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

Bay Area Branch

Contract # 04-0120F4

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Report No: NCR-000238
Date: 28-Mar-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0212

Type of problem:
Welding [] Concrete [ Other

Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: Segment 1BE: Floor Beam to Bottom Plate

Procedural [ Procedural [1 Description:

Reference Description: QA Inspector found additional MT indications

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of floor beam to bottom plate weld numbers
SSD45-PP10.5-107, SSD49-PP12-106 and SSD49-PP12-107, Caltrans Quality Assurance (QA) Inspector
discovered atotal of eight (8) transverse linear indications ranging from 10 to 30mm in length. These linear

indications were not found when Contractor performed 25% MT inspections.

2009:03:28 13:32:58
D40120F4_Mar-28-09_B239_1BE_Linear 1

Applicablereference:

" '2009:03:28 14:59:06
040120F4_Mar-28-09_B239_1BE_Linear 2

AWSD1.5 (2002) - Section 6.26.2, “Welds that are subject to MT in addition to visual inspection shall have no

cracks.”
Who discovered the problem:  Rodney Patterson
Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 03/28/2009, 1530 hours, Verba

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 03/29/2009, 1300 hours, Verba
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

QC Inspector's Name: Li Yan Hua
Was QC Inspector awar e of the problem: [] Yeslvl No
Contractor's proposal to correct the problem:

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 Eric Tsang, +(86) 1500.042.2372, 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
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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: 06-Apr-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: 05.03.06-000205
Subject: NCR No. ZPMC-0212

Reference Description: QA Inspector found additional MT indications

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.
Il 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:
Remarks:
During random verification Magnetic Particle Testing (MT) of floor beam to bottom plate weld numbers SSD45-PP10.5-107,
SSD49-PP12-106 and SSD49-PP12-107, Caltrans Quality Assurance (QA)Inspector discovered atotal of eight (8) transverse linear
indications ranging from 10 to 30mm in length.
Action Required and/or Action Taken:
Please propose a resolution for the identified non-conformance.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0212

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

ogral " 05.03.06-000205,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: 18-May-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-000209 Rev: 00
Ref: 05.03.06-000205

Subject:  NCR No. ZPMC-0212

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC has generated an internal NCR for this nonconformance, repaired and re-inspected the welds as required.
ZPMC requests this NCR be closed.

ZPMC has generated an internal NCR for this nonconformance, repaired and re-inspected the welds as required. Attached is documentation of
work performed regarding this NCR. ZPMC requests this NCR be closed.

Submitted by:
Attachment(s): ABF-NPR-000209R00;

Caltrans' comments: Status: AAP
Date: 25-May-2009

The response is acceptable, but the Non-Conformance is not closed. The attached documentation includes the training that was provided, but
does not include documentation of repairs performed or acceptable NDT reports.

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-0212 at that time.

Submitted by:  Wright, Doug Date: 25-May-2009
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-341

LETTER OF RESPONSE

bi
[ ‘l

TO: American Bridge/Flour JV
DATE: 2009-5-7
REGARDING: NCR-000242/000237/000238 (ZPMC-0216/0211/0212)

With this letter of response, ZPMC requests closure for caltrans’
NCR-000242/000237/000238 (ZPMC-0216/0211/0212) . we have instructed our NDT
operators with the requirement of AWS, especially for the checks and calibration of
equipment, and as the additional we add up the some weld NDT inspection to 100
percent, but we have to point out that some of the indication in the NCR description
did not in the random of the ZPMC’s inspection areas.

We have done the new inspection for all of the indication areas until not any
defects was been founded.

Basic on the attached documentation we apply to close the caltrans’s
NCR-000242/000237/000238 (ZPMC-0216/0211/0212) ,all of the final NDT report should be
proved the good quality for the corresponding welds.

Please check the attached documentation for acceptance and close the
NCR-000242/000237/000238 (ZPMC-0216/0211/0212) .

ATTACHMENT:

ZPMC internal NCR

NCR-000242/000237/000238 (ZPMC-0216/0211/0212)
The final complete VI/MT/UT inspection report

The reports for the weld repair

Z/«Aj’/flw}vw\ [yA7%



@ Nonconformance Report
ARFETRE

Project Name: S.F.O.B.B NCR Number: “(2Pmei-aur
T H 2 %5 5 B i H 38 5 KR NCR 4i5: NCR-B-138 (NCR-000238)
Item:  MT indications Item Number: | Drawing: 2R
LIRHR: MT HE 5 FE: 1BE

Location: Date:

A 1BE : =ER 2009-04-15

Description of Nonconformance:

During random verification Magnetic Particle Testing of floor beam to bottom plate weld
numbers SSD45-PP10.5-107 ,SSD49-PP12-106 and SSD49-PP12-107,Caltrans Quality Assurance
inspector discovered a total of eight transverse linear indications ranging from 10 to 30mm in length.
These linear indications were not found when Contractor performed 25% MT inspections.

DAY B FEXT FRAR A AR /4% SSD45-PP10.5-107 ,SSD49-PP12-106 1 SSD49-PP12-107 fif
MT Hik R —3E R 8 LREL KN 10 ] 30mm A%, XERGLE ZPMC QC H# 25%H MT

Work By: QN\/‘D/ Prepared by: £/ A/\_, Reviewed by QCE: ZAM/:M?’,}M -
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Prepared by: L; [ e \/K}/ Approved by QCA:
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Reason for Nonconformance:

PAFERE: N \EL_V%_W-E%
2 O1 FAa WAL Fope oot
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Prevention of Re-occurrence:

B e t:

s R | B g o oA R, 1) Al e,
il T,

Enhance ﬁw/mﬁ “0 I

;'nsra@tfon rote and re- r'f\S})aéf_r‘M.

Lf}-oue ab;(,r—(-;j ?)C:‘nsyut!'un and Mje

- \
Approved by/#t¥E: L-\L-*\"""‘ \%’ 2

Technical Justification for Use-As-Is/Repair: [1 Attachment O Non—attachme;t
[E1 e BR 1B B AR AR 3R B4 TR
Reviewed /it#E:

Verification: O Acceptable L1 Unacceptable

ik CIE: 54 AR

Verified by QCI/Ji#IHfiiA: Reviewed by QCA/FH £ F 8 1%:
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’ 666 Feng Bln Road Room 708, Changxing Island
o Shanghai 201913 PR China
(aftrans Tel: 021-56856666 ext 207061 Fax:

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

NON-CONFORMANCE REPORT TRANSMITTAL - =~

To: AMERICAN BRIDGE/FLUOR, A JV
375 BURMA ROAD
OAKLAND CA 95607

Dear: Mr. Charles Kanapicki
Attention: Mr. Thomas Nilsson  Project Manager - OBG
Subject: NCR No, ZPMC-0212

Reference Description: QA Inspector found additional MT indications

Date:

Contract No:

Job Name:

Document No:

06-Apr-2009

04-0120F4
04-SF-80-13.2/13.9
SAS Superstructure
05.03.06-000205

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,

O Quality Control (QC) not performed in conformance with contract documents,

U Recurring QC issue that constitutes a systemalic problem in quality control.

Il Non-Conformance Resolved,
Material Location: OBG
Remarks:

Lift:

During random verification Magnetic Particle Testing (MT) of floor beam to bottom plate weld numbers SSD45-PP10.5-107,
55D49-PP12-106 and SSD49-PP12-107, Caltrans Quality Assurance (QA)Inspector discovered a total of eight (8) transverse linear

indications ranging from 10 to 30mm in length.
Action Required and/or Action Taken:

Please propose a resolution for the identified non-conformance.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0212

ce: Rick Morrow, Gary Pursell, Brian Boal, Jason Tom, Ching Chao
File: 05.03.06

. 05.03 06000205 ncT
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STATE OF CALIFORNIA--BUSINESS, TRANSPCRTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governar

DEPARTMENT OF TRANSPORTATION o™
DIVISION OF ENGINEERING SERVICES f‘ LY
Office of Structural Materials :"\:{"_,’.:«'z it

Quality Assurance and Source Inspection A
Contract #: 04-0120F4
Bay Area Branch ——T o

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/139

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-000238
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 28-Mar-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0212

Type of problem:

Welding [0 Concrete [] Other

Welding O Curing [ Procedural Bridge No: 34-0006

Joint fit-up [J Coating O Other O Component: Segment |BE: Floor Beam to Bottom Plate

Procedural [] Procedural [] Description:

Reference Description: QA Inspector found additional MT indications

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of floor beam to bottom plate weld numbers
SSD45-PP10.5-107, SSD49-PP12-106 and SSD49-PP12-107, Caltrans Quality Assurance (QA) Inspector
discovered a total of eight (8) transverse linear indications ranging from 10 to 30mm in length. These linear
indications were not found when Contractor performed 25% MT inspections.

SOOI N I : T EONO0TE0 14 5004
| POF4_Wias-26-00 20 B L y

213 [AO1201 et 28 G0V BINTIBE Linsad

Applicable reference:

AWS D1.5 (2002) - Section 6.26.2, “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem: Rodney Patterson

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 03/28/2009, 1530 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 03/29/2009, 1300 hours, Verbal

m TL-15,Quality Assurance —~ Non-Conformance Repart Page 1 of 2




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

QC Inspector's Name: Li Yan Hua
Was QC Inspector aware of the problem: [ Yes[4 No
Contractor's proposal to correct the problem: - =

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

‘ih," Tl-15,Quality Assurance -- Non-Conformance Report Pusge Juf 3
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Meeting content:

20.1 Contributing Factors—The overall performance/sensitivity of a magnetic particle
examination system is dependent upon the following:

20.1.1 Operator capability, if a manual operation is involved.

20.1.2 Control of process steps.

20.1.3 The particles or suspension, or both.

20.1.4 The equipment.

20.1.5 Visible light level.

20.1.6 Black light monitoring where applicable.

20.1.7 Magnetic field strength. 20.1.8 Field direction or orientation.

20.1.9 Residual field strength.

20.1.10 These factors should all be controlled individually.

20.2 Maintenance and Calibration of Equipment—The

magnetic particle equipment employed should be maintained in proper working order at all
times. The frequency of verification calibration, usually every six months, see Table 2, or
whenever a malfunction is suspected, should be specified in the written procedures of the
testing facility. Records of the checks and results provide useful information for quality
control purposes and should be maintained. In addition, any or all of the tests described
should be performed whenever a malfunction of the system is suspected. Calibration tests
should be conducted in accordance with the specifications or documents that are applicable.
20.3 Equipment Checks—The following tests are recommended for ensuring the accuracy of
magnetic particle magnetizing equipment.

20.3.1 Ammeter Accuracy—The equipment meter readings should be compared to those of a
control test meter incorporating a shunt or current transformer connected to monitor the
output current. The accuracy of the entire control test meter arrangement should be verified at
six-month intervals or as agreed upon between the purchaser and supplier by a means
traceable to the National Institute of Standards and Technology (NIST). Comparative
readings shall be taken at a minimum of three output levels encompassing the usable range.
The equipment meter reading shall not deviate by more than6é 10 % of full scale relative to the
actual current values as shown by the test meter. Caution: When measuring half-wave
rectified AC, the direct current reading of a conventional DC test meter reading must be
doubled.

20.3.2 Timer Control Checlk—On equipment utilizing a timer to control the duration of the
current flow, the timer should be checked for accuracy as specified in Table 2 or

whenever a malfunction is suspected.




@ Nonconformance Report

AFETUHRE

Project Name: S.F.0.B.B NCR Number:
T &7 52 B i T NCR #i5+ NCR-B-137  (NCR-000237)
Item: A Class “A” indication was not fous Item Number: Drawing Number: . _

by QC UT Technician #5: CBs E%S:  CB202D
LR UT WA
Location: Date:
(AR OBG CBS5 B 2009-4-15
Description of Nonconformance:
TR TR R

During an UT on weld joint CB202D-001-001,Caltrans QA inspector discovered class “A* n

conforming indications measuring approximately 20mm in length . ThlS weld was previously tested and
accepted by ZPMC QC UT Technicians.

JR4E CB202D-001-001 E£ 8 ZPMC K UT B8 RAYR &4, ERMNMEL REEX ELM UT 15
HIRHEREL— 20mm K4 “A 257 S5,
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
. 666 Feng Bin Road Room 708, Changxing Island
B Shanghai 201913 PR China

mhrans Tel: 021-56856666 ext 207061 Fax:
m———
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: . 06-Apr-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: 05.03.06-000204
Subject: NCR No. ZPMC-0211

Reference Description: A Class "A" indication was not found by QC UT Technician

The attached Non-C;mformnncc Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents,
O Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved,
Material Location: 0BG Lift:
Remarks:
During an Ultrasonic Testing (UT) on weld joint CB202D-001-001, Caltrans Quality Assurance (QA) Inspector discovered class “A”
non conforming indications measuring approximately 20mm in length. This weld was previously tested and accepted by ZPMC Quality
Control (QC) UT Technicians.
Action Required and/or Action Taken:

A response for the resolution of this issue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0211

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

N 05030600020 nCT Page | of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTAGTION AND HOUSING AGENCY

Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch
690 Walnut Ave.St, 150
Vallejo, CA 94592-1133
(707) 649-5453

(707) 649-5493

Cty: SE/ALARte: 80 PM: 13.2/13.9

File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Report No: NCR-000237
Date: 28-Mar-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0211

Type of problem:

Welding [ Concrete [J Other

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

Joint fit-up [J Coating [0 Other Component: OBG Segment 3AW: CB202D-001-001
Procedural [] Procedural [J Description: Quality Control UT Inspection

Reference Description: A Class "A" indication was not found by QC UT Technician

Description of Non-Conformance:

During an Ultrasonic Testing (UT) on weld joint CB202D-001-001, Caltrans Quality Assurance (QA)
Inspector discovered class “A” non conforming indications measuring approximately 20mm in length. This
weld was previously tested and accepted by ZPMC Quality Control (QC) UT Technicians,

Applicable reference:

AWS D1.5 (2002) - Section 6, Table 6.3

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Lou Weng

Time and method of notification: 03/28/2009, 1030 hours, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 03/29/2009, 1300 hours, Verbal

QC Inspector's Name: Haung Wen Pang
Was QC Inspector aware of the problem:
Contractor's proposal to correct the problem:

O YesZ No

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

M TL-15,Quality Assurance -- Non-Conformance Report Page l of |



Nonconformance Report

(ZPMC

AFFE TR S
Project Name: S.F.0.B.B NCR Number:
i B 4 %5: 2 [ AR KRR NCR %4%E: NCR-B-139 (NCR-00242)
Item: MT indications Item Number: | Drawing: ¥ e
L FRHEE: MT R 5 &2 :3AE
Location: Date:
fE: 3AE B $5: 2009-04-15

Description of Nonconformance:

On March 10,2009,ZPMC Quality Control representative Mr. Wang Lu notified Caltrans
Quality Assurance inspector of the re-inspection of the corner assembly components by Magnetic
Particle Testing of the linear indications discovered by QA inspectors on Segment 3AE Green Tag
#8.Caltrans QA performed MT the second time on the following corner assembly
welds:CSD4-PP22-069,CSD4-PP22-071,CSD4-PP22-073 andCSD4-PP22-134.Caltrans QA Inspector
discovered additional linear indications ranging from 10 to 25 mm long.

3.10 2 ZPMC AN R 3T 3AE TAGHS A B TLALE MT BB REBRL N QA £
@ = WM MT RILLTHE&AFHLE: CSD4-PP22-069,CSD4-PP22-071, CSD4-PP22-073 A
CSD4-PP22-134, HEEFE 10~25 mm £55.
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Reason for Nonconformance:
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

R RAES 666 Feng Bin Road Room 708, Changxing Island
“eaaf Shanghal 201913 PR China
tfrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL ™ ~

To: AMERICAN BRIDGE/FLUOR, A TV Date: 06-Apr-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project Manager - OBG Document No: 05.03.06-000208
Subject: NCR No. ZPMC-0216

Reference Description:  QC failed to recognize linear indications by MT

The atlached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents,
O Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitules a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
On March 10, 2009, ZPMC Quality Control (QC) representative Mr. Wang Lu notified Caltrans Quality Assurance (QA) inspector of
the re-inspection of the comner assembly components by Magnetic Particle Testing (MT} of the linear indications discovered by QA
inspectors on Segment 3AE Green Tag #8. Caltrans QA performed MT the second time on the following corner assembly welds:
CSD4-PP22-069, CSD4-PP22-071, CSD4-PP22-073 and CSD4-PP22-134. Caltrans QA Inspector discovered additional lincar
indications ranging from 10 to 25mm long.
Action Required and/or Action Taken:

A response for the resolution of this issue is expected within 14 days,

Transmitted by; Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0216

[ Rick Morrow, Gary Pursell, Brian Boal, Jason Tom, Ching Chao
File: 05.03.06

W/ 0503.06-000208.NCT Pagelof 1



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

DEPARTMENT OF TRANSPORTATION S,
DIVISION OF ENGINEERING SERVICES
Office of Structural Materials

Py

V

Quality Assurance and Source Inspeclion e L
Contract #: 04-0120F4

Bay Area Branch e

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

vallejo, CA 94592-1133 File#: 69.25B

(707) 649-5453 T e

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000242
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Mar-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0216

Type of problem:

Welding [0 Concrete [J] Other

Welding 0 Curing O Procedural Bridge No: 34-0006

Joint fitup [0 Coating [ Other O  Component: Segment 3AE Corner Assembly

Procedural [ Procedural [J Description:

Reference Description: QC failed to recognize linear indications by MT

Description of Non-Conformance:

On March 10, 2009, ZPMC Quality Control (QC) representative Mr. Wang Lu notified Caltrans Quality
Assurance (QA) inspector of the re-inspection of the corner assembly components by Mapgnetic Particle Testing
(MT) of the linear indications discovered by QA inspectors on Segment 3AE Green Tag #8. Caltrans QA
performed MT the second time on the following comer assembly welds: CSD4-PP22-069, CSD4-PP22-071,

CSD4-PP22-073 and CSD4-PP22-134. Caltrans QA Inspector discovered additional linear indications ranging
from 10 to 25mm long.

Applicable reference:

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

Who discovered the problem: Rodney Patterson

Name of individual from Contractor notified: Man Kit Li

Time and method of notification: 03/11/09, 1600 hours, In person

‘EV_“ T1-15.Quality Assurance -- Non-Confarmance Report Puge.i'of 2




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

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 03/11/09, 1830 hours, In person

QC Inspector's Name: Li Yan Hua S B
Was QC Inspector aware of the problem: [ Yes¥]l No

Contractor's proposal to correct the problem:

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 Eric Tsang, +(86) 150.0042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

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




= = Nonconformance Report
@ AFETHRE
Project Name: S.F.0.B.B NCR Number:

W B 45K 5% 8 N B NCR %i5:  NCR-B-141 (NCR-00241)
Item: Unapproved welder Item Number: Drawing:

was performing base metal | {2 HE. X8E

repairs

BRI REMAERBT

AT IR

Location: Date:

ArE: 4BE 3 2009-04-16

Description of Nonconformance:
Quality Assurance (QA) Inspector observed a ZPMC personnel performing the base metal repair on
XBE (stiffener plate) for Segment 4BE. The following issues were found by the QA Inspector.

-Unapproved and non-certified welder was performing the SMAW base metal repairs. The name of this
person is Hu Zhan Ling (worker’s ID# 208493)

-No welding repair was done without a welding repair report.

-Quality Control (QC) did not find that the person welding is a non-certified and unapproved welder.
Therefore, the welding of the X8E Plate/stiffener was done not according to the project requirement.
QA i R Bl ZPMC KR TXTHE 4BE L XSE MR #THHHEE. BT LR JL < el AL

1, REMAEINRBIATHR TR SMAW HHTEHHEL . #9442 F 2 Hu Zhan Ling, T8 208493.
2. BRENEFESRE.

3+ QC BH RHEAE T RRZ M RN T

FPEL, X XSE i B R R B AR B BSR4

W | TR SR, et g
I

an

N

7

JR A T RRisEAE:
O Drawing Erro O  Material Defect M Fabrication Exror [ Other ?C\. 13
B 4AER HEHEbE IR IR HAbFH
Disposition: O Useasis PXK Repair 00 Reject
ARTEFE i Bl F B Eizlvd
Recommendation:

e Phowd| mbF o RN Fiols 1 b
Enkoace wnﬂﬂu“‘g w—?WV?tiwtn‘u'\ weloler end S.,,me‘mhn bdu{ Qe

epared by: % — \Q i 4 lhj::/ﬂ Approved by QCA:

Pr



Reason for Nonconformance:
TSRS J/ngat £ 155 f%*%.ﬁ?zw%@_ £ G4 wd (DA AP & B
Vilvip &<,
P, review welder 7uw'7ﬁiavér'0h L@fﬂ‘ﬂ WM sl
and didet pote 0 M’“j "e?m'

Prevention of Re-occurrence:

T Ha it o e 5 |
W3 27 G rbﬂ:iﬂ&‘@ia# g7 ity Tk b)2:% s,
@iy h
Zn fence MMM uum'll team . and wrajwM wor PFM’S"Y\ .
anch mmw‘y weldler 7upj,.ff odion  and 7W"j’

Approved by/ftHE: é?&.\ﬂ ‘)

Technical Justification for Use-As-Is/Repair: [0 Attachment M Non-attachment
(5 Fi BB OB AR R AR [igts TR

7Y z Seoo- o1 o A I
RNy AT Y B TR A ICS S AT o 4
iR A &)
Frlance w&nefuﬁ work  tewm
Som“/{-.
Lrotion tf and TIRAh referent P

, eld-er
m—Ste , GL’LA C‘"‘mwj o

Reviewed /At #E: j}ﬂ/ﬁ[ Tuthe

Verification: O chéeptable O Unacceptable
itk R AR
Verified by QCUIHTIiA: Reviewed by QCA/JTiHY T8 4%

#R787-QCP-1300




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

Shanghai 201913 PR China

Tel: 021-56856666 cx1 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMLRICAN BRIDGL FLL OR, A IV

Date: 07-Apr-2009 . >~ - —
375 BURNMA ROAD
DAKLAND CA 98607 Contract No: 04-012084
D4-SF-50-13.2 0 130
Dear: Mr Charles Kanapick Johy Name: SAS Superstructure
Atlention: Mr. Thomas Nilssor:— Projec Manager - OBG Document Nu: 05.03.06-0002 10
Subject: NCR No, ZPMC-0215

Reference Deseription: Uinapproved non-certifed welder was performing base metal repairs

The attuched Non-Contormance Report deseribes an accurrence where the comtractor did not comply with a requirement of the contract document as
indicitted below:
Material or Workmanship not in contormance with contuel docume

Quality Control {QC) not performed in conlormance w

nis.

ith contract documents

D Recurring QC issuc that constitutes sysiematic problem in quality control.
O Non-Conlormance Resolved.

Material Location: 0BG Lift:

Remarks:

Quality Assurance (QA) Inspector observed a non-ceritied welder. [1u Zhan Ling, worker 1D# 208493, performing the SMAW base

melal repairs on an X8 (stiffencr plater for Segment 4815 without a welding repaiv report. Quality Control (QC) failed 1o idenuify
non-certified welder perfonning weld repairs,
Action Required and/or Aclion Taken:

Base metal repairs performed by a non certitied welder shall he removed. A response Tar the resolution ol this issue is expected within
14 cluys.

Transmitted by:  Stanley Ku Sr. Bridge Engineer
wttachments: LPMO-0215

ce: Rick Morrow, Gary Pursell, Bran Boal. Juson | vt Ching Chao
File:  05.03.06

'ql' XS G2 1 s G
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STATE OF CALIFORNIA--BUSINESS. TRANSPOR TACTION AND HOUSING AGENCY

Arnald Schwarzeneager, Governar

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Siructural Maleriais

Qualily Assurance and Source Insprolion

Contract # 04-0]
Bay Area Branch ) s e
690 Walnut Ave.St. 150 ) Cty: SFZALA Rte: 80 PM: |

Vallejp. CA 94592-1133 File 1 GY.25B
{707)649-5453 - '
(707)649-5493

QUALITY ASSURANCE, -- NOM-CONFORMANCE REPORT

Location: Changxing Island. Shanghai. P.R China
Prime Contractor: Amecrican Bridge/Fluor Enterprises, a JV

Report No: NCR-00024 |
Date: 23-Mar-2009

Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC). Changxing Island NCR #: ZPMC-0215

Type of problem:

Welding ] Conerete [ Other (]
Welding 0 Curing L Procedural O Bridge No:  34-0006

Joint fit-up [ Coating 1) Other Cl Component: X8E Plate/Stiffencr - Segment 4BE

Procedural Procedural [J Description:
Reference Deseription:  Unapprovedhion-certified welder was performing base metal repairs
Deseription of Non-Conformance:

Quality Assurance (QA) Inspector observed a ZPM( personnel performing the base metal repairs on an X8E

(stiffener plate) for Segment 4BE. The following issucs were found by the QA Inspector:

-Unapproved and non-certified welder was performing the SMAW
s Hu Zhan Ling (worker's [D# 208493),

-No welding repair was done without a welding repair report.

-Quality Control (QC) did not find that the person welding is a non-certified and unapproved welder.

Therefore. the welding of the N8I Plate/S

N

Stiffencr was done not according to the project requirement.

Applicable reference:

‘hj L 25 e i s - Vo o st e B

base metal repairs. The name of this person

Page o 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

t Continisted Page 2of 3 )
< !

AWS DS 2002- paragranh 0.4 1 " The inspector shal! aliow welding 1o be performed only by the welders,
Py j | ¥ m

welding operators, and tack welders who e qualified, |

e

AWS D5 2000 paragraph 524022 "A change in the pasition of welding to onc for which the welder is not
already qualified shall require requalification.”

Who discavered the problem:  Mahlon Lindenniul

Name of individual from Contractor notified: Ren Zhensheng

Time and method of notification: | 100 hrs = Verhal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: | i 30 hrs - Verbal

QC Inspector's Name: Shi Lei

Was QC Inspector aware of the problem: L YesB No

Contractor's proposal to correct the problem:

Comments;

This report is for the purpose ol determining conformance witly 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 Fric Tsang. H86) 1500 042 2372, who represenis the
Office of Structural Materials for your project.

Inspected By: Tsang ric SMR

Reviewed By: Wahbeh . Muzen SMR

N T i e vy




Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 08-Jun-2009
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000209 Rev: 01
Ref: 05.03.06-000205

Subject:  NCR No. ZPMC-0212

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has attached the required documentation and requests closure of this NCR. See attached documentation.

ZPMC has attached the required documentation and requests closure of this NCR. See attached documentation.

Submitted by:
Attachment(s): ABF-NPR-000209R01;

Caltrans' comments: Status: CLO
Date: 24-Jun-2009

The proposed resolution is acceptable. Tthe welds in question have been accepted by VT and MT as shown in the attached documents. The
Department concurs that Non-Conformance ZPMC-0212 is closed.

Submitted by:  Wright, Doug Date: 24-Jun-2009
Attachment(s):

‘Eg( Page 1 of 1
isbor



AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV
American - ? U @
375 Burma Road
”dge L & Oakland, CA 94607

A JOINT VENTURE Telephone (510) 808-4600 Fax (510) 808-4601

NCR PROPOSED RESOLUTION B
To: Californla Department of Transportation Dated: 18-May-2009
333 Burma Road Contract No.: 04-0120F4
Oakland, CA 94607 04-SF-80-13.2/13.9
Attention: Pursell, Gary . Job Name: Self-Anchored Suspension Bridge
Resident Engineer Document No: ABF-NPR-000209 Rev: 00
Ref: 05.03.06-000205

Subject: NCR No. ZPMC-0212

Contractor's Proposed Resolution:
Reference Resolution: ZPMC has generated an internal NCR for this nonconformance, repaired and re-inspected the welds as

ZPMC has generated an internal NCR for this nonconformance, repaired and re-inspected the welds as required. Attached is
documentation of work performed regarding this NCR. ZPMC requests this NCR be closed.

Submitted By:
Attachment(s): ABF-NPR-000209R00;

Caltrans' comments: Status: AAP
Date: 25-May-2009

The response is acceptable, but the Non-Conformance is not closed. The attached documentation includes the training that was
provided, but does not include documentation of repairs performed or acceptable NDT reports.

Please ‘provide documentation-of the-weld repairs that wereperformed and that the repairs were acceptable. The Department will
review the Contractor's proposal to close Non-Conformance ZPMC-0212 at that time.

Submitted By:  Wright, Doug Date: 25-May-2009
Attachment(s):

Pwmec—o 2l L

CW/Z 7L VW/\Z

7’&-:"/907%’ i

ABF-NPR-000209 Rev:00 Page 1 of 1
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b} é\% ‘E gg_ \ 7 A=
Z BPRAC * & IR ERS ) Rev, No,:
" | Critical Welding Repair Report (CWR) 0
TEET e WEEES SRS
: ]
Project, Name: SFOBB Drawing Na.: BEE006A Report No.: B-CWR452
Os.
HRS
04-0120F4
C - 0 iz
ontract No.: i PLATE PANEL| NDT 3B
THES _ ltem Name: SPLICE NDT Report No.: B787-MT-8742
Projeci No.: EroE-Tat
BB,

Description of Weiding Discontinuity:

A transverse crack was detected by MT In weld 35D45-PP10.5

(MTHGRBEE FF1 M gRa. )
® L=13mm, Y=B5mm

Welder ID No. {8 T2 %): 044837
Position:{fiLf): 2F

] ' G{u YWMH
#MEF (Inspector): Gu Yunwu

~107. Please see the Draft below,

F# (Date): 2009.03.28

| BESEEMTRE -
Draft of Welding Discontinuity:

&’ APPROVED

O APFPRDVED AS NOTED

0  AETURNED FOR CORRECTION

Pursuant to Ssctlon 5-1.02
of the Standard Specifications
State of Calliomia
DEPARTMENT OF TRANSPORTATION
Division of Enginssting Sarvices

Offica of 8truciure Conatruct W
dny L wid 3/31 /0]
2hucture Repressnictive

[

ﬁ ' " .I.’,z?-.......

| /L/ -
Y a

2 /4

E ‘o /

! Vi
Sy

4

1 S

~— SSD45-PP10.5-107/108




FERE:

Cause:

HATENT, RIETT A =5 A R ST R,

Moisiure wasn't completely removed during drying operalion (prehealing¥™or™
ithe area wasn'{ prehealed sufficiently.

I

ZEHBA (Foreman): "Z" ‘?"/"1 7 ‘}*,/} Hif (Date): 2]~ '}'-é?
) S v ‘ f
Disposition : 7
1. EMBEEET, QCHlleader CWIHRBIBTH 1A, Mz, [ o APPROVED
2. fERfEN, QCHileader CWIAIEIRS, % COWREST EPLE. O APPROVED AS NOTED
8. QCHleader CWINIZIEREEE, LUFIFERGELMMIE M7, B RETURNED Fop CORRECTION
4. HREHWPSIES ERI0E LTS, Pursuart to Sagtion 5.1 .02
8. ITIEEHRE, ofthe Ssgnted:;d 3 Specicatons
6. HEREEIEIT M, SRS RS IS . mia
7. VTRIMTEBF A5 S ak b, %m OF TRANSPORTATION
B. QC#leader CWIRHIAIRHE LTGS2 sl sps, Ofica of &uﬂgfhr‘mﬂng Services
0. HIREEHWPSIEFIATIES, /é; , ’90"“8"““3;0 .
10, ERNTFERYIBIZINT, QCHLeader CWIERIN, REisinimimit i il /e
M. BERE. VIMTRE, EEa o, = Lopreseitativs Ditg
12, TR ERMBESBE ST,
13, EREmE R R,
1. QC and a Lead CWI shall be present and direct ali gouging, grinding and welding operations during
this repair.
2. QC and a Lead CWI shall have an approved copy of ihe CWR in hand and shall be at the repair location
duwring the entire repair. '
3. QC and a Lead CW! shall direct the repair to ensure the Tepalt is per the disposition requirements.
4. Prepare the repair joint according fo the relevant repair WPS.
S, Remove all indicalions by grinding.
6. Grind repair areas smooth to 2 shiny finish with lapered ends o ensure staggered stops and slarls.
7. Perform VT and MT inspection,
B. QC and a Lead CWI shall veriiy and document all indicstions have been removed prior o repair welding.
8. Foliow lhe repair WPS for preheat and weld depuosition.
10. QC and a Lead CWI shall enforce interpass cleaning by perorming a visual inspection prior (o
the deposilion of sach pass.
11. Perform VT and MT inspections ziler welding.
12. Grind and blend the repaired area flush with hase melal and adjecent weld.
13.

Check the welds according o the working drawings.

I & B

LA B
- 1 i ;
Technical Engineer: (¥ fl-i‘]“"j Approved By: L"\’ul t GUW{/U/A

Date: u?. 5. +f .

#R787-QCP-500




e fig 4
= = -
Critical We[ding Repair Report (CWR) 0
Rt S E AR S Ees
Brotoct n ST i | sEGoosa .. (—
roject Name SFOBB Drawing No.: Report No.w
SRE
= 04-0120F4
Contract No.: i 2 PLATE PANEL| NDT fisas _
5 ltem Name: SPLICE NDT Report No.: B787-MT-8742
GBEE
; i ZP06-787
Project No.:

ELu

Corrective Action to Prevent Re- -ocourence:

TR, QCHAA WATTRH, BLAEIGE A

Zi 2 Z’

RSB A (Foreman): Lizhigzig

1. QC shall verify suificien preheat has bezn applied, lo remove moistura, prior to welding.

J‘ 2
A (Date): zoos( 32 7

ZEMIPSE S
Repalr WPS Nop.:

WPS-345-5MAW-2

G(2F)-Repair

WPS-345-FCAW-2

G(2F)-Repair-1

IZR
Technologist:

Nn Trerf )

ui.»J.Jj‘

B (B4 frEass
Preheat Temperature
Before Gouging:

ity 2

Description
of Discontinuity:

Vorck

Inspection
Before Welding:

e

Preheat Temperature
Before Welding:

[ I8¢

T K B 37 U
Max. Dapth of Gouge:

Ly

Total Length of Gouga:

L,"'Jm wA

#R787-QCP-900

BERARNEMENTQETRANSPARTATION

- : .rr.-.: _,J
BT j)’\ﬁg sl'lﬁu’] [,u - = BEAR
) ; Weldm_] v  Ek él

Welder: *[95[22&?; Type: r’C/j\j N/ |Position: P

B2 L f | AESE 5 BEu . .
i Current: NS{' l‘f'/‘ Voltage: 7/[' i/ Speed: 1)8MM/m;h
B EEE
i Inspection After Repair:

Bl AR N =T

VT Result: A_Vl Inspector : /ﬂﬂ'iébti’\DatE: (.97t b(_{/L_, !
NDTH # [ 47 7 / ; B &ﬁ /
NDT Result: /{\4/(“ NDT Person /"L\T\’:;Ulﬁ“ Dot ,/G’Lf’ U}

& ARRROVED

AL - 0O APPROVED AS NOTED

Witness/Review:; 0 RETUANED FOR CORRECTION

] Pursuant to Sscton 5-1.02

| &3 - of the Standard Spscfications

Remark : State of Celifomia

Y
Structure Represemistive

Division of Enginesring Ssnicea
2 Office of Structure Cansiruciion

3 ]3] 05|

“IData
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Critical Welding Repair Report (CWR) 0

HEEH SEHEM wiFES s

. - ° .| sEGoosA e B.CWRAS51
Project Name: SFOBB Drawing No,: ReportNo:

=R 04-0120F4 7

4- ‘ .
Contract No.; Btz 2 PLATE PANEL| WDT figass
8 Itern Name: SPLICE NDT Report No.; BrenT-2741

AE=S ZPOB-7E7

Project No.; U

Description of Welding Discontinuity:
In welds SSD:IB-PP'EZ-‘IDE."]U?I‘]DBHDEH']O, a2 transverse crack wa
he distance on X,Y axie,
(MTﬁtﬁ?b’iﬂ%%&ﬁiﬁi%fﬁ1&ﬁr@ﬁﬁ. ] ,
In welds SSD4S-PP12-1OSI1D?HDHHDBH‘iD, fransverse cracks were detected by MT in each wald, Pleage ses
the detil position in the sketch below. The detalis are as following,

(MTHRGZRSHE B L EERADL. )

@ SSD48-PP12-105 L1=12mm, Y1=35mm; L2=13mm, Y2=80mm.

@ 5SD48-PP12-107 Li=13mm, Y1=50mm; L2=12mm, Y2=410mm.

® 55D49-PP42-108 L1=12mm, Y1=50mm; L2=14mm. Y2=350mm,

@ S55D49-PP12-108 L=14mm, Y=150mm.

® S5D49-PP12-110 Li=i{mm, Y1=50mm; L2=13mm.

s detected by MT in each weld, X Y show ¢

Y2=325mm; L3=12mm, Y3=380mm.

Welder ID No. (#2774 €):044837 gos‘itlon:(-&ﬁ‘): 2F
#BR (Inspector) : Gu ¥ e Bl (Date): 2005.03.28
BEER R R

Draft of Welding Discontinuity:

RS TV
8 LS W= Qe
) i
! { »-@?:\“/ |
|/ P
1% il !
= 4 i
| S !
Ny | Va i
S Y 4 A _I':'-.'L\- :
' AFPROVED <75 | }é?" i
APPROVED AS orep (. L [ h.a"é’@\— ----------- S
O RETURNED Fop CORRECTION ™}/ i ~G
Ursuiant to Section 5.1 g S N N e

of the Standarg Specficationg

Standarg Spacy 7 4 A . )
nsmmgj\:&}%?gﬂ;g;%mmm |~ // £— SSD49-PP12-111/110
, Oiseoraminemnsevess 1/ S8DAQ.PP19-109/108

[} LY

wssmwmzmm

Deia

L




FERE: )

o e ——rre——

Cause: -
1. Jofhnsng, AREIT R E IR E A RS TA RS,
| 1. Moisture wasn't compleiely removed during drying operation (prehealing) or
the zrea wasn't preheatzd sufficiently. S
EAREA Foremany 2 ;a‘wj»‘*ﬂ B (Date): 9. #5128
ITEW,
Disposition :
1. BA4BEEET, QCileader CWIRRRIETF 0950, TIEREE, )
2. YEEEN, QCHLeader CWIMMAERS, HOWRAIZEME, WL
3. QCHiLeader CWIFi%igSiE 1%, BARATEHE FRUR (5 04T 35 4T, j Flog oae. ™ TioN
4. HE S WPSHE RN ATt | O Stanue, o
AT R rhe A T | reCllicaliong
5. FTREEIREME, j aliforn;g
6. HESREITELR, SRR s
7. VIEMTRBFH ek £ikm, ‘
8. QCHleader CWITHAIR & LATSNS BS 2 mps,
9. EMIEEMWPSHHT G, Erm
10, EHANTEREEEN, QCHleader CWIB 1, U= VR T
HLOREE, VIMTER, (RAER AR E b,
12, TREER MBS S HE RETS,
13, MBEHEF SR,
1. QC and 2 Lead CWI shall be present and direcl all gouging, grinding and welding opergtions during
this repair.
2, QG and & Lead CW! shall have an approved copy of tha CWR in hand and shall ba al the repalr location
during ihe enlire repair,
3. QC and 2 Lead CWI| shall direc| the repair lo ensure the repair is per the dispesilion raquirements.
4. Prepare the repair joint according to the relevant repair WPS.
5. Remove all indications by grinding.
6. Grind repair areas smooth lo a shiny finish with iapared ends {0 ensure staggered stops and starls.
7. Perform VT and MT inspeciion.
8. QC and a Lead CWI shall verify and document all indications hava been removed prior ig repair welding.
8. Follow the repair WPS for preheal and weld deposition,
10. QC and a Lead CWI shall enforce interpass cieaning by perlorming a visual inspeciion prior lo
the deposflion of each pass.
11. Periorm VT and MT inspections afier welding. :
12, Grind and blend the repaired area flush with base metal and adjacent weid.
13

. Check the welds according to the working drawings,

L8

I =z i HE ]
Technical Engineer: /\J’ih “7"ﬁ Approved By: ‘J"U

H 45

Date: 37'. 547

|
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Critical Welding Repair Report (CWR)

BRERERE

WE & SR A HHEEs HEES

_ _ e | SEGUOBA N B-CWR451
Project Name: SFOBRB Drawing ldo.: Report ho.: e

“HEE
04-0120F4

Contract No.: I PLATE PANEL| NDT %52 _

- E _— [tem Name: SP LICE NDT REle"t No.: B B7.MT~8741

R ZPDB-787

Project No.:

Ly = il =
M EH 3,

Corrective Action to Prevent Re-occurrence:

1EAET, QUAAA sk T, gta st

1. QC shall verify sufiicient preheat has been applied,

2 .zﬁ;g.xﬁ.
EMARA (Foreman): Lizhigang

io remove moisture, prior lo welding.

I
ug. ezl

8§ (Date): 2089.3.29

FZRERWPSE B
Repalr WPS No,;

WPS-345-SMAW-2
G{2F)-Repair
WPS-345-FCaw-2
G{2F)-Repair-1

TER Mis 77“"["’7:;’

Technologlist: ‘7 ;;.}7

B (RO wmAEE
Preheat Temperature

b

I 4 ) b
Description

Witnass/Review:

]
Before Gouging: of Discontinulty: oF \?t-':,‘?‘l'\
| inspection : Preheat Temperature o
Before Welding: ‘_fj_, e Before Welding: / ?J L
i R gy ‘ HEHMEK /
Max. Depih of Gouge: Q\(']?)”'l Total Length of Gouge: L_“LX&%“/]
B 55 2 o )
T 2o Shom fun | F ST - BEEE
: it i Welding sl (‘
Welder: ob%ﬁ% Type: I/L(;\“’\/ Position: D’r'
B 85 BEaE S 12 85 I .
Current: %]),A Voltage: R ‘-./ Speed: 2/0),\“,%” o
BEEREE
 Inspection After Repair:
e i & i g8 W ¢
VT Result: A.n Inspecior: L [gﬂ,\ ’VLU’\ Date: i‘! ' "’(,L- o [
DTS & . 715 B mNEE: oot ol
NDT Result: | A/(( NDT Persan: =i APPROVED L& i ) "
iy e LT APPADVED AS NOTED
RIE .

O RETURNED FOR CORRECTION
Pursuanr 1o Saction 5-1.02

g Ui the Stamdard-Spsoiftcmiomg
-; VE .rl _ State of Calliomla
emark :

DEPARTMENT OF TRANSPORTATION

#R787-QCP-900

Division of Enginearing Services
- Oitice of Siructurs Construction -

KZ/‘\J £ R __f_éé gﬁnri
f

Siructure Represamaiive
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R R &
REPORT NO. i £ 5 B7B7-MT-8742R1 DATEH#§ 2009.04.03 PAGE OFTHG 1/ Revision No: ¢
PROJECT NO. T CONTRACTOR: T ——
TiESfE: B~
DRAWING NO. SEG006A CALTRANS CONTRACT NO.:
e, 0BG PLATE PANEL SPLICE mMITERS 04-0120.1:_4 e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AN HEGIRE BRFE&T R ERERY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28572009
EQUIPMENT # % MANUFACTURER $li& MODEL NO. #5% SERIAL NO. 4=
MT YOKE PARKER B310S 5396 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
B F v R " AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
BT FRe BT wbssomm
MATERIAL TO BE v WELDING 2 Material & thickness AT709M-345T2-X
EXAMINED O CASTING #44 E# R 14/18/35 mm
R O FORGING $&i&

WELDING PROCESS

FCAW

TYPE OF JOINT

T-JOINT
RETTiE Pt
e, DISCONTINUITY g4ttt I -
.D. SS—— REJ REMARKS
jE RS INDICATION TYPE NI ™™ e o P
EFEn E3ie]
o 5.
55D45-PP10.5 1R1 ACC 100%MT
107
AFTER B-CWR452
BLANK
EXAMINED BY £ REVIEWED BY % # "
LUULTU\MVU\ [ 56 “}l](m J
LEVEL -1l SIGN%4£ |/ DATESHM LEVEL-l  SIGN | DATEE#
6{ o 5 7 QM 7 ;]
FEEZE / QCM E Fl FFCUSTOMER
h \}\.b
j ‘ﬂjmm\,\)} ,))3[3 o -
%<2 SIGN / F}{i DATE #5 SIGN/ B i DATE

(FORM# ZPQGC-MTO1)




Bom il &

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1455 B787-MT-8741R1

DATEHH 2009.04.03

PAGE OFTIIE 1M

Revision No: 0

PROJECT NO. I CONTRAGTOR: —_—"—
IEES: T S IeE
DRAWING NO. SEG00GA CALTRANS CONTRACT NO.:
5 N 04-0120F4
EE. 0BG PLATE PANEL SPLICE MM ITEES L
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SAEMEET HERIRHE Eres R E R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT &% MANUFACTURER #1347 MODEL NO. #s8 SERIAL NO, Eghig 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Atk
BEfb T Bifa e LT
PARTICLE TYPE Dry magnet powder YOKE SPACING T
R TR R4 (11 BE T
MATERIAL TO BE VWELDING #E Material & thickness ATD9M-34572-X
EXAMINED O CASTING #4 B R 14/118/35 mm
et O FORGING &%
WELDI.NG PROCESS —_— TYPIiO_F JOINT i
BN Pk RLhic)
W D LU s ACCEPT REJECT REMARIC
ELD I.D. TENGTH MARIS
e INDICATION TYPE LEREERN T . P
TR =i
5SD49-PP12-106 1R1 ACC. 100%MT
2R1 ACC. 100%MT
SSD49-PP12-107 1R ACC. 100%MT
' 2R ACE, 100%MT
SSD49-PP12-108 1R ACC. 100%MT
2R1 ACC. 100%MT
SSD49-PP12-109 1R1 ACC. 100%MT
85D49-PP12-110 1R1 ACC. 100%MT
2R1 ACC. 100%MT
3R1 ACC. 100%MT
AFTER B-CWR451
BLANK
EXAMINED BY =R REVIEWED BY 'a“#l% 5
nll
Gm?mn\fr« n AT
LEVEL -1l -SIGN &4 LEVEL-l  SIGN ! DATEHH

! DATEHH g-f
L A
| 7

27 LA

FIEE / QCM

[ Troatds 2P a0

%5 SIGN ! E i DATE

)

Fi A CUSTOMER

.

%5 SIGN [ 5] DATE

(FORM# ZPQC-MTO1)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000231
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0212

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  28-Mar-2009

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of floor beam to bottom plate weld numbers
SSD45-PP10.5-107, SSD49-PP12-106 and SSD49-PP12-107, Caltrans Quality Assurance (QA) Inspector
discovered atotal of eight (8) transverse linear indications ranging from 10 to 30mm in length. These linear
indications were not found when Contractor performed 25% MT inspections.

Contractor's proposal to correct the problem:

ZPMC QC inspectors to receive training in regards to performing M T inspections in conformance with Section
6.26.2 of AWSD 1.5.

Corrective action taken:

ZPMC QC inspectors to received training in regards to performing M T inspections in conformance with
Section 6.26.2 of AWS D 1.5. Theweldsin question were repaired and accepted.

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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Lowry,Patrick Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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