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-000300
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0274

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component: North Tower, Lift 4, Skin D

Procedural [ Procedural [ Description: Longitudinal Stiffener MT over couplant

Reference Description: Longitudina Stiffener MT over couplant

Description of Non-Conformance:

QA observed that ZPMC personnel had performed Magnetic Particle Testing (MT) over afilm of residua
couplant from prior Ultrasonic Testing (UT) on longitudinal stiffener butt welds SSD1-FCSA4-1A/C-66A,
NSD1-FESA4-3A/F-15A and NSD1-FDSA4-3A/C-11A. Thislayer of couplant prevents magnetic particles
from moving freely on the surfaces of the welds.

ZPMC performed Magnetic particle testing after Ultrasonic
S di red testing without proper cleaning on weld

S Imecilire NSD1-FDSA4-3A/C-11A \
/powder} over

Magnetic particle

icouplant

ZPMC performed magnetic particle testing after Ultrasonic
testing without proper cleaning on the weld
NSD1-FESA4-3AF-15A
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Applicablereference:

AWS D1.5-2002, Section 6.7.6.3:; “Prior to MT, the surface shall be examined, and any adjacent areawithin at
least 25 mm [1in.] of the surface to be tested, shall be dry and free of contaminants such as ail, grease, |oose
rust, loose sand, loose scale, lint, thick paint, welding flux, and weld spatter.”

ASTM E709 Section: “Dry particles must not be applied to adamp surface; they will have limited mobility.”
Who discovered the problem:  Shrikant Utekar
Name of individual from Contractor notified: Zhang Jiad
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 6-9-2009, 22:00; Verba
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 6-10-2009, 13:00; Verbal

QC Ingpector's Name:

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 Serge Sinevod 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 10-Jun-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: 05.03.06-000264
Subject: NCR No. ZPMC-0274

Reference Description:  MT Procedure Deficencies/ North Shaft Lift 4 Skin D

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.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
QA observed that ZPM C personnel had performed Magnetic Particle Testing (MT) over afilm of residual couplant from prior
Ultrasonic Testing (UT) on longitudina stiffener butt welds SSD1-FCSA4-1A/C-66A, NSD1-FESA4-3A/F-15A and
NSD1-FDSA4-3A/C-11A. Thislayer of couplant prevents magnetic particles from moving freely on the surfaces of the welds.

AWS D1.5-2002, Section 6.7.6.3: “Prior to M T, the surface shall be examined, and any adjacent areawithin at least 25 mm [1in.] of the
surface to be tested, shall be dry and free of contaminants such as oil, grease, loose rust, loose sand, loose scale, lint, thick paint,
welding flux, and weld spatter.” ASTM E709 Section: “Dry particles must not be applied to a damp surface; they will have limited
mobility.”

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance that addresses the failure of Quality Control to perform the magnetic particle
examination (MT) in accordance with the contract requirements. Include with the resolution the NDT (MT) results for the subsequent
test / retest of the above referenced welds. Provide documentation of the steps taken by the Quality Control Manager to prevent future
occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0274

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe, Jason Tom
File: 05.03.06

Y/ 05.03.06-000264,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: 24-Aug-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

Ref: 05.03.06-000264
Subject:  NCR No. ZPMC-0274

Document No.: ABF-NPR-000307 Rev: 00

Contractor's Proposed Resolution:

Reference Resolution: ABF QCM has had several discussions with ZPMC MT technicians regarding MT over coatings and MT over
contaminants. ABF has instructed ZPMC to clean the weld as required and re-MT.

ABF QCM has had several discussions with ZPMC MT technicians regarding MT over coatings and MT over contaminants. ABF has instructed
ZPMC to clean the weld as required and re-MT. ZPMC will submit MT reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000307R00

Caltrans' comments: Status: AAP
Date: 31-Aug-2009

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

Please provide documentation of the weld in question is acceptable. The Department will review the Contractor's proposal to close Non-
Conformance ZPMC-0274 at that time.

Submitted by:  Wright, Doug Date: 31-Aug-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: 14-Dec-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-000307 Rev: 01
Ref: 05.03.06-000264

Subject: NCR No. ZPMC-0274

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has retested the welds when they were free of any residue and is providing the NDT documentation to show
the welds are acceptable. Based on this ZPMC is requesting closure of the NCR.

Per Caltrans’ comments ZPMC has retested the welds when they were free of any residue and is providing the NDT documentation to show the
welds are acceptable. Based on this ZPMC is requesting closure of the NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000307R01,;

Caltrans' comments: Status: CLO
Date: 16-Dec-2009

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0274 is closed.

Submitted by:  Lee, Ken Date: 16-Dec-2009

Attachment(s):

‘E}' Page 1 of 1



@ No. T-054

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-9-11
REGARDING: NCR-000300 (ZPMC-0274)

ZPMC received NCR-000300 (ZPMC-0274), it mentioned that ZPMC personnel had
MT over a film over a film of residual couplant from prior UT on longitudinal stiffeners butt
welds. The layer of couplant prevents magnetic particles from moving freely on the surfaces
of welds. The related welds no. is: NSD1-FDSA4-3A/C-114, SSD1-FCSA4-1A/C-66A and
NSD1-FESA4-3A/F-15A.

ZPMC did investigation when received this NCR, and had put forward ZPMC(C’s
NCR-T-047. To the related welds no. SSD1-FCSA4-1A/C-66A, NSD1-FESA4-3A/F-15A,
ZPMC had acknowledge the problem and removed the contamination couplant and
performed re-inspection. To the weld no. NSD1-FDSA4-3A/C-11A, the required MT
percentage is 25%, and ZPMC had reached this requirement by did MT on weld
NSD1-FDSA4-3A/C-9A. As you can see in the picture of your NCR, ZPMC did remove the
couplant on the run-on-off tab and MT on the end of the weld NSD1-FDSA4-3A/C-11A.

ZPMC had inculcated NDT inspector and will enhance them be more responsible and
careful in order to avoid such situation happened again in the future.

Here attached the related VT and NDT reports, the result shows the issue didn’t
influence the weld quality. So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000300 (ZPMC-0274)
T787-UT-1848
T787-MT-4441
T787-UT-1847
T787-MT-4485
T787-UT-1849

TG kg



—— ' Nonconformance Report

—T— | ANFFE TR &
Project Name: S.F.O.B.B NCR Number:
T B 42 F5: RE IS K NCR %i5: NCR-T-047( ZPMC-0274)
Item: MT Procedure Deficiencies | Item Number: Drawing: &5
BRI MT TERFAWE 5 NSD1-FDSA4-3A/C-11A

North and South | SSD1-FCSA4-1A/C-66A
Tower Lift 4, | NSD1-FESA4-3A/F-15A
longitudinal |

stiffeners

Location: bay 10 | Date:
frE: 1047E (8] H3A: 2009-06-15

Description of Nonconformance: 7EF& TURA LGk

CT inspector observed ZPMC personnel had MT over a film of residual couplant from prior
UT on longitudinal stiffeners butt welds NSD1-FDSA4-3A/C-11A, SSD1-FCSA4-1A/C-66A and
NSD1-FESA4-3A/F-15A. This layer of couplant prevents magnetic particles from moving freely on
the surfaces of the welds.

AWS D1.5-2002, Section 6.7.6.3: Prior to MT, the surface shall be examined, and any adjacent
area within at least 25mm of the surface to be tested, shall be dry and free of contaminants such as
oil, grease, loose rust, loose sand, loose scale, lint, thick paint, welding flux, and weld spatter. ASTM
A709 Section: Dry particles must not be applied to a damp surface; they will have limited mobility.
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

gD 333 Burma Road
% Oakland CA 94607
{ellrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 10-Jun-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-B0-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000264
Subject: NCR No. ZPMC-0274 -

Reference Description:  MT Procedure Deficencies / North Shaft Lift 4 Skin D

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
1dicated below:
L1 Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
QA observed that ZPMC personnel had performed Magnetic Particle Testing (MT) over a film of residual couplant from prior
Ultrasonic Testing (UT) on longitudinal stiffener butt welds SSD1-FCSA4-1A/C-66A, NSD1-FESA4-3A/F-15A and

NSD1-FDSA4-3A/C-11A. This layer of couplant prevents magnetic particles fram moving freely on the surfaces of the welds.

AWS D1.5-2002, Section 6.7.(:.3: “Prior 1o MT, the surface shall be examined, and any adjacent area within at least 25 mm [1 in.] of the
surface to be tested, shall be dry and free of contaminants such as oil, grease, loose rust, loose sand, loose scale, lint, thick paint,
welding flux, and weld spatter.” ASTM E709 Section: “Dry particles must not be applied to a damp surface; they will have limited
mobility.”

Action Required and/or Action Taken;
Propose a resolution for the identified non-conformance that addresses the failure of Quality Control to perform the magnetic particle
examination (MT) in-accordance with the contract requirements. Include with the resolution the NDT (MT) results for the subsequent
test / retest of the above referenced welds. Provide documentation of the steps taken by the Quality Control Manager to prevent future

occurrences.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0274

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe, Jason Tom
File: 05.03.06

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

DEPARTMENT OF TRANSPORTATION i
DIVISION OF ENGINEERING SERVICES &

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4

Bay Area Branch
690 Walnul Ave.St, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valigjo, CA 94592-1133 File#: 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000300
Prime Contractor: American Bridge/Fluor Enterprises, a JV - Date: 09-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0274

Type of problem:

Welding [J Concrete [] Other

Welding O Curing [0 Procedural []  Bridge No: 34-0006

Joint fittup [J Coating [0 Other [0 Component: North Tower, Lift 4, Skin D
Procedural [J Procedural [] Description: Longitudinal Stiffener MT over couplant

Reference Description: Longitudinal Stiffener MT over couplant

Description of Non-Conformance:

QA observed that ZPMC personnel had performed Magnetic Particle Testing (MT) over a film of residual
couplant from prior Ultrasonic Testing (UT) on longitudinal stiffener butt welds SSD1-FCSA4-1A/C-66A,
NSD1-FESA4-3A/F-15A and NSD1-FDSA4-3A/C-11A. This layer of couplant prevents magnetic particles
from moving freely on the surfaces of the welds.

ZRNE petforhediaaneiepariel e 1&sling afterUlirasanic
tes
NSD1-ED

Applicable reference:

AWS D1.5-2002, Section 6.7.6.3: “Prior to MT, the surface shall be examined, and any adjacent area within at
least 25 mm [1 in.] of the surface to be tested, shall be dry and free of contaminants such as oil, grease, loose
rust, loose sand, loose scale, lint, thick paint, welding flux, and weld spatter.”

ASTM E709 Section: “Dry particles must not be applied to a damp surface; they will have limited mobility.”

Who discovered the problem:  Shrikant Utekar
Name of individual from Contractor notified: Zhang Jiad

M TL-15,Quality Assurance -- Non-Conformance Report P il 2



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

Time and method of notification; 6-9-2009, 22:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 6-10-2009, 13:00; Verbal

QC Inspector's Name:

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 Serge Sinevod 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

'}h}“ TL-13,Quality Assurance - Non-Conformance Report Page2af 2
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REPCRT OF ULTRASONIC EXAMINATION
. TR ,f A
i UTHR AR &
REPORT NO. H&#S T787-UT-1848 DATE 2009.06.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO, : TS 2ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FOURTH LIFTING PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
NSD1-FESA4-3A/F
4 15 TOWER(N) SKINE me Il TmE
REFERENCING CODE #3317 ACCEPTANCE STANDARD #2211k PROCEDURE NO. 4§ 8
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS ##: 75 JOINT TYPE 1843R0 CALIBRATION DUE DATE {847 IE 45 2 11
SAW BUTT . Dec. 28%T 2000
EQUIPMENT #4% MANUFACTURER %03 5 MODEL NO. B35S SERIAL NO. [FHlEE
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #-&3 MATERIAL/THICKNESS #% 2 fif
AWS lIW BLOCK TYPE I c.M.C ATOSM-345T2-Z 100mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
S TS b = R~ i 7 il ik R~F
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level 23R fAF 20dB
Base metal inspected per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
DECIBELS 4+ DISCONTINUITY FiEitik 15
a i “a'
WELD 2 pur 5 ~ 15 18 [6 1l 3 i
z. | Sm| < % [esls sl 8|8 D LOCATION OF DISCONTINUITY 5. s
oW |Ze|uB| g 8252288 % L w2
IDENTIFICATION |Elk |u=s|s=®|C B2~ lelfE & AELT T (mm) =3 <
<5 [m2|o8 E o |F |IE 5 o
A EE: $¥ | §
4%, 21 -4 L [m] -
RAETHHAS = T = Sound | Depthfrom , 5 =
Length From'X | FromY 0
a blc|d i Path Surface EEX wy | &
BE | IERIEE . a
NSD1-FESA4-3A/F- .
15A/8 a 34 ACC. | 100%
45 34 Acc. | 100%
AFTER HSR1(T)-9284
BLANK
EXAMINED BY3:#5 REVIEWED BY $#%
oy fabire T &fgéé-co
LEVEL-Il SIGN |/ TDATE LEVEL - Il E
IIitEE / QcM \ J PCUSTOMER
P\ fud W’\- M\
%< SIGN/ A DATE % SIGN / B8 DATE

(FORM# ZPQC-UTO01)




REPORT OF MAGNETIC PARTICLIE EXAMINATION

&5 SIGN / B DATE

, ik R R 5 )
REPORT NO. #{¢5 418 T787-MT-4441 DATER #i 2009.06.00 PAGE OFFR 14 Revision No: 0
PROJECT NO. ooe 78; B CONTRACTOR: "'”;L;Ai " T e,
ITEHE: ) A )
|CALTRANS CONTRACT NO.:
DRAWING NG, NSD1-FESA4-3A/F 04012054
EHe: THE 4 TH LIFTING TOWER(N) SKIN E RMIRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SETEEIT IR BEFRE BB AR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009
EQUIPMENT ¥ % MANUFACTURER 1515 MODEL NO. #4518 SERIAL NO. #4:418
MT YOKE PARKER B310§ 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
[H AR S AR mi
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
[k gt THR#H AR E
MATERIAL TO BE v WELDING #5444 ; ;
Material & thickness
EXAMINED O CASTING #e{t: AT09M-34572-Z
Eertilbap O FORGING it B, A 100mm
WELDING PROCESS TYPE OF JOINT
SAW BUTT

BT Pk 2]

WELD I.D ESCONTIROIT R = it ACCEPT REJECT REMARKS

P INDICATION TYPE [y e 161 Fk
e A
NSD1-FESA4- o
SAJFABA ACC. 100%MT
NSD1-FESA4- N

3A/F-15B
* NSD1-FESA4-3A/F-15Awas MT inspection and ACC, which is the result of required 25% MT.
* NSD1-FESA4-3A/F-15AIREEMTIR &L, RIVBIHERT B3 T btk 25 % 15 e B .

AFTER HSR1(T)-9284
BLANK
EXAMINED BY 34§ REVIEWED BY ## )
Xu hai )('M‘ Hc‘ll /)797})/))/#])
LEVEL-Il SIGNE% / DATERN .07. 9f.07] ILEVELW  SIGN | DATERM o b 7
B3 / QCM ‘ ‘ I Fi F*CUSTOMER { '
Y b :
R S Rt

& SIGN / B3l DATE

(FORM# ZPQC-MT01)
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REPORT NO. R&4HBE  T787-UT-1847 DATE 20085.06.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :T#%E ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FOURTH LIFTING DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SSD1-FCSA4-1AIC
A& 5 TOWER(S) SKIN C e MM TR

REFERENCING CODE £:#3§#

AWS D1.5-2002

ACCEPTANCE STANDARD #4451

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. s
ZPQC-UT-01

WELDING PROCESS #4& 5

JOINT TYPE #4328 10

CALIBRATION DUE DATE {% 38 Kr iE %7 2413

SAW BUTT . Dec. 28°7 2009
EQUIPMENT # % MANUFACTURER {3t if5 MODEL NO. #4525 SERIAL NO. 5438
0715656311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061496811, 070152011,
CALIBRATION BLOCK COUPLANT #2871 MATERIALTHICKNESS #4 % R
AWS 1IW BLOCK TYPE I c.M.C AT09M-345T2-Z /AT0SM-HPS-485WT2-2 90/60mm
TRANSDUCER L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HlET bl ek R sy A ik Rt
Changchao 70° 2.5MHz 18%x18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Changchao 60° 2.5MHz 18x18mm
Reference Level £:%F {AF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ DISCONTINUITY FiEg:it e
: B
WELD g |4 t ~ |5_18_|s . |s 3 -4
Z i 2w < ﬁ SEEEESRE LOCATION OF DISCONTINUITY 5ok o
X L5 ool o 13
IDENTIFICATION |Elk | 58 sz | 383|585 & FEEALIR (mm) za | ¢
<m mpg | O® = = g E 5= G
orlgR|e® | @ ¥ | E
? = had
RG4S 5 |k ~ Sound | Depth from . w| B -
- Length From'X | From'y o
a b [ d i Path Surface 9EX saY a
ME | R o
SSD1-FCSA4-1A/C- .
69A/B 3 34 ACC. | 100%
45 34 ACC. | 100%
SSD1-FCSA4-1A/C- .
67A/B e 34 ACC. | 100%
60 34 ACC. | 100%
SSD1-FCSA4-1A/C- -
66A/B 10 34 ACC. | 100%
45 34 Acc. | 100%
AFTER HSR1(T)-9264
EXAMINED BY 45 REVIEWED BY
, %W“dr ‘VT o m%% hon /. /o
1
LEVEL - 1l srénﬁ I DATE ¥ LEVEL -1l SIGN f DATE j)
AR / QCM g\ b M FCUSTOMER
BTN FEs
S SIGN ! BiY] DATE % SIGN/ B DATE

(FORM# ZPQC-UT01)
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REPORT OF MAGNETIC PARTICLE BEXAMINATTON |

Tt 0 e 0 4R 45
REPORT NO. R4 #58 T787-MT-4485 DATEE i 2009.06.10 PAGE OFTE /i Revision No: 0
PROJECT NO. ———— CONTRACTOR; LR o
IR4EE: ) B A
CALTRANS CONTRACT NO.:
BRAWING NO. SSD1-FCSA4-1AIC 04012084
H5. THE 4 TH LIFTING TOWER(S) SKIN € MM TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BE LT BEgiE BFas BB ER %
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009
EQUIPMENT &% MANUFACTURER I35 T MODEL NO. #:52 SERIAL NO, HE4tes s
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AB
REAL T B B S e e o B
PARTICLE TYPE Dry magnet powder YOKE SPACING et
ki B TR R0 fa] b m
MATERIAL TO BE v WELDING ##: 4 . ; AT09M-HPS-485WT2-Z
Material & thickness
EXAMINED [ CASTING &4k AT0OM-345T2-2
RFHE O FORGING 8% 94, 1 iE 90/60mm
WELDING PROCESS TYPE OF JOINT
SAW BUTT
BE A et Fit]
T DISCONTINUITY 7R3t . REJECT Sk
.D. EMARKS
ey INDICATION TYPE 7LENGE§£N ™ e o Pl
Ei-7n it
SSD1-FCSA4- ,,
1AIC-69AB ACC. 100%MT
SSD1-FCSA4- .
1A/C-6EA/B ) ACC. 100%MT
SSD1-FCSA4- "
INC-67AB ACC. 100%MT
AFTER-HSR1(T)-9264
BLANK
EXAMINED BYX:#E REVIEWED BY #7#;
Yuan tao |ore .<'W\ l"""’\ )
LEVEL-UI SIGN o | DATER 970 0 [ s LEVELAl  SIGN ‘ ! DATERE ﬂ [o
BitEE / QcM JAPCUSTOMER 7
Lo Gl ) '7
#F SIGN/ Bl DATE % SIGN/ B3 DATE

(FORM# ZPQC-MT01)




REPQRT O

F ULTRASONIC EXAMINATION

UTHERR &

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

REPORT NO. #4958  T787-UT-1840 DATE 2009.06.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :T#E4# S ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: FOURTH LIFTING PRAWING NO.: NSD1-FDSA4- |CALTRANS CONTRACT NO.: 04-0120F4
B TR TOWER(N) SKIND | 3A/C MM IESE
REFERENCING CODE &3403 ACCEPTANCE STANDARD #1571 PROCEDURE NO. 2/

I

WELDING PROCESS #8455

JOINT TYPE #4¢2/e 50

CALIBRATION DUE DATE {% 35 [ 241

SAW BUTT i Dec. 2857 2009
EQUIPMENT #% % MANUFACTURER i ii§ MODEL NO. #3595 SERIAL NO. F5l#% €
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #E-47 MATERIALITHICKNESS #4 %l JEfF
AWS IIW BLOCK TYPE II C.Mm.Cc AT09M-345T2-Z 90mm
TRANSDUCER #§3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
G A s R~ HIETE B AL R+
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18x%18mm
Changchao 0° 2.5MHz 20mm
Reference Level £:3% 7 &ir 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# DISCONTINUITY Atk N
. 5
WELD 2 (2 |8 [<ls ls |5 5 ”
Z |28 2 g | B EEEEEsE R LOCATION OF DISCONTINUITY aE | #
w15 s s (5] = a ; i
IDENTIFICATION E e | X ﬁ,ﬁ; = %ﬂi = ;:;‘i E'w:f 5 5 § &5 TEESGLT (mm) >E -
1 53 3 = = =L o
S¥I8x|2¥ o R 2¥ | &
JH & H- & Shal
AR g E - Sound | Depth from S o
- Length From'X | From'Y o
a b c|d Py Path Surface EEX ey ]
B | mlmwE | o
NSD1-FDSA4-3A/C- o
OA/B 70 34 ACC. 100%
45 34 ACC. 100%
NSD1-FDSA4-3A/C- -
11A/B 70 34 ACC. | 100%
45 34 ACC. 100%
AFTER HSR1(T)-6292
BLANK

EXAMINED BY:4%

LEVEL-Il SIGN /

DATE

qony Tobro

REVIEWED BY W
JREV

I‘ M_JS/]A

£

[3

LEVEL - 1l SI

f.,.zv\d V‘ - 7
!

DATE /

APy (/{Lbé-tl)

Hi&3 / QCM

Ladioahwy o0, o1

4 SIGN/ B DATE

B FCUSTOMER

S SIGN / Bl DATE

(FORM# ZPQC-UT01)




| REPORT OF MAGRETIC PARTICLE

|

R R B o

IR g

EEAMINATICN |

u Em T

REPORT NO. %455 TIB7-IT-4440 DATEFI#| 2008.06.09 PAGE OFB{# 111 Revision No: 0
RO RS e EZPOB-; SRS O M e sl AJ“; AE?R:NS i mapmmeet i
IE4E: B P
; CALTRANS CONTRACT NO.:
DRAWING NO. NSD1-FDSA4-3A/C S—
13 g
A4 THE 4 TH LIFTING TOWER(N) SKIN D A TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BAFHM 2 AnnL BRES (B 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2877 2009
EQUIPMENT # 4 MANUFACTURER #i& 1 MODEL NO. #3485 SERIAL NO. #4382
MT YOKE PARKER B3108 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
Sy idiA AT s R .
PARTICLE TYPE Dry magnet powder YOKE SPACING
o A T0~150mm
T e E TR TR ] P
MATERIAL TO BE VWELDING #7454 . .
Material & thickness
EXAMINED O CASTING #4¢: AT09M-345T2-7
R E O FORGING 4 T, FLHE 90mm
WELDING PROCESS TYPE OF JOINT
) SAW i BUTT
VLD DISCONTINUITY A g . —
.D. — = RE REMARKS
e INDICATION TYPE HENGTR NI o P
iR Egi] -
NSDA-FDSA4- - ;
AAJC-OA ACC. 100%MT
NSD1-FDSA4- .
3A/C-9B .
NSD1-FDSA4- : i
3AIC-11AIB )

#NSD1-FDSA4-3A/C-OAITSE B MTH -5 1%,

*NSD1-FDSA4-3A/C-9A was MT inspection and ACC, which is the result of required 25% MT.
HRUMEIHR B D23 T 3t 38 sk 1025 %1 S i

AFTER HSR1(T)-9292

BLANK

EXAMINED BY 4R

REVIEWED BY HI#

£ SIGN [ A3 DATE

]

% SIGN/ Fili DATE

Xu hai X:L{]-!CH P‘)Wj”)/m)

LEVEL-Il SIGN%% | DATER (ﬁ 06‘ o? LEVELHl  SIGN | DATER#i Q/W‘ﬁ b~ %

R / QCM . ‘ ! JiCUSTOMER [ /
Wl > p , byb

(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, PRC Report No: NCS-000379
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  16-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0274

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:  09-Jun-2009

Description of Non-Conformance:

QA observed that ZPMC personnel had performed Magnetic Particle Testing (MT) over afilm of residua
couplant from prior Ultrasonic Testing (UT) on longitudinal stiffener butt welds SSD1-FCSA4-1A/C-66A,
NSD1-FESA4-3A/F-15A and NSD1-FDSA4-3A/C-11A. Thislayer of couplant prevents magnetic particles
from moving freely on the surfaces of the welds.

Contractor's proposal to correct the problem:

Contractor to inform ZPMC that al residual couplant must be cleaner prior to performing MT.

Corrective action taken:

ZPMC hasinstructed NDT technicians to ensure that all residual couplant and other contaminants be removed
prior to MT. Furthermore, the affected welds were cleaned, reinspected, and NDT documentation indicating
sound welds has been submitted.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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