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

L ocation: Changxing Island Report No: NCR-000362
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 08-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0336

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 3BW

Procedural [ Procedural [J Description:

Reference Description: Missed UT and MT indications

Description of Non-Conformance:

1. Cdtrans Quality Assurance (QA) Inspector performed Magnetic Particle Testing (MT) on Weld Joint
SEGO015A-007 (Side Plate to Bottom Plate) and Longitudinal Diaphragm (LD) between Panel Point 22 and 23
located in Segment 3BW. QA Inspector aso performed the MT on Panel Point 23 vertical surface areawhere
the LD fitsup. The QA Inspector observed several linear indications approximately 130mm in length. ZPMC
MT Technician performed the MT testing at same area after and concurred with the QA Inspector findings.

2. Cadtrans Quality Assurance (QA) Inspector performed Ultrasonic Testing (UT) verification on weld joint
SEGO015A-007 (Side Plate to Bottom Plate). The tested area was located between Panel Point 22 and 23 in
Segment 3BW. QA Inspector discovered sixteen (16) class“A”, “B” and “C” rejectable indication measuring
approximately 480 mm in total in length. The weld seam that was inspected is approximately 4300mm in
length.

Thefirst linear discontinuity islocated at 1100mm from Panel Point 23. The last measurable linearity
discontinuity was located at 4270mm from Panel Point 23.

unauthorized repaft
personnel in progress
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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”

AWSD1.5-02 Section 6 Table 6.3

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1200 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1300 hours, 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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Simonis,Jim QA Inspector

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: 04-Aug-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: 05.03.06-000315
Subject: NCR No. ZPMC-0336

Reference Description:  Missed UT and MT indications

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: 03
Remarks:
1. Cdltrans Quality Assurance (QA) Inspector performed Magnetic Particle Testing (MT) on Weld Joint SEG015A-007 (Side Plate to
Bottom Plate) and Longitudinal Diaphragm (LD) between Panel Point 22 and 23 |located in Segment 3BW. QA Inspector aso
performed the MT on Panel Point 23 vertical surface areawhere the LD fits up. The QA Inspector observed several linear indications
approximately 130mm in length. ZPMC MT Technician performed the MT testing at same area after and concurred with the QA
Inspector findings.

2. Caltrans Quality Assurance (QA) Inspector performed Ultrasonic Testing (UT) verification on weld joint SEGO15A-007 (Side Plate
to Bottom Plate). The tested area was located between Panel Point 22 and 23 in Segment 3BW. QA Inspector discovered sixteen (16)
class“A”, “B” and “C” rejectable indication measuring approximately 480 mm in total in length. The weld seam that was inspected is
approximately 4300mm in length.
Thefirst linear discontinuity is located at 1100mm from Panel Point 23. The last measurable linearity discontinuity was located at
4270mm from Panel Point 23.
See attached NCR No. ZPMC-0336 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 with revised procedures to remedy the defected work and to prevent future

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

Transmitted by: Ching Chao
Attachments: ZPMC-0336

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

ogral " 05.03.06-000315,NCT
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NCT
( Continued Page 2 of 2 )

File: 05.03.06
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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: 24-Aug-2009
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.21 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000332 Rev: 00
Ref: 05.03.06-000315

Subject:  NCR No. ZPMC-0336

Contractor's Proposed Resolution:

Reference Resolution: ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF is
also conducting an investigation of why ZPMC is experiencing cracking of welds.

ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF has taken action by hiring several
MT technicians to perform overchecks of several types of welds due to the amount of missed indications. ABF is also conducting an
investigation of why ZPMC is experiencing cracking of welds. This investigation is being performed by both onsite ABF personnel as well as
welding experts hired by ABF for this purpose. Recently CT has brought in their own welding consultant to discuss ABF findings and
preventive actions. Preventive actions such as increased preheats have been discussed with ZPMC. When the investigation is completed,
ABF will submit the findings to ZPMC and CT. ABF will continue to perform overchecks until we are sure this issue is corrected and preventive
actions are implemented. ZPMC will submit the repair documents at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000332R00

Caltrans' comments: Status: AAP

Date: 09-Sep-2009

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

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0336 at that time.

Submitted by:  Wright, Doug Date: 09-Sep-2009
Attachment(s):

‘E}' Page 1 of 1



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: 03-Sep-2009

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.21 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000332 Rev: 01
Ref: 05.03.06-000315

Subject:  NCR No. ZPMC-0336

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has attached documentation as required to support closure of this NCR.

This NCR covers two conditions, (1) alleged missed UT indications and (2) missed MT indication. ZPMC has stated they do not agree that 16
UT indications were missed, ABF agrees with ZPMC explanation as we also performed UT on this joint. ABF does not dispute that CT found
indications, however, when CT performed their UT on this weld joint they did not understand the process of UT being performed. The CT UT
preliminary report reviewed by the ABF QCM showed several indication located near the bottom of the weld, at the time of UT, this weld was
not ground flush on the bottom side due to strong backs used to prohibit distortion. ZPMC would perform a preliminary UT to make sure
rejectable indications were not noted within the volume of the weld, then after removal of the strongbacks would grind the bottom side of the
weld flush and UT to verify none of these types of indications exist. Which is what they did and the results were acceptable. ZPMC has
attached documentation as required to support closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000332R01;

Caltrans' comments: Status: CLO
Date: 10-Sep-2009

The proposed resolution is acceptable. The welding repair report is included, and the weld in question has been accepted by VT, MT, and UT
as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0336 is closed.

Submitted by:  Wright, Doug Date: 10-Sep-2009
Attachment(s):

‘E}' Page 1 of 1



No. B-465

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-31
REGARDING: NCR-000362 (ZPMC-0336) &

With this letter of response, ZPMC requests closure for Caltrans NCR-000362
(ZPMC-0336). First we have to remind that the pictures are all wrong in the NCR description,
that splice weld had been cut apart to adjust the flatness of the corner beam skin plate. We did the
repair internal of the segment prior fit up the longitudinal diaphragm, the half upper thickness of
the weld have been verified by UT and MT, but the UT is only confirmed the internal half
thickness not include the external half. That's why the UT defect not marked by ZPMC before the
CT’s inspection, afier the component all complete of the weld, we conduct the final UT for the LD
and the corner bevel joint from outside and made the final complete report.

But we agree what describe in the non-conformance report for the MT miss discovery, and
have trained our QC guy that control the inspect speed and find any suspected indication must
carefully perform the conduction for each direction around the areas, and also make issue for the
light condition during the inspection, that can reduce the miss discovery at all.

By the way we have recheck the indication one by one and perform the repair by grinding
and weld, our QC and caltrans inspector did the NDT inspection again to verified the final
acceptable condition and got the green tag by three parties.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000362 (ZPMC-0336).

Please reference attached document for acceptance and closure the NCR-000362
(ZPMC-0336).

ATTACHMENT:

NCR-000362 (ZPMC-0336)

The ZPMC internal weld repair report
The complete UT/MT reports

o 5/%2@0
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Nonconformance
ZPMC Report
= ——
AFETHRE
Project Name: S5.F.0.B.B NCR Number:
T H &5 5% B i JH R KB NCR #i%: NCR-B-217 (ZPMC-0336)
Item: Missed UT and MT Item Number: Drawing:
indications H5: ES: 0BG
LRk ZPMC i UT. MTE#& | OBG 3BW
Location: 3BW LD Date:
frE: 3BW 4T L B 2009-8-9
Description of Nonconformance: ==
AFETRASRE

1. Caltrans Quahty Assurance (QA) Inspector performed Magnetic Particle Testing (MT) on Weld

Joint seg015a-007 (side plate to bottom plate) and longitudinal diaphragm (LD) between pp22 and
pp23 located in segment 3BW. QA Inspector also performed the MT on PP23 vertical surface area
where the LD fits up. The QA Inspector observed several linear indications approximately 130mm in
length. ZPMC MT Technician performed the MT testing at same area after and concurred with the QA
Inspector findings. ‘

2. Caltrans Quality Assurance (QA) Inspector performed Ultrasonic Testing (UT) verification on
weld joint SEG015A-007 (Side Plate to Bottom Plate). The tested area was located between PP22 and
23 in Segment 3BW. QA Inspector discovered sixteen (16) class “A*,”B” and “C” rejectable indication
measuring approximately 480 mm in total in length. The weld seam that was inspected is
approximately 4300mm in length.

The first discontinuti is located at 1100mm from PP23. The last measurable linearity discontinuity
was located at 4270mm from PP23.

1. £ 3BW f4 A, FERIR SRR Z [R5 4% SEG015A-007, PP22 Fil 23 2 [ 4\H7 L, PP23
AHTREMEEE, CT RERM MT SHRNAABLKS 130 BROBVL. BRI L6 ZPMC
fil MT FFE.

2. U ERARRARKE, CT MR UT BRI AR A, B, C BHEEH 16 &, BKALN 480
B, HREERRAHCERLN 4300 22K, S MRIEAITER PP23 AT E 1100 X, B/F— G
AT B8 PP23 AL 4270 2K,

Work By: &,\ L_\

ared by: 5[@,‘

M'm Revxewed by QCE:

Z/Mf / 2

T iy ? | Cg %: 127 8 RETARITE: 5o
O Drawing Erro terial Defect M  Fabrication Error [ Other 07
B 4eE iR Rk P mlfEE R _ HAFER
Disposition: (] Use as is O Repair [0 Reject
PUEzE -y B Bt
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Recommendation:

GRS e |
lu}uwt w]Lter WW”& .

LYy
Prepared by: 5 59 KaQ q Approved by QCA:
Wk [T ) FEAEE
Reason for Nonconformance: ‘ ’

ARFEERA:

,\@%Uf F e s v AN Wﬁr@ L%ﬁ%{s/

D@Jlﬁ%&%%ﬁ pipect wold fue wp,

whech £d
Prevention of Re osccurre te: ciscoved] d’”}"‘»d:

B
\
G BT 136
lwrwt 7%% uﬂ@%j_ ~
NN
Approved by/ft#: L—l L‘ o
Technical Justification for Use-As-Is/Repair: [0 Attachment O Non-attachmeﬁr 7\/
5] F 23R B M B AR Liges TR
Reviewed /AEE:
Verification: O Acceptable O Unacceptable
Tk CIE: 274 RN H#EZ
Verified by QCU/ERITfiiA: Reviewed by QCA/Hy =T #%:
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES o
Office of Structural Materials B0y _ 3

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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File# 69.25B

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

B T S I S B B S e O A TR T

QUALITY ASSURANCE - NO N=CONE‘ORIVIAN CE REPORT

Location: Changxmg Island . Report No: NCR-000362
Prime Contractor: American Bridge/Fluor Enterprises, a JV - Date: 08-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0336

———— —— —— = —
P i

e e e 3¢ = )

Type of problem:

Welding [J Concrete [ Other

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

Joint fitup [J Coating [] Other [0  Component: OBG Segment 3BW

Procedural [ Procedural [] Description:

Reference Description: Missed UT and MT indications

Description of Non-Conformance:

1. Caltrans Quality Assurance (QA) Inspector performed Magnetic Particle Testing (MT) on Weld Joint
SEG015A-007 (Side Plate to Bottom Plate) and Longitudinal Diaphragm (LD) between Pane] Point 22 and 23
located in Segment 3BW. QA Inspector also performed the MT on Panel Point 23 vertical surface area where
the LD fits up. The QA Inspector observed several linear indications approximately 130mm in length, ZPMC
MT Technician performed the MT testing at same area after and concurred with the QA Tnspector findings.

2. Caltrans Quality Assurance (QA) Inspector performed Ultrasonic Testing (UT) verification on weld joint
SEG015A-007 (Side Plate to Bottom Plate). The tested area was located between Panel Point 22 and 23 in
Segment 3BW. QA Inspector discovered sixteen (16) class “A”, “B” and “C” rejectable indication measuring
approximately 480 mm in total in length. The weld seam that was inspected is approximately 4300mm in

length.
The first linear discontinuity is located at 1100mm from Panel Point 23. The last measurable linearity

discontinuity was located at 4270mm from Panel Point 23.

{) BT ,,Il;;!a, ,‘k' ’

R el RS . ‘_-‘_- .--—- ‘,\ }';-“-;_“ :
unauthorized repairwelding by ZPc -
personnel in progress
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. : i
- szC E % 1}2 {% EH'S- %: - Rev. No.:
‘ Welding Repair Report - 0
R = EBE AN WAE S ey
Project Name: SFOBB Drawing No.: OBwW3 Report No.: B-WR5664
EFE
Contract No.: A0 lﬁﬁﬁ: o NDT 342
HE&EE ltem Name: SAW-+3BW DT Report No.: v NA
Project No.: ZPOg-787
BRI

Descnption of Welding Discontinuity:

L0 E R I 3AVS 3BVAL QU ERAR 5 A AR 43 £ A e 45 11 K 10, Smn, %‘%ZHM%OOOM HRTHE, HE
4754 Bl HSEG013A-031, SEGO15A-007 GRARSIEE T REY

The misalignment was maximum 10.5mm at north bottom plate and side plate,‘ 5000mm in length, relevant welds N

o.: SEG013A-031, SEGO15A-007, and has finished welding and shading, the detail see the following draf
t.

Worg zhan -

wER (Inspector) : wang zhu B#i (Date) : 2009.06.20

BEEE B EREE -
Draft of Welding Discontinuity:

—E

3BW 3AW ¢

SETEB =y SEGO13A-031

- 0BW
TN
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Cause:

FEE B AR EL,
Weld distortion and fabricate error.

rr

Ll

ZE#AEEAN (Foreman): é’aﬂjw\l El%ﬁ (Date): 05{0 67"},

Disposition :

1

S

e B "L L

Noos N

MBS D AT BB R R S S RAR S84, TRARTIRIRAR B AR S WPS T2,
RS D BRI S SRR SR A B R AZE S,

TR RER EWPSYE £ AR 5 S EARIR A A O AR L

4 ATV SUTR U A T s 22

RAB A NWPS T B R,

Hr RIS ARG IS BB S T 5

BEEESRITRI.

Remove the welds between side plates and bottom plate at the splice. Preheat according to the
WPS prior to gouging.

Adijust the misalignment and the straightness to meet the tolerance by outer force.

Prepare the excavation between side plate and bottom plate according to the relevant WPS.
Perform 100%VT and MT inspection to the groove to ensure no defects exist; ;

Preheat and weld according to the WPS.

Grind the weld flush to the adjacent weld or base metal.

Check the weld according to the shop drawings.

NLW/({/t : SEER
Techmcal Engmeer Approved By: Date:

07_ %

#R787-QCP-900



Z/#EHA (Foreman): GML(\,

Corrective Action to Prevent Re-occurrence:
IEGMEE B PR R NE, RoRs,

Enhance supervision in process of fabrication to reduce error.

e = er 3 2 . fiz
pmc }::.f.—. % ]g {5 ﬁ = Rev. No.:
' Welding Repair Report 0
0§ &7 ZEEFAH HEES RERES
Project Name: SFOBB | Drawing No.: DEWS Report No.: B-WR5664
4
. :‘ﬂi 04-0120F4 . i
ontract No.: e e NDT REHS
ltem Name: SAW+3BW IDT Report No.: NA
AR ZP06-787 |
Project No.: i
8 E 3k

B (Date): Qioé\ ’1’1‘

%ﬁﬁs‘éwps%%

WPS-B-P-2211-B-

Inspection

uz2 IZh/” wa’zggf,%az
Repair WPS No.: WPS-B-T-2231-B- Technologlst. o7
- U2-F-1 zﬂ«é 272~
BE (RO WHAEE B R B K
Preheat Temperature Description . .
lBefore Gouging: /V/% of Discontinuity: '—g Zf%{g @ é‘/ ’
AN LERE 8 37 1 44 38 B Tchw: 115 &

. Preheat Temperature p)
Before Welding: /<\' & Before Welding: AP wW: 3-’/:, -
BB EE ; BB :
Max. Depth of Gouge: /V Q Total Length of Gouge: /YQ ¢
i w! z»w@i BRERR " : :
o, oS iy | Folo 328X | (646 36
) CmAW: 9 ;’;{r“ Type: ¢/ i ;
mERA (161257 )| mmam 19023 ngag (/9277
Current: -367 Igz Voltage: HCRPAY Speed: 2,6 1117
ZAAS b o o ido
BiER=E
Inspection After Repair:
SRk E . BB R WAQAL Chehg b2y
VT Result: Ac(_ Inspector: 0202470 ate: 07 f}? ’ 7/
v g i
NDTH & B4R H #
NDT Result: /:\@C/ NDT Person: G{v:»j’ﬁn /um Date: 17?- ‘77‘
R : B
Witness/Review:
&%
Remark :
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Bm R IR 5
REPORT NO. j## 4% B787-MT-13052 DATEH 1 2009.08.19 PAGE OFH#B 1M Revision No: 0
PROJECT NO. —— CONTRACTOR: CALTRANS
THRS: A P
DRAWING NO. 0BW3 CALTRANS CONTRACT NO.:
0F4
4850 OBG 3BW+3AW mMIERS 04-012
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
SEATERT HEARHE BFEHE {08 B RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER #1 #§ MODEL NO. #34% SERIAL NO. #4438
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT .
AL RmE L 6 A
PARTICLE TYPE Dry magnet powder YOKE SPACING S
R TRl R 2R mm
MATERIAL TO BE VWELDING #8:4 Material & thickness
AT709M-345
EXAMINED O CASTING #4+ B, BHE
Ry H O FORGING i 20/22mm
WELDING PROCESS TYPE OF JOINT -
FCAW SMAW BUTT
Rk BEERR
WELD I.D Lzt ML SR ACCEPT REJECT REMARKS
D. TS
Jatia INDICATION TYPE R e P P
1 #n
SEGO013A-031 ACC. 100%MT
SEGO015A-007 ACC. 100%MT
OBW3A-002 ACC. 100%MT
OBW3A-003 ACC. 100%MT

AFTER B-WR5664

BLANK

EXAMINED BYZ:4%

Li zhen hua

ILEVEL-11 siGNZ%

JA em s

DATER j] "Et C:\

REVIEWED BY #7 &

[LEVEL-Il  SIGN

{anf=f ( L@/»S
! DA[JEE”JJ

16

RIZ / QCM

L

EF SIGN / Bl DATE

HF"CUSTOMER

/ /

% SIGN / B} DATE

(FORM# ZPQC-MTO01)




(ZPMC™

UTHRAGH &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. {545 B787-UT-8264 DATE 2009.08.18 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :T#% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL [PRAWING NO.: S CALTRANS CONTRACT NO.: 04-0120F4

HER SPLICE 5 M TGS

AWS D1.5-2002

REFERENCING CODE #3350

ACCEPTANCE STANDARDIES45&

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. B4 S

ZPQC-UT-01

WELDING PROCESS #8i& 4%

JOINT TYPE 1542253

CALIBRATION DUE DATE {3584 [F #3030

SMAW FCAW BUTT - Dec. 28%7 2009
EQUIPMENT ##% MANUFACTURER 347§ MODEL NO. Ha45 SERIAL NO. J§*5#%
071565311, 061488510,
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Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
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SEG13A-031 70 32 ACC. | 100%
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OBW3A-003 70 32 ACC. | 100%
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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 Report No: NCS-000272
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0336

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:  08-Jul-2009

Description of Non-Conformance:

1. Cdtrans Quality Assurance (QA) Inspector performed Magnetic Particle Testing (MT) on Weld Joint
SEGO015A-007 (Side Plate to Bottom Plate) and Longitudinal Diaphragm (LD) between Panel Point 22 and 23
located in Segment 3BW. QA Inspector aso performed the MT on Panel Point 23 vertical surface areawhere
the LD fitsup. The QA Inspector observed several linear indications approximately 130mm in length. ZPMC
MT Technician performed the MT testing at same area after and concurred with the QA Inspector findings.

2. Caltrans Quality Assurance (QA) Inspector performed Ultrasonic Testing (UT) verification on weld joint
SEGO015A-007 (Side Plate to Bottom Plate). The tested area was located between Panel Point 22 and 23 in
Segment 3BW. QA Inspector discovered sixteen (16) class“A”, “B” and “C” rejectable indication measuring
approximately 480 mm in total in length. The weld seam that was inspected is approximately 4300mm in
length.

Thefirst linear discontinuity islocated at 1100mm from Panel Point 23. The last measurable linearity
discontinuity was located at 4270mm from Panel Point 23.

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 being tracked on Master Punchlist. Submittal of documentation by Contractor 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
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Materials for your project.

I nspected By: Simonis,Jim Quality Assurance | nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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