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-000890
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0852

Type of problem:

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

Procedural Procedural [] Description:

Reference Description: Remove 119m Backfill plate weld without Engineer's approval

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on Lift-4 tower shafts, this QA Inspector
discovered the following issues:

-After Ultrasonic Testing (UT) regjection of backfill plate welds by ZPMC quality control personnel, ZPMC
fabrication personnel removed atotal four (4) Non-SPCM weldsin North, South and East shafts respectively
without notifying the Engineer .

- The Non-SPCM welds are Butt-Joint Complete Joint Penetration (CJP) welds joining backfill plate to doubler
plate.
- These welds measured to be approximately 330 mm in length.
- Backfill plate thicknessis 50 mm.
1)North Shaft - NSD1-FASA4-1B/E#14
2)North Shaft - NSD1-FASA4-1B/E#17
3)East Shaft - ESD1-FASA4-2B/E#26
4)East Shaft - ESD1-FASA4-2B/E#27
- The whole length of the Non-SPCM welds has been removed.
- The components are located at 119m, Tower Heavy Dock.

For further information, please see the attached pictures below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

AWS D1.5 2002 Section 3.7.5: “The Engineer shall be notified before improperly fitted and welded members
are cut apart”.

Special Provision 8-3 Welding Section: “ The Engineer shall be notified immediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair preocedures to correct them.”

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Bi Dewei

Time and method of notification: 0900 hours, 11/11/10, Verbal

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 0830, 11/12/10, Email

QC Ingpector's Name: Sun Zi Wang

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Ng,Michael QA Inspector

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: 15-Nov-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: 05.03.06-000847
Subject: NCR No. ZPMC-0852

Reference Description:  Remove 119m Backfill plate weld without Engineer's approval

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: Tower Lift: 04
Remarks:
During the Caltrans Quality Assurance (QA) in-process observation on Lift-4 tower shafts, this QA Inspector discovered the following

issues:

-After Ultrasonic Testing (UT) rejection of backfill plate welds by ZPMC quality control personnel, ZPMC fabrication personnel
removed atotal four (4) Non-SPCM welds in North, South and East shafts respectively without notifying the Engineer .

- The Non-SPCM welds are Butt-Joint Complete Joint Penetration (CJP) welds joining backfill plate to doubler plate.
- These welds measured to be approximately 330 mm in length.
- Backfill plate thicknessis 50 mm.
1)North Shaft - NSD1-FASA4-1B/E#14
2)North Shaft - NSD1-FASA4-1B/E#17
3)East Shaft - ESD1-FASA4-2B/E#26
4)East Shaft - ESD1-FASA4-2B/E#27
- The whole length of the Non-SPCM welds has been removed.
- The components are located at 119m, Tower Heavy Dock.

Action Required and/or Action Taken:
Propose resolutions for the identified non-conformance items and document that the various deficiencies have been brought in
compliance with contract requirements. Also propose aresolution that addresses the apparent failure of Quality Control to identify the

non-conformance. Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

The response for the resolution of thisissue is requested within 7 days.

Y/ 05.03.06-000847,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0852

ccC: Rick Morrow, Peter Siegenthaler, Brian Boal, Mark Woods, Contract Files, Ching Chao, Bill Casey
Filee 05.03.06
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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: 24-Nov-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-000842 Rev: 00
Ref: 05.03.06-000847

Subject: NCR No. ZPMC-0852

Contractor's Proposed Resolution:
Reference Resolution: See ZPMC'’s comments
ZPMC-0852

See ZPMC's comments

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000842R00;

Caltrans' comments: Status: CLO

Date: 30-Nov-2010

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

0852 is closed.

Submitted by: Rizzardo, Gina Date: 30-Nov-2010

Attachment(s):
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@ No. T-179

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-11-24
REGARDING: NCR-000890(ZPMC-0852),

ZPMC received NCR-000890(ZPMC-0852), it mentioned that CT inspectors found
ZPMC fabrication personnel removed a total four Non-SPCM welds without report.

After the investigation, we acknowledged that the WR was issued and accepted on 10"
November (See T-WR3744/3745/3746/3747). But the foreman started the work after being
informed the report was acceptable, but, without paper on site.

We have indicated to the sub-contractor that it was a wrong procedure for the
fabrication. And the sub-contractor is required to make an education for his workers. QC
department will also issue punishment list for the sub-contractor for that such thing will not

happen again. Now, all these welds have passed NDT and are green tagged.
Here attached related NDT reports and Weld report, hope CT to take a review and close

these NCRs.
ATTACHMENT:
NCR-000890(ZPMC-0852)
T-WR3744
T-WR3745
T-WR3746
T-WR3747
T-WR3769
T-CWR708
T787-MT-11421
T787-MT-11422
T787-UT-3288R1
T787-UT-3290R2
T787-UT-3290R3

;Lw@& e

apro . of .7




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

(&firans Tel: 021-56B56666 cxt 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Ta: AMERICAN BRIDGE/FLUOR, A JV Date: 15-Nov-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/Fabricalion Manager Document No: 05.03.06-000847
Subject: NCR No. ZPMC-0852

Reference Description:  Remove |119m Backfill plate weld wilhout Engineer's approval

The attached Non-Cenformance Report describes an occurrence where the contractor did not comply with a requircment 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.
[:I Recurring QC issue that constitutes a systemalic problem in quality control.
| Non-Coenformance Resolved.
Material Location: Tower Lift: 04
Remarks:

During the Caltrans Quality Assurance (QA) in-process observalion on Lift-4 tower shafts, Llhis QA Inspector discovered the foliowing

issues:

-After Ultrasonic Testing (UT) rejection of backfill plate welds by ZPMC quality control personnel, ZPMC fabrication personnel

removed a total four (4) Non-SPCM welds in North, South and East shafts respectively without notifying the Engineer .

- The Non-SPCM welds are Butt-Joinl Complete Joint Penctration (CJP) welds joining backfill plate to doubler plate,
- These welds measured to be approximately 330 mm in lenpth.
- Backfill plate thickness is 50 mm.
1)North Shaft - NSD1-FASA4-1B/E#14
2)North Shaft - NSD1-FASA4-1B/E#17
3)East Shaft - ESD1-FASA4-2B/E#26
4)East Shaft - ESD1-FASA4-2B/E#27
- The whole length of the Non-SPCM welds has been removed.

- The components are located at 119m, Tower Heavy Dock.

Action Required and/or Action Taken:
Propose resolutions for the identified non-conformance items end document that the various deficiencies have been brought in
compliance with contract requirements. Also propaose a resolution that addresses the apparent failure of Quality Control to identify the

non-conformance, Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

The response for the resolution of this issue is requested within 7 days.
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NCT

{ Continued Page 2 0f 2 )

Transmitted by:  Scan Eagen Transporiation Engineer
Attachments: ZPMC-0852

ce: Rick Morrow. Peler Siegenthaler. Brian Boal, Mark Woods, Contract Files, Ching Chao, Bill Casey
File: 03.03.06

§7. 05.03.06.000847.nCT Page 2of 2




STATE OF CALIFCRNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnald Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source fnspection

Contract #: 04-0120F4
Bay Area Branch

690 Walnut Ave St. 150 Cty: SF/ALARie: 80 PM: 13.2/13.9
Vailejo, CA 94592-1133 e & )

(707) 649-5453 Pl £9.25B

(707) 645-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report Na: NCR-000890
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0852

Type of problem:

Welding Conerete [ Other O

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

Joint fit-up [0 Coating [0 Other [0 Component: Backfill Plates

Procedural Procedural [] Description:

Reference Description: Remove 119m Backfill plate weld without Engineer's approval

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on Lifti-4 tower shafts, this QA Inspector
discovered the following issues:

-After Ultrasonic Testing (UT) rejection of backfill plate welds by ZPMC quality control personnel, ZPMC
fabrication personnel removed a total four (4) Non-SPCM welds in North, South and East shafts respectively
without notifying the Engineer .

- The Non-SPCM welds are Butt-Joint Complete Joint Penectration (CJP) welds joining backfill plate to doubler
plate.
- These welds measured to be approximately 330 mm in length.
- Backfill plate thickness is 50 mm.
1)North Shaft - NSD1-FASA4-1B/E#14
2)North Shaft - NSD1-FASA4-1B/E#17
3)East Shaft - ESD1-FASA4-2B/E#26
4)East Shaft - ESD1-FASA4-2B/E#27
- The whole length of the Non-SPCM welds has been removed.
- The components are located at 119m, Tower Heavy Dock.

For further information, please see the attached pictures below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 2 )

-

NSD1-FASA4-1B/Ea14

| TOWERHEAVY,DOCK
NORTH TOWER LIFT-4

11%“51.5‘\!&‘!’!0" 1 1’1 111 0

Applicable reference:

AWS D1.5 2002 Section 3.7.5: “The Engineer shall be notified before improperly fitted and welded members
are cut apart”.

Special Provision 8-3 Welding Section: “ The Engineer shall be notified immediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair preocedures to correct them,”

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Bi Dewei

Time and method of notification: 0900 hours, 11/11/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 0830, 11/12/10, Email

QC Inspector's Name: Sun Zi Wang

Was QC Inspector aware of the problem: O 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Ng,Michael QA Inspector

Reviewed By:  Devey,Jim SMR
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Caused:
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1. Did not ciear the weld pass completely in time.
: # 1] 7 +r A(Foreman) 1 g/j __B.(Date): )/Qrg /{ [O
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‘ Disposition :
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I* 1. Prepare the joint according to the approved WPS.
12, Grind or gougle the repair area to a smooth finish according to the approved repair WPS.
3. Remave all defects by grinding to ensure all defects are completely removed if defects still exist.
4. Preheat and weld according fo the approved WPS.
! 5. Grind the weld flush after welding.
6. Perform NDT of the repair area.
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Prepare the joint according to the approved WPS.

Grind or gougle the repair area to a smooth finish according lo the approved repair WPS.
Remove all defects by grinding to ensure all defects are completely removed if defects still
Preheat and weld according to the approved WPS.

Grind the weld flush after welding.

Perform NDT of the repair area.
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1. Prepare the joint according to the approved WPS,

' 2. Grind or gougle the repair area to a smooth finish according to the approved repair WPS.
3. Remove all defects by grinding to ensure all defects are completely removed if defects still
4. Preheat and weld according to the approved WPS.

5. Grind the weld flush after welding.

8. Perform NDT of the repair area.
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1. Did

not

clear the weld pass completely in time.
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Technical engineer

6. Perform NDT of the repair area.

R

5. Grind the weld flush after welding.
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1. Prepara the joint according to the approved WPS,

2. Grind or gougle the repair area to a smooth finish according to the

' 4. Preheat and weld according to the approved WPS.

oy T2 e T

Approved by

i

approved repair WPS,

' 3. Remove all defects by grinding to ensure afl defects are completely removed if defects still exist.
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2. Giind or gougle the repair arsa o a smooih finish according io the approved repsir WPS.
3. Remove all defecis by grinding o snsure all dsfects ara complstely removed if defacis still esxisi
4, Prehsat and weald according toihe approved WPS.

3. Grind the weid flush afar welding.

8. Periorm NDT of the repair area.
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@C /CWI| shall monitor and direct all gouging,grinding and walding during the repair procedura,
Remove dafecs by gouging and /or grinding.if gouging is uded, praheaat the repair arsz io = minimum izmperature of s5°¢, |

Prepare excavaiion according fo the approved repair WPS. i
Grind the repair arsa to a smooth and shiny surfacs.

Varity that no dafacis ars prasant by VT ana MT prior io waiding.

Clzan excavaiion of all looss dabris and MT prowder.

Weld according to the approved WPS,

Preheat and mainiain inferpass iemperature control in accordance to the approved WPS.
QC shal snsurs &l slag has bezn removad prior 1o the deposition of ins naxt pzss,

‘ 0. Blend the weld repairad areas into tha adjacent weld or base maetal by arinding.
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T VvV REPORT OF MAGNETIC PARTICLE EXAMINATION
=AM C
g gL i s
REPORT NO. 545 T787-MT-11421 DATEH#1 2010.11.15 PAGE OFIii® 11 Revision No: 0
PROJECT NO. e CONTRACTOR: ——
TEHRS: i i =
—— CALTRANS CONTRACT NO.:
NSD1-FASA4-1B/E . SPRTEITN
me. MMITRES
e CROSS BRAGING PLATE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B MITEL T HZhE BEFES e R ER A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT # % MANUFACTURER #l3&7 MODEL NO. #4382 SERIAL NO. &g:52
MT YOKE PARKER B310S 5045
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
AL i LT e S H5
PARTICLE TYPE Dry magnet powder YOKE SPACING .
BT TR AT s
MATERIAL TO BE v WELDING 44 N ATk A709M-HPS-485WT2-7
EXAMINED O CASTING #1 A709M-345F2-Z
Bl E O FORGING 4B Bkt e 50/90/40mm
Wi J
{ELDING PROCESS — TYPE ?F OINT BUTTIT JGIRT
BEFE REEER
DISCONTINUITY A< &ttt
WELD I.D. ACCEPT REJECT REMARKS
- LENGTH IN mm Y
RS INDICATION TYPE ki 234 ELvd ik
B FER
NSD1-FASA4-1B/E-
17 ACC. 100%MT
NSD1-FASA4-1B/E-
2t 1 4A | ACC. 100%MT
NSD1-FASA4-1B/E- ;
15 ACC. 100%MT
NSD1-FASA4-1B/E-
& ACC. 100%MT
NSD1-FASA4-1B/E- .
29 ACC. 100%MT
NSD1-FASA4-1B/E-
30 ACC. 100%MT
BLANK
EXAMINED BY 345 % REVIEWED BY 5 \
Xie Genglin '}C,.:é/' [aénff Lazn
i ~
LEVEL-Il SIGN#%£ | DATEAH ,0/9 V| ° ’j/ LEVELAI  SIGN ! _DATERH P90 /9 1)) v \'\
JRIEZ5 / QCM Fl A CUSTOMER
LAz !W g
%5 SIGN/ HMiDATE Yo7 0y 1774 I T 5 SIGN / A3l DATE

"(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATTION

——_—
=M C
e E—— " » -
B R IIIR
REPORT NO. #1555 T787-MT-11422 DATERH 2010.11.18 PAGE OFIIfG 1/1 Revision No: 0
PROJECT NO. e CONTRACTOR: CALTRANS
TREHRE: i H P
= B}
— . ALTRANS CONTRACT NO
D1-FASA4-2B/E 4.0450ES
Ee. M TERES
: CROSS BRACING PLATE

REFERENGING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
SEERG BERinE EFEs {8 R IE AT B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # % MANUFACTURER 37 MODEL NO. #z§H2 SERIAL NO, &2
MT YOKE PARKER B310S 5945
MAGNETIZING METHOD Continuous magnetic yo}(e CURRENT -
B AT e W o AT
PARTICLE TYPE Dry magnet powder YOKE SPACING

o T 70~150mm
iR TR AR EE
MATERIAL TO BE v WELDING #24 e B iR AT09M-HPS-485WT2-Z

viater nicKknes
EXAMINED O CASTING 5 AT70SM-345F2-Z
Hraist e O FORGING 4@ 34+, LT 50/40/90mm
WELDING PROCESS TYPE OF JOINT
_NG SMAW - BUTT/T JOINT
R JRLEIETY
. DISCONTINUITY ittt
WELD I1.D. ACCEPT REJECT REMARKS
LENGTH IN mm
Rk INDI;{FION TYPE i e il ik
ey =
SD1-FASA4-28/E-

ERDE RS ACC. 100%IT

ESD1-FASA4-2B/E-

26 ACC. 100%MT
ESD1-FASA4-2B/E-5 ACC. 100%MT
ESD1-FASA4-2B/E-6 ACC. 100%MT
ESD1-FASA4-2B/E-

o8 ACC. 100%MT
ESD1-FASA4-2B/E-

29 ACC. 100%MT

BLANK

EXAMINED BY %45

REVIEWED BY itk \

= o
%5 SIGN/ H i DATE

W’°|H\1R’

A\
Xie Genglin__\ ,g:. fv@./\%/ l & WO I |
LEVEL-Il SIGN%&#& / DATEEM 20/ 9\ [( ] Y LEVEL- _SiGN _ / pATEAM 27/ 61 ) g
RIEZE / Qe - i FCUSTOMER
o [N w

%= SIGN/ FAJd DATE

(FORM# ZPQC-MT01)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #i#4% T787-UT-3290R2 DATE 20101116  PAGE 1 OF 1 Revision No: 0
PROJECT NO. : L2444} ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DPRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
) bt il ESD1-FASA4-2B/E|
HiEA R e RS

REFERENCING CODE £ iid

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD &% 51

ZPQC-UT-01

PROCEDURE NO. /i &

WELDING PROCESS #4E #i

JOINT TYPE Hl&E2ERY

CALIBRATION DUE DATE {2 I 5 0

SMAW BUTT Dec. 2857 ,2010
EQUIPMENT % MANUFACTURER i i MODEL NO. kstige SERIAL NO. F54 5
UT SCOPE OLYMPUS EPOCH-4B 081610708
CALIBRATION BLOCK itk COUPLANT &4 MATERIAL/ITHICKNESS J4 il 5L iF
AWS lIW BLOCK TYPE II c.Mm.C AT09M-HPS-485WT2-ZIA709M-345T2-Z 50mm
TRANSDUCER #i3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
& biidlis bHiES Rt i A kg L RF
AMERICA 70° 2.25MHz 0.75%0.625 in AMERICA 60" 2.25MHz 0.75%0.625 in
Reference Level #:% R SRF 20dB
Base metal inspected per AWS D1,5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ I DISCONTINUITY AEEakit S
: B
WELD S |3 |w [~z |2 5[ 5 %
Z Ol < & H =elseEElg E LOCATION OF DISCONTINUITY &&= o
I w op=t 3 = 5] = . 2, e
IDENTIFICATION |2k [ <& |52 |S B8g 8 g 0[5 & REEEEL F (mm) 25 | o«
< -‘J_,E m 5 o & = o =< = T E o]
STIgRIET 8 £F | ¢
JEL L% e Aol 44t =) =
R RS = E - Sound | Depth from ) \ 5 o
- Length From'X | From'Y o
a b c d P Path Surface BiX Gy o
BE | TR B 9
ESD1-FASA4-2B/E-27 | 1R2 | 60 37 ACC. | 100%
70 49 ACC. | 100%
ESD1-FASA4-2B/E-26 | 1R2 | 60 A 1 | 43| 34| 5 | +4]| 250 91 44 -10 0 REJ. | 100%
70 49 ACC. | 100%

AFTER T-WR3769, 3770

LEVEL -1l SIGN ! DATE

LEVEL -1l SIGN [/

DATE

BLANK
TW REVIRWED BY T &
L L g Ty 70/?4{.!'( f\m, Cj}ev‘q/élr\&'f"(\j %:a,([lé

Jﬂl’ﬂ%ﬂﬂ/ QCM}

x5 SIGN / EUW DATE

\N\pa. }ulo L{,,e

A CUSTOMER

H SIGN/ H il DATE

(FORM# ZPQC-UTO01)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. fi{{#%%  T787-UT-3288Rf DATE 20101117  PAGE 1 OF 1 Revision No: 0
PROJECT NO. :Tf#4% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
feisige . maysieonl I NSD1-FASA4-1B/E )
B A T M5 M TSRS

REFERENCING CODE £

AWS D1.5-2002

ACCEPTANCE STANDARD E&2451k

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. /752

WELDING PROCESS 5% 41

JOINT TYPE /&t 5

CALIBRATION DUE DATE {¥ S8 FFIEH %M

SMAW BUTT Dec. 28°7 2010
EQUIPMENT ##& MANUFACTURER #1i& 7 MODEL NO. #385 SERIAL NO. Fi748
UT SCOPE AMERICA EPOCH-4B 071565311
CALIBRATION BLOCK if COUPLANT #4&7 MATERIALTHICKNESS #1EHEAE
AWS 1lW BLOCK TYPE 1l c.M.C A709M-HPS-485WT2-Z/A709M-345F2-Z 50mm
TRANSDUGCER #f3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HET I s R=f il i g R
AMERICA 70° 2.25MHz 0.75%0.625 in AMERICA 60° 2.25MHz 0.75%0.625 in
Changchao 0° 2.5MH= 20mm
Reference Level #:3# R HF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#4 1 DISCONTINUITY gt =
. &
WELD S |F |w [~ s | 5.z 5 5
= OQu | 2 % =TSR EIE D LOCATION OF DISCONTINUITY . P
o [Zz|vE| £ [Bz|5z|2C5(E% T w2
IDENTIFICATION | E Ik | 55 | =% | © 5|5 Eg & MESHL T (mm) 25 | =
1iurd 5 e = = = ol
SFIBE (2% o E 2% | £
G S il 4yt =
FRAEEfr S % g = Sound | Depth from : s 5 o
= Length From'X | From'Y o
alb|c]|d i Path Surface X - @
mE | s [ - o
NSD1-FASA4-1B/E-17 70 45 ACC. | 100%
iR1 | &0 38 ACC. | 100%
2R1 | B0 38 ACC. | 100%
NSD1-FASA4-1B/E-14 70 45 ACC. | 100%
iR1 | 60 g ACC. | 100%
2R1 | 60 38 ACC. | 100%
AFTER B-WR3746,3747
EXAMINED BY -3k EVIEWED BY M
DL T Pod  Yalo Ukt ) oo ‘149mﬂ/s\/cwq al U-.f)
LEVEL -1l SIGN / DATE LEVEL -1l SIGN / DATE
fitH / QCMm i FPCUSTOMER
L) Spmhe oo, 1)
£ SIGN / Bl DATE £<F SIGN / Hil) DATE

(FORM# ZPQC-UTO01)
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REPORT OF ULTRASONIC EXAMINATION
UTHRGHR &

REPORT NO. %% T787-UT-3290R3 DATE 2010.11.18 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T#43% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: TOWER(E) CRoss PRAWING NO.: . CALTRANS CONTRACT NO.: 04-0120F4

LR BRAGINGELATE:  |gus mMIEss

AWS D1.5-2002

REFERENCING CODE £::3% /131

ACCEPTANCE STANDARD #5451

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. f/i# 8

WELDING PROCESS i##%&#i:

SMAW

BUTT

JOINT TYPE J4gm

Dec. 2857 ,2010

CALIBRATION DUE DATE {¥ 4% IF 4 300

EQUIPMENT ##%

UT SCOPE

OLYMPUS

MANUFACTURER i

MODEL NO. H:RE

EPOCH-4B

081610708

SERIAL NO. [F545%

CALIBRATION BLOCK itk

COUPLANT #-&1

MATERIAL/THICKNESS 4%} L AF

yoro [If

M,J]\\f:fwlvma

X5 SIGN / A1 DATE

¥ SIGN/ H3lH DATE

AWS [IW BLOCK TYPE I c.M.C A709M-HPS-485WT2-2/A709M-345T2-Z 50mm
TRANSDUCER #£:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
B ks LIS it &g L Hi# R
AMERICA 70° 2.25MHz 0.75%0.625 in AMERICA 60° 2.25MHz 0.75%0.625 in
Reference Level £ R&(JF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# ] DISCONTINUITY gt £
. B
WELD S la |y |~ls |2 [5.]s E -
= Si|a,. | B [Ecl5eEEE 2 LOCATION OF DISCONTINUITY > 2k
OI:,'I‘ < 5= LLE = |e a H o E g.gﬁ ;F-?.‘_:ﬁr_&ﬂ I.1.I_:_:I
IDENTIFICATION | 215 |y 5 (=2 | O [55|8 g & EZLHE (mm) gy | =
. el = = 5 @
. oF | 8% g Fle A Ex | E
L4 o fl- s =
FRAEE SRS % E = Sound Depth from § P E o
- Length From'X | From'Y o
a|lb|lc]|d I Path Surface o~ o~ o
mE | ERmEEE | E a
ESD1-FASA4-2B/E-26 | 1R3 | 60 34 ACC. | 100%
70 49 ACC. | 100%
AFTER T-CWR708
BLANK
EXAMINED BY £ REVIE EDEﬂF‘@‘
P A gt pona) ERINN (o ﬁe,,m,che% ol2. (/.(fO
LEVEL -1l SIGN / DATE LEVEL -1l SIGN / ATE
FIEEIE / QCM FlFCUSTOMER

(FORM# ZPQC-UTO01)




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-000797
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  24-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0852

Type of problem:

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

Procedural Procedural [] Descripton:

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

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on Lift-4 tower shafts, this QA Inspector
discovered the following issues:

-After Ultrasonic Testing (UT) regjection of backfill plate welds by ZPMC quality control personnel, ZPMC
fabrication personnel removed atotal four (4) Non-SPCM weldsin North, South and East shafts respectively
without notifying the Engineer .

- The Non-SPCM welds are Butt-Joint Complete Joint Penetration (CJP) welds joining backfill plate to doubler
plate.
- These welds measured to be approximately 330 mm in length.
- Backfill plate thicknessis 50 mm.
1)North Shaft - NSD1-FASA4-1B/E#14
2)North Shaft - NSD1-FASA4-1B/E#17
3)East Shaft - ESD1-FASA4-2B/E#26
4)East Shaft - ESD1-FASA4-2B/E#27
- The whole length of the Non-SPCM welds has been removed.
- The components are located at 119m, Tower Heavy Dock.

Contractor's proposal to correct the problem:

Contractor to repair welds and perform NDT to prove welds are acceptable.  Contractor will issue an internal
NCR and discipline personnel involved to avoid future occurrences.

Corrective action taken:

Contractor performed and submitted the NDT reports to prove the welds are acceptable. Contractor also issued
an internal NCR to make personnel aware that prior notification to the Engineer is required prior removing any
improperly fitted and welded members are cut apart.

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



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

Did corrective action require Engineer's approval ? [] Yesl¥l No

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Thomas Ho, (86) 150.0204.8250, who represents the
Office of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer

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