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-000315
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 05-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0289

Type of problem:

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

Procedural [ Procedural [J Description:

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

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE,
Caltrans Quality Assurance (QA) Inspector discovered atotal of four (4) linear indications ranging from 7 to
10mm in length in the following welds: SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and
SSD16-PP26-172. These welds have been previously tested and accepted by ZPMC Quality Control MT
technicians.

Segment 4BE
SSD16-PP26-168

Segment 4BE
SSD16-PP26-180

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.”

AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT 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:  Hiranch Patel

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1600 hours, 06/05/09, V erbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 800 hours, 06-08-09, Verba
QC Inspector's Name: Wang Lu

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

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, (86) 1500.042.2360, 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

Page 2 of 2



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 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: 05.03.06-000277
Subject: NCR No. ZPMC-0289

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

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 internal components of OBG Segment 4BE, Caltrans Quality
Assurance (QA) Inspector discovered atotal of four (4) linear indications ranging from 7 to 10mm in length in the following welds:
SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and SSD16-PP26-172. These welds have been previously tested and accepted
by ZPMC Quality Control MT technicians.
See NCR report No. ZPMC-289 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-0289

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

H..,,.,w" 05.03.06-000277,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  07-Aug-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABF HPRO00283 Rev: DO
Ref: 05.03 05-00027 7

Subject  NCR Mo, ZPmMC0259

Contractor's Proposed Resolution:

Reference Resolution: IPMC hazresponded to thiz NCR and has attached documents az evidencs of completion. ZPMC requedts dosure
ofthiz MCR.

PMC has regponded tothis NCR and has attached documents az evidence of completion. ZPMC requests dosure ofthiz MCR.

Subrritted by
Atachment(s): AEF NPR-000253RO0;

Caltrans’ comments: Status: REJ
Date: 20-&0g-2000

The propozed resolution iz not acceptable. The attached documertstion indudes MT repotts for some, but not all, of the weldz lidedin the
Man-Conformance.

Pleaszs submit acceptable MT repots for welds SSD16-PP26-168 and SSDME6-PP26-177. The Department will resiewthe Contrador's
propaosal to doze Mon-Conformance ZPMC-0289 & that time.

Submitted by 'Wirioht, Doug Date:  20-Aug-2009
Attachment(s):

s

Fape lafi



ZPMC
LETTER OF RESPONSE

No. B-436

TO: American Bridge/Flour
DATE: 2009-8-6
REGARDING: NCR-000315(ZPMC-0289) -

With this letter of response, ZPMC requests closure for Caltrans NCR-000315
(ZPM(C-0289). We agree what describe in the non-conformance report, and we have instructed
QC guy who in charge of the MT inspection. We have made an evaluation to find the real reason
for the miss-discovery. And more attention that slow down with the inspect speed and enhance
training technology and skill.

By the way we have conduct the VT and NDT re-inspection to confirm the
good quality of the corresponding weld in the NCR after welding repair, so base on
the above explanation and attached documentations, ZPMC applies to close the
caltrans’s report NCR-000315 (ZPMC-0289)-

Please reference attached documentation for acceptance and closure the
NCR-000315(ZPMC-0289).

ATTACHMENT:
NCR-000315(ZPMC-0289)
The final VI/MT inspection report

ZAWJ 5/%1#?):&%9

Lartry & - é



| Nonconformance Report
(ZBMC] ,
NSRS

Project Name: S.F.O.B.B NCR Number:

I B 4 R: S BN e K NCR 45 NCR-B-194  (NCR-00289)
Item: Missed MT Indication by QC Itern Number: Drawing: 4BE

A FREIR: #5: NA 5

Location: Date:

f¥®:  4BE ) B #: 2009-06-20

Description of Nonconformance:

AEFETREHR:

During random verification magnetic particle testing of the internal components of OBG Segment
4BE, Caltrans Quality Assurance Inspector discovered a total of four linear indications ranging from 7 to
10mm in length in the following welds:SSD16-PP26-168,SSD16-PP26-180,SSD16-PP26-177 and
SSD16-PP26-172.These welds have been previously tested and accepted by ZPMC Quality Control MT
technicians.

fEXf OBG4BE REff MT filerf, MMRKARALILDL 7 3 10MM KRS,
SSD16-PP26-168, SSD16-PP26-180,SSD16-PP26-177 and SSD16-PP26-172.2 BiXLL/84% ZPMC QC B&
o MT, L#iﬁ%ﬂlgﬁg

Work By: Prepared by: Reviewed by QCE: W 2}
W L1LmAN g’ RE TR AW“? M

0 Drawing Er _gr/ O Materlal Defect l:l Fabrication Error [J Other

BESEE R lEfE IR HAb R &
Disposition: O Useasis OO Repair O Reject
AT I [EI A BB ik

S22 peason

Recommendation: 5 o .
i, /g%ﬁ%y\mgf o TR AEM R rif:‘j!’ K
Cond: .

Prepared by: | ,l i y//;r—l'\.,f—\ ‘fooé )/Bpproved by QCA

Reason for Nonconformance;

REAER: ,27&, j?’”\ //};%,}2_

Discover OY% '
3 s g,kmceh‘-uw'wj ‘fef/flw’(j;}
TR & J: 450 Zip, 3Rk f;:b > [t sRild
‘ 2\- —ﬂﬁ 2 %proved by/HbHE: / L‘i WVJ 7b é

Technical Justification for Use-As-Is/Repair: [0 Attachment O Non—attaclhment
5] A BB B R R A 3«

FH4e T
Reviewed /ALHE:
Verification: O  Acceptable [0 Unacceptable
WA R NGRS 4

Verified by QCU/RHIAfA: Reviewed by QCA/HH £ H #%:

1Y



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
§ Shanghai 201913 PR China
oftsy vy Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: - 14-Jun-2009

375 BURMA ROAD

OAKILAND 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: 05.03.06-000277
Subject: NCR No. ZPMC-0289 -

Reference Description:  Missed MT Indications by QC, Segment 4BE
5 A
The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as

indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control {QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
During random verification magnetic particle testing (MT) of the internal components of 0BG Segment 4BE, Caltrans Quality
Assurance (QA) Inspector discovered a total of four (4) linear indications ranging from 7 to 10mim in length in the following welds:
SSD16-PP26-168, SSD16-PP26-180, S8D16-PP26-177 and SSD16-PP26-172. These welds have been previously tested and accepled
by ZPMC Quality Control MT technicians.
See NCR report Na. ZPMC-289or 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

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

Transmitted by: Ching Chaa
Attachments: ZPMC-0289

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

N o0s.03.05-000277.8CT y——



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

DEPARTMENT OF TRAMSPORTATION T
DIVISION OF ENGINEERING SERVICES ‘_q g
Office of Structural Materials Vot B

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

Bay Area Branch

£80 Walnut Ave St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
VS”E]U, CA 94592-1133 . Fﬂe #: 69.25B

(707) 649-5453
{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000315
Prime Contractor: American Bridge/Fluor Enterprises, a TV R Date: 05-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0289

Fd

Type of problem:

Welding [0 Concrete [ Other

Welding  [1 Curing L] Procedural Bridge No: 34-0006

Joint fit-up [J] Coating [0 Other [J  Component: OBG Segment 4BE

Procedural [J] Procedural [J Description:

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

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE,
Caltrans Quality Assurance (QA) Inspector discovered a total of four (4) linear indications ranging from 7 to
[0mm in length in the following welds: SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and
SSD16-PP26-172. These welds have been previously tested and accepted by ZPMC Quality Control MT
technicians.

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.”

ﬁz‘ TL-15,Quality Assurance — Non-Conformance Report Page | of 2



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

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1600 hours, 06/05/09, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 800 hours, 06-08-09, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: ] 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 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

ﬁ-}; TL-15,Quality Assurance -- Non-Conformance Report

Page 2 of 2



REPORT OF MAGNETIC PARTICLE EXAMINATION

R R AR &

[REPORT NO. #1442 B787-MT-12754 DATEH 1 2009.07.29 PAGE OFWIE 1/1 Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: y—

TRESHS: B P

DRAWING NO. OBE4 CALTRANS CONTRACT NO.: SfioRa

EHe: OBG PLATE PANEL SPLICE mMIERS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEMTELT B2iRE BEHS BB ER SN

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

EQUIPMENT %% MANUFACTURER &3 i MODEL NO. 58 SERIAL NO. 48

MT YOKE PARKER B310S 5395 5617 5620
(MAGNETIZING METHOD Continuous magnetic yoke [CURRENT .

B i e s i3

PARTICLE TYPE Dry magnet powder YOKE SPACING o150

BB %R TR BRI mm

MATERIAL TO BE v WELDING 4t Material & thickness

A709M-345

EXAMINED O CASTING %4 4,

KR+ O FORGING 483 22/18mm g
WELDING PROGESS e E—— TYPE OF JOINT ERIER.JoINT

BT ok g

WELD 1.D 2o s Bllnge Lo ACCEPT REJECT REMARKS
. INDICATION TYPE R 1Bk P
SSD16-PP26-172 ACC. 1009%MT
SSD16-PP26-180 ACC. 100%MT
BLANK

EXAMINED BYZiE REVIEWED BY %7

Jin Jianting v A S‘w 6;;:12 cl!nwlﬂ/

LEVEL-Il SIGN## /| DATEH P o). o) LEVEL-l  SIGN J DATER #i WD .a) . ;D
£ / QcM ol F /" CUSTOMER 7

1 = '
[’VW fm&m fw/flaw[wm&\
a [} d '
4 SIGN / Bl DATE - 17 %< SIGN / Bl DATE 7. 1,‘7
[ 1)

(FORM# ZPQC-MT01)




) VL4 92
V=27 2009.08.05
Visual Weld Inspection Report Girder/ 3Z: OBG PlatePanelSplice
uﬁmmm%%m%m Tower/ 1&:
Caltrans Contract No. Quality Control R tative:
' 04-0120F4 Y epresentative:
I M & (E 45 JER 3 x e \ ,.w\cS
] . ] | ¥ v F
Project No.. San Francisco Oakland Bay Bridge cwi: Wi A C \n
G & ZEAAASF BEE: 0802175
Project No.: Quality Assurance Manager ~Approval
i ZP06-787 R e . P 1 \_\vé
I B 45 G FE R 7 7 Lot .
! ? Accept or
Reject after
* Welding Accept or repair iR
Weld No. Welder [.D.#] Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack| Reject | Repair| {8/5#25E
JREEER S 1R THAS & REEME gl SAL Vi AT | EOEE(E | gk | Ber | EEFEdEl) EBE 4
SSD16-PP26-172 | 220066 2F supercore7 | H(®1.4) y v v ) y V V ACC NA NA
290066 supercore7 1H(®
SSD16-PP26-180 2G+4G | 1.4)THJIS06Fe-1( ¢ V ) 4 J ) V V ACC NA NA
220068
4.0)
L After root weld a\ﬁwﬁmw COVer pass
O After CWR or WRR No. : [0 After HSR No. : O Others

#R787-QCP-603



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett 14-Sep-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABF-HPRAO00283 Rev: 01
Ref: 05.03 05-00027 7

Subject  NCR Mo, ZPmMC0259

Contractor's Proposed Resolution:
Reference Resolution: IPMC hasz attached supporting docun ents of inspection and requests closure ofthiz NCR.
ZPMC has attached supporting documents of inspection and requests dosure ofthis NCR.

Subrritted by
Mtachment(sy: AEF NPR-000283R01;

Caltrans" comments: Status: RE.J
Date: 24-Zep-2004

Submitted MT repott covering all welds in gquedion, but did not saubmit SWE as requeded presdously.
Please provide CWYWR documenting repair was performed.

Submitted bye  Chano, Ching Date:  24-Sep-2004
Attachment(s):

s

Fape lafi



LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-9-10
REGARDING: NCR-000315 (ZPMC-0289)

With this letter of response, ZPMC requests closure for Caltrans NCR-000315
(ZPMC-0289). Per the comments of NPR, we are providing the acceptable MT reports for the
welds SSD16-PP26-168 and S5SD16-PP26-177, please revised the proposal and tumn to the CT
engineer.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000315 (ZPMC-0289).

Please reference attached document for acceptance and closure the NCR-000315
(ZPMC-0289).

ATTACHMENT:

NCR-000315 (ZPMC-0289)
The complete MT reports

Al o oo

L) Tl
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.TE OF CALIFORNIA-—BUSFNESS.TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

JEPARTMENT OF TRANSPORTATION A
DIVISION OF ENGINEERING SERVICES
Office of Structurzl Materials

Quality Assurance and Source Inspection

T

Contract #: 04-0120F4
Bay Area Branch PO

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 1 13.2/138
Vallejo, CA 94592-1133 TR
(707) 648.5453 File#: 69.25B
(707) 649-5493 N e e I
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China i Report No: NCR-000315
Prime Contrzctor: American Bridge/Fluor Enterprises, a TV s Date: 05-Jun-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0289

Type of problem:

Welding [0 Concrete [J Other

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

Joint fitup [0 Coating [ Other LI Component: OBG Segment 4BE

Procedural [] Procedural [J Description:

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

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE,
Caltrans Quality Assurance (QA) Inspector discovered a total of four (4) linear indications ranging from 7 to
10mm in length in the following welds: SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and
SSDI6-PP26-]?2. These welds have been previously tested and accepted by ZPMC Quality Contral MT
technicians.

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.” .

W‘. TL-15,Quality Assurance -- Non-Conformance Repori Page 1 of 2



(ZPMC"

REPORT OF MAGNETIC PARTICLE EXAMINATION

il i

REPORT NO. R4S B787-MT-12613 DATEH 1 2009.07.29 PAGE OFI{l 1/1 Revision No: 0
[PROJECT NO. — CONTRACTOR: —

TEHE: ” o

DRAWING NO. OBE4 CALTRANS CONTRACT NO.:

04-0120F4

zaf=H OBG FLOOR BEAM I-RIB MM ITREE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEMTET HSiRnE BEEe (A 200

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

EQUIPMENT ## MANUFACTURER 515 7§ MODEL NO. #4% SERIAL NO. Ei:45%

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i@

WAk A ¥ L W 7 R i

PARTICLE TYPE Dry magnet powder YOKE SPACING

. 70~150mm

b S A ] TH#H R EE

MATERIAL TO BE v WELDING 4 Material & thickness AiiaRiES

EXAMINED O CASTING #4 B JRRE

[etilbzgs] O FORGING i if 18/22mm

WELDING PROCESS E— TYPE OF JOINT i

R R

el DISCONTINUITY A 4 Y REiEer REMARKS
. INDICATION TYPE 'LENG_EE'N " s Itk P
R s

(SSD16-PP26-168 ACC. 100KMT

SSD16-PP26-169 ACC. 100%MT

SSD16-PP26-174 ACC. 100%MT

SSD16-PP26-175 ACC. 100%MT
@SD1 6-PP2671 77 ACC. 100%MT

SSD16-PP26-178 ACC. 100%MT

AFTER HSR1(B)-6988

BLANK

EXAMINED BY 34

\T;:MS ;atq'{'/lf“g\

REVIEWED BY #T#

Gt 1

%% SIGN / B}l DATE ’0 7P PR 7,7

Jin Jianting — Py )

LEV!?L-II SIGN %4 | DATEAN uﬁ,y Vﬁ LEVEL-l  SIGN d uﬁTEEwi ﬁfﬁ ¢7_;‘7

Lt / QCM \ f f / F1FCUSTOMER / /
/M I%‘ﬁ -t‘,a

£ SIGN 7 Bl DATE

(FORM# ZPQC-MT01)




(FORM# ZPQC-MTO1)

SR, REPORT OF MAGNETIC PARTICLE EXAMINATION
ZPME .
TR AR 4

REPORT NO. {45152 B787-MT-12754 DATEH ] 2008.07.29 PAGE OFITES 11 Revision No: 0
PROJECT NO. I CONTRACTOR: CALTRANS

TEHS: ) A F:

DRAWING NO. OBE4 CALTRANS CONTRACT NO.: —

Ee: OBG PLATE PANEL SPLICE M THES

REFERENCING CODE ACCEPTANCE STANDARD  |PROGEDURE NO, GALIBRATION DUE DATE
TR R Brag B ER I

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
[EQUIPMENT ## MANUFACTURER i1 MODEL NO. #i58 SERIAL NO. ZE&:E S

MT YOKE . PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT, -

LAk o B HifiL

PARTICLE TYPE Dry magnet powder YOKE SPACING el

R TR ReYE AT B m
IMATERIAL TO BE v WELDING ik Material & thickness T

EXAMINED D CASTING #t B4, LI

BRI O FORGING {R1t 22/18mm !
WELDING PROCESS TYPE OF JOINT

SMAW.FCAW CORNER-JOINT
R g
WELD 1.D Ean L L AC REJECT REMARKS
CEPT
s INDICATION TYPE 'LE”GE*EE'N i s P
j #y
S5D16-PP26-172 ACC. 100%MT
SSD16-PP26-180 ACC. 100%MT
BLANK

IEXAMINED BYZ:4 REVIEWED BY i#

Jin Jianting ;Mm j-r‘mm. % g‘bw, é‘m,qcltwg%

LEVEL -l SIGN%£%& [ DATER Y. LEVELl  SIGN .} DATERM 0_/9 .a) ; ?70
IRt E / QeM ol FFCUSTOMER LY/

4 - i
[qu fméw [,ﬁy‘mwﬁmo\
% SIGN / F il DATE - 1 %S SIGN [ i DATE 7. v
7 .
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HH

2009.08.05

Visual Weld Inspection Report

SRLEH AR EIR A

Girder/. 3% :

0BG PlarePanelSplice

Tower/ 3

Caltrans Coniract No.

Quality Control mm_a__.mmmamm_?m..

i 5 04-0120F4
“ M E S Tt X2 ) yun
_ ; ] : L 2 F@
Project _.mo San Francisco Oakiand Bay Bridge Cwi: WL 2% e
LRt YA ek 6302177
i i
Project No.: ZP0G-787 Quality Assurance Manager ~Approval \.Wr\.?
TH#E: LB HIE R \ 27t .
! b Accept or
Relect after
, |+ Welding Accept or repair ik
Weld No, Welder |.D.#| Location consumables Undercut | Porosity | Over lap| Crater b..:n strilke| Spatters | Crack Reject Repair | (&5 5046
HEERS BITRAS fir i PR L il il R ULGL | HRBICHR | Wk | Wer | EESsUElR] R i
SSD16-PP26-172 | 220066 2F supercore7 1 H(1.4) vy al i ¥ J ¢ Y ACC NA NA
290066 supercore7 1H(<d
SSD16-PP26-180 - 2G+4G | 1.4)THIS06Fe-1( & Xl ¢ + V L 8 ,‘ ACC NA NA
220068
4.0)
O After root weld ﬂ\?mﬁ.mw caver pass
O After CWR or WRR Na. [0 After HSR No. : [J Others

BR7BT-QCP-603




American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett 16-Oct-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Documnent Ho.: ABF HPRO00283 Rew: 02
Ref: 05.03 05-00027 7

Subject  NCR Mo, ZPmMC0259

Contractor's Proposed Resolution:
Reference Resolution: Documertation suppoting succeszful repair of the indcations by welding and MDT results iz sttached.

Documentation supporting successiul regpair of the indications by welding and MDT results is sttached. Atached iz WRE for work performed, a
COWE was not reguired. YT reports were presviously submitted as st achments to ABF-MP R-000223R 0 and to ABF MPRE-D00283R1 .

Caltrang' MNCT 05 05 06-000277 reguested steps taken by ABFJYW QCM to present future oocurrences of missad indications. ABF Y QCM has
implemented training swith ZPMC to improve the quality of inspedions.  2BFJY will provide documentation showing sttendance by ZPMC QC
ingpectors and the subjed of training. Topicsto be covered duiing the ingrudtion are: inspection of eguipment prior to use, proper conditions
for inzpedion, propertechnigue for MT, and UT. In addition, ABF JY has canmitted to perform overchedk s in both the Tower and 0BG, This
will zerve two purposes, first to monitor if the training is efedive & redudng the number of missed indications and second to ensure missed
indications are prevented.

Subrritted by
Mtachment(sy: AEF NPR-000283R0Z;

Caltrans" comments: Status: CLO
Datex 29-0ct-20049

The the documentation suppoding successiil repair of the indications by weldng and MO T results were found acceptable. However, the CWE
was required in lieu of the WRER submitted. In the future, please submit a CWR for resviens and approval prior to the repair.

Submitted bye  Chano, Ching Date:  29-Oct-2009
Attachment(s):

Fape lafi



— No. B-480

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-10-16
REGARDING: NCR-000315 (ZPMC-0289)

With this | etter o f r esponse, ZPMC requests closure for C altrans NCR-000315
(ZPMC-0289). Per the comments of NPR, we are providing the weld repair report to prove the
weld which been performed the repair and all accepted by the NDT inspection. Please turn to the
engineer review and apply to close out the NCR.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000315 (ZPMC-0289).

Please reference attached document for acceptance and closure the NCR-000315
(ZPMC-0289).

ATTACHMENT:
NCR-000315 (ZPMC-0289)
The weld repair report

Lvf (oo (€



:/ DEFARTMENT OF TRANSPORTATION - Disirict 4 Toll Bridge
{ 666 Feng Bin Road Room 708, Changxing Island
X Shanghel 201913 PR China
fecktrgies Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUQR, A JV Date: 14-Jun-2009
375 BURMA ROAD
OAKLAND CA 95607 Contrzct 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: 05.03.06-000277
Subject: NCR No. ZPMC-0289

Reference Description:  Missed MT Indications by QC, Segment 4BE
- s
The atiached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as

indicated below:
Material or Workmanship not in conformance with contract documents.
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: 04
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE, Caltrans Quality
Assurance (QA) Inspector discovered a total of four (4) linear indications ranging from 7 to 10mm in length in the following welds:
SSD16-PP26-168, 55D16-PP26:180, SSD16-PP26-]77 and SSD16-PP26-172. These welds have been previously tested and accepted
by ZPMC Quality Control MT technicians.
See NCR report No. ZPMC-289 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 respense for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0289

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

.V 05.03.06-000277,NCT Page 1 of |




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

DEPARTMENT OF TRANSPORTATION e
DIVISION OF ENGINEERING SERVICES F AT
Office of Structural Materials | T

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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13,2/13.9
VE”E]O, CA 94592-1133 F].IE #: 69.25B

(707) 649-5453
(707) 649-5493 2

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China " Report No: NCR-000315

Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0289

s

Type of problem:

Welding [J Concrete [ Other

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

Joint fit-up [J Coating [J Other [ Component: OBG Segment 4BE

Procedural [] Procedural [J Description:

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

Description of Nor-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE,
Caltrans Quality Assurance (QA) Inspector discovered a total of four (4) linear indications fanging from 7 to
10mm in length in the following welds: SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and
SSD16-PP26-172. These welds have been previously tested and accepted by ZPMC Quality Control MT
technicians.

Segment ABE o 3 Segment ABE
SSD16-PR26-168 “u s Hgsf)qﬁ-sz&lBU

L
¥ v

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 havé no
cracks.”

lh,_‘_ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2




URANCE -- NON-CONFORMANCE REFORT
( Continued Page 2 of 2 )

T R e v T T I e T e e = S

QUALITY ASS

Who discovered the problem:  Hiranch Patel

Neme of individua! frem Contractor notified: Kevin Chen L
Time and method of notification: 1600 hours, 06/05/09, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of wotification: 800 hours, 06-08-09, Verbal

QC Inspector's Name: Wang Lu ;

Was QC Inspector aware of the problem: L Yes ¥ No -

Contractor's propaesal 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 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-13,Quality Assurance -- Non-Conformance Report Pase2ar?




Description of welding discontinuity:

One line indication was found by use of MT on weld SSD16-PP26-168. L=7
One line indication was found by use of MT on weld S8D16-PP26-180. L=7
One line indication was found by use of MT on weld SSD16-PP26-177

S
R (Inspector) Jj?n‘} W\‘Hﬂ

%

=

L=8 K’:‘,‘?
One line indication was found by use of MT on weld SSD16-PP26-172. L=10 “(;9

tan tinj B #(Date) : _09.07.26

e 5 opg P
= DA R IR & & WA Rev. No.
Welding Repair Report 0
pER=E 3 E A5 R HHES — HEHT
Project Name SFOBB Drawing No Report No. B-WR7355
ke 04-0120F4 .
Contract No.: ) 2 A 4E PLATE PANEL | NDT4R% %%
RA BT ltems Name | gpi1cg Report No.of NDT | B787-MT-13664
. ZP06-787
Project No.:
JREEAR TG54

RERBEEFER .

Draft of welding discontinuity:

Y

UUUUUUUUUUUUUUUU\JUUUU\JUUU\JUU

AV RV ARV AVAVAVAVAVRVAVRY)

4F




AR
Caused:
To B IE R B A e,

1. Did not clear the weld pass completely in time.

% 18] fi 3t A(Foreman): A 2!‘%2]/“?73 Hi(Date): “71. "i Rl
¥, 7

A3 E

Disposition :

1. MEBREE T EME (WPS) $TES GG R i3,

2. HEBIEEWPSHEBERD,

3. BETIXTHATEE MK BLE100% MTH 2, TREIEE R,
4. WERIMAERTRERE TEME (WPS) AT AR R4,

5. WRERSENEZESEABREHMTR,

6. FMEFEIBIATVISMTHR .

1. Remove all the defecis according to the approved repair WPS by means of grinding.

Prepare a groove based on the repair WPS,

Verify with MT and VT no defects remain in the repair area prior to welding;
Preheat and weld according to the relevant WPS,

Grind the weld flush with adjacent base metal after welding.

> o oa LN

Perform VT and MT inspection to the repaired area.

T % ferne N itk f:

Technical engineer . Approved by
9[ u‘?, 1

#R787-QCP-900




E hY A 7
A= Y 2 IR B R %% Rev. No.
. Welding Repair Report 0
3 B 27 S D i H4HEF - BE %5 B WR7355
Project Name SFORB Drawing No Report No. -
ERS =
04-0120F4 o 3 o 2k gp o
Contract No.: R AF 2 A 4% PLATE AL | MO &g B787-MT-13664
7§ 258 ltems Name SPLICE Report No.of NDT
0 H 255
) ZP06-787
Project No.:
8 Edh At

Correction action to prevent re occurrence:

10 ERR R  E E ( E

1. Improve monitoring of welding and interpass cleaning.

%18 # Jt A(Foreman): /2/1,]

B dA(Date): 92' Qi 1L

WPS-345-5MAW-2 '/ [
G(2F)-FCM-Repair / ol ! "
ZHEMHWPSH S WPS-345-FCAW-2 | T ¥ & /z@{'ﬂﬁ 4
Repair WPS No. G(2F)-FCM-Repair technologist ”
WPS-345-SMAW-4 9; % P
G(4F)-FCM-Repair ’
EAE (Bal) 81 WishiE R fiE 1Y G b5
Preheat temperature Description
before gouging ﬁﬂfé_ of discontinuity Creecte
R R 17 BTG B
Inspection Preheat temperature .
before welding Q/‘"— before welding ‘é) ¢
R E W &
Max. depth of gouging MFE Total Iength of gouging I'S)M"t"’l
BT BEER P )
welder U(pj'lﬁf welding type ) M position 24
g RERE 17 3 AE
Current l6lp Voltage >}.) Speed HJ'_
EEREERE
Inspection After repairing:
fir 56 ;A . B
f/ﬁrmﬁﬁ” Inspector L1 Yam hua Date , 0) 12
resu /Q/‘-V
o(20/ 0| 7 :
NDTE #& , b/ Vi H A
NDT result AOV NDT person J i 3o ‘&IS Date 07" 0}: I%
T - i =
WA
Witness/Review:
&
Remark :

#R787-QCP-900




AWS D1.5.2002
EQUIPMENT %

R MR
REPORT NQO, Risme B787-MT-13664 DATER 2009.07,2¢ PAGE OFmis 14 Revision No; ¢
PROJECT NO. P ' o CONTRACTOR. CALTRANS
THEES, iRk
DRAWING NO. 85D16 CALTRANS CONTRACT NGO - Doty
Ee. OBG 4E pLATE PANEL spLIcE hMTEge
REFERENCING CODE ACCEPTANCE STANDARD
BX M em

CALIBRATION DUE DATE
BB TRy

Dec. 28%7 apgg
B SERIAL NO. Egge
MT YOKE 5395 5817 562
MAGNETIZING METHop Continuous Magnetic yoke e
Mibry: R, s g H 3
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
R T el mm
MATERIAL TO BE YWELDING pect T Material & thickness AT09M-345
EXAMINED O casTing ot B4, [y
Biis O ForGING Big 18122 mm
WELDING PROCEsg TYPE OF JoINT
FCAwWIsSMaw T JOINT
BB iy
DJSCONTJNUITYH?EQ:EE
WELD |.p, CENGTHINTS] ACCEPT REJECT REMARKS
Bt e INDICATION TYPE e o By B
R e
SSD16-PP26-168 1 line indication 7
SSDTG-PP26—17?

SSD‘]B-F’F’26-180

SSDTS-PPZG-‘I 72

line indication n
“-
“n

‘XAMINED BYZ R REVIEWED By 75
1 hY .&I
in jian ting (l“'\ llﬁbm S\_,i'l/‘/ /
EVEL.Il sieN#g DATEH Jyj ¢ ]-’/’7.1/’13 LEVEL-I  gign
E® 7 acm { f Hp CUSTOMER
{21 2&%4&1 f
T SIGN/ B paTe

.14

——

IRM# ZPQC-MTD‘I)

!_DATEH M 2 1/5
; /
EF SIGN/ il DATE
e —-\-_._&-




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR 2

REPORT NO. {154 % B787-MT-13664R1 DATER i 2009.09.13 PAGE OFRE 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: P—
THEES: ;=
DRAWING NO. SSD16 CALTRANS CONTRACT NO.: —
iR OBG 4E PLATE PANEL SPLICE INHTESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BTG BZARE BFaS WRETEHZNA
AWS D1.5-2002 AWS D1.5-2002 ZPQGC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% - MANUFACTURER #1357 MODEL NO. #®5S SERIAL NO. &858
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
B A RS i
PARTICLE TYPE Dry magnet powder YOKE SPACING

. 70~150mm
REHE Frih T3 (7] B
MATERIAL TO BE VWELDING £ Material & thickness .
EXAMINED O CASTING &4 B LR
R E O FORGING §&i% 18/22 mm
WELDING PROCESS TYPE OF JOINT

SMAW T JOINT
PR B AR
WELD I.D il BB ACCEPT REJECT REMAR
D. KS
P INDICATION TYPE ENETE™  am p” P
1 Ei]

$SD16-PP26-168 1R1 ACC.
SSD16-PP26-177 1R1 ACC.
SSD16-PP26-180 1R1 ACC.
SSD16-PP26-172 1R1 ACC.

AFTER B-WR7355

BLANK

EXAMINED BYZ:i#§

Jin Jianting \)‘L’\

sl

00]‘ 07\\3

REVIEWED BY '@'f M M

|_pgTEEm / 00?‘00)‘ ’3

bt tdina

£ SIGN/ B DATE ’

513

LEVEL-Il SIGN%4% /| DATEAH LEVEL-l  SIGN
JRIELE / QCM f F A CUSTOMER

F S SIGN / Bl DATE

(FORM# ZPQG-MTO1)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000359
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0289

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:  05-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 4BE,
Caltrans Quality Assurance (QA) Inspector discovered atotal of four (4) linear indications ranging from 7 to
10mm in length in the following welds: SSD16-PP26-168, SSD16-PP26-180, SSD16-PP26-177 and
SSD16-PP26-172. These welds have been previously tested and accepted by ZPMC Quality Control MT
technicians.

Contractor's proposal to correct the problem:

Repair missed NDT indications and perform required NDT.

Corrective action taken:

ZPMC performed repairs to the welds in quesiton and submitted documentation verifying that the repairs are in
conformance. ABF hasimplemented training for NDT technicians covering inspection of NDT equipment,
proper conditions for inspection and technique, as well as hired additional NDT technicians.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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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