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-000270
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 19-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0244

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segment 1AAW

Procedural [ Procedural [1 Description:
Reference Description: Missed NDT Indications by Quality Control, Segment IAAW

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of 1AAW, Top plate and Top plate to Bulkhead
plate welds (SEG001-001, 017, 019, 020, 022, 023 and 026), Caltrans Quality Assurance (QA) Inspector
discovered atotal of forty nine (49) linear indications from 5 to 75mm in length. These areas have been
previously tested and accepted by ZPMC NDT personnel.

SRR 5

Linear Indications - A ‘ inear Indications

PL872A

WELD#-SEG1-022

2009:05:19 09:17:12

2009:05:19 09:13:62 £
040120F4 May19-09_B239 1AAW_Lingaiz2

040120F4 _May18-09 B.

Applicablereference:

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.”

AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to M T in addition to visual inspection shall have no
cracks”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 05/19/09, 0800 hours, Verbal
Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 05/20/09, 1330 hours, Verbal
QC Ingpector's Name: Shen Xie Jun

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

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

I nspected By: Guest,Skyler 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: 22-May-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/Fabrication Manager Document No: 05.03.06-000235
Subject: NCR No. ZPMC-0244

Reference Description:  Missed NDT Indications by Quality Control, Segment 1AAW

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:
During random verification Magnetic Particle Testing (MT) of IAAW, Top plate and Top plate to bulkhead plate welds (SEG001-001,
017, 019, 020, 022, 023 and 026), Caltrans Quality Assurance (QA) Inspector discovered atotal of forty nine (49) linear indications
from 5 to 75mm in length. These areas have been previously tested and accepted by ZPMC NDT personnel.
Action Required and/or Action Taken:
A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0244

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File: 05.03.06

ol " 05.03.06-000235,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: 27-May-2009
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000239 Rev: 00
Ref: 05.03.06-000235

Subject:  NCR No. ZPMC-0244

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has again been notified of missed NDT indications. ABF have recently transmitted a letter to ZPMC upper
management to further elevate this issue within the ZPMC organization.

ZPMC has again been notified of missed NDT indications. ABF have recently transmitted a letter to ZPMC upper management to further
elevate this issue within the ZPMC organization. ZPMC will submit weld repair and inspection documents at a later date.

Submitted by:
Attachment(s): ABF-NPR-000239R00

Caltrans' comments: Status: AAP

Date: 04-Jun-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-0244 at that time.

Submitted by:  Wright, Doug Date:  04-Jun-2009
Attachment(s):

‘E}' Page 1 of 1



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: 13-Jul-2009

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000239 Rev: 01
Ref: 05.03.06-000235

Subject:  NCR No. ZPMC-0244

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure
of this NCR.

ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000239R01;

Caltrans' comments: Status: AAP
Date: 15-Jul-2009

The response is acceptable, but the Non-Conformance is not closed. The attached documentation did not include all of the welds listed in the
Non-Conformance.

Please provide the inspection documentation of all of the welds listed in the Non-Conformance. The Department will review the Contractor's
proposal to close Non-Conformance ZPMC-0244 at that time.

Submitted by:  Wright, Doug Date:  15-Jul-2009
Attachment(s): NPR CT Comments

‘E}' Page 1 of 1



@ No. B-368
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-6-11
REGARDING: NCR-00270/271(ZPMC-0244/245)

With this letter of response, ZPMC requests closure for Caltrans
NCR-00270/271(ZPMC-0244/245). According with the NPR response from the caltrans,
we provide the documentation of the weld repairs the were performed and that the
repairs were acceptable.

So base on the above explanation and attached documentatiohs, ZPMC applies

to close the caltrans’s report NCR-00270/271(ZPMC-0244/245).

Please reference attached documentation for acceptance and closure the
NCR-00270/271(ZPMC-0244/245).

ATTACHMENT:
NCR-00270/271(ZPMC-0244/245)
The critical welding repair report
The final NDT inspection reports
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, #EE.&&!WE&#.L:?M%OM&,@&&. 1< L=10mm; 2. L=g
. L=8mm; 8. L=12mm; 9. L=10mm. 1o. L=14mm;,

Ten transverse ¢racks were found b
1. L=1Dmm; 2 L=Bmm: 3 L=

12mim; 4, L=14mm; 5. L=Bmm; 8§, L=6mm; 7.
10\ L=14mm1 '

O Sua ajﬂ
{2 ) {inspector) :gun gn jcha

3mm: 3, L=12mm; 4, L=14mm; 5, L=Bmm; 6. L=6mm; 7.

Y use of MT in materal afier removing lifting.

L=Bmm; 8.. L=12mm: 9, {=10mm,

B# (Date) ¢ 2009-05.23

| 7 piac — © 24
ZPME o
T Critical Welding £ WK
T e T .
Project Name; SFOBB Drawing No.: ff[ rate 1 V7 /&/\f
-y ik
04-0120F4
Contract No.: 25 7 NDT s o
; ifem Name: TAaw NDT Reporf No.: | B787-MT-11112
ARHS ZP06-787
Project No.: d ,
MR
Description of Welding Discontinuity:

PR R
Draft of Welding Discontinuity:

X
1
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R

FEERE:

Cause: .

1 45 A B, PEARBG, RBEHE, RSGENE 834,
2.Enﬂ'ﬂﬁﬁiﬁﬂ%‘i‘ﬂi%ﬁ%iﬁﬂﬁﬁﬁi&iﬂ&%ﬁtiﬂﬁﬁufﬂ

1. The tack crack was caused during assembly lifiing, and cracks exlended to base meial afier removing lifling,
2. Welding confraction stresses and insufficient preheat and post heat conlrol caused the crack.

E@BHA. (Foreman): A; 2k j‘? ™ B (Date): u7. Bl 5

LAER

Disposition :

1. %,;’EHEE@%‘S{‘.:‘&%.@%& ;

2. ﬁﬁ-ﬁg’“‘i‘ﬂiﬁﬂ’:‘}iﬁ% U, AtEREBNGEEWPS

3. VTﬁMT*ﬂﬁ%%féﬁEﬁ&ﬁﬂﬁc: .

4, BIER M E ERETEGE

S. BB ENRHSF 1000,

8. MH#HGEHE i ¥ & 9% B M 7 1 F 150mm :

7. '###.‘%Ei&ﬂﬁ-‘a‘ﬂﬁﬁ#ﬁ@ﬂﬁ%?@% :

8. MENEBRMYTESMTE N,

1. Remove the crack by means of grinding. 1
2. Prepare excavation according fo the approved repair WPS,

3. Verify with VT and MT repair areas are crack free.

4. Preheat and weld according to the approved repair WPS,

5. Preheat prior to welding to a minimum temperatire of 100T

6. The preheat area shall be a minimum of 150mm in all directions aroynd the repair area,
7. Grind the repaired area Hush with base melal or the adjacent weld,

8. Perform VT and MT of the repair areas.

T % HH: _ B 5
Technical Engineer: {3, T"’f“’? Approved By: ’u }‘f}w Z‘M Date: "7 - £ }

#R787-QCP-800
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1. Enhance supervision and controlling during assembly and welding fo reducs tack welding cracks.

Critical Welding Repair Report (CWR) 0
EEE-2 SERBEH AT HHES _— HERe
Pi‘D}Ect Name: SFDBB Dravving Na.: c REPDﬁ: ND-: B'CWR“O
AEE i
Borittsct Ho: 04-0120F4 kg NDT BEiE
e Jtem Name: L NDT ReportNo.: | B787-MT-11142
LHE&S
Project No.: £F UGSy
B T Hk
Corrective. Action to Prevent Re-oceurrence:
TR R AR Iismis, Bib Sy,

2. Enhance supervision during the post heating operation 1o avoid cracks.

#R787-QCP-900

WPSBAS ~FoAW ~2GE>F> ~RePIY<x  pfiu Tiepord— |
EEHRA {Foreman}: Z.. 2h ‘}W"J/ B ate); . 08,44
' WPS-345-SMAW-1 | ~ ' ! —
# 09 PS4 2 G(1F)-Repair I¥R Neu Tref-4f
Repair WPS No.: WPB-345-FCAW-1 Technologist: 80533
G(1F)-Repair-1 7 |
BE (R WEaEE | 3B 4 ok B4
Preheat Temperatiire Description
Before Gouging: (10 of Discontinulty: craods
|BwaErE R AR E

Inspection Preheat Temperature
Before Welr_ll'ng:‘ Acc Before Welding: 248
5 R ) o _&‘@J B
Wax. Depth of Gouge: Total Length of Gouge:

' FERT | fegees
ﬁIr i Welding REd B

elder: aéﬂsg  Type W _ Pasa_trgn. 7'éf
B0l 5 REdHR B A
,\ﬁ?_‘f‘_’f’ft}f 28 7 .| Voltage: | }CTJ) o Speed: __{_____ A_),q
|eerax

Inspection After Repair;
SARE | Auc #E R
VT Result: Inspector:
NDTH i BER
NDT Resuit: AM/ NDT Person:
WA :
Witness/Review:
&
Remark :

i e
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(ZEMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO R IR 45
REPORT NO. MEHRES B787-MT-11112R1 DATEHR 1 2009.05.29 PAGE OFH® 1/ Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: CALTRANS
TREHS: i A P
DRAWING NO. SEG001 CALTRANS CONTRACT NO.: 04.0120F4
EE: 1AAW mM TEs S ’
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMTERD B BFRS B EHHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER #%i%& % MODEL NO. 53 SERIAL NO. 4852
IMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
BB PR i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
gt FrbH Tk e [ BE
MATERIAL TO BE v WELDING B4 Material & thickness
AT09M-345T2-X
EXAMINED O CASTING #4 R ERE oM
R O FORGING &i& 30 mm
WELDING PROCESS TYPE OF JOINT
FCAW NA
IR 1REEARY
WELD 1.D ORI TV T ACCEPT REJECT REMARKS
v INDICATION TYPE RN (et o £y
Ei-pin it}
3 1R1 ACC.
2R1 ACC.
3R1 ACC.
4 1R1 ACC.
2R1 ACC.
5 1R1 ACC.
2R1 ACC.
3R1 ACC.
6 1R1 ACC.
2R1 ACC.
AFTER B-CWR540
BLANK
EXAMINED BY £# . REVIEWED BY H#
Sun Gongchang <«m WM/ Vl nd A Cé‘ Za%)
LEVEL -l SIGN &£ |/ DATEQE FHU bﬂ,( DI LEVEL-Il J SIGN / JJATEEI% OGI S- lﬁ
FRZE / QCM ' / Fi FCUSTOMER '
£ F SIGN / 5§ DATE ' ZF SIGN/ B DATE

(FORM# ZPQC-MT01)




| ‘ e
9& % i'% % Jé 'L% jﬁ %:I: Rev, No.:
Critical Weldmg
GHAR S EA AT wEme
Project Name: SFOBH Drawing No.: Z/pm (— o L¥F
%ﬁ% : 1 [
Confract No.: i . L% |
e ltern Narme: . o0 /Q
Project No.: ZP%?#? | | Hea b %f e t/7 //‘Ar
LSRRI

Description of Wel ding Discontinulty:

ENSECIAIIMAN, RIMMABL, 1. L=60rm; 2. L=6mm,

Welder (D No. {ﬁlﬁ%) 1066912 Position:({z &)-
We found two longitudinal cracks: In SEG24-033,

Sih Gy

‘Sun_Go¥n 1::'j |

®ER (Inspector) :

M (Date) : 2009<05-17

et

/

PSS RRYE |
Draft of Welding Discontinuity:

WELD NUMBER:SEG2A—033

Fing mctgmenn’t és ﬁPPROVEU
DEPARTMENT F TRANGAS
Pursuant {o. saé:hm 51 QZRFQ%EON

Il g@ﬁ’ Riafca S’fu (cl




TEERE:
Cause:
1. kigmmdhng, rkﬁ'&ﬁ%%%-El%ﬂi%ﬁ’xﬁﬁﬁﬂ%ﬁ;:

1. Moisture wasn't completely removed during drying operation (preheating) or
the area wasn'{ preheated s-ufficient_fy.

| /_fzflgdi:j ) 20
ERARMA (Foreman): ) A# (Date):

09 5, /7

155

Disposition :

VRAIES ARk |
S E-PEMIRLNA, A4S REEGEEWPS ;
S VTAMTHNWAE B R R Ra R ;

4. BEEENEERET SHE

5. ME RN F100T,

E.HHBEH R % BB 7 BT 150mm ¢

T RERERNES B RSB

B MEREABVTSMTE 3,

»
1. Remove the crack by means of grinding. )
- Prepars excavation according to the approved repair WPS, '
3. Verify with VT and MT repair areas are crack free.
4. Preheat and weld according to the approved repair WPS.
5. Preheat prior to welding to a minimum temperature of 100T
6. The preheat area shall be a minimum of 150mm in all directions around the repair area.
7. Grind the repaired area flush with base metal of the adjacent weld.
B. Perform VT and MT of the repair areas,

T .gl;%lqg}lcl:samﬂ‘gsuﬂiu

& omia_ -
. :OF TRANSPORTATION

. eyl o Sctos ST oS TAL
=g 4% 1 5 e itel- P Dater ey (3

T % Nfuﬁ‘-‘fmé}mq,g‘/?' i, [ ‘lvyfrtc«‘dua\ B /7’

Technical Engineer: Approved By: Date:

cffa‘}e’ [‘Zvﬁ‘k f:uin

#R787-QCP-800



) )] 7 s ot ﬁ*
%ﬁﬁ%ﬁ{%jﬁ Rev. Na.;
Critical Welding Repair Report (CWR) , 0
BEER RERALH HGES e REHS
Project Name: SFOBB - Drawing No.: Report No.: B-CWRs33
A
. :ﬁi 04-0120F4 A —
bt B BT L REEY |
. ltem Name: SEG2A NDT ReportNo.; | B787-MT-10936
RERS ZP06-787
Project No.: :
H E ikt

Corrective Action to Prevent Re-occurrence:
14577, QCAHRARKEG TR, iFRA L2,

1. QC shall verify sufficient preheal has been applied, to remove moisture, prior 1o welding.

| L izhiqang yong. & 19
ERAFA (Foreman): j J B _{Date)).‘,w7 : T
‘WPS-345-SMAW-2 \ g
% W VPS8 G(2F)-Repalr IZR M“'l'k’e]['e”j
Repair WPS No.: WPS-345-FCAW-2 Technologist:
G(2F)-Repair-1 Qﬂ‘{[ o7
B (RA) WwHhiEs BEBEK
Preheat Temperature Description
Before Gouging: Dﬂ'ﬂ of Discontinuity: Crackles
ST T ' REuRKEE |
Inspection Preheat. Temperature
Before Welding A‘c,c, § Before Weidlng “‘(E
| Bxmums ??ﬁ# M
M Depth of G 3
ax, Depth of Gouge: v otal Length of Gouge: {75

ﬁ :El:d : 56} ﬁfgén% ﬁﬁuﬁcﬁ
| el ‘a:r. " Type: | W sition: 26
B BE W | 19 8 B
cg.rrgnt-:. 29 V.qltage: 30 Speed: o 74
BEEHE '
Inspection After Repalr:
HhARE B R R
VT Resulf: ACG Inspector: Q&hﬁf‘ Date: az»o} 03,24
NDTH £ RER : H M .
NDT Result: AC‘C‘ . _._N'pT_P‘ers?n: ; Cﬁ”‘“j"’ljféﬂ Jate: Vf‘( AN )/‘f:
RE : i & e : (
Withess/Review:
£
‘Remark :

#R787-QCP-900

Tius vocument is APPRUVED
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(ZPmMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

FF SIGN / A# DATE

RRRWNRE
REPORT NO. %45 B787-MT-10936R1 DATEH 2009.05.24 PAGE OFH® 1M Revision No: 0
PROJECT NO. Ba— CONTRACTOR: BREYRANS
IRES: R P
DRAWING NO. 1AAE CALTRANS CONTRACT NO.:
04-0120F4
z2R=H SEG2A mHITEHS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ZEHBEE BE2iE BEFremys R ERRH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2009
EQUIPMENT #% MANUFACTURER #i3& % MODEL NO, B 52 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT P
AT B g B
PARTICLE TYPE Dry magnet powder YOKE SPACING -
e ] TR el mm
MATERIAL TO BE v WELDING #E:4 Material & thickness ATOON-345
EXAMINED O CASTING %4t 52 M-
R R O FORGING &% 20/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T~JOINT
BEFS ot Tri]
DISCONTINUITY FEa i
WELD 1.D. TENeT T ] ACCEPT REJECT REMARKS
g e INDICATION TYPE e | B2 i B
‘ Ei-pan -t
SEG2A-033 1R1 ACC.
2R1 ACC.
AFTER B-CWR533
BLANK
EXAMINED BY 45 REVIEWED BY ##
Sun Gongchang Sru/} Geny [}LM A :_P:Wj A\, 6[2@:4:/,\
LEVEL -1l SIGNZ%% ~/ DATEH ~ el LEVEL-I _SIGN  / DATEAW of o8 WY
RESHE / QCM ! H FCUSTOMER !

£ SIGN / H#i DATE

(FORM# ZPQC-MT01)




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: 15-Jul-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-000239 Rev: 02
Ref: 05.03.06-000235

Subject:  NCR No. ZPMC-0244

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000239R02;

Caltrans' comments: Status: CLO
Date: 04-Aug-2009

The proposed resolution is acceptable. The inspection documents requested in Rev 1 have been provided. The Department concurs that Non-
Conformance ZPMC-0244 is closed.

Submitted by:  Wright, Doug Date:  04-Aug-2009
Attachment(s):

‘h‘}l Page 1 of 1



— No. B-394

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-14
REGARDING: NCR-00270 (ZPMC-0244)

With this letter of response, ZPMC requests closure for Caltrans NCR-00270
(ZPMC-0244). As the comments of the NPR from caltrans, we provided the CWR and MT
report to support the weld repairs that were performed and that the repairs were acceptable. But
we should remind here that except the 10 indications in CWR, other indications had been
removed by grinding. The final MT has been completed by ZPMC and verified by CT.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-00270 (ZPMC-0244).

Please reference attached documentation for acceptance and closure the
NCR-00270 (ZPMC-0244).

ATTACHMENT:

NCR-00270 (ZPMC-0244)

The critical welding repair report
The final MT inspection reports

'ZAM KZMW&@,ZM

Lo G ) 1y



Nonconformance
Report
ARSI E
Project Name: " S.FO.B.B NCR Number:
T% H A7 5= BN e B AT NCR4i5: NCR-B-162  (ZPMC-244)
Tiem: Missed NDT Indications | Item Number: | Drawing: )
by Quality Control 55 B SEG1
Zirfd:  RHERE 0BG 1AAW
Location: 0BG 1AAW Date:
RE: H #A: 2009-06-03

Description of Nonconformance:

During random verification Magnetic Partical Testing (MT) of 1AAW, Top plate and Top plate
to Bulkhead plate welds (SEG001-001,017,019,020,022,023 and 026), Caltrans Quality Assurance
(QA) Inspector discovered a total of forty nine (49) linear indications from 5 to 75mm length. These
areas have been previously tested and accepted by ZPMC NDT personnel.

OIS REEX 1AAW FEAETIR Sk 47 /242 (SEG001-001, 017, 019, 022, 023, 026)
fit MT SR AIRR, RI—3L 49 KKEM 5 B 75 BRFEREHEEE (RLD)., XERIBY iTH
C&H ZPMC KRk R H0d MT H#E2.

Work By: Z)E' { o~ Prepared by: §A’A~ )&’Q’) Y™ Reviewed by QCE: ’v
ﬁﬁ—Iﬁ: »_!LR— /3 ‘7/0

%éb\
g ol b) RETEME %&
0 Drawing Erra' [0  MaterialDefect M  Fabrication Error D/ the

s P!

~

B 4tad iR R IE Ve = H
Disposition: O Useasis O Repair O Reject
AEEE =1 43 ElL
Recommendation:

Re _,W5f-e,0bfon hen )—?xfﬁn’.
APV

Prepared by: - Approved by QCA:
e el
Reason for Nonconformance: !

RS RE:

NISAN > |
ézﬁﬂﬁﬁm@mﬁﬂ A
Liner  inglintion olioln’c jﬁnd

Prevention of Re-occurrence:




[ S

www,mm%%), & T,
4&Mﬂfﬂﬁw“ wM’ﬁWej el MHM?M@M‘

Approved by/HEH#E: A “"\'ﬁ lﬁQBﬁ/ sk o
Technical Justification for Use-As-Is/Repair:  [] Attachment [J Non-attachment ;
[6] i Bk B R AR A Wi T T
Reviewed /fit:#E: :
Verification: O Acceptable O Unaceeptable
Fiik: TS A2
Verified by QCI/ R ffiiA: Reviewed by QCA/R EFH#:

#R787-QCP-1300




£ DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Reom 708, Changsxing Island
b Shanghai 201913 PR China
Gitlegies Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

Ta: AMERICAN BRIDGE/FLUOR, A IV Date: 22-May-2009

375 BURMA ROAD -

OAKLAND CA 95607 Contract No: 04-0120F4 )

— 04-8F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson ~ Project/Fabrication Manager Document No: -05.03.06-000235
Subject: NCR Neo. ZPMC-0244

Reference Description:  Missed NDT Indications by Quality Control, Segment IAAW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with & requirement of the contract docurfient 4s
indicated below: '
(] Material or Workmanship not in conformance with contract documents.
[ Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Materizal Location: 0BG Lift:
Remarks:
During random verification Magnetic Particle Testing (MT) of 1AAW, Top plate and Top plate to bulkhead plate welds (SEG001-001,
017, 019, 020, 022, 023 and 026), Caltrans Quality Assurance (QA) Inspector discovered a total of forty nine (49) linear indications,
from 5 to 75mm in length. These areas have been previously tested and accepted by ZPMC NDT personnel. :
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-0244

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File: 05.03.06

7 05.03.06-000235NCT Page I of 1



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

DEPARTMENT OF TRANSPORTATION S35
DIVISION OF ENGINEERING SERVICES £ -
Office of Structural Materials tor

Quality Assurance and Source Inspection .
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File #: 69.25}3

(707) 649-5453 =

(707) 649-5493

QUALITY ASSURANCE -- NON- CONFORNIANCE REFPORT

Location: Changxing Island, Shanghai, P.R. China - Report No: NCR-000270
Prime Centrzcter: American Bridge/Fluor Enterprises, a JV Date: 19-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxmg Island NCR #: ZPMC-0244

Type of problem:

Welding [ Concrete [J Other

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

Joint fit-up [] Coating [0 Other [l Component: OBG Segment IAAW
Procedural [J Procedurzl [] Description:

Reference Description: Missed NDT Indications by Quality Control, Segment ] AAW

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of IAAW, Top plate and Top plate to Bulkhead
plate welds (SEG001-001, 017, 019, 020, 022, 023 and 026), Caltrans Quality Assurance (QA) Inspector
discovered a total of forty nine (49) linear indications from 5 to 75mm in length. These areas have been
previously tested and accepted by ZPMC NDT personnel.

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
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 requirernents of the contract documents.”

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

{ﬁz TL-15,Quality Assurance -- Non-Conformance Report Paged of 2




L S

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

Who discovered the problem: Rodney Patterson

Name of individusl from Contractor notified: Peter Shaw

Time snéd method of notification: 05/19/09, 0800 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao i
Time and method of notification: 05/20/09, 1330 hours, Verbal

QC Inspector's Neme: _ - Shen Xie Jun

Was QC Inspector awere of the problem: [J Yes[¥] No

Contractor's proposzl to correct the problem: e

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.

Imspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

ihZ- TL-13,Quality Assurance -- Non-Conformance Report Page 20f 2



3 oy T
f’E L‘E_z_:: }:-r ;IE 'L jﬁ Rev, No.:
Critical Welding Repair Report (CWR) 0
TE£% RERHR Hirme o WEHE _
Project Name; SFOBB Drawing No.: Repart No.: ECVWS@U
AF
c :- ﬂ:’% - e 2k NDT jfiae
ontract Ma.: H e = i e
FHES _ Item Name: Tamy NDT Report No.; | B7B7-MT-11112
Project No.: T ZP08-787
. . 1 ﬁ_J____._.__“___
e

Descnptmn of Weldirig Discontmu:ty -

. L=Bmm; 8. L=12mm; B, L=10mm; 10. L=14mm;.

1s L=10mm; 2, L=Bmm; 3, L=12mm; 4,
10, L=14mm;

Gon o

. San
BER (inspector) : Bun Gon%cha

MJMF&&”&L&mmomnﬁzi “Is L=10mm; 2. L-Bmm 3 [=12mm; 4, L=

Ten lransverse cracks were found By use of MT n material afier removing lifling.
L=14mm; 5, L=Bmm: 6. L=6mm, 7.

4mm; 5, L=Bmm; &, L=6mm; 7.

L=Bmm; 8. L=12mm, g. L=10mm;

M (Date) : 2009-55.23

BRI TREE
Drait of Welding Discontinuity:

1AAW

5(10)

This dacumen! IBAPP

BE R G

lrirha]

5’”7*"‘7

o




PERE:
Cause:
TR MERE, =4 2 e auey, EIEBEIE, BYENE i,
2.8 THIEI A e sl ok it BB SR Ry

1. The lack crack was calsed during assembly lifiing,

and Cracks extended o base metal afier removing lifing.
2. Welding conlraction stresses and insuf )

cient preheat and post heat conlrol caused the crack, i

ZEREA {Foreman): A[- =hs j "? - B8 (Date): . u7. of . 2 5

AR
Disposition :

1. é}%,;ﬁﬂlﬁﬂb)ﬁi‘.ﬂiyﬁi‘!i i

2. {iﬁ-ﬁ*ﬁ‘mlﬁﬂﬁiﬁﬂ:ﬂ_gi.‘ F 1k 2 0 48 B ab & e wes ;

3. VIAMTHAMUEER S G y ; ;

4, BB E (& BETEue

S BHMEERTR ST 100T,

8. H#HiE Eﬁ?ﬁf&‘-#[ﬁ%ﬁﬁgﬁ‘ﬁi']\fHOmm :

7. ‘q’ifﬁ?f%[‘Ek"ﬁﬁﬁ-‘éf&ﬁéﬂﬂ%ﬁ%?% ;

8 HEIERMVIEMTE R,

1. Remove the crack by means of grinding. ‘ )
2, Prepare excavalidn dccording to the approved repair WPS,

3. Verify with VT and MT Tepair areas are crack free,

4. Preheat and weld according ta the approved repair WPS,

5. Preheat prior to welding tb a minimom temperatire af 100T

6. The preheat area shall be a minimum of 150mm in &l directions around lie repdir area,
7. Grind the repaired ares flush with' base metal or the adjacent wald,

8. Perform VT and MT of the repair areas.

This»dﬁi}ganlﬁ&@ﬁﬂ\l_ﬁﬁ
DEPARTMENT OF TRANSEO)
"Pumsuant to Seailon 54.07 g @-GN

lnﬂiﬂ%‘lsﬁagﬂ%voﬁ

I #: i _ B 5
Technlcal Engineer: fJp, T‘.'*{‘aj/ Approved By: ; 14 )‘!’ZWZI _ Date: '7 ~ L }
e

75"/ A Jl‘t’--p-r b

#R787-QCP-900
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R  REBELZEBER e 5

Critical Welding Repair Report (CWR) 0
B &7 e L MRS _— HERs
Project Name: SFOBB Drawing No.: g Report No.: B-CWR540
AAE
Conirzct No.: B i j NDT R 48eE
e 5 . e
: _ ltem Name: haw NDT ReportNo.: | B7B7-MT-41112
mE&S s .
Project No.; ZPOE-787
£ .

Corrective Actlon to Prevent Re-oceurrence:

TINERERAREIT SRS, b Sa,

2.-'133:5:’1IE'-FE?IHEMHZE?EE?{-EJ‘?JE:ﬁﬁ‘liﬂﬂl—‘ii&i&.

1. Enhance supervision and conlrolling during assembly and welding to reduce tack welding cracks.
2. Enhance supervisien during the post heating cperation o avoid cracks.

WPSBAS ~TeAd ~2G0F> ~ReBIT<L  pfiu Toeperd 5|

FBRRA (Foreman): ./_},. -a'l‘ﬂlcjﬂ"’)/ B3 (Datey: Y.as. 24
' WPS-345-SMAW-1 | ~ : ! —
£ [ WSS 5 G(1F)-Repalr I¥R . _ Miu M/f““’ff
Repair WPS No.: WPB-345-FCAW-1 Technologist: 5. or 35
G(1F)-Repair-1 ; ; 1
BE (R WEmaEE B4 i S
Preheat Temperature Desqr‘i'p_tion
Before Gouging: (1o of D:sc?ntinuity. G'('GWKS
| B mp BT E i
Inspection _ Preheat Temperature
-Before Weldlng: A.cr_ Before Weiding; . 7 erH
I R 8 5 B x_ﬁ'ﬂmL& _
Max. Depth of Gouge: Total Length 87 Gouge:
. o V2
AT Lo B B
Welder: 053«763 Types g 10&“) Positic‘n:_ :,6]‘
e mEEE | R
Bdrrent: | 28] . |Voltage: . | -Bpeed:. | hag
BEEHF :
Inspection After Repair: .
AARE | BER . R
VT Result: AU' Inspectof: &AM,K;.‘ Date: }M?, ojﬁ '
NDTHE R o msR | . B o f
NDT Resuit: /&Mv NDT Perseon: .@;lv)m-ﬂ W Date: O‘f’. =
R v _ . :
IE o /
Witness/Revisw:
FE
Remark :

#R787-QCP-900




REPORT OF MAGNETIC PARTICLE EXAMINATION
Te R B3R

REPORT NO. JR54% B787-MT-11112

DATEHJ 2009.05.23

PAGE OFI{{& 1/2

Revision No: 0

PROJECT NO. —— CONTRACTOR: ——
THEES: i [ F
DRAWING NO. SEG001 CALTRANS CONTRACT NO.:
04-0120F4
:aE= 1AAW mHTRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SAE R 2R BFRS L B TEH 30
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT # % __ - |MANUFACTURER #I# 7§ MODEL NO. f345% SERIAL NO. HE4:5HE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT ~ £t
i AR/ R ES e
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~—150mm
g I FREH B [ FE
MATERIAL TO BE v WELDING #H#4 Material & thickness ATGOM-34ET2:X
EXAMINED O CASTING ##F B, 2K
B O FORGING &% 30 mm
WELDING PROCESS NA TYPE OF JOINT NA
RET B
WELD | DO ACCEPT REJECT REMARKS
.D. [
i INDICATION TYPE "‘ENGEE'N i - e Rk
Elipan E i)
1 ACC. removed lifting
2 ACC. removed lifting
3 1 CRACK 10 REJ. removed lifting
2 CRACK B8 REJ. removed lifting
3 CRACK 12 REJ. removed lifting
4 1 CRACK 14 REJ. removed lifting
2 CRACK 6 RE.J. removed lifting
5 1 CRACK 6 REJ. removed lifting
2 CRACK 8 REJ. removed lifting
3 CRACK 12 REJ. removed lifting
5 1 CRACK 10 REJ. removed lifting
2 CRACK 14 REJ.  |removed lifting
7 ACC. removed lifting
8 ACC. removed lifting
9 ACC. removed lifting
10 ACC, removed lifting

EXAMINED BY 4%

Confich

“Jes

REVIEWED BY %

Whn

/
we !

10

|

%5 SIGN / B DATE

LEVEL -1l SIGN %% |/ DATEB’RJJ °J‘VK LEVEL-l  SIGN /o TEE I
A2 / QoM 4 i /7 FFCUSTOMER N [ Va

¥ ¥ SIGN / F i DATE

(FORM# ZPQC-MTO1)




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

BB EIIR S
REPORT NO. #4452 B787-MT-11112 'DATEEUU} 2009.05.23 |PAGE OF T 2/2 IRevision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
ITRES. H P
DRAWING NO. SEG001 CALTRANS CONTRACT NO.:
04-0120F4
IR 1AAW InMIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BHFTEET EZiRE BERgRE BB EAR A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #&#% ___|MANUFACTURER )i MODEL NO. #:48 SERIAL NO. #4:5E
|MT YOKE PARKER B310S 5395 5617 5620
IMAGNET'Z[NG METHOD Continuous magnetic yoke CURRENT
: AC
BiAb B i HLHE
70~150mm
R AR TR B4 ] FE
MATERIAL TO BE v WELDING B4 Materi i
aterial & thickness A709M-345T2-X
EXAMINED O CASTING ¥ o #, B R
Br#iEE O FORGING {8i& 30 mm
WELDING PROCESS TYPE OF JOINT
NA NA
B b eyl
DISCONTINUITY &kt
WELD I.D. TEar ] ACCEPT REJECT REMARKS
e INDICATION e i =2 Jhl #ik
R EFal
11 ACC. removed lifting
12 ACC. removed lifting
13 ACC. removed lifting
14 ACC. removed lifting
15 ACC. removed lifting
16 ACC, removed lifting
BLANK

EXAMINED BY X4

o

LEVEL-Il SIGN®&E [ DATEE{!,&-W

,\»jdfwg " )/K

REVIEWED BY ##

Wil

LEVEL-I SIGN

/ DA"'I% B

o

&I / QCM

/ #

%< SIGN / B DATE

FiFCUSTOMER M

[

4 SIGN / Al DATE

/

(FORM# ZPQC-MT01)




RO R 4

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. R4 %5 B787-MT-11112R1

DATER#1 2009.05.29

PAGE OFH#G 1M1

Revision No: 0

Lo

:

%< SIGN / Bl DATE

— R A

F FCUSTOMER

PROJECT NO. —_— CONTRACTOR: —
ITESHS: B P
DRAWING NO. SEG001 CALTRANS CONTRACT NO.:
04-0120F4
e, 1AAW MYHIRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMTIHT ERIRE BF4E WEBER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
EQUIPMENT # % ~ |MANUFACTURER #3574 MODEL NO. #4735 SERIAL NO. &=
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT - i
Wb F = R B
PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
RO FRH R AEE e
MATERIAL TO BE J WELDING i i
1R Material & thickness R
EXAMINED O CASTING #4 i, BE
onibre O FORGING 4% 30 mm
WELDING PROGESS TYPE OF JOINT
FCAW NA
HEAE ot i)
WELD LD DISCONTINUITY A3kt —_— p—— REMARKS
.D. EM
Bpes INDICATION TYPE R [ P e
e ¥
3 1R1 ACC.
2R1 ACC.
3R1 ACC.
4 1R1 ACC.
2R1 ACC.
5 1R1 ACC.
2R1 ACC.
3R1 ACC.
6 1R1 ACC.
2R1 ACC.
AFTER B-CWR540
BLANK
EXAMINED BY £} REVIEWED BY # &
Sun Gongchang <\M-\ q W\%’(/{Wq/ Vl ng ‘Af Clt\ 25
LEVEL -1l SIGN%4& |/ DAT Jmu Eﬁ( 3V LEVEL-I| JSIGN ! -B’ATEEW}} Oci 5 ‘)—ﬁ
AREE / Qcm ) ' '

#F SIGN / B DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R AR
REPORT NO. {##$45 B787-MT-11174 DATEH 3 2009.05.25 PAGE OFAM 11 Revision No: 0
PROJECT NO. S CONTRACTOR: CALTRANS
IRHS: " Ao
DRAWING NO. SEG1 CALTRANS CONTRACT NO.: 04012054
&g 1AAW IMHTRERE
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHTER BEin EFSY BB ERTN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 ‘ Dec. 28°T 2009
EQUIPMENT #4 |MANUFACTURER i MODEL NO. #X5% SERIAL NO. 452
MT YOKE " |PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT - AC
2 Ay S Wi LY =K
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
e ] FHiH MY PR i
MATERIAL TO BE Y WELDING 154 Material & thickness
EXAMINED O CASTING it L AE AT09M-345
B s O FORGING 3% 25/38/28/35 mm
WELDING PROGESS ERE TYPE OF JOINT BUTT
R HRERERI
WELD I.D LSRR ACCEPT REJECT REMARKS
D T
PPy INDICATION TYPE RRIALL e . i
R #
SEG1-001 ACC. 100%MT
SEG1-015 ACC. 100%MT
SEG1-014 ACC. - 100%MT
SEG1-005 ACC. 100%MT
SEG1-008 ACC. 100%MT
BLANK

EXAMINED BYE#

Sun Gongchang

"

o8 ok

LEVEL -1l SIGN #%

!

A'NEE;JUJ

J A3

REVIEWED BY #T#

Skﬁmﬁ

§l\=\4 C[’l{’m

LEVEL-l  SIGN !

ATEH I

Aonw

B / QCM

% SIGN/ F i DATE

FiFCUSTOMER

%¥ SIGN / FI 3 DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R R 4R 25

REPORT NO. i %45 B787-MT-11172 DATEH i 2009.05.25 PAGE OFTfG 1/ Revision No: 0

PROJECT NO. —— CONTRACTOR: CALTRANS

TEEHS: ’ A

DRAWING NO. 1AAW CALTRANS CONTRACT NO.: ——

. SEG1 MM TERS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE

S HE i BFras e dnstss el

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009

EQUIPMENT ¥4 MANUFACTURER #1357 MODEL NO. BX®& S SERIAL NO. #4455

MT YOKE " |PARKER B3108 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT T

AL ik - E et g =)

PARTICLE TYPE Dry magnet powder YOKE SPACING SieAER

R e FRS R I e

MATERIAL TO BE YWELDING ##4 Material & thickness

EXAMINED O CASTING %4 4, A A709M-345T2-X

BRI Ol FORGING $&if 18/28/38 mm

*WELDING PROCESS EEA TYPE ?F JOINT .

R Rerden

WELD 1.D DSRCRTITY S ACCEPT REJECT REMARKS
ey INDICATION TYPE "LENGEE”" i e SEl P
-7 ]
SEG1-017 ACC. 100%MT
SEG1-018 ACC. 100%MT
SEG1-019 ACC. 100%MT
SEG1-020 ACC. 100%MT
SEG1-021 ACC. 100%MT
SEG1-022 ACC. 100%MT
SEG1-023 ACC. 100%MT
SEG1-024 ACC. 100%MT
SEG1-025 ACC. 100%MT
BLANK

EXAMINED BY4%

Sun Gongchang

oot (hant

LEVEL-1Il SIGN%EEZ /[ DAJJEEJUIM

J A s
1,505

REVIEWED BY #

=
LEVEL-II SIGN

) SL’M CI\@V\
i

DATEH i

c(7 s

RS / QM

|

3= SIGN/ B DATE

R CUSTOMER

f

£ SIGN / B DATE

(FORM: ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

T do A B 3 45

REPORT NO. 3@ &S B787-MT-11173 DATER# 2009.05.25 PAGE OFTIB 1/ Revision No: 0

PROJECT NO. o CONTRACTOR: BB

IEHS: i IR

DRAWING NO. 1AAW CALTRANS CONTRACT NO.: A s

2R SEG1 ImNIRSS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

BHHEHED BEZiRE BrsS BB ERNN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009

EQUIPMENT &% _ |MANUFACTURER i MODEL NO. R385 SERIAL NO. #4452

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

Mk MR B

PARTICLE TYPE Dry magnet powder YOKE SPACING FidEi

BT TR R mm

MATERIAL TO BE v WELDING #E#:4 Material & thickness

EXAMINED O GASTING %4 B R AT709M-345T2-X

R E O FORGING 43 18/28/38 mm

"VELDING PROCESS — TYPE OF JOINT S

AT ke 3ic)

WELD 1.D bl e ACCEPT REJECT REMARKS
e INDICATION TYPE aaiaul e S P
EF P R
SEG1-026 ACC. 100%MT
SEG1-027 ACC. 100%MT
SEG1-028 ACC. 100%MT
SEG1-029 ACC. 100%MT
SEG1-030 ACC. 100%MT
SEG1-031 ACC. 100%MT
SEG1-032 ACC. 100%MT
SEG1-033 ACC. 100%MT
SEG1-034 ACC. 100%MT
BLANK

EXAMINED BY 4R REVIEWED BY 8 L

Sun Gongchang .S""“"‘ ﬁ'ﬂ"‘c\ (Lﬁhi) — _,(JMM‘T S)\?Vf ( hém g

LEVEL-Il SIGNZX% | DATEEIG!H J _7I N4 LEVEL-l  SIGN ! Q}.TEE;UJ 7;@‘ wag

Tt £ / QCM | A F"CUSTOMER | <

% SIGN / H i DATE 5 SIGN/ B DATE

(FORM# ZPQC-MT01)




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-000229
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  29-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0244

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:  19-May-2009

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of 1AAW, Top plate and Top plate to Bulkhead
plate welds (SEG001-001, 017, 019, 020, 022, 023 and 026), Caltrans Quality Assurance (QA) Inspector
discovered atotal of forty nine (49) linear indications from 5 to 75Smm in length. These areas have been
previously tested and accepted by ZPMC NDT personnel.

Contractor's proposal to correct the problem:

Contractor shall perform proper repair and NDT to verify that the repair is acceptable.

Corrective action taken:

The repair was completed. ABF provided NDT documentation to verify that the repair is acceptable.
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
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