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-000324
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0298

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other [J]  Component: OBG Segment Splice 2AW/2BW

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indication by QC, Weld SP642-001-022, 2AW/2BW Segment Splice
Description of Non-Conformance:

During random verification magnetic particle testing (MT) of weld SP642-001-022 (segment splice
2AW/2BW), Caltrans Quality Assurance (QA) Inspector discovered one linear indication measuring 10mm in
length. Thisweld was previously MT tested and accepted by ZPMC Quality Control (QC) technicians
(notification to perform QA Inspection for this weld was given to Caltrans on June 16, 2009).

o i ; i =N e —_—
 S2AW-2BW >~ Dgaiaia o S s S - 2AW-2BW
“ SP642-00 - ? : § ™ ' ~ 5P642-001-022

o ear Indicat

RS Line?'r‘lndicatign_;.}:%:;,%

7 2009:06:16 18:11:22
SP642-001-022

2009:06:16 18:18:22
SP642-001-022.

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

Who discovered the problem: ~ M.Manikandan

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 18:30, 06-16-09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 13:30, 06-19-09, Verbal

QC Ingpector's Name: Wang Lu

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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-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: 05.03.06-000288
Subject: NCR No. ZPMC-0298

Reference Description:  Missed MT Indication by QC, Weld SP642-001-022, 2AW/2BW Segment Splice

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 02
Remarks:
During random verification magnetic particle testing (MT) of weld SP642-001-022 (segment splice 2AW/2BW), Caltrans Quality
Assurance (QA) Inspector discovered one linear indication measuring 10mm in length. Thisweld was previously MT tested and
accepted by ZPMC Quality Control (QC) technicians (notification to perform QA Inspection for this weld was given to Caltrans on June
16, 2009).
See attached NCR No. ZPMC-298 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0298

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

ol " 05.03.06-000288,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  05-fug-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-HPRAO00280 Rev: DO
Ref: 05.03 05-000258

Subject  NCR Mo, ZPmMC0255

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 MPR-000250R00;

Caltrans’ comments: Status: CLO
Date: 15-Aug-2000

The propozed resolution iz acceptable. The welding inspedors have received additional training, and test = have been administered to ZPMC
MT technidans to demonstrate their ability to detect MT indications. &l=o, the wald in gquedion has been actepted by VT and MT as shownin
the attached documents. The Department concurs that Mon-Conformance ZPMC 0298 is dosed.

Submitted by 'Wirioht, Doug Date:  18-Aug-2009
Attachment(s):

s

Fape lafi



—T— No. B-430

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-3
REGARDING: NCR-000324 (ZPMC-0298)

With this letter of response, ZPMC requests closure for Caltrans NCR-000324
(ZPMC-0298). We agree what describe in the non-conformance report, and instructed the QC guy
to enhance the responsibility and reduce the working speed, by the way we have prepared the
CWR for engineer approval prior the corresponding weld repair, As the comments of the approved
documentation we have performed the weld repair and complete the with the NDT inspection.

so base on the above explanation and attached documentation . ZPMC applies
to close the caltrans’s report NCR-000324 (ZPMC-0298).

Please reference attached documentation for acceptance and closure the
NCR-000324 (ZPMC-0298).

ATTACHMENT:
NCR-000324 (ZPMC-0298)
ZPMC internal NCR

The approved CWR

The final MT reports

s Gty

20U g5
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NFEIHR S
Project Name: S.F.0.B.B NCR Number:
T B &5 5 [l 10 P T A NCR 45 NCR-B-206

(NCR-000324

Item: Missed MT indication by QC Item Number: Drawing:
LR MT B H5:  N/A H5: 2AW2BW
Location: OBG Trial Assembly Yard Date:
P OBG HHt513% B : 2009-07-01
Description of Nonconformance:
P E TR

During random verification magnetic particle testing of weld SP642-001-022(segment splice
2AW/2BW), Caltrans Quality Assurance inspector discovered one linear indication measuring 10mm i
length. This weld was previously MT tested and accepted by ZPMC Quality Control techniciang
(notification to perform QA inspection for this weld was given to Caltrans on June 16,2009).

IMHEERT SP642-001-022 (ZAW+2BW TREI/S4%) HEAT MT BflRY, &3 10mm GG, X&IELY
Z R B4 ZPMCQC #%.

Work By /A Z—A %ﬂ:pared by: Reviewed by QCE: W Z, A,o
T % P mERTEmE Sy
fjhl(itaterial Defect

U
l:| Drawmg Errol/} ‘Ef/ Fabrication Error [ Other F)?T 7 /

B 4the iR A ARHER I THERR HoAth R A
Disposition: O Useasis [0 Repair O Reject )
RbERFE T Bl B R
Recommendation: th s [,u. use ‘j( MT smﬁ]

>

B M ?%ﬁ 7’@ v, %ﬁ—-?ﬁz%g,_%; ;m«e ﬁ-ﬂf)ﬂn heport, -
Prepared by: L5 Aok M Approved by QCA:
i uﬂ% FRESTIRE

Reason for Nonconformance:

PEFERE: é«}‘%%&f{}%&pﬁ@ Diswver  Limesr Jaicat con

1_e!;)nn.suﬁ (A‘y, andl WCQ

E,,mee
s | \-,» @j 4& \
yé %\ {L k g;'pprove bylﬁt?ﬁ — »\/(ﬁ o 97 N }
Technical Justification for Use-As-Is/Repair: [J Attachment 0 Non- attach%ent
[5 P 3R A8 BB AR AR 37 :
SRS T
Reviewed /HtHE:
Verification: [0 Acceptable [0 Unacceptable
A GIE: 34 NGIE: %7 -
Verified by QCI/A A Reviewed by QCA/fity FFEHiZ%:

#R787-QCP-1300



/ ' DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
’ 666 Feng Bin Road Room 708, Changxing Island .

e Shanghal 201913 PR China
bl Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A ]V Date: 22-)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: 05.03.06-000288
Subject: NCR No. ZPMC-0298

Reference Description:  Missed MT Indication by QC, Weld SP642-001-022, 2AW/2BW Segment Splice

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
dicated below:

[ Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformence Resalved.

Materizal Location; OBG Lift: 02

Remearks:
During random verification magnetic particle testing (MT) of weld SP642-001-022 (segment splice 2AW/2BW), Caltrans Quality
Assurance (QA) Inspector discovered one linear indication measuring 10mm in length. This weld was previously MT tested and
accepted by ZPMC Quality Control (QC) technicians (notification {o perform QA Inspection for this weld was given o Caltrans on June
16, 2009).
See attached NCR No. ZPMC-298 for details.

Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials/workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future

occurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0298

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

020295 04 . Received
i s o NCT-000268 93 Jurs 04 Pagetof 1



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

DEPARTMENT OF TRANSPORTATION -
DIVISION OF ENGINEERING SERVICES '

Office of Structural Materials e
Quality Assurance and Source Inspection "

Contract #: 04-0130Fd

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
VE!"EjD, CA 94592-1133 File #: 69.25]3

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China ' Report No: NCR-000324
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0298

Type of problem:

Welding [ Conerete [ Other
Welding L] Curing [0 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [0 Other 0  Component: OBG Segment Splice 2AW/2BW

Procedural [J] Procedural ] Description:

Reference Description: Missed MT Indication by QC, Weld SP642-001-022, 2AW/2BW Segment Splice
Description of Non-Conformance:

During random verification magnetic particle testing (MT) of weld SP642-001-022 (segment splice
2AW/2BW), Caltrans Quality Assurance (QA) Inspector discovered one linear indication measuring 10mm in
length. This weld was previously MT tested and accepted by ZPMC Quality Control (QC) technicians
(notification to perform QA Inspection for this weld was given to Caltrans on June 16, 2009).

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 in§pection shall have no
cracks.”

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

Who discovered the problem: M.Manikandan

Name of individual from Contractor notified: Peter Ferguson s
Time and method of notification: 18:30, 06-16-09, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 13:30, 06-19-09, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: - O Yesd 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

fV TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2
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Critical Welding Repair Repart (CWR) s
iy SR g SPB42A REEE
Project Name: SFOBB Drawing No.: Report No.: B-CWR593
&
=5 04-0120F4 ‘
Contract No.: Wi | 2AW PLATE PANEL | NDT spmams
TE&E ltem Name: SPLICE NDT Report No.: B787-MT-1:910
Project No.: ZP06-787

Pt _
FEXSPB42-001-0227 B, BB MBLL, 1, L=10mm Y=0,

e

One transverse crack found by use of MT at the end of weld SPE42-001-022,10mm In length.

P

Welder IDNo. (2T 4 2):220067 Position:(fL I£): 2zF ' .
Ja-'\ 'W"{'f“z
#%R (Inspector) : Jin ilan ¢ o B (Date) : 2009-08.27
RERERREE

Drafit of Welding Discaontinuity:

|

-

— SPBAZ001020

111!5 ducumen! is AFPRDVED
NSFDRTAHOM
Pursuﬂni {0 Ser;&m

Y ' Initiz! ﬁft‘ %519»7 f




| e
Cause;

1. Kgm#, BT FEAERY S IR A R T

1. Moislure wasn't completely removed during drying operation {preheatling) or
lhe area wasn't preheated sufflciently.

E@EAHA (Foreman): &M jwn B (Date): U7' 27 (4

AbTE I,
Dispositian :

1. IRImEsNEE 5. '

2. ﬁ&ﬁ%ﬁﬁQ%ﬂﬂﬂﬂCW@ﬂﬁﬁ%ﬂErﬁ%ﬂﬁﬁ%%ﬁlﬁi
q—%—"f‘*@%ﬁﬁﬂﬁ-—ﬁeﬁ'ﬂtﬁaﬂ E ' ERIE,

] - A Al Y 3 EfE
4. QCFLeader CWIIEEEE, EMRUEE R IR b 3 I 33k«
A MITEN R EBRY, i ,
&ﬁf¢£%ﬁﬁ%ﬂﬂ,£@%ﬁﬁﬁMﬂﬁm%; :
ﬁ%ﬁ.vmmw@%ﬁﬁﬁﬁﬁﬁ&ﬁ&ﬁu&&ﬁﬂﬁﬂﬁﬂﬁﬁ$;
mﬁ%zﬁﬁ%%%mﬁﬁtm$%%mﬁ@WMM$g
mﬁmﬁmﬁﬁﬁﬁlzﬂ%ﬁﬁmﬂﬁﬁﬁ;

10. WARBRT/NF100T,

. THEEEEIEEE BN 4N F150mm;

12. B EIRIT I S B aladn e s,

@m~m;m

1T M BONDTH: i .

The Engineer shall be notified and present during this repair.

[\ Y

this repair. ;
QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.

3
4
ments, .

5. Remove the crack by means of ‘grinding.
5]

7

Prepare. excavation according to the approved. repair WPS.

crack propagation to base meal, ,
{ 8. Remove paint=25mm of HAZ prior to MT:
8. Preheat and weld according to the approved repalr WPS,
10. Preheat prior to welding to a minimum temperatire of 100%C.
11. The preheat arsa shall be g minimum of 150mm. in all directions around the repalr area,
12. Grind the repaired arsa flush with base metal or the adjacent weld,. - =

rdance with Section 10-1.59"Stes| Structure®, subsection: ‘Inspection & Testing”, fote3.

I 2 . 4 Bi:
1,7/2,,, :
Technical Engineer; /J,L ﬁW Approved By; / JE"C‘ Date: 17 Y T

7'é ? &A’BWAIH This dogmeni s APPROVED

- msg?msla‘Sem_?;LDpr 2
#R7B7-QCP-800 . TR :

QC and a Lead CW! shall be present and direct all grinding and welding operations during
Before this repar, Verity with VT and MT to the repair areas fo ensure no crack exist and no

13. Perform NDT inspection according to-the working drawing and perform addifional NDT in-acco

DEPARTMENT D TRANSRORTATION -
P

13 EREAE KN WS IRA FI0-1. 580 "M% S0 “RIARE " 55 0 |

QC and a Lead CWI! shall diract the Tepair to ensure the repair is per the disposition require




3 3 3 Az e ﬁﬁ;ﬁ:
E@M@ 9% % J;% —% ﬂ {B é:& =] Rev, No.:
Critical Welding Repair Report (CWR) 2
BREM AR AR RS Regs
SPe4zA B-CWR593
Project Name: SFOBB Drawing No.: Report No.z
A EES
BN D4-D120F4 7 .
Contract No.: A 2AW PLATE PANEL| NDT @S
WSS ltem Name; SPLICE NDT ReportiNo,: B787-MT-11910
Project No: ZP06-787 '
| 2 £z
Corrective Acfion to Prevent Re-occurrence: o
TSR], QOIS R ATk, ARG B,
1. QC shall verify sufiicient preheat hes been applied, lo remove moisture, prior to weldinp. L
ZEEATA (Foreman): G’M Juin E# (Date): uf e /1%
WPS-SMAW-345.1G :
(1F)-Repair i 7
| WPS-FCAW-345-16( M 7?’37{"4
W o WPSiR B | 1F)-Repai-1 |Z&EA '
I Repalr WPS No,: WPS-SMAW-345.2G Technologist: ‘7 07' 1
(2F)-Repair
WPS-FCAW-345-26(
’ | 2F)-Repai-1 d.
B (BA) WHSER 1B & BY G 1 : s
Preheat Temperature - Description Al ;’
Before Gougling: H €L | of Discontinuity: p &L
HE i 4h 6 2 350
Inspection ‘| Preheat Temperature \
Before Welding: ACC Before Welding: .] 72 <
B KB ke Ju RSB
Max. Depth of Gouge: BIWM : Total Length of .G.ouge: { IOP’IW
BI . | B i
F . V‘Jeldi‘ng T
Welder: oég 9/7 Type: : QMAUJ Pp.si_‘tmn. ']_F -
B EBH REwkE REur ,
Current: [ 67/:\ | Voltage: 22V | Speed: ]nggﬂ
BEERE |
Inspection After Repak ; i
- i A -0 ; - :
b Tty 2 ' | #m g AR ) \.,.7".'7
VT Result: rQ\.CC | Inspector: J%’&ﬂ/ﬂr’ Date: _ i 7
NDTH % : R4 B o lam '
NDT Result: pCL NDT Person: ,JK\V\T‘ qut’t‘ “rhate: 9—% 2 7 .1 3
g
HAE : . : BEROVED
i Review: This dogument Js APPROY
Witness/Review: aaﬂrm*%?ﬁ%?g%“ﬁ%?}mq
& Pursyent{o 556 _m.n;!-uf; i
Remark - {nﬁiﬁiw ‘ %:ele.-q?f(‘s‘.{ﬁ

#R787-QCP-800



CZBMC o :
V22 2009.07.17
Girder/ 32 OBG PlatePanelSplice
Visual Weld Inspection Report A4 IR B Tower/ 2 :
Calfrans Contract 20. V1 Tk 04-0120F4 Quality Control Representative:
i SR
|72 _\ik\_\u
Project No.: T H S/ R & s\wu.. ki QM )
San Francisco Oakland Bay Bridge S E&ZZ AT frdt i edov! w
Quality Assurance Manager _
ZP06-787 ~Approval !
Project No.: H#%5: AR
Accept or
Reject after
Arc Accept or repair
Weld No. 4255 | Welder 1.D.# |Location] Welding consumables | Undercu|Porosity| Over lap| Crater | striketl | Spatters | Crack | Reject | Repair g EEETE
F BTRAS | E R EL t il | 9L R W | A | ek | Bdgr | Besaldhdl] iREE FE
SP642-001-022 NA NA NA v N J J J J J ACC NA NA
o After root weld [0 After cover pass
© After CWR or WRR No.:B-CWR593 O After HSR No. : O Others

#R787-QCP-603
" J "is no defects. " X" is defects. "NA" is not applicable.




(ZBMCc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

T R B AR 55

REPORT NO. i £ 45 B787-MT-12315 DATEH M 2009.07.17 PAGE OFH# 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
ITERS: H A
DRAWING NO. OBW2 CALTRANS CONTRACT NO.: 04.0120F4
e 2AW |-RIB MM ITESS
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
ey ke T HaIFiE BEFHRY {y B RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT ##% MANUFACTURER il g MODEL NO. #3455 SERIAL NO. #4652
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AR
ML BT Hiit
PARTICLE TYPE Dry magnet powder YOKE SPACING

: 70~150mm
I e il TR B E
MATERIAL TO BE Y WELDING ##:4F Material & thickness ATOSM-345
EXAMINED O CASTING #1f B4, R HE
B E O FORGING $&if% 22118mm
WELDING PROCESS TYPE OF JOINT

SMAW T-JOINT
A gt g
WELD 1.D DISCONTINUITY S ACCEPT REJECT REMARKS
o LENGTH IN mm|
P B INDICATION TYPE s &2 JEe i
& 5P 311
SP643-001-012 ACC. AFTER GOUGING
SP642-001-022 ACC. AFTER GOUGING
BLANK

EXAMINED BYE#f -

G?LA Jlﬁw\'u“\j

IREVIEWED BY &

(d‘/\%"\o\(}‘a“"j

% SIGN / HiJi DATE

[ldin Jianting AN 5ﬂ ")
LEVEL-Il SIGN %4 / DATEEM ‘4 ,47 . ‘) JLEVEL-1  sIGN ) DATEE "’7~
JEtE3 / QCM ’ EO¥ il f*CUSTOMER

-

425 SIGN / Hill DATE

(FORM# ZPQC-MTO01)




CZPMC ua :
V=3 2009.07.17
Girder/ 3 : OBG PlatePanelSplice
Visual Weld Inspection Report LA YRERE Tower/ 3 :
Caltrans Contract No. I & Al 04-0120F4 Quality Control Representative:
7 SRR ) .
Project No.: TEEF . o cCwi: wWW 24 (it
San Francisco Oakland Bay Bridge =~ FE&#4FSAHF fir i i 0%o21)51
Quality Assurance Manager _
ZP06-787 ~Approval !
Project No.: HiE 4% : ST BB
Accept or
Reject after
Arc Accept or repair
Weld No. t24% | Welder 1.D.# |Location| Welding consumables | Undercu|Porosity| Over lap| Crater | strike H1 | Spatters | Crack | Reject | Repair [ {2 {5 /5 #5280
His BTHMNY | B HEME t Bl | S4L SR I8 WL | amn | TR | Be | EeEaldEdl) R ik
SP642-001-022 068917 2F E7018-1 M4 J J N N J + V ACC NA NA
o After root weld O After cover pass
&/ After CWR or WRR No.:B-CWR593 O After HSR No. : O Others

#R787-QCP-603
" J "is nodefects. " X" is defects. "NA" is not applicable.




(ZBMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

R R RIS

REPORT NO. #i % %S B787-MT-11910R1 DATEE#i 2009.07.17 PAGE OFH® 1M1 Revision No: 0
PROJECT NO. o — CONTRACTOR: CALTRANS

IBE%E: A F:

DRAWING NO. SP642a CALTRANS CONTRACT NO.: 04-0120F4

ES: OBG 2AW PLATE PANEL SPLICE | T E%HS

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
ST #EZARE BFRS SR E A F0

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009

EQUIPMENT &+ MANUFACTURER ##1§ MODEL NO. %5 SERIAL NO. #4452

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

R B HL

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm
R TREH HimmpE
IMATERIAL TO BE Y WELDING ## i i
iy Material & thickness STNEAE TS

EXAMINED O CASTING #fF FEH, FERE

R EL O FORGING &% 18/22/25 mm

WELDING PROCESS TYPE OF JOINT

SMAW T JOINT
TR pirtLoti)
WELD I.D DISCONTINUITYZ PR gt ACCEPT REJECT REMARKS
. INDICATION TYPE R ) o e
&R *#R
additional 10%
SP642A-001- MT In both
022 1 ACC. side of the
repair areas

AFTER B-CWR593

BLANK

EXAMINED BY 4R

REVIEWED BY ##

E SIGN/ Bl DATE

Jin jian ting St"\\sl\““-u""‘c\ ng\ {N\G\ (,/Q.V\3 2 . ‘)
ILEVEL-Il siGN%% / DATEEW f\ 47_ ‘) LEVEL-l  SIGN ! DATedlm i )
FitES3 / QCM | l Fi FCUSTOMER /

%< 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

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

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000351
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0298

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: 16-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of weld SP642-001-022 (segment splice
2AW/2BW), Caltrans Quality Assurance (QA) Inspector discovered one linear indication measuring 10mm in
length. Thisweld was previously MT tested and accepted by ZPM C Quality Control (QC) technicians
(notification to perform QA Inspection for this weld was given to Caltrans on June 16, 2009).

Contractor's proposal to correct the problem:

Perform repair to weld in question and submit required NDT verifying repair isin conformance with Contract
requirements.

Corrective action taken:

ZPMC has completed repairs on the weld in question and provided the required NDT reports verifying that the
repairs were made in conformance with the Contract requirements.

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
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