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-000764
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0726

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 7BW FL 3 Bottom Panel Stiffeners

Procedural Procedural [] Description:

Reference Description: ZPMC performed welding without conforming to the approved WPS and ZPMC's
Welding Repair Report

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visua

inspection of OBG Segment 7BW adjacent to where Crossbeam 7 is to be attached.

-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld

repair document B-WR13561.

-The welder used two ceramic backing bars, one on each side of the stiffener.

-Multiple weld passes were deposited in the vertical position.

-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C

Temp stick. Maximum interpass temperature allowed is 230°C.

-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated

on the approved shop drawings as Seismic Performance Critical Material (SPCM).

-OBG segment 7BW islocated in the yard behind OBG Bay 14.

75' _Six other
23\ stiffener plates
have had
similar weld
2 ‘buildups.
-t

» materiSiuels hhﬁ'dup hasa temperatqre of
utefy To0 degrees Celsius. - v
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

OBG Segment 7BW baseplate BPO25 stiffener plate /
base material weld buildup has a temperature of _ i

approximately 1100 degrees Celsius. GEESPIIIZTIT [ ———

am (o
P

Applicablereference:
ZPMC WRR-13561: Specifies the use of backing on one side of the stiffener only.

ZPMC WPS WPS-345-FCAW-3G(3F)-Repair: The maximum interpass temperature is 230 degrees Celsius.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1030 hours, 06-14-2010, Email

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 1300 hours, 06-14-2010, Verbal

QC Ingpector's Name: Zhu Zhong Hai

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

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR
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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: 14-Jun-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: 05.03.06-000722
Subject: NCR No. ZPMC-0726

Reference Description:  ZPMC performed welding without conforming to the approved WPS and ZPMC's Welding Repair Report

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual inspection of OBG
Segment 7BW adjacent to where Crossbeam 7 is to be attached.
-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld repair document
B-WR13561.
-The welder used two ceramic backing bars, one on each side of the stiffener.
-Multiple weld passes were deposited in the vertical position.
-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C Temp stick. Maximum
interpass temperature allowed is 230°C.
-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated on the approved shop
drawings as Seismic Performance Critical Material (SPCM).
-OBG segment 7BW islocated in the yard behind OBG Bay 14.
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-0726

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

Y/ 05.03.06-000722,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 07-Jul-2010

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000722 Rev: 00
Ref: 05.03.06-000722

Subject:  NCR No. ZPMC-0726

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the revised weld report and NDT records to show the built up areas are acceptable. Based on
this ZPMC requests closure of this NCR.

ZPMC has written an internal NCR to document and reprimand the personnel involved in this oversight. ZPMC QA will continue to reinforce the
requirement to have the correct weld repair report on hand and to follow the parameters on the report. ZPMC is providing the revised weld report
and NDT records to show the built up areas are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000722R00;

Caltrans' comments: Status: REJ
Date: 18-Jul-2010

The additional weld metal added needs to be replaced as the material was superheated and ceramic backing was used to perform buttering.

Submitted by:  Woo, Laraine Date: 18-Jul-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-814
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-07-07
REGARDING: NCR-000764(ZPMC-0726)

ZPMC QA personnel have written an internal NCR to address this issue. The unsatisfied welds
have been removed and re-welded. ZPMC is providing the WRR and NDT records show the
acceptance of these welds. ZPMC QA has instructed the QC/CWI to pay more attention to prevent
the same issue from occurring again. Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:

N CR-000764(ZPMC-0726)
B-WR13561
B787-UT-13557
B787-UT-13558
B787-UT-13559
B787-MT-24272
B787-MT-24273
B787-MT-24274

j;ﬂ/é/
[ {e




.a-:,_: DEPARTMENT OF TRANSF'ORTATION - District 4 Toll Bridge
P :_,‘J 666 Fang Bin Road Room 708, Changxing Island
UL Shanghai 201913 PR Ghing
Effrans Tel: 021-56856566 cxf 207081 Fax:
NON-CONF ORMANCE REPORT TRANSMITTAL
Tn: AMERICAN BR]DGE:’FLUOR, ATV Date: - Jun-3010
373 BURMA ROAD
OAKLAND CA 93507 Cantract No; 04-0120F4
e 04-SF-80-13.2/ 13.9
Dear: Mr. Charles Ranapicki : Job Name: " SAS Suporstrucrure
Attention: Mr. Thomus Nilsson ProjeclFabrication Manager Dociment Nos 05.03.06-000722

Suhjeet: NCR No. ZPMC-0726
Reference Description:  ZpMe Eerformed welding withou confonning 1o the approved WS and ZPMC's Welding Repair Beport

The atiached Non-Confarmunce Report describes on octurrence where the contmetor did nor comply with a requiremens of the contraet docement ay
indicaed below-
] Muerial or Workmanship not in egp tormance with coneract documents,
Quality Conmol (QC) not perfornied in conformanee with coalract docimenis,
i Recurning QC issue thay constitiles a systematic problem in quality contral,
] Non«(_'onﬁlmmn:cRcsulved.
Muterial Location: OBG Lift: o7
Remarks:
Caltrans Quality Assurance (QA) Iuspecror discovercd the following issues durmg random in-process visua! inspeciion ol 0BG
Sepment TR\ atljacent 1o where Crossheam 7is m be aflached,
-ZPMC persunnie] performed weld buildup (buttering) un the ends of e bortom panel sliffeners using weld repair ducumenr
B-WR1356].
-The welder used nvo ceramic backing buss, ane on eaeh side of the sliffencr.
Multiple weld passes were deposited in the verrical pesition.
-This QA measized e interpass temperture and observed the weld und adiacent bise wmaial melted an | 100"C Temp stick. Maxanus,
ntemass températare allowed js 230°C,
-This QA noted thal the bottom pane! and fiflet welds joining 1he: stilfenees 1o the botrom panel are tesipnated on ihe approved shop
drawings as Seismic Performance Criien Material (SPCM),
-OBG segmeut 7BW i3 located in the yard behind OBG Bay 14,
Action Required and/or Action Taken:
Propose a resolmtivn for the identified non-conformance with ravised Procedures to pravent furure OeeuTences. A response for the
wsolution of this ssue j5 expscied within 7 days,

Transmitted by:  Sean Eagen Transportation Engineer
Attachments:  ZPMC.0724

te: Rick Momow, Gary Pursell, Peter Siegenthaler. Smnley Ku, Brian Boal_ Jasna Tom, Contract Fijes, Ching Chao, BN Casay
Fite:  05.03.06

B osos.000 FINCT Page fnf 1




STATE QF CAUFORNIA—~EUSINESS.TRANSPDRT’ACT!{)N AND HOUSING AGENCY

Arnolg Schwarzenegaer, Govainor

DEPARTMENT OF TRANS PORTATION

DIVISION OF ENGINEERING SERVICES
Offica of Structural Materlals
Quality Assurance and Sourca Inspaction

Bay Area Branch

580 Walmt Ave St 156
Vallgjo, CA 84582.1 133
(707) 649-5453

{707) 649-5493

Contract # 04-0120F4 ~
Cty: SI/ALA Rie: 80 PM: 13.2/13.9
Filet#: 69258

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. Chipa
Prime Contractor: American Bridge/Fluor Enterprises, a JV
Submitting Contractor- Zhenhua Port Machinery Company, Ltd {ZPMC), Changxing Island

Report No: NCR-000764
Date: 13-Jun-2010
NCR #: ZPMC-0725

Type of problem:
Welding Conerete [
Welding  [J Curing |

Joint fitup ] Coating [
Procedural 4 Procedura) []

Other [

Procedural [ Bridge No: 34-0005

Other | Component: OBG Segment 7BW FL3 Bottom Panel Stiffeners
Deseription:

Reference Description: ZPMC performed welding without conforming to the approved WPS and ZPMC's
Welding Repair Repart

Description of Non-Coy formance:

Caltrans Quality Assurance (QA) Inspector discovered the following issues during random IN-process visual
inspection of OBG Segment 7BW adjacent to where Crossbeam 7 is 10 be attached.

-ZPMC personnel performed weld
repair document B-WR13561.

buildup (buttering) on the ends of the bottom parel stiffenars using weld

-The welder used twa ceramic becking bars, one on each side of the stiffencer,
-Muitiple weld passes were deposited in the vertical position,

-This QA measured the interpass te

tperature and observed the weld and adjacent base meta) mejred an 1100°C

Temp stick, Maximum interpass temperature allowed is 230°C.
-This QA noted thar the bottomn panel and fillet welds joining the stiffeners to the boltom panel are designated
on the approved shop drawings as Seismic Performance Critical Materia| (SPCM),

-OBG segment 7BW jg locared in the yard behind OBG Bay 14.
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QUALITY ASSURANCE -- NG N-CONFORMANCE REPORT

{ Continred Pagn2ar2 )

Applicable referenoce:
ZPMC WRR-13361: Specifies the use of backing on one side oFthe stiffener only.

ZPMC WPS WPS~345-FCAW—3G{3F)~Repair: The maximum interpass lemperature is 230 degrees Celsins,
Who diseovered the problem:  Pau] Dawson

Name of individual from Contractor notified: CK Chan

Time and methad of notilication: 1030 hours, 06-14-2010, Email

Neme of Caltrans Engineer notified:  Sean Eapen

Time and method of notifieation: 1300 hours, 06-14-2010, Verhal

QC Inspector's Name: Zhu Zhong Hai

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

Contractor's proposal to correct the problem:

NfA

Commeats:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpost of making repair or fit for purpose recommendations. Should YOu require recommendations
concerning repairs or remedial offorts please contact Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project,

Inspected By: Tsang, Eric SMR
Reviewed By: Devey,Jim SNR
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AAEH LRSI HEES SEG35 SEG40 #R-s%'fr e
Project Name SFOBB Drawing No SEG39 Report No. B
LEE B ;
Contract No- 0120k wzH | BR NDTHR 4 2 :
ROBT ltems Name | §iffener “Réport No'of NDT A
A ZP0B-787
Project Nao.: |
pr ko Qb R

Description of welding discontinuity:

SRMRE. 7BW/7DW/7TDERR ?@Wﬁﬂﬁﬁtﬁ%ﬂﬁﬁﬁd\ HIEER . Atkir ﬁ&m?}hﬁﬁiﬁ

| After mspectlon the hole distance was shorter than requlrement at YBW 7DW and
7DE strut plate end inner s’uffenwt and now need to -build up.
posmon and measure data in the following 5keich

Jord Hun
2B A (Inspector) : sond hui
KA EE &R :

Draft of welding discontinuity:

Please see the detail
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Jicasen: :
BREERASEERE, B S i R A E . ot

Weld distortion and fabricate error.

2,

-
L2 EA

=

4 B §i % A(Foreman): é 7’{’:2%6) A #(Date): b 12

Disposition :
14

QRS B ML B AT 2545 9955 L0 (0 A 5 FRAL IS8 0. B AWS D SERUIT:
EE— N EBOELER, A4S LEEHWPS, S B — e AT,
B 1003V TR,

IR EIA G, iﬂﬁﬂ%ﬁﬁ)’ﬂ‘ﬁi‘f%fﬁﬁﬁkﬁéu%ﬁﬂﬁé%é}‘?&%‘ﬁ%- FERR=SURA RS 5.
RIBMAENBEEET 208 (Wps) HATHH RS,
ﬁ%i‘%#ﬂﬁ%#ﬁﬁﬁ@ﬁﬂﬁi%ﬁﬂ?ﬁ:

AR KB E NDTHEE(UTMTFRIVT),

Ehsmetal RBE#/ surFacing crea

\ N

= =

#itt/Steel backing

drawing 1

QC should be present to witness the repair, direct and supervise all repair operations during this repair t
0 ensure ihe repair is per the disposition requirements, and the AWS D15 code requirements.

Prepare the joint according to the approved WPS and add steel backing according to the attached drawing 1.

Perform 100%VT of the repair area.

Remove all defects by grinding to ensure all defecis are completely removed if defecis exist, and repeat
“step 3" to assure complete removal of all defects i necessary.

Preheat and weld according to the approved WPS,
Remove steel backing after welding and grind the weld flush,

Perform refevant NDT (UT, MT and VT)o the repair area.

i v S
B yaan i am fob. [y

Technical engineer Approved by Cate

#R787-QCP-900




#R787-QCP-900
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— - Weiding Repair-Report- - YR
8 &5 RE#SKE | FHES | Sceas scos | REBS
: ina N Report No. B-WR13561
Project Name SFOBB Drawing No SEG39 .
%E}"% - e - = T I T S AET e
04-0120F4 3 . ahyp T i
Coniract No.. e L AR it NDTIRE 4 3 NA
e 3 ltems Name Stiffener Report No.of NDT
Prqin_act NG ZP06-787
HhE
Correction action to prevent re occurrence:
ISR R M, Bbigs, A
Enhance supervision in process of fabrication to reduce error.
% 1 fi ¢ A (Foreman): L Z/A ‘f{‘-‘ﬂ B #(Date): é 3 o
WPS-345-SMAW-1 T
BBHWPSE S | G(1F):-Repair_ . | T%a. _ﬂ@}{(/@én
Repair WPS No. WPS-345-FCAW-1 technologist é
G(1F)-Repair-1 e
ZAE (BR) o0 7 #hi8 B (& 8y &k 15 Ky h
Preheat temperature Description ) L7 Pl
befare gouging /i//a of discontinuity 3[‘§/£@ AN
WL e 1% 0 T35 B AlES
Inspection 7 . Preheat temperature /é 2y
befors welding A L before welding lZie
R WA R E p oo B AE )
Max. depth of gouging f C Total length of gouging 19
BI AEED BERE w
welder ,_9_,’/[ /) 2l weldmg type ;r[éﬂ‘t'} position /é
ﬁ&%ﬁi g RERE / LS s )
Current > o0 /%C / Voliage :}D ,‘5 (- Speed // ,.f"-);C =
EERA®E ;/ e G A :
Inspection After repairing:
; A Do e 5 B
SRR E nspector /.= “N’ *"/‘ Date k4 e
VT result /3 il ¢ = Gt
o ("lL’ f—r"—— .;J I L o
NDTH & — EZ6 R e =
NDT result M/A(( NDT person j[/i!?’m Date ob/vf", féy){}
T ¢ U{ “fre— ’tﬂ“@)‘l’gﬁl’w’"‘ W'i’? 3 'Gj
Witness/Review:
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. ###% B787-UT-13558 DATE 2010.06.24 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : Tfi#:% ZP06-787 CONTRACTOR: CALTRANS
JITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
STIFFENER 7DW
&5 B IMAHLESS

AWS D1.5-2002

|REFERENCING CODE #3571

ACCEPTANCE STANDARD %45

AWS D1.5-2002(Table 6.3)

ZFQC-UT-01

PROCEDURE NO. #R45

WELDING PROCESS {43

JOINT TYPE {74238

CALIBRATION DUE DATE {335 4 %1

NA NA Dac: 28%7 2010
‘EQU]PMENT B MANUFACTURER i i MODEL NO. #3{in ¥ SERIAL NO. FFRl#S
071565311, 061483510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152014,
CALIBRATION BLOCK 5t COUPLANT & MATERIAL/THICKNESS #f §3 5L &
AWS lIW BLOCK TYPE T C.M.C AT09M-345T2-X 14mm
TRANSDUCER #¥:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
LiEed] e b RF i biilid b5k Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Referenca Level 235 RIKHE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK,
DECIBELS4+ 1l DISCONTINUITY AEedifE 5
pre]
o it} = g
WELD z = u 5 I8 _1Is _|[5 = Pl
z. 282 8 BslssEERE LOGATION OF DISCONTINUITY P
‘ w = | 3 5 = pong : e
IDENTIFICATION | 21k | < & =z |5 B3k EEEE T B(mm) »E .
<wm [HE|S& s @ (B |5 S& &
mamnas |5 |20 |E |8 E* | §
REE I =] & | g =
= o Langth Sound | Depth from From® | Fromy 3
alb|ci|d & Path Surface X EY I
R ST SR AE o
7DW D 20 ACC, 100%
nDw 0 20 ACC. 100%
7DW 0 20 ACC. 100%
7DW 0 20 ACC. 100%
DW 0 20 ACC. 100%
7DW D 20 ACC. 100%
7DW 0 20 ACC. 100%
7DW 0 20 ACC, 100%
EXAMINED BY 4% REVIEWED BY iiT#
Loty Nivey £h o ’)(WW”’Z;?M->, 3
it 7 J 7
LEVEL-ll SIGN / DATE{"“”..’) LEVEL-1l SIGN / DATE
Rt / aom ' 1/ CUSTOMER
EF SIGN/ Hili DATE 2 SIGN/ HIA DATE

(FORM# ZPQC-UTO0T)




UTHGR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. ###5€ B787-UT-13558 DATE 2010.06.24 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ DISCONTINUITY “Risgtid
=
=2
o 1w c 3
= | w . =3 @ 5 c = 4
WELD z lexl8 |5 Esltslzsir LOGATION OF DISCONTINUITY R
o= cE|x [B3538|28(8s e ity
IDENTIFICATION |E1k | <& | sz |8 E32358p 8 REYHL T (mm) 28 | x
= u ; E=R i s @
s#|88|5<| < EX | E
Aasess |g (8 |+ |4 : 5
A 3]
Sound | Depthfrom 2
a|b|le]|d ngéh Path Surface Fr;;::;x Fr;;w =
PR | mRemime
7DW 0 20 ACC. | 100%
7DW 0 20 ACC. | 100%
BASE METAL PER B-WR13561
BLANK
EXAMINED BYZ# REVIEWED BY %78
a1 S WM B D7) >0, 3
[LEVEL-1 siGN 1 paTE /-m?\ T LEVEL -1l SIEN DATE
JHITEST / QoM R /TCUSTOMER
B SIGN / B DATE %< SIGN / HiJi DATE

(FORM# ZPQC-UTD1)




REPORT OF ULTRASONIC EXAMINATION

UTHRGR &

REPORT NO. ##4S B787-UT-13559 DATE 2010.06.24 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T+ ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
STIFFENER < TEW )
BIfFAE -5 MM ITERS

‘REFERENCING CODE &%18i

ACCEPTANCE STANDARD {E5457E

AWS D1.5-2002 AWS D1.5-2002{Table 6.3)

PROCEDURE NO. f2/¥5%
ZPQC-UT-01

WELDING PROCESS {##: 4

JOINT TYPE H&tand

CALIBRATION DUE DATE {8 £ IF 470

%NA NA Dec. 28°7,2010
EQUIPMENT &% MANUFACTURER #1377 MODEL NO. B35 SERIAL NO. 518
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ittt COUPLANT #&7] MATERIAL/THICKNESS | ELfiF
AWS W BLOCK TYPE II c.M.c A709M-345T2-X 14mm
TRANSDUCER ##3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFAGCTURER] ANGLE | FREQUENCY SIZE
i fuliE ik Rt i piiji kA Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £:5RHAF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS%} DISCONTINUITY Atk £
o] L] c § ¢
WELD = = w ~ |5 I8 |5 _1I5 = |
z.|8x(2 |8 EslSsEaEe LOGATION OF DISCONTINUITY 2| =
(g b= [T gk f
IDENTIFICATION |E 1k [ <8 =2 | & S3E3|555 8 ARt 1 (mm) SB
am | [WEI54H E 2 B | SE g
27 e=|E |8 S8 (BRE
PERTHES g E = Sound Depth from ” E e
= Length FromX | From'Y o
al|lblc|d I Path Surfaca X Y @
g | AEEmRL o
7EW 70 34 AcC. | 100%
TEW 70 34 ACC. | 100%
TEW 70 34 ACC. | 100%
BASE METAL PER B-WR13561
BLANK

EXA BYE:H
MINED\JY X\VZM) M

LEVEL-Il SIGN [ DATE /J’])

REVIEWED BY #7#;

LEVEL -l SIGN [/

e Ben D

DATE

I / QoM

ES SIGN / B DATE

H 1 CUSTOMER

SEF SIGN | FI I DATE

(FORM# ZPQC-UTO01)




UT#HRGB#H 5

REPORT OF ULTRASONIC EXAMINATION

|REPORT NO. #&i8ES B787-UT-13557 DATE 2010.06.24 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : LiE#§ ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
STIFFENER 7BW
iR EIRSS InHITEES

AWS D1.5-2002

WREFERENC!NG CODE #4545

ACCEPTANCE STANDARD #3451
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO, /45

WELDING PROCESS 1541 JOINT TYPE fisasid CALIBRATION DUE DATE {88 B IE# %0
[na NA Dec: 28%7 2010
EQUIPMENT #% MANUFACTURER {37 MODEL NO. $#34% SERIAL NO. [F7j#8-
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #iaml MATERIAL/THICKNESS k¥ fE s
AWS IIW BLOCK TYPE II c.M.C AT09M-345T2-X 14mm
TRANSDUCER #§k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
b B kS R~} HlEif A Bk Rt
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2 5MHz 20mm Reference Level #3% 7 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 1 DISCONTINUITY itk g
o} w = §
WELD = = o ~ |5_18_|s.]Is 3 e
=z 2|2 |5 EslesEslse LOCATION OF DISCONTINUITY 2. | &
OF|<s|i8| s 52552583 FEL T =
IDENTIFICATION | £ 1& | & Z|=B|C glElgiRa {mm) 23 £
<@ |82 |55 = [ g IS 5 5
wnss |5 |27 |E |8 52| E
IR S g g ~ Sound | Depthfrom S o
= Length From'X | From'Y i}
alble|d P Path Surface X SEY 2
R | MmN ; =}
7BW 0 20 Acc, | 100%
7BW 0 20 ACC. | 100%
7BW (] 20 Acc. | 100%
78W 0 20 AcC, | 100%
7BW 0 20 ACC, | 100%
7BW 0 20 Acc. | 100%
7BW 0 20 ACC. | 100%
7BW ) 20 ACC. | 100%
EXAMINED BY 3 REVIEWED BY &
r}dr\ﬂ":f 57/\u\/1 WWYW@U\#@ e 7\;
|LEVEL-Ul SIGN / DATE jng\,"{ ? LEVEL-Il SIGN / DATE
WA / QcM g FI/CUSTOMER
45 SIGN / § i DATE % SIGN / B DATE

(FORMit ZPQC-UTO1)




UTHRGHRE
=
REPORT NO. ##iiE5 B787-UT-13557 DATE 2010.06.24 PAGE 2 OF 2 Revision No: 0
DECIBELS4- 1 DISCONTINUITY Fiesek
=
2
S |49 |uw s (8 |5 |5 3 2
e z lgule _|& EslEcEsie LOGATION OF DISCONTINUITY 5| &
OF|STg |85 855528182 FEH A (mm) L
IDENTIFICATION 5 10 2|I=8(° Bk SlEgaE e 5 2% E
&5 o 2@ o & E¥ E
BT 2 c e | E‘ 4
Sound | Depth from c 2
alblc|d Liggﬁih Path Surface Fr;"; L Fr;;;\"Y a
B | SERET
7BW 0 20 ACC. | 100%
7Bw 1] 20 ACC. | 100%
7BW 0 20 ACC. | 100%
7BW 1] 20 ACC. | 100%
7BW 0 20 ACC. | 100%
78W 0 20 ACC. | 100%
BASE METAL PER B-WR13561
BLANK
EXAM]NED BYXiF REVIEWED BY W #
KP }9\\'\“1 d;h i 2 XMM@W@ 4?-&1/\:..7"%
LEVEL - n SIGN ! DATE "kf ~5 |LEVEL-Il SIGN / DATE
FIEZ 5 / QoM F FCUSTOMER
¥ SIGN/ O DATE %% SIGN/ Hili DATE

(FORM# ZPQGC-UT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION
A g R i e
|REPORT NO. %55 B787-MT-24273 DATEH] 2010.06.28 PAGE OFE®® 11 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TRHET: A P
DRAWING NO. 7DW CALTRANS CONTRACT NO.:
04-0120F4
M. STIFFENER InATRES
REFERENGING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
A TR &2 BIFRE RBREFEW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28¥ ,2010
EQUIPMENT &% MANUFACTURER #l3% MODEL NO. #58 SERIAL NO. 4GS
IMT YOKE PARKER B310S 5395 5617 5620
MAGNET]ZING METHOD COnﬁnuous magnetic yake CURRENT
o - AC
ek {h o 3 REE Lk b
PARTICLE TYPE Dry magnet powder YOKE SPACING
7 70~150mm
. 2 i FRER R R
MATERIAL TO BE N WELDING i i i
Material & thickness A700M-345T2.X
EXAMINED O CASTING %4 B4, B
W O FORGING & 14/24/23/25/20mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
Pk piiks gl
WELD 1.D 2o CONTNUIT P £ & ACH REJECT REMARKS
.D. CEPT C
Hepm e INDICATION TYPE LENGE;N | bt EiETl g Bir
7DW ACC. 100%MT
7DW ACC. 100%MT
7DW ACC. 100%MT
7DW ACC. 100%MT
7DW ACC. 100%MT
7DW ACC., 100%MT
7DW ACC. 1O0%MT
7DW ACC. 100%MT
7DwW ACC. 10O%MT
70W ACC. 100%MT
Base metal per B-WR13561
BLANK
EXAMINED BY::#E 5 REVIEWED BY 4 i
_Wang Wei VV#J} V%, }% » ! ) j, %‘Zj c,Q%
LEVEL .1l SIGN%%Z [ DATEH 1 xi 't LEVEL-Il SIGN !/ DATER M )‘?/7; "M
IR ST / QoM H FCUSTOMER
B SIGN / i DATE % SIGN/ H¥ DATE

(FORM# ZpQC-MTO1)




REPORT OF MAGNETIC PARTIT CLE EXAMINATION
M il 45
REPORT NO. #1545 B787-MT-24272 DATEH ¥ 2010.06.28 PAGE OFJ(#% 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
IEHS: ek
DRAWING NO. 7BW CALTRANS CONTRACT NO.:
- 04-0120F4
=9 STIFFENER mMTEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BH T 37203, BRRE BB ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 2010
EQUIPMENT #4 MANUFACTURER $i& 7§ MODEL NO. {458 SERIAL NO. S8
MT YOKE PARKER B3105 5395 5617 5620
|MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
15 i ] iR ELy: B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R Fris R
MATERIAL TO BE v WELDING 47 i ;
etk Material & thickness ATOSM-345T2:X
EXAMINED O CASTING 5444 B, B
o RE O FORGING #3% 14124117116/15/13mm
WELDING PROCESS TYPE OF JOINT
sSMAW NA
B peobret il
WELD I.D DRCONTRMUITYCR St ACCEPT REJECT REMARKS
R INDICATION TYPE P [ Tk el
R #u
7BW ACC, 100%MT
7BW ACC. 100%MT
7BW ACC. 100%MT
7BW ACC. 100%MT
7BW ACC. 100%MT
7B8W ACC. L00%MT
7BW ACC. 100%4T
7BW ACC. 100%T
7BW ACC, LO0%MT
7BW ACC. 100%4T
78W ACC. 100%MT
BW ACC. 100%MT
7BW ACC. 100%4T
7BW ACC. 100MT
Base metal per B-WR13561
M—
EXAMINED BYE:E8 % REVIEWED BY #r# %/, ;
_Wang Wei V%{ﬂ/g %! {'}o / )’j’ ﬁ /?’Wuj_' /
LEVEL -l SIGN#£ / DATEHN / 7. % LEVEL-l  SIGN | _pategy A2 A &7. '2,5/
BREE / QoM HFPCUSTOMER
%¥ SIGN/ B DATE F SIGN / A DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R i
REPORT NO. #5455 B787-MT-24274 DATEH#7 2010.06.28 PAGE OFT/S 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
IRES: 5 A
DRAWING NO. TEW CALTRANS CONTRACT NO.:
r 04-0120F4
108 STIFFENER WM TRES
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BAERTERN BERE Birgs DB R RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
|EQUIPMENT #% MANUFACTURER %3 MODEL NO. ¥ 58 SERIAL NO, #&ii 8
MT YOKE PARKER B310S 5395 5617 5620
1MAGNETIZ!NG METHOD Continuous magnetic yoke |CURRENT 2
R4 A 3 B EE B
PARTICLE TYPE Dry magnet powder YOKE SPACING
: 70~150mm
R FRR R M 2R
MATERIAL TO BE VWELDING # &4 j i
Material & thickness A709M-345T2-X
EXAMINED O CASTING %% B4 JLRE
tegikap s O FORGING 815 14/24/23mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
A By
WELD LD SECONTC T CCEPT REJECT REMARKS
.D. = A
PLE TER ) INDICATION TYPE LENGE?E'N = # 164 #ik
ELE 3]
TEW ACC. 100%MT
7EW ACC. 100%MT
TEW ACC. 100%MT
Base metal per B-WR13561
BLANK
EXAMINED BYEHR ’ 1REVIEWED BY W5 i
| Wang Wei W_f]’ I/V& A Mﬁ'% ,
LEVEL-Il SIGNE#& / DATERM }Jﬁ ; 74 —%/ LEVELl  SIGN 1 DATERM 5/, ()% é/
SRt / QM Fi FCUSTOMER
& SIGN / Hilll DATE % SIGN / B} DATE

(FORM# ZPQC-MTO01)




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: 05-Aug-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-000722 Rev: 01
Ref: 05.03.06-000722

Subject: NCR No. ZPMC-0726

Contractor's Proposed Resolution:

Reference Resolution: The weld build up area was removed and re-welded per the approved weld build up procedure. Records of repair
have been previously submitted.

ZPMC has removed the material where weld build up was previously performed incorrectly. The weld build up area was removed and re-
welded per the approved weld build up procedure. Records of repair have been previously submitted. ZPMC requests closure of this NCR.

Submitted by: Lawton, Steve
Attachment(s): ABF-NPR-000722R01,;

Caltrans' comments: Status: AAP
Date: 16-Aug-2010

The proposed resolution is acceptable. However, please specify on the NDT reports which member was tested rather than the segment the
member is in.

Submitted by:  Woo, Laraine Date: 16-Aug-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-834
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-08-02
REGARDING: NCR-000764(ZPMC-0726)

The affected superheated material has already been replaced and the sequent repair was performed
following the welding repair report attached in the previously submitted response. Based on this,

please consider closure of this NCR.

ATTACHMENT:
NCR-000764(ZPMC-0726)

i,/l i
gl% ]

>




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-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: 05.03.06-000722
Subject: NCR No. ZPMC-0726 )

Reference Description:  ZPMC performed welding without conforming to the approved WPS and ZPMC's Welding Repair Report

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
J Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual inspection of OBG
Segment 7BW adjacent to where Crossbeam 7 is to be attached.
-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld repair document
B-WRI13561.
-The welder used two ceramic backing bars, one on each side of the stiffener.
-Multiple weld passes were deposited in the vertical position.
-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C Temp stick. Maximum
interpass temperature allowed is 230°C.
-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated on the approved shop
drawings as Seismic Performance Critical Material (SPCM).
-OBG segment 7BW is located in the yard behind OBG Bay 14.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0726

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

B2 0s03.06-000722,8CT Page lof 1




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source | nspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo. CA 94592-1133 File #: 69.25B

{707) 648-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000764
Prime Contractor: American Bridge/Fluor Enterprises, a JV ¢ Date: 13-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR#: ZPMC-0726

Type of problem:

Welding Concrete [ Other ]

Welding L] Curing 0 Procedural (]  Bridge No: 34-0006

Joint fit-up [] Coating [J Other [0  Component: OBG Segment 7BW FL3 Bottom Panel Stiffeners

Procedural Procedural [ Deseription:

Reference Description: ZPMC performed welding without conforming to the approved WPS and ZPMC's
Welding Repair Report

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual

inspection of OBG Segment 7BW adjacent to where Crossbeam 7 is to be attached.

-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld

repair document B-WR13561.

-The welder used two ceramic backing bars, one on each side of the stiffener.

-Multiple weld passes were deposited in the vertical position.

-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C

Temp stick. Maximum interpass temperature allowed is 230°C.

-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated

on the approved shop drawings as Seismic Performance Critical Material (SPCM).

-OBG segment 7BW is located in the yard behind OBG Bay 14,

b A

1 have had
~sirTaE Weld

BPO25 stifferier il
weld buildup,

‘H’Z_ TL-15,Quality Assurance - Non-Conformance Report Page 1 of 2




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

OBG Segment 7BW baseplaté BP025 stiffener plate
base material weld buildup has a temperature of

approximately 1100 degrees Celsius. DB 32201020549

Applicable reference:
ZPMC WRR-13561: Specifies the use of backing on one side of the stiffener only.

ZPMC WPS WPS-345-FCAW-3G(3F)-Repair: The maximum interpass temperature is 230 degrees Celsius.

Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1030 hours, 06-14-2010, Email

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 1300 hours, 06-14-2010, Verbal

QC Inspector's Name: Zhu Zhong Hai

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 Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR

ﬁz_ TL-15,Quality Assurance -- Non-Conformance Report
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-Aug-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: 05.03.06-000722
Subject:  NCR No. ZPMC-0726

Document No.: ABF-NPR-000722 Rev: 02

Contractor's Proposed Resolution:

Reference Resolution: Per the Department's comments, ZPMC has revised the NDT reports to show the members tested and those
members are acceptable.

Per the Department's comments, ZPMC has revised the NDT reports to show the members tested and those members are acceptable. Based
on these revisions and previously submitted documents and responses. ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000722R02;

Caltrans' comments: Status: CLO
Date: 31-Aug-2010

The submitted documentation is sufficient to close this NCR.

Submitted by:  Woo, Laraine Date: 31-Aug-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-851
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-08-27
REGARDING: NCR-000764(ZPMC-0726)

ZPMC is providing the revised NDT records show the tested member are acceptable. And based
on the previously submitted response, ZPMC is requesting closure of this NCR.

ATTACHMENT:

N CR-000764(ZPMC-0726)
B787-UT-13557 R1
B787-UT-13558 R1
B787-UT-13559 R1
B787-MT-24272 R1
B787-MT-24273 R1
B787-MT-24274 R1

SO

gt



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

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

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-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: 05.03.06-000722
Subject: NCR No. ZPMC-0726

Reference Description:  ZPMC performed welding without conforming to the approved WPS and ZPMC's Welding Repair Report

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual inspection of OBG
Segment 7BW adjacent to where Crossheam 7 is to be attached.
-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld repair document
B-WR13561.
-The welder used two ceramic backing bars, one on each side of the stiffener.
-Multiple weld passes were deposited in the vertical position.
-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C Temp stick. Maximum
interpass temperature allowed is 230°C.
-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated on the approved shop
drawings as Seismic Performance Critical Material (SPCM),
-OBG segment 7BW is located in the yard behind OBG Bay 14.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0726

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

e s
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Govermnor

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/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-000764
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0726

Type of problem:

Welding Concrete [] Other O

Welding [ Curing 0 Procedural [1  Bridge No: 34-0006

Joint fit-up [1 Coating [0 Other 0  Component: OBG Segment 7BW FL3 Bottom Panel Stiffeners

Procedural Procedural [J Description:

Reference Description: ZPMC performed welding without conforming to the approved WPS and ZPMC's
Welding Repair Report

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual

inspection of OBG Segment 7BW adjacent to where Crossbeam 7 is to be attached.

-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld

repair document B-WR13561.

-The welder used two ceramic backing bars, one on each side of the stiffener.

-Multiple weld passes were deposited in the vertical position.

-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C

Temp stick, Maximum interpass temperature allowed is 230°C.

-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated

on the approved shop drawings as Seismic Performance Critical Material (SPCM).

-OBG segment 7BW is located in the yard behind OBG Bay 14.

Six other

stiffener plates|

have had
!"'Stmllar weld

BPO2S stiffener Ha
weld buildup,

f i %)
; am_seplate 'BPO25 stiffener plare
/ base maseyal b\l!fdup hasatemperatqref fAe N
approx:mﬁ ) . / _-

h,‘_'_ TL-15,Quality Assurance -- Non-Conformance Report ;i Page 1of 2



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

o 2wy - oy 2t
| semsiensnrras - eeas
1 impgrssesaret T

B L

OBG Segment 7BW baseplate BP025 stiffener plate
base material weld buildup has a temperature of

approximately 1100 degrees Celsius. D6I852090205 9]

08/13/2010 08:28)

Applicable reference:
ZPMC WRR-13561: Specifies the use of backing on one side of the stiffener only.

ZPMC WPS WPS-345-FCAW-3G(3F)-Repair: The maximum interpass temperature is 230 degrees Celsius,
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1030 hours, 06-14-2010, Email

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 1300 hours, 06-14-2010, Verbal

QC Inspector's Name: Zhu Zhong Hai

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 Jim Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Devey,Jim SMR

‘ﬁz TL-15,0nality Assurance -- Non-Conformance Report Page2of 2



e e
(ZPMC ]
— 1  —

REPORT OF MAGNETIC|{ PARTICLE EXAMINATION

TREA 1 3R
REPORT NO. %42 B787-MT-24272R1 DATEH ] 2010.08.27 PAGE OFW 1/2 Revision No: 0
PROJECT NQ. CONTRACTOR:
06-787 CALTRANS
TESS: er BT
DRAWING NO. 7BW CALTRANS CONTRACT NO.:
04-0120F4
ms: STIFFENER MHTRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BRI £ o BFEHS 1R TE A 2l
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT # % MANUFACTURER &l MODEL NO. ##8 SERIAL NO, #ii5 2
MT YOKE PARKER B3108 5305 5617 5620
MAGNETIZ]NG METHOD Continuous magnatic ygke CURRENT
AC
Mk Rk B3 f
70~150mm
T TR R 7]
MATERIAL TO BE N WELDING B #: i i
Material & thickness A709M-345T2-X
EXAMINED O CASTING B
B g B O FORGING i 14/2417/16/15/13mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
B % pirbe gy
ELD I.D DISOONTINJITY R R ACCEPT REJECT REMARKS
W .D.
Py INDICATION TYPE e (e Tk P
i E gt
X8K ACC. 100%MT
X8L ACC. 100%MT
X8C ACC. LOO%MT
X82D ACC. 100%MT
XB2E ACC. 100%MT
X82F ACC. LOO%MT
X82G ACC. 100%MT
X82H ACC. 100%MT
X82J ACC. LO0%MT
X82K ACC. 100%MT
X82D ACC. 100%MT
X115A ACC., 100%MT
X115A ACC. 100%MT
X115A ACC. 100%MT
X8K ACC. 100%MT
EXAMINED BYE#§ % REVIEWED BY ##
\
_Wang Wei L,\jDLN\(j Weq =o10.038 >7 L W"\\Vz’ 219, o3 >
LEVEL-Il SIGN%4 |/ DATEEM LEVEL-l  SIGN /| DATEB#
JRiEEHE / QCM FFCUSTOMER

%5 SIGN / A}l DATE

5 SIGN/ Bl DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC| PARTICLE EXAMINATION

REPORT NO. iR 435 B787-MT-24272R1

DATER i 2010.08.27

PAGE OFHfg 2/2

Revision No: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
IE%HS: A P
DRAWING NO. 7BW CALTRANS CONTRACT NO.:
e 04-0120F4
®e: STIFFENER I THES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
XML Hesb AR EFRY Ve 2 =g ]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T ,2010
EQUIPMENT #&% MANUFACTURER 535/ MODEL NO. H#&4&% SERIAL NO, #4igs e
MT YOKE PARKER B310S 5395 5617 5620
MAGNET'ZING METHOD Continuous magnetic yoke CURRENT
AC
REAL Ry s B
70~150
R TR ReyE P e
MATERIAL TO BE Y WELDING #4:
1 Material & thickness A709M-345T2-X
EXAMINED O CASTING #4 B4 A
BRI+ E 0 FORGING 4% 14/24/17/16/15/13mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
R ot i)
WELD I.D CISCONTINDIER R At ACCEPT REJECT REMARKS
.D. M
Py INDICATION TYPE sl B . P
6T -yt
X8L ACC. 100%MT
X82C ACC. 100%MT
X8C ACC. 100%MT
X8B ACC. L00%MT
X82H ACC, 100%MT
X82J ACC. 100%MT
X82K ACC. 100%MT
X8G ACC. 100%MT
X82A ACC. 100%MT
X82E ACC. 100%MT
X115A ACC. 100%MT
X115B ACC. 100%MT
X1158 ACC. 100%MT
X115C ACC. 100%MT

Base metal per B-WR13561

EXAMINED BY#:4#

Al
_Wang Wei WOMAF[ Wer oo,

v
LEVEL - SIGNZE |

DATER

38.>,7

REVIEWED BY i

Lt diw l\t‘fﬂ( Sot°

.08 .),7

LEVEL-Il  SIGN

v I DATEHRf

FitEd / QCM

%F SIGN / HiJl DATE

/2 CUSTOMER

& SIGN/ H ] DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

AWS D1.5-2002

LR PR 5

REPORT NO. #5485 B787-MT-24274R1 DATEF i 2010.08.27 PAGE OFFH® 11 Revision No: 0
PROJECT NO. CONTRACTOR:
—— ZP06-787 B CALTRANS
DRAWING NO., 7DW CALTRANS CONTRACT NO.:
e STIFFENER MM TEES i
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BTG EZ iR BEFES P BREEFHM

AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2010

EQUIPMENT # %

MANUFACTURER #$35j

MODEL NO. fH#S

SERIAL NO. #4455

MT YOKE PARKER B310S 5395 5617 5620
MAGNET'Z]NG METHOD cOntinuous magnet]c yoke CURRENT
AC
Wb i MR 7 i
PARTICLE TYPE Dry magnet powder YOKE SPACING
A 70~150mm
g i) TR R mRE
MATERIAL TO BE Y WELDING #5354 i
Material & thickness A709M-345T2-X
EXAMINED O CASTING % BER A
B E O FORGING i 14/24/23mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
Tk k]
=i DISCONTINUITY 7S &tk T AeiiE e
D, e v ! REMA
sy INDICATION TYPE e . el
it B3|
X8E ACC, LOO%MT
X82D ACC. 100%MT
X82F ACC. 100%MT
Base metal per B-WR13561
BLANK
EXAMINED BY*iF REVIEWED BY ®#
_Wang Wei L[I.Z@drl !AZg‘ ; 9(0. 0‘8 \)—{ / ! Z,.‘ Lea WA Dole. 0‘6 R
LEVEL -1l SIGN 5@4‘ / DATEB# LEVEL-l SIGN / JATE EE]
JRIEZE / QCM K PCUSTOMER
57 SIGN / B DATE £ SIGN / Bl DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC|PARTICLE EXAMINATION

B RS TR &5
REPORT NO. iR 4455 B787-MT-24273R1 DATER 3 2010.08.27 PAGE OFT/G 1M1 Revision No: 0
PROJECT NO, CONTRACTOR:
ZP06-787 CALTRANS
TESS: R A
DRAWING NO. 7DW CALTRANS CONTRACT NO.:
: P 04-0120F4
E: STIFFENER WM IRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
BEMTHRT i35 i BFRS R ER BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT &% MANUFACTURER #3& W MODEL NO. #4558 SERIAL NO. Z:4kis 5
MT YOKE PARKER B310S 5395 5617 5620
MAGNET!Z'NG METHOD Conﬁnuoug magnetic yoke CURRENT
AC
WAL B ML B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
ed it TR W4 R R
MATERIAL TO BE Y WELDING 4t i i
Material & thickness AT09M-345T2-X
EXAMINED O CASTING #f: 4
R O FORGING g% 14/24(23/25/20mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
B yoF el
Gt DISCONTINUITY A 41 s HEjEOT REMARKS
ELD |.D. - ARK
e ) INDICATION TYPE LENGE:EIN iy B 1B &3k
X8F ACC. 100%MT
XB2A ACC. 100%MT
X8K ACC. L00%MT
X8E ACC. 100%MT
X8G ACC. 100%MT
X82A ACC. 100%MT
X115B ACC. 100%MT
X115B ACC. 100%MT
X115A ACC. 100%MT
X115A ACC. 100%MT

Base metal per B-WR13561

BLANK
EXAMINED BY =43 2 REVIEWED BY ﬂ\?& S
| Wang Wei V\)W\ﬁ Woy" >2i0. 03 . 27 L (o nrwl'ﬁ- Se1o, g%, 2,]
LEVEL-1l SIGN%4# /| DATERN LEVEL-l  SIGN ! DATER
JEfit£3 / QCM F FCUSTOMER
%5 SIGN / H il DATE %5 SIGN [ H DATE

(FORM# ZPQGC-MT01)
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REPORT OF ULTRASONIC EXAMINATION
UTH G R EH

REPORT NO. R4S B787-UT-13550R1 DATE 2010.08.27 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : .84 5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
; STIFFENER 7DE s
A 44 B LiRzy I IEss

AWS D1.5-2002

REFERENCING CODE Z::#3ii

ACCEPTANCE STANDARD &5

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 7S

WELDING PROCESS R4k

JOINT TYPE 4§ &2l

CALIBRATION DUE DATE {83 EA &N

NA NA Dec. 2857 2010
EQUIPMENT &% MANUFACTURER i it MODEL NO. #3055 SERIAL NO. 51455
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #3471 MATERIAL/THICKNESS #1 }:H /i
AWS lIW BLOCK TYPE Il c.M.C A709M-345T2-X 14mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hill 1 i AR ETES R=f kg i A EHE R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ RIF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 1 DISCONTINUITY FiEgkit g
o 15} E E ivy
WELD = _. i ~ |5 18 |5 |5 = =
z |23 % EBslss[EEE 2 LOCATION OF DISCONTINUITY £ & &
oW |Zg|LtE|x 835|53|28(8% TG ey
IDENTIFICATION |EE |y= (S8 | < [2- -3 Efz e {mm) =3 =
iy = . £ E
oo R e o R H
BRI S % E:.. = Sound Depth from i 5 x
- Length From'X | From'Y o
a|lb|lc]|d e Path Surface £EX Y o
mE | HRmEE | Q
X8E 70 34 ACC. | 100%
X82D 70 34 ACC. | 100%
XB82F 70 34 ACC. | 100%

BASE METAL PER B-WR13561

BLANK

EXAMINED BY X4

LEVEL -1l SIGN /[

"—j—owﬁy;lﬂé-gw __}a\:s-.c?.;]

DATE

REVIEWED BY ##

Ly ming 2e10.3. 3’7

LEVEL -1l SIGN [

DATE

IRIE43 / QCM

%F SIGN / B} DATE

FFCUSTOMER

4-F SIGN/ B DATE

(FORM# ZPQC-UTO1)




[}

— | —
(ZPMC )
e E——

UTHRG#HR &

REPORT OF ULTRASONI!C EXAMINATION

REPORT NO. R4 B787-UT-13557R1 DATE 2010.08.27  PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T#4 % ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
STIFFENER 0 7BW
A7 [ P RR=LE

REFERENCING CODE #:#}id

AWS D1.5-2002

ACCEPTANCE STANDARD #4Z fR1fE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ##F RS
ZPQC-UT-01

WELDING PROCESS 15i& 5

JOINT TYPE 14424 3¢

CALIBRATION DUE DATE {55 =45 %

NA NA Dec. 28%7 ,2010
EQUIPMENT & #% MANUFACTURER il i& 7§ MODEL NO. H::%5 SERIAL NO. J¥ 545
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #5& 7 MATERIALITHICKNESS #4 # £
AWS lIW BLOCK TYPE II C.M.C AT09M-345T2-X 14mm
TRANSDUCER #t3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il I bk JF g 1§ FHE b5k R+
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level 2% R i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0°® UT OK.
DECIBELS %+ 1 DISCONTINUITY FEE&Rik 5
o w e g W
WELD - = i ~ |5 18 I8 _Is = il
zo| 2w E < | B EelEzEsRE LOCATION OF DISCONTINUITY e | ®
IDENTIFICATION | 2 % SEl=x s ERl e R s i ¥ (mm) Qig% £
<= ImE|oR i A 3= g
EENNEE L e £E¥ | §
PR AR % E = Sound | Depth from L S [
= Length From'X | From'Y o
a|lb|lc|d KiE Path Surface X BRY 0
far i PRAZTERE i (=]
A8K 0 20 ACC. 100%
X8L 0 20 ACC. 100%
X8C 0 20 ACC, 100%
X82D 0 20 ACC. 100%
X82E 0 20 ACC. | 100%
X82F 0 20 ACC. 100%
X82G 0 20 ACC. 100%
X82H 0 20 ACC. 100%
EXAMINED BY3:45 REVIEWED BY ’fﬁ'ﬁ‘
]M;{,\‘vﬁ’qlxm ._2&\0.68.2;7 L__Jﬂ_,“wvg' ..2_—010.@8'.>’7
g - o
LEVEL -1l SIGN [ DATE LEVEL -1l SIGN [/ DATE
BT / QCM FFPCUSTOMER
%5 SIGN / H#l DATE 4% SIGN / H i DATE

(FORM# ZPQC-UT01)
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REPORT NO. ##%4%E B787-UT-13557R1 DATE 2010.08.27 PAGE 2 OF 2 Revision No: 0
DECIBELS#+ I DISCONTINUITY iEgE{:
| =
S
WELD g |4 |w & Jo IS |e ES st
0.2 | S BslEsEEEP LOCATION OF DISCONTINUITY 2 5 &
%Ul? z‘-‘ij = = E%Eagg.ﬁ'ﬁ Tt fr w e
IDENTIFICATION | E Ik s E|E EiEEsEE i 4 i S (mm) 2 £
S*|BEIEF| o i £ E
BREEERS g E L ol E 74
Sound | Depth from : oLl
a b c d Lizﬂgzth Path Surface Fr;Er; X Fr;g;“( =
B | TR
X82J 0 20 ACC. | 100%
X82K 0 20 ACC. 100%
X82D 0 20 Acc. | 100%
X115A 0 20 ACC. | 100%
X115A 0 20 ACC, 100%
X115A 0 20 ACC. | 100%
X8K 0 20 Acc. | 100%
X8L 0 20 Acc. | 100%
X82C 0 20 ACC. 100%
X8C 0 20 ACC. | 100%
X8B 0 20 | Acc. | 100%
X82H 0 20 AcC. | 100%
X82J 0 20 ACC. | 100%
X82K 0 20 ACC. | 100%
X8G 0 20 ACC. | 100%
XB2A 0 20 ACC. | 100%
AB2E 0 20 ACC. 100%
X115A 0 20 ACC. | 100%
X1158 0 20 AcC. | 100%
X1158 0 20 ACC. | 100%
X115C 0 20 ACC. | 100%
BASE METAL PER B-WR13561
EXAMINED BYZ:# REVIEWED BY #i#
[[omag M\mﬁ(qlwvm. 2.019‘08_;7 [ WV% 2&(9.&8.2,7
L'l U u
LEVEL-1l SIGN / DATE LEVEL-1l SIGN / DATE
R4 / QCMm HFCUSTOMER
%< SIGN / H ] DATE %< SIGN / Bl DATE

(FORM# ZPQC-UTO1)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. &5 B787-UT-13558R1 DATE 2010.08.27 PAGE 1 OF 2 Revision No: 0
PROJECT NO. :T#2%% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: bRAWlNG NO.: CALTRANS CONTRACT NO.: 04-0120F4
STIFFENER ; 7DW =
42 B [ 5 I I ESRS

AWS D1.5-2002

REFERENCING CODE £ 5

ACCEPTANCE STANDARD #EZi%if

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. &/54%

WELDING PROCESS /%4 #: JOINT TYPE 141! CALIBRATION DUE DATE {32 Be 14 %
NA NA Dec. 2857 ;2010
EQUIPMENT &% MANUFACTURER #i& MODEL NO. ¥4 % SERIAL NO. 5555
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK #th COUPLANT #5477 MATERIAL/THICKNESS #1#} B Bf
AWS IIW BLOCK TYPE I C.M.C AT09M-345T2-X 14mm
TRANSDUCER #§3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
3 A s R~ HlIE T piiYis ik R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level &% R T 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#4;+ 1 DISCONTINUITY gt 5
o 11] = § i
WELD 3 | t ~ |5 18 |8 _Is 2 =
= 2 2 E & % £ § E § 8 = g LOCATION OF DISCONTINUITY 3 = 2E
IDENTIFICATION | 2 Iiz <E| -2 BASlEEEE R T (mm) z3F =
sminE|oa £ = RO 2E g
mwanms |5 |2 |E | § g
RS =] x 4 E o
= & Length Sound | Depth from From'X | From'Y 8
a|lb|c|d e Path Surface X By o
mE | emsmwm | " o
X8F 0 20 ACC. | 100%
X82A 0 20 ACC. | 100%
XBK 0 20 ACC. | 100%
XBE 0 20 ACC. | 100%
X8G 0 20 ACC. | 100%
X82A 0 20 ACC. | 100%
X1158 0 20 ACC. | 100%
X115B 0 20 ACC. | 100%
EXAMINED B\"EEiﬁE REVIEWED BY # &
Tovgungt shon Seo. 'D%.>7 Lal'wid =oio. oB. ;7
O U V]
LEVEL-Il SIGN / DATE LEVEL-Il SIGN | DATE
Rt E / QCM F FCUSTOMER
% SIGN/ H DATE 4 SIGN / il DATE

(FORM# ZPQC-UTO1)




{
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UTH iR &

REPORT NO. %45 B787-UT-13558R1 DATE 2010.08.27 PAGE 2 OF 2 Revision No: 0
DECIBELS#+ M DISCONTINUITY FiEafk
=
8
WELD S |4 |w 1.l |z I5.| 3 e
= O | 2 = | B SElEclEERE 2 LOCATION OF DISCONTINUITY B =
oo =|wiE| ¥ [ea|5 |2 8few < b o =
IDENTIFICATION |E 1k S8 |s2 | [E-E-[EEEE TR ) 25| =
<m|IpnE|lo& ] il -l =i @
O | gk E 8 EX g
JE L5 S ) g gL =] b
MR F 4R = e - § o
Sound | Depth from . Y
a|lbl|lc|d Lz‘gh Path Surface Fr%r; % Fr;En‘:'Y -
B | dmEmEm |
X115A 0 20 ACC. | 100%
X115A 0 20 ACC. | 100%
BASE METAL PER B-WR13561
BLANK
EXAMINED BY::4% REVIEWED BY #i#
Towqyw1vd Shomn > o0, 03 27 fsiibny y\.% So(0. 08 .}7
L3 pw] v
LEVEL-1l SIGN / DATE LEVEL-1l SIGN / DATE
JiEH / QCM FiFCUSTOMER
%5 SIGN/ Bl DATE %5 SIGN / Bl 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-000744
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  01-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0726

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Confor mance Report waswritten: 13-Jun-2010

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector discovered the following issues during random in-process visual
inspection of OBG Segment 7BW adjacent to where Crossbeam 7 is to be attached.

-ZPMC personnel performed weld buildup (buttering) on the ends of the bottom panel stiffeners using weld
repair document B-WR13561.

-The welder used two ceramic backing bars, one on each side of the stiffener.

-Multiple weld passes were deposited in the vertical position.

-This QA measured the interpass temperature and observed the weld and adjacent base metal melted an 1100°C
Temp stick. Maximum interpass temperature allowed is 230°C.

-This QA noted that the bottom panel and fillet welds joining the stiffeners to the bottom panel are designated
on the approved shop drawings as Seismic Performance Critical Material (SPCM).

-OBG segment 7BW islocated in the yard behind OBG Bay 14.

Contractor's proposal to correct the problem:

Remove weld metal and replace in accordance with the approved welding repair procedure.

Corrective action taken:

Welds were removed and replaced. Contractor has submitted subsequent NDT documentation verifying welds
are in conformance with Contract weld quality requirements. An internal NCR was also issued by the
Contractor in regards to thisissue.

Did corrective action require Engineer's approval? [J Yeslvl No

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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, who represents the Office of Structural
Materials for your project.

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



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

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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