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-000304
Date: 10-Jun-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR # ZPMC-0278

Type of problem:
Welding [] Concrete [ Other

Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segment 4BW

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indications by QC, Segment 4BW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the FL 3 floor beam horizontal stiffener
attachment welds (to Edge Plate 18A), Caltrans Quality Assurance (QA) Inspector discovered atotal of four
(4) longitudinal linear indications. These indications ranging from 25 to 35mm in length were observed in
welds: SSD12A-PP28-170, 171, 175, 176, 183 and SSD10A-PP26-180. These welds have been previously

tested and accepted by ZPMC Quality Control (QC) MT and UT technicians.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

& ’
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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.”

Who discovered the problem:  Rodney Patterson

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 9:00, 06/10/09, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 18:00, 06/10/09, Email

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: L] 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 Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-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: 05.03.06-000268
Subject: NCR No. ZPMC-0278

Reference Description:  Missed MT Indications by QC, Segment 4BW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
During random verification magnetic particle testing (MT) of the FL 3 floor beam horizontal stiffener attachment welds (to Edge Plate
18A), Caltrans Quality Assurance (QA) Inspector discovered atotal of four (4) longitudinal linear indications. These indications
ranging from 25 to 35mm in length were observed in welds: SSD12A-PP28-170, 171, 175, 176, 183 and SSD10A-PP26-180. These
welds have been previously tested and accepted by ZPMC Quality Control (QC) MT and UT technicians.
See NCR report No. ZPMC-278 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised
procedures to prevent future occurrences. A response for the resolution of thisissueis expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0278

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

ol " 05.03.06-000268,NCT
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AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-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-000271 Rev: 00
Ref: 05.03.06-000268

Subject:  NCR No. ZPMC-0278

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests
closure of this NCR.

ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000271R00;

Caltrans' comments: Status: CLO
Date: 21-Aug-2009

The proposed resolution is acceptable. The Critical Weld Repair report is included, and the welds in question have been accepted by VT and
MT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0278 is closed.

Submitted by:  Wright, Doug Date: 21-Aug-2009
Attachment(s):
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G—E_—Z‘B ‘No. B-406
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-7-20
REGARDING: NCR-000304 (ZPMC-0278)

With this letter of response, ZPMC requests closure for Caltrans NCR-000304
(ZPMC-0278). We agree what describe in the non-conformace report, so we submitted the CWR
for the engineer approval prior the repair, with the comments of the CWR we conducted the weld
repair and then re-inspected for the weld areas, with the support of MT completed report, we
apply to close the NCR.

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

to close the caltrans’s report NCR-000304 (ZPMC-0278).

Please reference attached documentation for acceptance and closure the

NCR-000304 (ZPMC-0278).

ATTACHMENT:

NCR-000304 (ZPMC-0278)

The critical welding repair report
The final VI/MT report

Lo Shvaesshou

2005 2. 20




Nonconformance

[ZBMCSI  Report
| AR T
Project Name: S.F.O.B.B NCR Number:
I E & 5 B I N AT NCR 4i8: NCR-B-191  (ZPMC-278)
Item: Missed MT Indication Item Number: | Drawing:
ZHER:  MT ER H5: 5 4BW
OBG 4BW )

Location: OBG 4BW Date:
VAR Hi: 2009-06-19

Description of Nonconformance:

During random verification ‘magnetic partical testing (MT) of the FL3 floor beam horizontal
stiffener attachment welds (to Edge Plate 18A). Caltrans Quality Assurance (QA) Inspector
discovered a total of four (4) longitudinal linear indications. These indications ranging from 25 to
35mm in length were observed in welds: SSD12A-PP28-170,171,175,176,183 and SSD10A-PP26-180.
These welds have been previously tested and accepted by ZPMC Quality Control (QC) MT and UT
technicians.

IR R 7 4BW A FL3 Rt _LE/KTHIR (55 EP18A B4 i MT SHMN S8 4 /%
BEZE 25 3| 35mm Z R MY RBEL. BHRKSH: SSDI2A-PP28-170,171,175,176,183
SSD10A~PP26 180, XEREEZ fTHEE T prﬁ MT R,

Work By/-” L Y=y ""7 Prepared by: }' L1 Reviewed by QCE: Z 4; ﬁé 5

WA < . o wf7 4 /9 JﬁﬂIﬁﬁﬁ?ﬁ:fﬁ
OO0 Drawing Error ' [J Materlal Defect Fabrication Error Other 7
ERER MEHRRE fhlEER Hib R E
Disposition: O Useasis O Repair O Reject
AbE R =1 A8 B B
Recommendation:

A 5 TR A B A B AEREPRON S
pevinfackion and 55w gpr oo, o erkince  gionnf

Prepared by: L;‘ Jitnirng (f v(, . 776 Approved by QCA:
W - [ mRemim

Reason for Nonconformance:
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Prevention of Re-occurrence:
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Verification: 0 Acceptable [0 Unacceptable
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Hridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201813 PR China

(Kot 1. Tel: 021-56656666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A 1V Date: 14-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 Superstruciure
Attention: Mr. Thomas Nilsson Project/Fuabrication Manager Document No: (5.03.06-000268
Subjeet: NCR No. ZPMC-0278

Reference Description:  Missed MT Indications by QC, Segment 4BW

P

The attached Non-Conformance Report describes an cccurrence 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,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes 2 systemalic problem in quality control,
[] Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
During random verification magnetic particle testing (MT) of the FL3 floor beam horizontal stiffener attachment welds (1o Edge Plate
184), Caltrans Quality Assurance (QA) Inspector discovered a total of four (4) longitudinal linear indications. These indications
ranging from 25 to 35mm in length were observed in welds: SSD12A-PP28-170, 171, 175, 176, 183 and SSDI0A-PP26-180. These
welds have been previously tested and accepted by ZPMC Quality Control (QC) MT and UT technicians.
See NCR report No. ZPMC-278 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised

procedures to prevent future occurrences. A response for the resolution of this issue is expected within 14 days,

Transmitied by: Ching Chao
Attachments: ZPMC-0278

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

< .
7 05.03.06-000268nCT Page I of |




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

DEPARTMENT OF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

ST

Contract # 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 File#: 69.25B
(707) 649-5453 i 69.25]

(707) 649-5483

QUALI.T‘Y ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000304
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 10-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0278

Type of problem:

Welding [J Concrete [ Other

Welding O Curing 0 Procedural Bridge No: 34-0006

Joint fit-up [J Coating [0 Other Ll Component: OBG Segment 4BW

Procedural [J Procedural [J Description:

Reference Description: Missed MT Indications by QC, Segment 4BW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the FL3 floor beam horizontal stiffener
attachment welds (to Edge Plate 18A), Caltrans Quality Assurance (QA) Inspector discovered a total of four
(4) longitudinal linear indications. These indications ranging from 25 to 35mm in length were observed in
welds: SSDIZA—PPZS—]?@, 171, 175, 176, 183 and SSD10A-PP26-180. These welds have been previously
tested and accepted by ZPMC Quality Control (QC) MT and UT technicians,

7 fiow

ﬁa_ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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 requirements of the contract documents.”

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: Kevin Chen
Time and method of notification: 9:00, 06/10/09, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 18:00, 06/10/09, Email

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: O Yes [ 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 {it for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

- Reviewed By: Wahbeh,Mazen SMR

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




(ZPMC ]

REPORT OF MAGNETIC PARTICLE EXAMINATION

RS
REPORT NO. i %45 B787-MT-11696 DATEE | 2009.06.14 PAGE OFI 1M Revision No: 0
PROJECT NO. T CONTRACTOR: CALTRANS
ITR%E: o ;B
DRAWING NO, OBW4 CALTRANS CONTRACT NO.: W
e floor beam I-rib MHIBRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BERRG HERAR M BEFERS { BB EFT 3
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T ,2000
EQUIPMENT # & ,_ MANUFACTURER i MODEL NO. B %5 SERIAL NO. #4552
MT YOKE PARKER ' B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT’ £
WAk BEAR R B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
3 i TR AR AR
MATERIAL TO BE ¥ WELDING #44 Material & thickness A700M-345
EXAMINED O CASTING %1+ B, B
R R E O FORGING $&i% 18/22mm
WELDING PROCESS TYPE OF JOINT
SMAW/FCAW/SAW T-JOINT
R Haden
LA i DISCONTINUITY Atk R e St
.D. AT S
Fissan R INDICATION TYPE "ENGEE'N s . 3
b #H
SSD1 21%-§P028~ 1 CRACK 10 REJ. 100%MT
SSD121A7-OPP028— 1 CRACK 10 REJ. 100%MT
SsD1 21/’;-1PP028- 1 CRACK 10 REJ. 100%MT
SSD121P_:;5PF’028~ 1 CRACK 10 REJ. 100%MT
SSD121;;-5P028— 1 CRACK 10 REJ. 100%MT
SSD12%—3PP028— 1 CRACK 10 REJ. 100%MT
BLANK

EXAMINED BYEiR

Jin Jianting J\"‘ LL‘"} 'U-"‘%

[LEVEL-1I siGNZ% |

DATEH ;6!

AT

IREVIEWED BY ##

Cuel it (hary

LEVEL-l SIGN

f] DATERH 4[}&\(

RIS / QCM

B

£F SIGN/ B}l DATE

Fi P CUSTOMER

|

% ¥ SIGN/ B DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R AR &

REPORT NO. 44 B787-MT-11604 DATER il 2009.06.14 PAGE OFIF 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS

IRHS: A . CAL

DRAWING NO. OBW4 CALTRANS CONTRACT NO.: T

e, floor beam I-rib MHIR%S
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

B MG ERIE BEmRY WBREHRM

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2008

EQUIPMENT # % __ |MANUFACTURER #ii #§ MODEL NO. #2& 8 SERIAL NO. #4438

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT’ .

R AL WA L B3

PARTICLE TYPE Dry magnet powder YOKE SPACING e

g TR R4EIRE mm

MATERIAL TO BE VWELDING # 84 Material & thickness A709M-345
EXAMINED O CASTING % R, L

ERLEEE Y] O FORGING % 22MBmm

WELDING PROCESS TYPE OF JOINT

SMAW/FCAW/SAW T-JOINT
B B
WELD I.D Sl ACCEPT REJECT K
.D. = REMARKS
ey INDICATION TYPE SRR e e e
Zn e
SSD101P;3-§P026- CRACK 10 REJ. 100%MT
BLANK

EXAMINED BY3:4%

M\ww\ﬂwﬂ

REVIEWED BY #i#

% SIGN / Hll DATE

Jin Jianting \.l S\P"l ﬁ“""\ (Laj
LEVEL-Il SIGN%4% | DATERW /ﬁ _ OLL“'F LEVELI SIGN  / DA EBS&& “ﬁ b X
FRIREIE / QCM l FFCUSTOMER

%< SIGN [ Hil DATE

(FORM# ZPQC-MTO1)
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Critical Welding Repair Report (CWR) 0
WMH AR ZEHE G fgEe oBE RS
Project Name: SFOBB Drawing No.: Report No.: B-CWRS65
E
AR 04-0120F4 ,
Contract No.: WL FLODR BEAM I-RIB | NDT HEsEe
ME4S- ltem Name: ERSFEERNFe2s| NDT Report No.: B787-MT-11695
Froject No.: ZPU5-787
FESFE R,

Description of Welding Discontinuity:

FEATESD12A-PPD28-180, SSD12A-PPD28-170. S5D124-PP026-471. SSD12A-PP028-175. SSD12A-PP0O2B-176, $8D1
2A-PP028-18382 i, "aﬂ%@“ﬁ‘w_ﬁmﬂﬁ. L=10mm.

Welder 1D No. (RI4%%E):220060, 054467 Positlon:(ff 8): 2G6+4G\2F\4F :

One transverse crack was found by use of MT on each weld(SSD12A-PP028-180. S5D12A-PPO28-17D, SSD'iEA-PPD
28-171+ S8D12A-PPOZB-175. SSD12A-PP0O28-176, S8D12A-PP02B-183). 10mm in length on each weld.

BE%R (Inspector) : L.Jm %:ig.%g% B3 (Date) : 2009-06.14

PBERSRIEREE
Draft of Welding Discontinuity:

' RELD NUMBER{SSD12A-PP028-170

'WELD NUMBER: S5D12A~PPO2R-171/] g
YELD NUMBER:SSD124-PP028- =178 A0 |

WELD NUMBER: SSD12A-PP028-178 ﬁg WELD NUMBER:.S‘S/QIE—_[" P028-180
YELD NUMBER:SSD12A-PP02B-1B2 g =

SPCM 7 TTE [gegerms,

APPROVED
@~ APPROVED AS NDTED
O RETURNED FOR [CORRECTION
Pursuant to Saction 5-1.02
of the.Standard Specifications
State of California
DEPARTMENT OF TRANSPOHTATION
Division of Enginéerng Serices

4#_ %fsmrlﬂure Dunatruuﬂz? 8,7

Structurs Hepresentative Dale




FERA:
Cause;

1 KIEInHET, ?kﬁ‘&%ﬁ%ﬁﬁ%ﬁﬁ?ﬁﬁ%ﬁﬂ‘[@ﬁﬁﬁ%ﬂ?ﬁ;

1. Moisture wasn’{ completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently

ERARA (Foreman); 4, "2"/\’{77 B3 (Date): "7 og Y é

=D,

Disposition :

1RBITEM = L3,

2. TEE—IE AL Tt RS SRABRHEEWPS,
3. VIMIMTR A BB RSSE S,

4. REMENRERET 2

5. TR B e A/ F100°C,
Gﬁ%&ﬁﬁﬁﬁﬁiﬁiﬁﬁ?ﬁmd\ﬁsmm:

7. HHEFPEIRT 5 G s iRem s 5,

8. RHERNERUHVTSMTR, FIT prio—to
TRC Ll Presce-en b \Widmess he

1. Remove the crack By means of grinding 2

2. Prepare excavation according f{o the approved repalr WPS, :

3. Verify with VT and MT repair areas are crack free. d‘“”ﬁ _ﬁ’!{aw f{mf-
4. Preheat and weld according {o the approved repair WPS~" fremrtnt accond +o
5. Preheat prior to weldlng to a minimum temperature of 100C Ht Fer Frfb?‘zcvfb ~

6. The preheat ares shall be a minimum of 150mm In alf direciions

e ?.»ﬂ:»:- eweld *

7. Grind the repaired area flush with base metal or lhe adjacent weld,

8. Perform VT anhd MT of the repair areas.
- Mc{ﬂfanq.f/vywu'{‘ pﬁciqmn—e.;i' as fhat o fhe .r,j:.u.‘a.ﬁ Pro yBon x £/ 37

{Mrfd'ﬂ’"’ A""( _‘Ler’h‘j e 3, - EhLT:famJ/-

/ g, 6-[7
Iz %‘Tﬁ: l 4 B 8:
Technlcal Engineer: /‘/"‘ﬂ —fr"/j““’?rApprnved By: 1’7 jkmdwk Date: °7- 2f s [

A‘f (lhonbiy

O _. APPROVED

g KERROVED AS NOTED

0O »¥ namMED FOR GORRECTION
“Fulsw 5 0 Section 8-1.02
of the: sizirozrd Specifications

siale of California
DEPARTMENT OF TRANSPORTATION
Divisit. 1. o1 Engineering Services

a‘ugﬁ'ma- zjirucgg( Dnnstrucﬁcgn // 3/?

Btructure Reflesentative Dates

#R787-QCP-200




— 3 ot Rk
;é %ﬁ % Jé {g EFE» Rev. No.;
Critical Welding Repair Report (CWR) 0
o H &5k EEMEEAH R . REHS
Proj : i . OBwW4 i B-CWR565
ject Name: SFOBR Drawing Na.: Report No.:
- = ' £
) ;aﬁix 04-0120F4 Sidha
ontract No.: 2 FLOOR BEAM IRIE| NDT E
]tiﬁf i . . " B787-MT-11698
ame: | fEsEEEEhrees| NDT Report No.:
ARRS_ ZP06-787
Project No.:
2 s,
Corrective Action to Prevent Re-occurrence: - ‘
11J*h(w%ﬁﬁﬂ%ﬁﬂ,uﬁWﬂéﬂw%
1. QC shall verify sufiicient preheat has been applied, o remove molsture, prior fo welding. ,
FRAFA (Foreman): 4y —1‘{4‘[" W;J A3 (Date): “7 ok
WPS-SMAW-345.2
G(2F)- ~Repair Nf‘ Ti
Z MR WPSE B WPS-FCAW-345-2 | T# R L
Repair WPS Na.: G(2F)- -Repal-1 Technologist: § b
WPS-SMAW-345.4 J-obee

G(4F)-Repair

B (B WEHE
Preheat Temperature
Before Gouging

G072

3& £ il Bk 1y
Description
of Discontinuity:

croehe

AT ERE

Inspection

Before Welding:

A=

B mAEE
Preheat Temperature
Before Welding:

L2

T K B 0097 i B A A -

Max. Depth of Gouge: | O Total Length of Gouge: }%’(‘F

‘ R .

BT 4 BE4E ;
¥elder: (9\&’?‘{‘67 %il::mg Im fq“’l/ Position: 16.46 ! quL
78 12 PR ‘
Current‘: /j—OA' Voltage: > ‘/ Speed: /O/
BERRhE

Inspection After Repair:

SRR BB R UV TS = "

VT Result: /{g(,( Inspector: 1 89001y ater 5'17 \ 0/7
NDTH & HER N v =

NDT Result: AW NDT Person: ]f‘/? Jran '&/’% Date: 57 0/“7??7
JUAE ¢ | ’

Witness/Review:

- I

Remark :

#R787-QCP-B0D
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395 :-on Dy 10 Wy 113y £

51841 ] *'ON ¥SH 813y O
ssed I8400 193]V [ pPIe# 1001 1213y
b,
VN VN 20V I3 IS M M I3 IS M (0¥ 2)1-2490SIHL b+ LIPSO |081-82dd-VZ1ASS
VN VN DOV M I8 IS r M p 3 (0"t 2)1-290SIHL Ab+HIT LO¥PSO  |9L1-8Tdd-VZIASS
YN VN 20V M M M M M M M (0% 2 )1-24905HL Ap+AT LIYPSO  |SLI-8Tdd-VZIASS
VN VN 20V M I8 p 3 p M r (0% 2)1-24905rHI, db+dT L9¥PSO | 1L1-8Zdd-VZ1ASS
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REPORT OF MAGNETIC PARTICLE EXAMINATION

RiE R B4R &
REPORT NO. {4545 B787-MT-11696R1 DATEH I 2009.06.29 PAGE OFm g 1M1 Revision No: 0
PROJECT NO. —— CONTRACTOR: T —
IE%S: i R p: g :
DRAWING NO. OBW4 CALTRANS CONTRACT NO.: —
e floor beam I-rib MM IEES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
AT E1 3 g1 BFRS BB ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT # 4 ez MANUFACTURER $l#%Hf MODEL NO. =& SERIAL NO, E4EE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT ~ B
L El S RS gl ek B
PARTICLE TYPE Dry magnet powder YOKE SPACING T
[T E ) FRH A E 50mm
MATERIAL TO BE Y WELDING ¥4 Material & thickness A709M-345
EXAMINED O CASTING %4 5, A
R FE R O FORGING &% 18/22mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
B ot il ‘
WELHTR DISCONTINUITY A 2 44tk ABGERT REET
.D. TENGTT REMARKS
ey INDICATION TYPE ST g Tl e
E1i7n i
SSD12A-PP028-
180 L ACC. 100%MT
SSD12A-PP0O28-
170 1R ACC. 100%MT
SSD12A-FPP028-
171 it ACC. 100%MT
SSD12A-PP0O28-
T 1R ACC. 100%MT
SBR12APROZR- 1R1 ACC. 100%MT
176
SSD”{;;’ PO 1R1 ACC. 100%MT

AFTER B-CWR565

BLANK

EXAMINED BY£1§

Jin Jianting Th\'\—SI\MT ? \/\ 7‘.13'9

LEVEL -l SIGN%#£ /[

DATEH#

o4

IREVIEWED BY ##

HLEVEL-II SIGN

R il ol

HEHE / QCM

2 SIGN / B DATE

" CUSTOMER

%< SIGN / Bl DATE

(FORMz# ZPQC-MTO01)
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—— T ] ), 3 )ﬁjr‘
%f@ﬁ%ﬂ@ﬁ% Rev. No.:
. Critical Welding Repair Report (CWR) 0
10 E &5 2 EE A g8 . e
Project Name: SFOBB Drawing No.: Report No.: B-CWRS63
& : ' -
Skl 04-0120F4 :
Contract No.: k4 FLOOR BEAM I-RIB | NDT 5458
AR ltem Name: | smsjzmmipireiz| NDT ReportNo.: | D787-MT-11694
Project No.. | FRAETER
REEGLUS TR,

Description of Welding Discontinuity:
FEXSSD10A-PPO26-1B0R TS, ZIMIABIAMAL. L=10mm.

Welder ID No. (8% ):062447, 048617 Posltion:(fL®): 2G+4G
One transverse crack was found by use of MT on weld {5SD10A-PP026-180). L=10mm.

. 'ano—m%,]'
B¥R (Inspector) : 3);'n Jiantl

]

F# (Date) : 2008-06-14

RETR AR IREE -
Draft of Welding Discontinuity:

2 )

. WELD NUMBER:SSD10A-PP026<18Q

-

-

1

! diorlame dalahs o 2 S
“of- (’(C\ns

LY

O APPROVED ()

@~ APPROVEN AS NOTER

. O RE'OENEL- FOR SORRECTION
Pursuaii o Section 5-1.02

of the Standard Specifications
SEE ot CalifomE
DEPARTMENT OF TRANSPORTATION

I\J

A ‘L:"’(:J ’

Division of Enginsering Sanvices

Dffice o an ion
A 1T

Biructure Repiresantative Date




St

S

W Ao

TR ERARNF100C, AT e
6 ﬁ#mlﬁ&@%ﬂiﬁ% EREZ/F150mm; (- 12la 3
7. R KT IS S B AR SRR 4T 7 g 4
8. RS EAMVTEMTR. | o sy
- @g(’_ C | [;!,e,gsc,gmc.{._—!u url-r-«’. S At rg(»,a\.v” /l,_};,,.,nq.e, al e ,,,,bd-'ﬁ‘%
1. Remove the crack by means of grinding. A [’t'f-""rrgd.
2. Prepare excavation according lo the approved repair WPS. iFC F l
3. Verify with VT and MT repair areas are crack free.
4. Preheat and weld according to the approved repair WPS¢
5. Preheal prior to welding to a minimum temperature of 100C
?Sii The preheat area shall be a minimum of 150mm In all directions around the repair are
al

C/"? Grind the repaired area flush with base metal or fhe ad]acem weld.

8. Perform VT and MT oi the repalr areas.
- .) [ L

’Q”_(‘,"L”“‘”’/"“ T patont 25 shudee i ] povions, £ 159 upcection s

fﬂ)J’T‘j Note 3,

-
"-“|"’j),’,[_§c‘»n_

T % =8 B8 3001 E.( 7

Y FE:

Cause:

-----

1. Moisture wasn’t .completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently.

¥

=

ZEAFA (Foreman): ,_Z_, Ekljf-v"'f : B (Date): 07_ b 6

LIEER )
Disposition ! .

1R FEIT B ERMA;

2. HEE—NEMBESLTK, BiaSHEARNATEEWPS;
3. VIAIMT i a0 N ie B B I A

4 IR RIR B AR T EME

Technlcal Englneer: f\l,h ;,M Approved By: / M) ’Jéaﬂz,w Date: 7 b
o Cleahin

APPROVED .
'3/ S
Pus e 1 ' ‘ :'{
of the bwndnr- i IR
State ¢ oalio

DEPARTMENT OF TRANSP: =t 2 TION

Division of Engmeefinu

@chme ?f Struﬁure Caongtiu uéc.? .

#R787-QCP-800 _ [Structure Aepresafigva

“

£

hin]
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E@m@ ﬁ% % E % :[E. ’[% '—J{ﬁ Rev. No.:
Critical Welding Repair Report (CWR) 0
BEHAEWR s EFA R HES il RERE
Project Name: SFOBB Drawing No.: Report No.: B-CWR563
] -é' B
Ae 04-0120F4 '
Contract Mo.: S FLOOR BEAM I-RIB | NDT #E&55% gl
ltern Name: | s@sspigmmred7] NOT Report No.: B787-MT-11634
TARES ZP06-787
Project No.: - ) ' l
Y
Corrective Action o Prevent Re-pcourrence:
1IA1EFT, QCARIHRSHTH, liisdsn,  °
1. QC shall verify sufficient preheat has been applled, lo remove molsture, prior to welding. . %
":"[_Jﬁiit)\ {(Foreman): --.l' —"—L( Twﬂ A (Date): ”7. 1t §
WPS-SMAW-345-2 )
G(2F)-Repair S J
EMBWPSES WPS-FCAW-345-2 | TE R Niw 7’1‘”7%"2
‘Repair WPS No.: G(2F)-Repai-1 Technologist:
WPS-SMAW-345-4 °7 -sh b
G({4F)-Repair

8 (B4 WEHARE
Preheat Temperature
Before Gouging:

Lo'C

3B R
Description
of Di§conﬁnuity:

/At oros

BiftERE

Inspection
Before Welding:

freC

B RHEE
Preheat Temperature
Before Welding:

bo' &

BAEAKE U
Max. Depth of Gouge: [ mm Total Length of Gouge: [ [ o
AT 6b 244y | BRI REAT

. g C Sone Z
Welder: \9(63/5;1 7 Type: EM% Position: G‘?‘{"P@
pgam | >704 REBE 29v pgag | 20l
Current: 170 A Voltage: 2&-\/ Speed: 1.Eg
EEERE
Inspection After Repair:
S ABE B R Tor e O
VT Result: \ /jCC Inspector: O{Q@ 1) Sﬂ é J,-‘) /07
NDTHE & #1477 TSI =
NDT Result: Aot NDT Person: | /oM ﬁ”’j Date: ”’7 6. 5"7
JE :
Witness/Review:
&
Remark :

This don - el 15 2y

) g ¥
NT OF mnspommou
”E"ﬁt}";{i‘é‘&t ta Eechnn of lhe

lnthai%%m‘

#R787-QCP-200
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REPORT OF MAGNETIC PARTICLE EXAMINATION

AR RLE e

REPORT NO. %55 B787-MT-11694R1 DATER }§] 2009.06.29 PAGE OFW#Y 1/ Revision No: 0
PROJECT NO. . CONTRACTOR: AL TRARS

TESS: " il LS

DRAWING NO. OBW4 CALTRANS CONTRACT NO.:

04-0120F4

B, floor beam I-rib mMIBSS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HBEPEHRN R BERF&Y S BBEFRN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT &% MANUFACTURER 413 #§ MODEL NO. # %% SERIAL NO. E&:5E
(MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC

AL B L3

PARTICLE TYPE Dry magnet powder YOKE SPACING Sositag

RO 2R TR R .

[MATERIAL TO BE v WELDING #8:4 Material & thickness

AT09M-345

EXAMINED O CASTING %4 B, LR

Ry g R O FORGING i#3% 22/118mm

WELDING PROCESS TYPE OF JOINT

SMAW/FCAW T-JOINT
i Yikin ot
WELD I.D 2SSO G ACCEPT REJECT REMARKS
FaE INDICATION TYPE BRI e Jal P
i B
SSD10A-PP026- 1R1 ACC.
180
AFTER B-CWR563
BLANK

|EXAMINED BY3:45

REVIEWED, BY # &

LEVEL-1l SIGN éé’. / J DATEE M
3 / QCM

Jin Jianting _ﬁO‘VT\\vahh\/l,Q 950§ o 6 ‘1/7 ~ L']\’\'\/k{ J’CJ ‘
Jg — 5 * [leveLn sieN 1 patEEm ;

A P CUSTOMER

% SIGN / B DATE %£F SIGN/ Hiil DATE

(FORM# ZPQC-MTO01)




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-000256
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0278

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-Confor mance Report waswritten: 10-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the FL3 floor beam horizontal stiffener
attachment welds (to Edge Plate 18A), Caltrans Quality Assurance (QA) Inspector discovered atotal of four
(4) longitudina linear indications. These indications ranging from 25 to 35mm in length were observed in
welds: SSD12A-PP28-170, 171, 175, 176, 183 and SSD10A-PP26-180. These welds have been previously
tested and accepted by ZPMC Quality Control (QC) MT and UT technicians.

Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Completion of work is being tracked on the Master Punchlist. Submittal of documentation by Contractor is
being tracked on Documentation Punchlist.

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

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

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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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