l): .mmg \umbtr

/VCK- [2W —00)

Repm‘t ,\'umbcr: /\///
of %

I‘ age Number:

PPy [ pproe

Cumpmtun

Tower / OBG:

(/=Vihe +o Decle Dlate

Refer to the Atached Skeich,

oﬁ},{,

AT09M

Examination Specification: AWS DLS

Thickness:

Material:
/2

- Acceptance Criteria: AWSDIL.5-6.26

Surface Condition: O  As Welded & Dressed

Test Procedure Number: ZPQC-MT-01 Rev2

Tested Surface Temperature:

Type of Current;

Equipment Make / Model: PWDM —ZME /-#F( Y

Particle Type: p}'ﬂ_&{gﬂ@ﬂﬂ PDMPV

a0 Crack

Type of Instrument: L]thl"ﬂm'lgn(.tl[. Yokes Space of Pole: 50 - 100mm
Welding Process: O FCcAw O svaw O GMAW O saw
[tem | Y { Dimensions (mm) Indication | Result Examined
: Locat Weld ID . Dat Remark
No.:o | s | From Y Axis | Length Type | Acc./Rej. By #n i
 DPRY3-o0)-00 - — = Acc fw § minf fod 27
= / ? — = | N '
PPIels — oo)— oof | . - — .
— 0o o il — z Vv 4
[/ i N T
_Observation:- . Time of Inspection
‘%t.ln - /J ~ ﬁ
( ul:lp]Ltul / 7 JO
insverse Linear f.".:.;.(nffn!‘, : fon RI-Rogs Ged [ndication, LE..Lack of Fusion SI"——S::.—E".C: !’u;ln:v. Ue- .L":liu.—:‘.;'., UF-Undeci

Document Number. MTIR-03,

Prepared By: Reviewed By:
Name Yﬁﬁ (‘//{[{n ﬁ/w Name
Vo Ol g
Position Position
Date ;0/0. 0?, 2. Date




: /
A N e L 7 o e

d 32 UZEJM.S

HEEHLRE TARIY 0D
b .:%ﬁw&mﬁa

el -
RS T
s |
AXX 00D 0000+ mﬁﬂ#« '
¥ £ 1
b=

% @ i, mm@ )

EEEEE

"'1‘

.ﬁ_’

R

: f, _ J,E, f; by%ﬁm

=]

[ A V=

E.da‘.

VYVVY

Hm\b\L
W E
AT .
ol N =
STIT /50 S
r =
|7~ -
. 7 =
= ‘. O “\:.._E Pl /Em|| nLq.\
k o 4 * ﬂ
VD\ Va\ :/\w\ Vﬁ\ /\ 1 = S i_\\mm /B0 N |” J
M = : _
| | o /dg. ,JH_
| S B R o ET Y
15v3 —

(T 732 J (e —rm2/—dIN=11




A e

dYW SNIGIIM

R T T T o ——y

_

IR THE YD
B NHURFE SRRk

R w)[\

B

‘ 5]
¢ﬁﬁ&ﬁ¢%
& M“d
XXX 00D 0000 i lansf | { % Jw\ Vv\ Mw\
I bl ¥ 2 Ti

raE

m

3 Ryﬁ

R=

21?%? ?ﬁﬁ?ﬁ %ﬁg E

/‘

R Sedai
| y ¥ g o j el

J-L!

. RIOFE
= . dﬁ/a - ; \BH. .
v Y e e e
ST zfa i fio
VYV VIV == . J_
* /S0 ym , et \g/ma
| _ _ = i ]
S0 g /T o
VERVARWARY, S = =1 s "
. Lp\ Lv\ VD\ /T m - /" “m
i I , 55 - i ] ]
el W Pais] s o P P
15Y3

(TFRL T “Ro=rz] ~fop - 1H



e No
wrETEaEE B WPS-B-T-2342-U5 ( Usrib)

EI‘_!'_,-_B WELDIMG PRROCEDURE SPECIFICATION ﬁ-ﬂm] Period of Wlilﬁl}'
FCM :2008.10-2011,10

NON-FCM :2008.10-2013.10

REEARSH (Material sp:ﬂrmﬁml' Wﬁ;

1R85 #: (Welding process)  _ZLA5 18 82 5 557 {84 H GV

F LR (Manual nrmlﬂnm‘.mm lnln-} # B=N(Semi-aulo)

B (Position of welding) 4820

IRFESMBAR & (Filler metal specification)  AWSAS1L

T MBS ( Filler metal classification)  ER70S-

WMFEXMAS (Filler metal brand ) JM-S6( 9 |4)

M (Flux) NA

747Uk (Shiclding gas) B0%Art]S%C02+5%02 WS (Flow mats)  20-25Lémin

MRS LIFE (Single or multiple pass)  FiliMuliiple Pass)

FMEEL M (Single or multiple are)  SF( Sinsle are)

BHE W (Welding current)  JLE(DCY

Wt (Polurity)  [EIR(ER) i85 (Transfer mode) Q144 EE(Sprav)
£ {Hi{e/E (Elecirode exiension)  20mm

BHETT M (Welding progression)  N/A

AT (Rool treatment)  N/A

nf&ﬁﬂﬂﬂMIE { Prehieat and lnlm]mﬁ temperature Min)

Mmmmmmm (Proheit sl interpess persiiee M) 30T
[ 348 B (Postheat temperiure)  N/A

dhdl A (ERREA (Heat input) ﬂ-’j‘ﬂﬂiﬂ} 083K Vimm b NEN TS ot I
mETZ g Eﬁ,—f—fﬁ,{"%nﬁ
(Welding  procedure) of 10 izndard Sppa i
oy :
HETY | W& IVRIK Welding  Current gL
Pass No. | Eleawrode  Size | €3 Amp(s) | $4 H Travel Spesd
{rmm}) Voolts [mmimin}
TI=Ti=3"s=mm ie("0.5 =1, fan{+0. 4)
I=n L4 330-350 35-28 495.6-605.1 a=432* (41" ,-1" )}
T,
|
i =

RAERMOYU . Lh S WPS e ok M R o S Sn i R . T
Refer 1o WPS pursmeders table lo delermine operaling paramcter 1o Hay within ilie hest
finfruat Himit,
W T AR AT A, G, ML R L, @EE AASHTOAWS D15 88 5 Rt lin e i . 7
{This procedure may vary dus (o fobrication sequence, fil-up, pass size, eic., within the limittion ﬂvﬁ?%%,gﬁqm

T S Revisionvo) 0 378 A uthorized by) k

TEFRILRE S por No.) 42007370 E #oaa) gﬂ g" L4 ?I

# L WPS F& AASHTO/AWS D15 2002, FFIRERH0.

{This WPS is coniformable with the cormeni edition ol AASHTO/AWS D5 2002, ussd for BRIDGE structure, )

RYET-QCP-1601 7



#HE No
BETZHE B WPS-B-T-2232-TC-U4b-F

——-@ “|" WELING FROTEDURE SPECIFICATION I Periodofvalidiy ~— - “ 1
FCM :2007.1-2010.]
| NON-FCM :2007.1-2012.1

T EAEN (Mann specification)  ASTM AJ09M Gr.34sF2

WEE (Welding prosess) g cop SEEIFBFCAW)

FT WM ( Mumul or maching or semi-ato 3 # B (Sepj-auto)

W'Y (Positionof welding) HBQG

WS REAEH (Filller meml specification) AWSAS .

W e RS (Eiller metal clossification)  EZIT-L

YxERWS (Filler mew! brand) Supercorsd TIH (P 141

MH (Flox) NA

FeolE (Shisldmggns)  100%CO0 WE (Flowrate)  18-25Limin
HEEREME (Single or muliple pass] 2 ilMuliple Pass)

BHBER (Single or multiple arc) MLSE( Single 82c)

Wi (Welding comremt)  HUE(DC

Btk (Pority)  EIR(ER)

M N (Electrode artension)  20mm

HUEH R (Welding progression)  Nid

S &S (Rootresument)  BRSL*1{Carbon Are Air Gougini

RAETRMFHEEEN (Preheat and interpass temperanure Min)

19 (P TN=r L] )

i

BT e ot gt eesiir M) T '
i $ B (Posthent temperature)  TUIA

dai ) (ERIEE) (Hest inpat) & ohMin)  LS4KTmm BhMax) 257KMmm
Tiim Aomzn
ﬂ g -1_- E: n-u.r.rl.ll.'luz:rl.:hﬂ:ll: &N
wrrannd Baenecs b C00 o B
(Welding procedure) e SR
MEUE
HIRFS RE(E)ES Webiing Carres RN MEE
Pais Mo, Blecends St | B W | & ] Trovel Spesd ot Demi
(o) Amp{E) LT [}

TI=T2e1 =ms B0 30+ ~0) #=073 [+2,~00
|=n ¥ ] M350 25-325 JELE-4A LA pegt (410 =07 3
l"h:—1

i

FEFENGE, WEFE m#ﬂﬂﬂﬂmﬂ!ﬁﬂ.
Refar 10 WPS parampiers fable 12 detprmine aperatieg pargnesiar 10 pray wiliin
dra et e,
ST EEEIEER T, . Ml RTEWEL, BEE AASHTCVAWS D15 58 § Bl Bl
{This procedare may vary dus 0 fabsication sequence, f-up, PSS SIE5, E3C, within the fimbativs of verish
T Smevisiontlo) 1
TR0 4R S roR No) HE0MIE-10
& & W5 Bd AMBHTOIAWSDL3 60z, ETRREHE.
ﬂTlh'lu"nP‘S!Imul'umHl with the custom nﬁmdMﬁlﬂﬂMWE £I1.5 2007, used fior BRIDOE strustans.)

RIRT-OCP1601 )



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-000819
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee  12-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0691

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  03-May-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the assembly of Orthotropic Box Girder
(OBG) segments 12AW and 12AE, this QA Inspector discovered the following issues:

-ZPMC welded the following weld joints listed below without following the approved Welding Procedure
Specification (WPS) as specified in the approved shop drawings.

-The approved shop drawings specify the use of weld detail WD30B with WPS-B-T-2342-U1. ThisWPS
specify the use of Gas Metal Arc Welding (GMAW) for the root pass and Submerged Arc Welding (SAW) for
the cover pass.

-ZPMC personnel told QA Inspector that WPS-B-T-2232-Tc-U4b-F (FCAW) was used for both the root and
over pass for the welds in Segment 12AE:

Weld ID: DP3007-001-001 & 002 (RS3001D to PL3005B)

Weld ID: DP3005-001-009 & 010 (RS3005B to PL3001E)

-ZPMC personnel reported the use of WPS-B-T-2342-U5 (GMAW) for the root pass and
WPS-B-T-2232-Tc-U4b-F, (FCAW) for the cover pass for the welds in Segment 12AW:

Weld ID: DP3045-001-001 & 002 (RS3031D to PL3108B)

Weld ID: DP3043-001-009 & 010 (RS3031E to PL3106B)
Contractor's proposal to correct the problem:
Contractor proposes to reweld the welds with approved WPS, perform UT and M T to show that the weld has
achieved a depth of penetration.
Corrective action taken:
Contractor rewelded the weld with approved WPS, and provided the NDT report to prove the weld is
acceptable.
Did corrective action require Engineer's approval ?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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



	ABF-NPR-000794R00-ABF-NPR-000794 (ZPMC-0691) attachment.pdf
	S35C-210092408120.pdf
	Pages from ZPMC-0691.pdf


	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off


