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, PRC Report No: NCR-000228
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Feb-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0203

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 3AW

Procedural [ Procedural [ Description: SSD11A-PP21-142, 143 & CSD3-PP20-066,067,068, 070
Reference Description: Various MT indications found at final inspection

Description of Non-Conformance:

ZPMC/ABF requested METS QA for final inspection on Jan. 31, 2009 for the "segment green tag" welds.
During random verification Magnetic Particle Testing (MT) of corner beam assembly welds #
SSD11A-PP21-142, SSD11A-PP21-143, CSD3-PP20-066, CSD3-PP20-067, CSD3-PP20-068 and
CSD3-PP20-070, Caltrans Quality Assurance (QA) Inspectors discovered linear indications in each of these
welds. ZPMC claimed that they have performed 100% MT testing with support recording documentation.

"\ SSD11A-PP21-142
¥% MT Linear Indication

0‘mm Long Linear
ndication

Applicablereference:
AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Steven Hall & Dhanasingh Sukanthan

Name of individual from Contractor notified: Mr. Art Peterson

Time and method of notification: Feb. 3, 2009, 1400 hours, verbal in person

Name of Caltrans Engineer notified: Mr. Stanley Ku

Time and method of notification: Feb. 4, 2009, 1230 hours, verbal in person

QC Ingpector's Name: Mr. Li Yan Hua

Was QC Inspector awar e of the problem: [ Yeslvl No

Contractor's proposal to correct the problem:

Not available.

Comments:

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

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

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



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: 12-Feb-2009
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 Manager - OBG Document No: 05.03.06-000196
Subject: NCR No. ZPMC-0203

Reference Description:  Various MT indications found at final inspection

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
ZPMC/ABF requested METS QA for final inspection on Jan. 31, 2009 for the "segment green tag" welds. During random verification
Magnetic Particle Testing (MT) of corner beam assembly welds # SSD11A-PP21-142, SSD11A-PP21-143, CSD3-PP20-066,
CSD3-PP20-067, CSD3-PP20-068 and CSD3-PP20-070, Caltrans Quality Assurance (QA) Inspectors discovered linear indicationsin
each of these welds. ZPMC claimed that they have performed 100% MT testing with support recording documentation.
Action Required and/or Action Taken:
Thisisarecurring QC issue. Please provide aresolution of thisissue within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0203

cc: Rick Morrow, Gary Pursell, Brian Boal, Jason Tom
File 05.03.06

H..,,.,w" 05.03.06-000196,NCT
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AmEI’iE}aﬂ < 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: 11-Mar-2009
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-000201 Rev: 00
Ref: 05.03.06-000196

Subject:  NCR No. ZPMC-0203

Contractor's Proposed Resolution:

Reference Resolution: Indication were not detected during final inspection. ABFJV has conducted documented training with ZPMC CWI
and MT inspectors based on procedural requirements as well as review of this NCR.

Indication were not detected during final inspection. ABFJV has conducted documented training with ZPMC CW!I and MT inspectors based on
procedural requirements as well as review of this NCR. With the attachment data, ZPMC requests closure of NCR ZPMC-0203.

Submitted by:
Attachment(s): ABF-NPR-000201R00;

Caltrans' comments: Status: AAP

Date: 17-Mar-2009

The response is acceptable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0203 at that time.

Submitted by:  Wright, Doug Date: 17-Mar-2009
Attachment(s):

Page 1 of 1



(AB) Eiipe FLUOR,

A JOINT VENTURE

- Tool Box Training

Sl,lbj ect: CWI and MT inspector training, CT NCR’s ZPMC-0123,
: ZPMC-0162, ZPMC -0145, ZPMC-0204, ZPMC-0205,
ZPMC-0206, ZPMC-0207
Date: Mew-. (o+h . 2w’7
Conducted By: Sisye Laiion
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American
@ Bridge //FLU OR,

A JOINT VENTURE

Tool Box Training Agenda

Subject: CWI responsibilities

Reason for Training: Several NCR’s relating to CWI responsibility, where it
appears the CWI is not completely aware of all duties
expected of a CWI

Reference: NCR’s, ZPMC-0123, ZPMC-0145, ZPMC-0162, ZPMC-

0202, ZPMC-0204, ZPMC-0205

1. AWS D1.5-2002 Section 6 Responsibilities of QC Inspector
a. 6.2 Inspection of Materials
'b. 6.3 Inspection of WPS Qualification and Equipment
. 6.4 Inspection of Welder, Welding Operator and Tack Welder
Qualifications
d. 6.5 Inspection of Work and Records

2. Time of Inspection

a.  Fit-up
b.  inprocess

c. Final

3. AWS D1.5-02 Section 3

3.2 Preparation of Base Material

3.3 Assembly oS

3.4 Control of Distortion and Shrinkage
3.6 Weld Profiles

3.7 Repairs

°ope o



(AB) 8Tes ™ FLUOR.

A JOINT VENTURE

Tool Box Training

Subj ect: CWI and MT inspcctor training, CT NCR’s ZPMC-0123,
’ ZPMC-0162, ZPMC -0145, ZPMC-0204, ZPMC-0205,
ZPMC-0206, ZPMC-0207

Date: 1O MpkcH OF
Conducted By: SV LA
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sV FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT of welds

Reason for Training: Several CT NCR’s relating to welds accepted by MT by
ZPMC then later found to be unacceptable by CT QA
Inspection.

Reference: CTNCR’s ZPMC-0203, ZPMC-0204, ZPMC-0034, ZPMC-
0035, ZPMC-0077, ZPMC-0191, ZPMC-0192, ZPMC-0194,

1. MT Techniques
a.  Equipment
b.  Pie Gage
c. Powder

¥ Inspection Techniques
a.  Lighting :
b.  Position of body (distance of eyes to the weld surface)
€.  Speed '
d.  Amount of Powder
3. Inspection Criteria

a. ZPMC Inspection procedures
b. Relevant Versus Non Relevant indications




AmEI’iE}aﬂ < 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: 31-Mar-2009

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-000201 Rev: 01
Ref: 05.03.06-000196

Subject:  NCR No. ZPMC-0203

Contractor's Proposed Resolution:
Reference Resolution: As requested by CT ZPMC is attaching all subsequent repair and inspection documentation.

ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000201R01;

Caltrans' comments: Status: CLO
Date: 13-Apr-2009

The proposed resolution is acceptable. The welding repair report for the repair is included, and the welds in question after the repair have been
accepted by MT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0203 is closed.

Submitted by:  Wright, Doug Date: 13-Apr-2009
Attachment(s):
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i caused the cracks.

moisiure on ihe component prior io repair welding,
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1. An experienced CWI shall monitar all repairs.
2. Preheal according.fo ihe recommendead temperature for componeni thicknzss. QC shall verify.
5. Remove the defscls by means of gouging and giinding.
4. Prepare-a bevel joinl according lo relevant WPS, '
5. Periorm VT and MT to ensure all defecis have besn ramoved prior io repair welding.
6. Preheat and weld according lo the relevant WPS. '
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(ZBMC)

REPORT OF MAGNETIC PARTICLE EXAMINATION

READ R TR
REPORT NO. {4545 B787-MT-6966 DATEE #} 2009.01.27 PAGE OFWG 1/3 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: R
DRAWING NO. CAO01(WEST) CALTRANS CONTRACT NO.: —
=N OBG PLATE PANEL SPLICE M TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
By b k] 2.5 i BRRS {3 e B IEH 2l
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT #4% MANUFACTURER #557 MODEL NO. #:&4% SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT X6
Ay S iR L b
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
RmR TREH RS M
MATERIAL TO BE Y WELDING #38:4F |Material & thickness AT09M-345T2-X,A709M-345F2-X
EXAMINED O CASTING #1t 4, EE
il 8 O FORGING i 22/36/32/24 mm
WELDING PROCESS TYPE OF JOINT
SMAW/FCAW T-JOINT

i pukit Sl

WELD I.D DISCONTING TVt ACCEPT REJECT REMARKS

eyl INDICATION TYPE e ww Il e
el gt
CSD3-PP020-063 ACC. 100%MT
CSD3-PP020-064 ACC. 100%MT
CSD3-PP020-065 ACC. 100%MT
CSD3-PP020-066 ACC. 100%MT
CSD3-PP020-067 ACC. 100%MT
CSD3-PP020-068 ACC. 100%MT
CSD3-PP020-069 ACC. 100%MT
CSD3-PP020-070 ACC. 100%MT
CSD3-PP020-071 ACC. 100%MT
CSD3-PP020-072 ACC. 100%MT
CSD3-PP020-073 ACC. 100%MT
CSD3-PP020-074 ACC. 100%MT
CSD3-PP020-087 ACC. 100%MT
CSD3-PP020-088 ACC. 100%MT
CSD3-PP020-091 ACC. 100%MT
CSD3-PP020-092 ACC. 100%MT
EXAMINED BY 4% REVIEWED BY #if:
» 3 f r 7
o L Wand 1140,

LEVEL-Il SIGN%# / DATEEM ‘5“7 o] . 1/) LEVEL  SIGN I DATEEM Of’\ /s ;7
JEfHETE / QCM { BIFCUSTOMER

%5 SIGN/ HJl DATE

FF SIGN/ B DATE

(FORM# ZPQC-MTO01)




(ZBMC]

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R W 25
REPORT NO. %45 B787-MT-6966 DATEH I 2009.01.27 PAGE OFW& 2/3 Revision No: 0
PROJECT NO. 7P0G.787 CONTRACTOR: CALTRANS
TE%S: B P
DRAWING NO. CA001(WEST) CALTRANS CONTRACT NO.: 04.0120F4
Ee. OBG PLATE PANEL SPLICE LR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ EI TR 135 1 BFHRE (B BEIER RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #% MANUFACTURER #7§ MODEL NO. 55 % SERIAL NO. #EgigE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
T 4k TR L HL L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR Rt R A1 e
MATERIAL TO BE Y WELDING ##4F Material & thickness AT09M-345T2-X,A709M-345F2-X
EXAMINED O CASTING &4+ 4, FLAE
Lok g o O FORGING {14 22/36/32/24 mm
WELDING PROCESS TYPE OF JOINT
SMAW/FCAW T-JOINT

IR AR

WELD I.D DISCONTING TP et ACCEPT REJECT REMARKS

. INDICATION TYPE LENGE;N " om= Sl e
& T

CSD3-PP020-140 ACC. 100%MT
CSD3-PP020-141 ACC. 100%MT
CSD3-PP020-142 ACC. 100%MT
CSD3-PP020-143 ACC. 100%MT
CSD3-PP020-108 ACC. 100%MT
CSD3-PP020-109 ACC. 100%MT
CSD3-PP020-110 ACC. 100%MT
CSD3-PP020-111 ACC. 100%MT
CSD3-PP020-112 ACC. 100%MT
CSD3-PP020-113 ACC. 100%MT
CSD3-PP020-114 ACC. 100%MT
CSD3-PP020-115 ACC. 100%MT
CSD3-PP020-116 ACC. 100%MT
CSD3-PP020-117 ACC. 100%MT
CSD3-PP020-130 ACC. 100%MT
CSD3-PP020-131 ACC. 100%MT

EXAMINED BY %4

K \\1\ n)

LEVEL -1l SIGN &£ | DATEEUE]

:JC\IJ[. »)

REVIEWED BY #

Lo we '

v
LEVEL-ll SIGN

| DATERM O‘f.f.l)

JEdit&a / Qem

% SIGN/ A}l DATE

A FCUSTOMER

%< SIGN / HIJl DATE

(FORM# ZPQC-MTO1)




(ZBMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

REAYRE B4R 25
REPORT NO. {445 B787-MT-6966 DATEH ] 2009.01.27 PAGE OFWS 3/3 Revision No: 0
PROJECT NO. S CONTRACTOR: —
TEHS: A A
DRAWING NO. CA001(WEST) CALTRANS CONTRACT NO.: —
s OBG PLATE PANEL SPLICE MM TESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HAI TR Bk BFRS B EH 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT &% MANUFACTURER i 7§ MODEL NO. #3448 SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
T4 A7 g B3
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm

TR TR B AR
MATERIAL TO BE Y WELDING ##:44: Material & thickness A709M-345T2-X,A700M-345F2-X
EXAMINED OO0 CASTING &4 5, FLHE
Hya# k O FORGING i 22/36/32/24 mm
WELDING PROCESS ErRRITBAT TYPE OF JOINT .
PRI AR

WELD 1.D DISCORTINUMY ATt ACCEPT REJECT REMARKS

T INDICATION TYPE pa I Il e
Eiga =31
CSD3-PP020-132 ACC. 100%MT
CSD3-PP020-133 ACC. 100%MT
CSD3-PP020-134 ACC. 100%MT
CSD3-PPD20-135 ACC. 100%MT
CSD3-PP020-136 ACC. 100%MT
CSD3-PP020-137 ACC. 100%MT
CSD3-PP020-138 ACC. 100%MT
CSD3-PP020-139 ACC. 100%MT
BLANK
EXAMINED BYE{§ REVIEWED BY # &
'\ a /
)(U\ Q\M \ G lA/be[ hwer

LEVEL-Il SIGNZ%Z |/ DATE!:JHU] () ' _71_ )/> LEVEL-l  SIGN ! DATEH#I (¢ y /+ 3)
HRft£3 / QCMm { FiF*CUSTOMER

¥ SIGN / Al DATE

%5 SIGN / HJJ DATE

(FORM# ZPQC-MTO1)




(ZPMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

Tk 18 R
REPORT NO. 1 %45 B787-MT-6955 DATEF i 2009.01.27 PAGE OFW#E 1/2 Revision No: 0
PROJECT NO. —— CONTRACTOR: S
TRHS: 2
DRAWING NO. SEG013 CALTRANS CONTRACT NO.:
04-0120F4
EE. 0BG 3A CORNER ASSEMBLY I TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B ELRT 2 BF%% {BE R EF O
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT % MANUFACTURER %375 MODEL NO. #4358 SERIAL NO. #:4:RE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
A YU R 8
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g il) FriE R M EE
MATERIAL TO BE / VWELDING # #4 . IMaterial & thickness AT09M-345T2-X/A709M-345T2-X
EXAMINED O CASTING %t 4, JERE 18/20/32/36 mm
g O FORGING ‘i
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT

A ot Eoti)

WELD 1.D RISCORTIN ITY e ACCEPT REJECT REMARKS

S LENGTH IN mm
FEERE INDICATION TYPE KIE £ EIER S HE
E1iP7n 315
SSD11A-PP021-138 ACC. 100%MT
SSD11A-PP021-139 ACC. 100%MT
SSD11A-PP021-140 ACC. 100%MT
SSD11A-PP021-141 ACC. 100%MT
SSD11A-PP021-142 ACC. 100%MT
SSD11A-PP021-143 ACC. 100%MT
SSD11A-PP021-144 ACC. 100%MT
SSD11A-PP021-145 ACC. 100%MT
SSD11A-PP021-146 ACC. 100%MT
SSD11A-PP021-147 ACC. 100%MT
SSD11A-PP021-148 ACC. 100%MT
SSD11A-PP021-149 ACC. 100%MT
EPQ005-001-022 ACC. 100%MT
EP005-001-023 ACC. 100%MT
EP005-001-024 ACC. 100%MT
EXAMINED BYZE# REVIEWED BY #1#
v v ] - /
(C{i Linan ]/]/L,/p',ﬁ’ e,
!

LEVEL-Il SIGN%% / DATEHM fi"’(‘l/) LEVEL-l  SIGN I DATEBH Gf / Z)
[R5 / QCM ( d Jil7"CUSTOMER

% SIGN 7 Al DATE

4% SIGN / HJlii DATE

(FORM# ZPQC-MT01)




(ZPMC]

REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN / Bl DATE

TR R AR
REPORT NO. %445 B787-MT-6955 DATER#1 2009.01.27 PAGE OFWIG 2/2 Revision No: 0
PROJECT NO. — CONTRACTOR: —
TRES: A P
DRAWING NO. SEGD13 CALTRANS CONTRACT NO.:
; 04-0120F4
E=H OBG 3A CORNER ASSEMBLY MM TR S
REFERENCING CCDE ACCEPTANCE STANDARD . [PROCEDURE NO. CALIBRATION DUE DATE
B TRG 2R BFERS {r SR ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009
EQUIPMENT #4 MANUFACTURER il MODEL NO. #5435 SERIAL NO. #4845
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
AL A L L3
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
B2 F R B mm
MATERIAL TO BE / v WELDING #54 |Material & thickness AT09M-345T2-X/AT09M-345T2-X
EXAMINED O CASTING %14 R, LRE 18/20/32/36 mm
o i ) O FORGING &
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT

ot ikia it

WELD I.D L L o S ACCEPT REJECT REMARKS

e INDICATION TYPE e [ P P

fim e Eil]
EP005-001-025 ACC. 100%MT
SP033-001-082 ACC. 100%MT
SP033-001-083 ACC. 100%MT
SP033-001-084 ACC. 100%MT
SP033-001-085 ACC. 100%MT
SP033-001-086 ACC. 100%MT
SP034-001-046 ACC. 100%MT
SP034-001-047 ACC. 100%MT
SP034-001-048 ACC. 100%MT
SP034-001-049 ACC. 100%MT
SP034-001-050 ACC. 100%MT
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! { ] i
(@i Xia ki | W Wey
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@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TER I B4R 5

REPORT NO. & 45 B787-MT-7014 DATEH 2009.02.02 PAGE OFI#E 1M Revision No: 0
TDROJECT NO. S CONTRACTOR: CALTRANS
THIRES: B P
DRAWING NO. SEG013 CALTRANS CONTRACT NO.: 04.0120F4
af=m OBG PLATE PANEL SPLICE InHIBSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
LG EIG Firgivg it 1 EFRS { B R IEA 3%
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T ;2009
EQUIPMENT #4 MANUFACTURER il § MODEL NO. #=48 SERIAL NO. ZEgk45 8
MT YOKE PARKER B310S 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
BT B A Ak B
PARTICLE TYPE Dry magnet powder YOKE SPACING A
R THRE R 9 mm
MATERIAL TO BE VY WELDING 1744 |Material & thickness AT09M-345T2-X,F2-X
EXAMINED O CASTING 4 B, L AT09M-HPS-485WT2
B O FORGING #&ifs 36/18 mm
WELDING PROCESS SAW TYPE OF JOINT —
Bk ok i)

WELD 1.D DISCONTINUITY e ACCEPT REJECT REMARK

.D. —— ARKS
JREE 5 INDICATION TYPE R B fitie ik
it Bt
SSD11A-PP021-142 CRACK 40mm REJ. 100%MT
SSD11A-PP021-143 CRACK 45mm REJ. 100%MT
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REPORT OF MAGNETIC PARTICLE EXAMINATION

A RIRE
REPORT NO. 845455 B787-MT-7014R1 DATER ¥ 2009.02.05 PAGE OFT G 1M Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —
TE%S: i B P
DRAWING NO. SEG013 CALTRANS CONTRACT NO.: —
EE: OBG PLATE PANEL SPLICE IMMIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT R BFRs SR ETHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT %% MANUFACTURER #I5E/ MODEL NO. #4555 SERIAL NO. 4R
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT .
[ RS A ELHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
i u 70~150mm
TR TR A E R
MATERIAL TO BE + WELDING #:44: Material & thickness ATO9M-345T2-X,F2-X
EXAMINED / O CASTING %1 R LA AT09M-HPS-485WT2
[kl pEESY O FORGING it 36/18 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT

B yoke el

WELD I.D o ACCEPT REJECT REMARKS

oy INDICATION TYPE e &= o R
Ei-n il
SSD11A-PP021-142 1R1 ACC. 100%MT
SSD11A-PP021-143 1R1 ACC. 100%MT
AFTER B-CWR294
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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, PRC Report No: NCS-000259
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  24-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0203

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  03-Feb-2009

Description of Non-Conformance:

ZPMC/ABF requested METS QA for final inspection on Jan. 31, 2009 for the "segment green tag" welds.
During random verification Magnetic Particle Testing (MT) of corner beam assembly welds #
SSD11A-PP21-142, SSD11A-PP21-143, CSD3-PP20-066, CSD3-PP20-067, CSD3-PP20-068 and
CSD3-PP20-070, Caltrans Quality Assurance (QA) Inspectors discovered linear indications in each of these
welds. ZPMC claimed that they have performed 100% MT testing with support recording documentation.
Contractor's proposal to correct the problem:

Repair areain question and submit subsequent NDT reports.

Corrective action taken:

Contractor submitted a CWR, performed repair, and submitted the subsequent NDT reports verifying the weld
isin conformance.

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

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

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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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