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-000320
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0294

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: North Tower, Lift 1

Procedural [ Procedural [1 Description: Missed MT indication on North Tower, Lift 1

Reference Description: Missed MT indication on North Tower, Lift 1, Skin A plate weld

Description of Non-Conformance:

QA discovered an approximately 30mm long linear indication during random verification Magnetic Particle
Testing (MT) of North Tower, Lift 1, Skin A plate weld NSD1-SA33A/F-11. Thisweld was previously tested
and accepted by ZPMC QC MT Technicians.

: : BAY #10
Lift 1 North TowerSkin A N BAY #10

Miscellaneouse plate

NSD1-5A33A/F-11
Linear Indication 30mm Long

1333 06-15-2009
04-0120F4

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

Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Liu Cheng
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 6/15/09, 13:45; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 6/16/09, 8:00; Verbal

QC Ingpector's Name: LuYang

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: 16-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: 05.03.06-000283
Subject: NCR No. ZPMC-0294

Reference Description:  Linear Indication (MT) / North Shaft Lift 1/ Skin A Plate Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
QA discovered an approximately 30mm long linear indication during random verification Magnetic Particle Testing (MT) of North
Tower, Lift 1, Skin A plate weld NSD1-SA33A/F-11. This weld was previoudly tested and accepted by ZPMC QC MT Technicians.

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

Action Required and/or Action Taken:
Propose aresolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indication
(MT). Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

In addition to the Quality Control failure, propose aresolution for the identified material/workmanship non-conformance, documenting

that the repaired weld isin compliance with the contract requirements.
Recent failures by Quality Control to identify linear indications have resulted in the issuance of NCR ZPMC-0212, ZPMC-0216,

ZPMC-0231, ZPMC-0223, ZPMC-0234, ZPMC-0235, ZPMC-0291 and ZPM C-0293 related to Tower and ZPM C-0244, ZPMC-0245,
ZPMC-0258, ZPMC-0278, ZPMC-0279, ZPMC-0281, ZPM C-0285, ZPM C-0289 and ZPM C-0290 related to OBG.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0294

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe

ol " 05.03.06-000283,NCT
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NCT
( Continued Page 2 of 2 )

File: 05.03.06

05.03.06-000283,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 Datett  24-fug-2009

335 Burma R oad Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABFHPRO003M2 Rev: DO
Ref: 05.03 05-000253

Subject  NCR Mo, ZPmC0294

Contractor's Proposed Resolution:

Reference Resolution: ARF bz notified ZPMC of the mizzed MT indications and ZP MC has completed the neceszary repairs. ABF iz al=o
conduding an invegigdion of why ZPMC iz experencing cracking of welds.

ABF ez notified ZPMC ofthe mizzed MT indications and ZP MC has completed the necesszary repairs. ABF has taken adion by hiring several
MT technicians to perform overchecks of several types of welds due to the amount of missed indications. 28F is =0 conduding an
investigation of why ZP MC iz experiencing cracking of welds,  Thiz investigation iz being performed by both onzite ABF perzornel azwell az
swelding expetts hired by ABF far this punpose. Recently CT has broudght in their own swelding consultant to discuss 2ABF findngs and
prevertive adionz. Preventive actions such azinoreassed preheats have bean distuzsed with ZPMC. When the investigation iz com pleted,
AEF will submit the findingsto ZPMC and CT. ABF will cortinue to perform overchecks urtil swe are sure this issue is corrected and preventive
actions are impemented. ZPMC will submit the repair documents st & later date to doss this NCR.

Subrritted by
Atachment(s): ABF NPR-000312R00

Caltrans’ comments: Status: REJ
Date: 01-Sep-2000

The Depatment wil consider clozure ofthiz MCRE once the repair doucuments are submitted, revieved and found to be acceptahble.

Submitted by Les, Ken Date:  01-Zep-2009
Attachment(s):

Fape lafi



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 18-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.: ABFHPRO0D3M2 Rer: 01
Ref: 05.03 05-000253

Subject  NCR Mo, ZPmC0294

Contractor's Proposed Resolution:

Reference Resolution: IPMC haz novwinduded the necezzary documentation to provide objedive evidence repair work has been
completed. ZPMC requests dosure ofthis MCR.

IPMC has noveinduded the neceszary documentation to provide ohjective esvidence repair work haz been completed. ZPMC requestz dosure
of this MCR.

Subrritted by
Atachment(s):  AEF NPR-000312R01;

Caltrans’ comments: Status: CLO
Date: 20-Sep-2000

The propozed resolution iz acceptable. The walding repair repott iz included, and the weld in guedgtion has been accepted by MT as showan in
the attached documentz. The Department concurs that Mon-Conformance ZPMC-294 iz dosed.

Submitted by Les, Ken Date:  20-Zep-2009
Attachment(s):

s

Fape lafi



No T—060

LETTER OF RESPONSE

TO: American Bridgé/Fiour JV
DATE: 2009-9-17 _ |
REGARDING: NC-R-(}()O320(ZPMC-0294)_ |

ZPMC recelved NCR- OOOBZO(ZPMC -0294), they mentioned that
CT mspect(n dISCOVGlEd an approxmlately 30mm length linear mdlcatlon_
on Lift 1 North Tower Skin A weld ~which were previously tested and
accepted by ZPMC. Theieiatmnal welds were NSDl SA33A/F-11. |

ZPMC acknowledged this ploblem and already put forward
ZPMC’s NCR-T-052. As a result, ZPMC had removed the defect by
grinding and repaired thein, then perfbrmed final inspection by MT.
Also these welds were re-inspected by CT inspector and green tagged. In
order to avoid such problem occurs again ZPMC will perform NDT work
according to related procedmes strictly, and enhance QC be more
Iespon31ble Here attached the WRR and MT Reports to prove the welds
are qualified after repairing. '

So ZPMC hope Caltrans could have a review and close this NCR.

ATTACHMENT:
NCR-000320(ZPMC-0294)
ZPMC NCR: NCR-T-052
T-WRR2173
T787-MT-5892

\/
W\/\

29§17



DERARTHGERY OF § R, HEPORTATION - ¢ - District 4 Tol! Bridge -
333 Burma Road ‘ R : :
Oalilznd CA f—‘tsﬂ?

R g el Fax: _
J\‘O]x G] ‘]:m rllfﬁ I CIE REPCRT TRANS MITT ﬁ L ey
To: AMFRICAI\ BRIDGE.’FLIIOR AV gt | Bate: '16{J'uu-2009
375 BURMA ROAD it A
OAKLAND CA 95607 ; Contract Ne: 04-0120F4
RS : P 04-SF-80-13.2/13.9
Besar: Mr. Charles Kanapicki s 5 Job Mame: SAS Superstruclure
Attention: Mr. Thomas Nilsson ~ Project/Fabrication Manager Decument No: - 05.03.06-000283
Subject: NCR No. ZPMC-0294 : {57 0

Reference Descrip!ion' Lmeqr Indication (MT) / North Shafi Lifi 1/ Skin A Pl"ln Weld

The attaclied Non- Conformance chon describes

mdlcaied bclow

L] Mater[al or Workmanshlp nol in conformunce with contract documents. :
| Quahty Comrol (QC) not pcrformed n confonmnce with contract documents.
4| Recurring QC issue that canstitutes a qulcmmm problem in quality control.

D Non Conformdncc Resolved

Iw ateriai Locstion: : Tower ] Lift: (1

Remarks:

QA d1scovcred an 1pprox:ma1c]y 30mm lung linear 1nd1c1uon duung random verification Magnetic Particle Testing (MT) of North
Tuwer Lift’ 1, Skin A ‘plate weld NSD1-SA33A/F-] ] Th15 wc]d was prnwously tesled and accepled by ZPMC QC MT Technicians,

Special Provisions Section 8.3 — *Quality Control (QC) shall be the responsibility of the Contraclor. As a minimum, the Contractor shall
perform inspection and testing of cach weld joint prior to welding, during welding, and afier welding as specified in this section and 10
ensure thal materials and workmanship conform to the requirements of the contract documents.”

AWS D1.5-2002, Section 6.26.2 — “Welds thal are SUb_]ECl o MT in ddnmn to visual inspection shall havc no c1acPs

Action Required and/or Action Taken? -

Prepose @ résolution for this sysiematic non-conformance that addresses the failure of Quality Control 1o identify the hnc’ir mdtcahnn

(MT). Provide docushentation 61 ihe steps jaken by the Quahty Control Manager 10 prevent future occurrences.

In addition to the Quality Control failure, propose & resolution for the identificd malerial/workmanship non-conformance, documenting

that the repaired weid is in compliance with the contract requitements.

Recent failures by Quality Control 1o identify lincar indications have resulted in the issuance of NCR ZPMC-0212, ZPMC-0216,
ZPMC-0231, ZPMC-0223, ZPMC-0234, ZPMC-0235, ZPMC 0291 and ZPMC-0293 relaied to Tower and ZPMC- 0244, ZPMC-0245,
ZPMC-0258, ZPMC 0278. ZPMC-0279, ZPMC-0281, ZPMC 0285, ZPMC-0289 and ZPMC-0290 related 1o OBG.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0294

cc:

. 0503.06-000283,NCT

Rick Morrow, Gary Pursell, Mark Woods, Doug Coe _

an occurrence where the contracior did net comply with 2 requirement of the contract document as

Page | of 2
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** STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY - L E Aol Schwdrenegger Governar

. DEPARTISENT OF '*‘W'F\.%FC}F%'I,&'-HGM. S, SRR SR e T

e DIVISION OF ENGINEERING SERVICES

~ Vallejo, CA 94592-1133

Office of Struciura} Materials -~ - ) 7 _ ., -. 2 s g , e N
Oualliy Assurance and SOUICB incpccllon 5 y : ; ;

: _ 2 ey Contract# 04 0]20}7‘L1
Bay Area Branch - el o ;
© 690 Walnul Ave.St. 150 & 7 : Vi C‘y SF/ALA Rie: 80 PM: ]!3_;2_[_1__3_.9__”
(707) 649-5453 : : File #: 69.25B
(707) 648-5483 -

= e e == e et drn "“:‘L‘L":?-“_ﬂ"’ i R e

: QUALL \,’ A C'UT‘L/« \‘CE - NCII* CO]‘TOHMAI‘JCP REPGR;
'Lécaﬁen'- Changing lsland, Shanghai, PRC  Report No_: NCR-000320
Prime Contractor: American Bridge/Fluor Enterprises, a v ' Bate: 15-Jun-2009
uub'mttmg Conuactm Zhenhua Port Machmery Company, Ltd (‘ZPMC) Changxmg Island - NCR#: ZPMC-0294

~ Type of problem: |

- Welding [ Cifier ete.. " [] Other _ S
Welding - [J Curieg . O Procegural - Bridge No: 34-0006 -
Joint fitup [J Coszting [0 Gther [0  Compenent: North Tower; L:ﬁ]

'Pru'ceﬁurnl O Procedural [] Descrintion: Missed MT indication on North Tower, L]ﬁ]
‘Reference Description: Missed MT indication on I\orth Tower, Lift 1, Skm A plate weld
Deseription of Non-Cenformence:

- QA discovered an ﬁppronlmate]y 30mm long linear indication during landom venﬁcatmn Magneuc Pamcle
Testing (MT) of North Tower, Lift 1, Skin A plate weld NSD1-SA33A/F-11. This weld was prewously testcd
and acceptcd by ZPMC QC MT Technicians.

e L

Applicable reference: o

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
weidmg, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5-2002, Section 6.26.2 — “Welds that are sub]ect to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem::  Dhanasingh Sukanthan
Mame of individuzl from Coptractor notified: Liu Cheng

T;/ TL-13,Quality Assurance -- Non-Conformarnce Report Puge 1o 2



\QUAI “_’ A U?Uf\ NCT - ]]Cﬂ an‘ “'"T{“_l\ ﬁ] CE RLPOQT .
] (Con!muedPage 2 of?j i -

o= ToITEy bl

o e e £ e ——

Time 2nc method of notifiestion: 6/]5/09 13:45: Verbal :
Mzme of Celtrans Engineer netifie¢:  Scott Kennedy
Time and method of notificetion:  6/16/09, 8:00: Verba] ;
 QC Inspector's Name: Lu Yang -
Wes QC Inepector swere of the nroblem: _' [0 Yes 1 e
Contrzetor's prupésai te correci the probiem:

Cemments: ) A
This reporl is for the purpose of determining conformance w1th the contract documents and is not for the
purpose of makmg repair or fit for purpose recommendations. Should you require recommendauonq

‘concerning repairs or remedial efforts please contact Serge Sinevod, 134- 8257 0{)45 who represents the Office
of Stmcmra} Materlals for your project. ;

_ Inspected By: Sinevod,Serge _ ; s T ASMR

" Reviewed By: Wahbeh,Mazen P : -.. SMR

iy ¥ s . o Nan. . " >
‘EVL TL-15,Quality Assurance - Non-Conformance Report Poge 2 of 2



| This weld was previously tested and nccepted by ZPMC QC MT technlcnns

- . W‘fmw—“h

Nom‘@ nfar) mance Pr‘pm‘t
S T’KF*"I ﬁii‘t

ProjectNatne: = TS EOBR . L 'N{:R Numbers ]
BREWH:  REWMESKE  incrgs. NCR-T-052 (ZPMC-0204)
Item: miss MT linear lﬂd]C"ithl‘l *Iiem Number: Drawmg B

LA MT at K : | NSDI1-SA33A/F-11

| North shaft lift 1
_ | Skin A Plate Weld |
| Location: bay10 R e Date:
frE:  1047%[M) iy ' S T 00087
Description of Nonconformance: 3458 TDRAH#1k :
_ CT. mspectm dxscoveled an -‘apploxnnately 30mm long Ilnem mdlcﬂion durmg random
-verification Magnctlc Particle Testmg of North Tower, Llft 1, Skm A plate weid NSDI SASSA:T-II

_ ]

“Special Provisions Sectmn 8 3: Quality Contwl shaII be the lespﬂnsmlhty of the Contractm As
a minimum, the Contractor shall perform mspectmn and testmg of each weld JOII]t prior fo welding,
during weldmg, and after weldmg as specified in this section and to ensure tlmt materials and
: worl{m'mshlp conform to the requirements of the contract documents. | |
AWS D1 .5-2002, Section 6. 26 2: Wclds that are sub]ect to MT in éddition' to visual inspection
| shall have no cracks. e o 7
CT HYB RTEXT b~ A ﬁm?u&% NSDI-SA33A/F-11 #4T MT ST KT T 30mm K ths
MR .
HRATHF BHE - #A@Jy‘ﬁ%fﬁiﬁﬁﬂ%mﬂ’ﬁlﬁlfﬁu{;muIﬁ?—hﬁAh%%ﬂIZ‘ijE@%?i; iFd
5 AWS HUE: R HHZ SMIET MT R p iR e st auey

- Work By: MA_\ - % --Prepared by:- Z;?wg’ 'JM “Reviewed by QCE:
e e
o

ML 3 Hedh FUR T R T
O Drawing I:FOI Material Defect = { FabricationError [ Other
S MR ' BESER HAbJE R
Disposition:. O Use as is [0 Repair O Reject
AL [E17 R 1E TR
Recormnmendation:

BN

Bionre
P\Ja-:‘ns{’u;f{ul\ Gad ;.e,’)a)r % ,')C it aﬁ-’rms.

{
(> Lamovs
Prepared by: Approved by QCA:

| % 220 i}’ 96 ,l:} it e




‘| Reason for Nonconformance:

THEE: ¥ors S
Al m <J\/‘\?g MM 1 g5

5 '_Lrn-ew mobwbun : -luaSn_'t{ frf% “W“’t g

Preven hon of Re-oecurrence:

LG
"ﬁﬂ%kwéf”ﬂ ‘%D’éﬁk.

.‘. " i 2 _t-Q‘
Blse prjesed Lo i o

' T LR TR /‘}a
Approved by/itHE: ‘

Technical Justification for Use—As-Is/Repalr LS B Attachment - A E Non—attachment_ :
ﬂ)ﬁ:ﬁl’iﬂé‘ﬁﬁﬁmﬁiﬁ o PEESR B4 : TR
Reviewed /4ttHE: MTThE Yo > e
Verification: L Acceptable A Unacceptable

TfitA: EiE: 34 e e REES

‘Verified by QCIERTfiIA ' Reviewed by QCAUE'@EEH‘%’@:

#R787-QCP-1300

a-ﬂj{ ?.B.



TBTRIERR, SRS,

Operator operated error 2lcaujsed_ base metal gouged. '

_ 19 §i Jr A(Foreman): L S[m?m
WEER J | T
Disposition : ;
1. QC shall monitor and direct the welder and the grinder doing the repair operation,
2. Preheat before gouging; the temperature shall be at least 65°C.
3.Gouge the weld to remove identified defects. :
4, Joint details shall refer to the approved WPS repair,
5.Grind the gouged areas to a smooth and shiny surface.
6. Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.
7.QC shall monitor all welding passes being deposited..
8.QC shall ensure all. slag has been removed prior the deposition of next pass.
9.Preheat and maintain interpass temperature control in accordance with the WPS,
10. Blend the weld repaired areas into the adjacent weld or base metal by grinding.
- 1. Perform VF,:MT-and-UT NDT inspestion tg the répaired areas.

L (EEEIRRT, QC BRI S S TAMT e T,
2. WOIZAOARBTIA, BETIET 65° C,
3. WL, s

éém(oate): 3?— "j G

4 RIEHSER RS, MR — A ERET L L, E—Hfiﬁ%éﬂitiﬁijﬂia‘l\jcﬁf]fEﬁ%I~i%?§EI‘£iM§(VVPS):

3. HRROITEIT E : : :

O TENERAFIE SRR, VT A0 MT Rt bt o= 2 35
7. {ER{EEED, QC ik,

8. TEMEATEIRLERT. QC W% R AT MG IE B2 54,

9. 1RIE WPS S Fis i i e,

10+ STIEESE 16 B 58 15 301 4 0 B o L

1. VIMTHICEND TR RIS 4,

L N A N

Technical engineer Approved by 7
f

LA
? ! ( S’ Date

#R787-QCP-900




ka%%]&.ML%E
Weldmg Repau Reporl

A Rev Na o

DA

,_{0 

%18 §i 5t A(Foreman): /; 6Z1/;7£

Correction aCtIo__n"to prevent re occurrence:
BIMBEFRIEL, RBRIEKRFE,

Train and educate operator to improve skill.

| L REmEAR | meme ey ‘-;?iﬁgf‘ SRR
Project Name - spog | Drawing No. P Rrge e
amEE e .
T 04-0120F4 . s b —RATAR NDTH %2
Contract No.: : ‘ Tower(N) first i i KA
AW v ltems Name | -7 7000 Report No.of NDT !
T ZP0B-787 fting Skin A -
Project No.: - : e
CBLERRGE:

lﬁlg-f!ﬂ(Date): '97' g? B

| zmmwpsy =
Repair WPS No.

WPS-345-FCAW

=1G (1F)-Repair
WPS-345-FCAW
-2G (2F)-Repair
WPS-345-FCAW
-3G (3F)-Repair
WPS-345-FCAW
-4G (4F)-Repair

F

r&fA
technologist

7 (/AWMF//%

EAECCREQ) BT A GR
Preheat lempera!ure
before gouging

\

c{jmuf clewn

i 1Y R,
Description
of discontinuity

Lion,

5=

WA A E
Inspection
| before welding.

,VT | {.3(111_
IDLT Aot ™

o AR
Preheat temperature -
before welding

o
£ L3

2 5 T8 B , : Bk ﬂf
Max. depth of gouging /\/ﬂr . Total length of gouging {}
BT o, 1% g 2 1 B R .
welder QL[C'G% 771 welding type < 4] position 7”{*\ =
B W 12 B R 5 i : :
Current f’fﬂ' A Voltage '('/S“F Speed [ej‘ vanm/w (A
BAERERE ; /
Inspection After répairing:
558 5 ~ ERT

7 MAs 0 Inspector [ W ~ |Date
VT result N l P(V(’ 4 /‘/\/\{/j : q/r (a‘
NDTH [ A B / ERNTT '
NDT result VA NDT person (7}‘, Date ;}P u"]D

MT A L A
R -
Witness/Review;
ik
Remark :

#R787-QCP-900 -
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m.:.mg _.f-u HA—uren«mumgmmm-:' 3

REPORT OF- MAGN’ETIC PARTICLL EAAMIH'ATION :

o REPORT ND'?&‘E%% 'TTE"I-MT-SBQZ

-

: DATEE iw 2009 08, 16

: F’AGE OFﬁlf*"J 1»’1 5

Revision No: ¢

- [PROJECTNO. PR CONTRAGTOR: e =
TE%S: o A P b k
RN L. i CALTRANS CONTRAGT NO- .
) o NSD1-SA33AJF ; dhohsosa
; 3 i T : ‘
He: - THE 1ST LIFTING TOWER () | WHI TS -
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEMBED I BFERE B EA RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01. Dec. 28°7 2000
EQUIPMENT # % MANUFACTURER ‘ﬁ}:ﬁﬁﬁ MODEL NO. R4S SERIAL NO. 4155
MT YOKE i PARKER B310S - 5620 5395 5617
MAGNETIZING METHOD Continuous magn_etic yoke_ CURRENT e ' :
RAL T BT ek : CE - 5
‘IPARTICLE TYPE: Dry magnet powder YOKE SPACING o F ]
2 bl : ‘ N : : |70~150mm
eIV TR B -
IMATERIAL TOBE = VWELDING A4 et &thlckn L ] S R
. . a ess ?
EXAMINED - O CASTING %4 AT709M-345T2-Z
WEHE O FORGING #&if fﬁ:ﬁ,}?ﬁt 150/70 mm
WELDING PROCESS - TYPE OF JOINT 3 i
SMAW : . T-JOINT
R ; e
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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-000303
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0294

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: 15-Jun-2009

Description of Non-Conformance:

QA discovered an approximately 30mm long linear indication during random verification Magnetic Particle
Testing (MT) of North Tower, Lift 1, Skin A plate weld NSD1-SA33A/F-11. Thisweld was previously tested
and accepted by ZPMC QC MT Technicians.

Contractor's proposal to correct the problem:

Repair affected weld and submit NDT results indicating sound weld.

Corrective action taken:

NDT resultsindicating sound welds have been submitted. The weld has been verified by QA and subsequently
green tagged.

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
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