STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

Contract # 04-0120F4

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

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Report No: NCR-000384
Date: 14-Aug-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0358

Type of problem:
Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006

Joint fit-up [J Coating [J] Other Component: North Tower

Procedural [ Procedural [1 Description: North Tower, Lift 1, Diaphragm to Fit Lug weld
Reference Description: Missed MT indication on North Tower, Lift 1, Skin E, 38m Diaphragm to Fit Lug

weld
Description of Non-Conformance:

During Magnetic Particle Testing (MT) of North Tower Lift 1, Skin E, 38m Diaphragm to Fit Lug weld,
designated as NSD1-A166F/J-90, QA discovered a 10mm long linear indication. This weld was previously

tested and accepted by ZPMC MT Technicians.

Morth Tower Lift 1-5kin 'E" Fit Lug

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.”
Who discovered the problem:  Nagalingam Pandaram PFillai

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

Name of individual from Contractor notified: Zhu Fong
Time and method of notification: 8-14-09, 11:00; Verba

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 8-24-09, 10:30; Verba

QC Inspector's Name:

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 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: 25-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: 05.03.06-000347
Subject: NCR No. ZPMC-0358

Reference Description:  Missed Indication (MT) / North Shaft Lift 1/ Fit Lug Weld

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: Tower Lift: 01
Remarks:
During Magnetic Particle Testing (MT) of North Tower Lift 1, Skin E, 38m Diaphragm to Fit Lug weld,
designated as NSD1-A166F/J-90, QA discovered a 10mm long linear indication. This weld was previously tested and accepted by
ZPMC MT Technicians.

Specia Provisions Section 8.3 —“Quality Control (QC) shall be the responsihility 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.”
AWSD1.5 (02) 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 the identified non-conformance including documentation that the deficiency has been brought into compliance
with the contract requirements. Additionally address the probable causes for the indication and any actions that will be taken to limit
future occurrences.

In addition to the material /workmanship non-conformance, propose a resolution that addresses the failure of Quality Control to identify

the linear indication during magnetic particle testing of the weld. Provide documentation of the steps taken by the Quality Control
Manager to prevent future occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0358

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe, Doug Wright
File 05.03.06

Y/ 05.03.06-000347,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstructure Datect  27-Aug-2009

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

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

Resident Engineser Docunent Ho.: ABF-HPRAO00352 Rew: DO
Ref: 05.03 05-000347

Subject  NCR Mo, ZPmMC0355

Contractor's Proposed Resolution:

Reference Resolution: ARF has hired several MT technicianz to perforn overchedk s of zeveral types of welds and i= conducting an
investigation of why 2P MC iz expetiending cracking of welds.

ABF ez notified ZPMC ofthe mizzed MT indications and ZP MC il submit & CWE to complete the necezzary repairs. ABF bas taken action
by hiring several MT technicians to perform overchecks of several types of welds due to the amourt of missed indications. ABF iz al=o
conducting an invegigaion of vy ZPMC is experiencing cracking of welds. Thiz investigation iz being performed by both onsite A8F
personnel as well as welding experts hired by ABF for this pumose,. Recently CT has brought in their ovn selding consuttant to discuss 2BF
findingz and prevertive actionz.  Prevertive adions such az increazed prehesatz have been dizcuzsed with ZP MC . When the invegigstion iz
completed, 2BF will submit the indings to ZPMC and CT. ZPMC will submit the repair documents at a later date to close this MCR.

Subrritted by
Atachment(s): AFF NPR-O00352R00

Caltrans’ comments: Status: REJ
Date: 02-Sep-2000

The Depatment will consider closure ofthiz MCR once the repair doucuments are submitted, revieved and found to be acceptahble.

Submitted by Les, Ken Date: 02-Zep-2009
Attachment(s):

Fape lafi
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstructure Datedt  03-Dec-2009

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

bakiaed Gy 4507 04-5F-80-13.2 1139
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Document Ho.: ABF-HPR-O00352 Revw: 01
Ref: 05,03 05-000347

Subject  NCR Mo, ZPmMC0355

Contractor's Proposed Resolution:

Reference Resolution: Atached are the docum ents requegted in Cdtranz' responss to ABFJV 2 NPR. Bazed onthese documents, ZP MC
requests dosure ofthizs NCR.,

Aftached are the docum ents requed ed in Caltranzs' response to ABFJ%'s MPR. Baszed on these documerts, ZPMC reguests closure of thiz
MCR.

Submitted byr |shibashi, Joshua
Atachment(g): ABF-MNPR-O00352R01,

Caltrans’ comments: Status: CLO
Date: 10Dec-2009

Basad on the course of adion descibed in ABF-MP RE-000252R 0 and the evidence of acceptability submitted inthiz MPR | the Department
cancurs that Maon-confarmance ZPMC-0358 iz closed.

Submitted by Lee, Ken Date: 10-Dec-2009

Attachment(s):

Fape lafi

a0



@__:_T-_B No. T-055
LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-9-15
REGARDING: NCR-000384(ZPMC-0358)

ZPMC received NCR-000384(ZPMC-0358), it mentioned that CT inspector discovered
an approximately 10mm length linear indication on 38m diaphragm to fit lug weld of Lift 1
North Tower Skin E, which were previously tested and accepted by ZPMC MT technicians.
The relational weld was NSD1-A166F/J-90.

ZPMC acknowledged this problem, and already put forward ZPMC’s internal
NCR-T-068. For this situation, ZPMC had issued a CWR and then repaired it. Finally
performed re-inspection by MT, and also such weld was re-inspected and accepted by CT
inspector. In order to avoid such problem occurs again ZPMC will perform NDT work
according to related procedures strictly, and enhance QC be more responsible. Here
attached the CWR, VT and MT reports to prove the weld was perfect after repairing.

So ZPMC hope Caltrans could take a review and consider close the NCR.

ATTACHMENT:

ZPMC’s NCR-T-068
NCR-000384(ZPMC-0358)
T-CWR228

T-VT-9374

T787-MT-5773
T787-MT-5773R1

2evf Jo S



— - Nonconformance Report

— ' A TR
Project Name: S.F.0.B.B NCR Number:
LB £ 55: 5% [ 9 KA NCR %i5: NCR-T-068 (ZPMC-0358)
Item: Missed indication(MT) ' Item Number: | Drawing: & -
BRI MT Fith B ' NSD1-A166F/J-90
fLift 1 North Tower
! Skin E

;‘ 38m diaphragm II
| Fit Lug Weld ;
Location: bay 10 “| Date:
P E: 1047 [] H #: 2009-09-07

Description of Nonconformance: & TR Ak

CT inspector discovered an approximately 10mm long linear indication on 38m diaphragm to
fit lug weld of Lift 1 North Tower Skin E, during Magnetic Particle Testing. This weld was
previously tested and accepted by ZPMC QC. MT technicians.

Special Provisions Section 8.3: Quality Control 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.

CT R REX Tt — E AR5 38m FRtR AL 52 r Hofmak NSD1-A166F/J-90 HE1T MT SRR %51
T 10mm Rk Ges.,

RBIRTAE: AT WX R R T 1 AR SRR & AR50 T 200 sk

TRIE AWS H5E: B B2 ST MT Rk e S ST

Work By: L% L‘“b/:;\/l Prepared by: 2, Z-Lr\z//y Reviewed by QCE: / 1/71;?‘@-,5%

&
I 12 HEH: 1] E;? B TR 97
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Disposition: O Useasis O Repair O Reject
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Reason for Nonconformance:

AFEIRE: -
\
' b~y
/ ;
%Wr\j? 7/\:,@’&%
Discovey  Linear W '
Prevention of Re-occurrence:
T4 i
¥
o £
T {uam| Mg e
¥ : S # .SPEE.'D(
Zrharte [npeil wad  redice ispectiin O
, <L N
Approved by/#hHE: Z——-\‘ LJ.'/'/L\/] b )
Technical Justification for Use-As-Is/Repair: [0  Attachment O Non-attachmer{{/ Jfﬂ‘j{
(5 i BB 1 R AR A R4t ek
Reviewed /AitHE:
Verification: [0 Acceptable 00 Unacceptable
A CIE: 355 : ZNGTE: 3%
Verified by QCI/JEFTfiA: Reviewed by QCA/A = {8 #:

#R787-QCP-1300



DEPARTHMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
QOakland CA 94607

ifiran: Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL,

To: AMERICAN BRIDGE/FLUOR, A JV Datc: 25-Aup-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120T4

04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000347
Subject: NCR No. ZPMC-0358 o

Reference Description:  Missed Indication (MT)/ North Shaft Lifi | / Fit Lug Weld

The attached Non-Conformance Report describes an occurrence where the contracior did not comply with a requirement of the contract document as
indicated below:
Malterial 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: Tower Lift: 01
Remarks:
During Magnelic Particle Testing (MT) of North Tower Lift 1, Skin E, 38m Diaphragm to Fit Lug weld,
designated as NSD1-A166F/J-90, QA discavered a | Oinm long linear indication. This weld was previously tested and accepled by
ZPMC MT Technicians.

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 Jjoint prior 10 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.”

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance including documentation that the deficiency has been brought into compliance
with the contract requirements. "Additionally address the probable causes for the indication and any actions that wil] be taken to limit

future occurrences.

In addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of Quality Control to identify
the linear indication during magnetic particle testing of the weld. Provide documentation of the steps taken by the Quality Control

Manager to prevent future occurrences.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0358

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe, Doug Wright
File: 05.03.06

07 0215 04 NEFUSE
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4

Bay Area Branch
690 Walnul Ave.St, 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94582-1133 File #  69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000384
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 14-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0358

Type of problem:

Welding (] Concrete [0 Other

Welding O Curing [ Procedural [J  Bridge No: 34-0006
Joint fitup [0 Coating [0 oOther , Component: North Tower

Procedural [J Procedural (] Description: North Tower, Lift 1, Diaphragm to Fit Lug weld
Reference Description: Missed MT indication on North Tower, Lift 1, Skin E, 38m Diaphragm to Fit Lug
weld :

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of North Tower Lift | , Skin E, 38m Diaphragm to Fit Lug weld,
designated as NSD1-A166F/J-90, QA discovered a 10mm long linear indication. This weld was previously
tested and accepted by ZPMC MT Technicians.

Dot -4 ;
f: i, .
t e

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 D15 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem:  Nagalingam Pandaram Pillai

‘hz TiL-15,Quality Assurance -- Non-Conformance Report . Page I of 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of individuzal from Contractor notified: Zhu Fong
Time and method of notification: 8-14-09, 11:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 8-24-09, 10:30; Verbal

QC Inspector's Name:

Was QC Inspector aware of the problem: L) Yes[] No
Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with thé 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.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

w TL-15,Quality Assurance — Non-Conformance Report Page 2 of 2



Description of We!ding Discontinuity:
TEXNSD1-A168F/J-0RFIRS, BT LbL bt .

. e i |
> *EEERBER S .
Z{@@ jli %E: J"?* L Rev. No.:
Critical Welding Repair Report (CWR) ]
I oo
-Jl R . %@ﬁﬂfﬁ{ﬁf‘ WIFES NSD1-A186F/J RS T-CWR228
Project Name: SFOBB Drawing No.: ) Report No.:
ERE%
B 1 04-0120F4 Tower(N) 17 lifting NDT s
L R flt lug plate and = T187-MT-5773
¥ s ltem Mame: NDT Report No.:
NE &S 7P06-787 skin E
Project No.:
B ERER -

WelderIDNo. (R T4 S): 050041 Position: (£ £): 3G

One line indication was found by use of MT on NSD1-A166F/J-80,

él/{ Vi Wu

BWR (Inspector) : Gu Yunwu Hi8 (Date) : 2009.08.14

.

REGRERARREHE :
Draft of Welding Discontinuity:

[}

/—WELD NUMBER:NSD1-A166F / J-90

"“ﬂ‘{wmvso B S —
I APPHOVED AS NoTE, ;

1 RETURNED FoR CORRECTIOR: !
Purcuant to Section 5-1.1[]:.‘;r o8 {

of the Standarg Specifications |
State of Calllornla !

e e e s

: DEPARTMENT OF TRANSPORTATION
i Division of Englneering Service

{ {lesmt Structure Construct] 7,
I jelreeture Representativa %ﬁ 5




I AR T
Cause:

B R s WG TT O A BE S T (S AT S AT e T by
1. ,'k}éb.-.—:ﬂ T MEET AN ﬁkﬁﬂkjﬂ.l:/\.};:h NYD

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

ZRATA (Foreman):lﬂ \ﬁqf“- B¥#: (Date): "7' % c] ‘ bﬁ

" Disposition :

1. QC shall monitor and direct the welder and the grinder deing the repair operation.
2. Preheat before gouging; the temperature shall be at least 65°C.
3. Gouge the weld to remove ideniified defects.
4, Joint details shall refer to the apjjroved 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 ehall ensure all slag has been removed prior the deposition of next pass.
9. Preheat and maintain interpass temperature contro} in accordance with the WPS.
10. Blend ihe weld repaired areas into the adjacent weld or base metal by grinding.
11. Perform VT, MT and UT NDT inspection to the repaired areas.

v EMEES, QCNHAR
2. TEZWAGAE
fu XN 79,:'

KR,

4. -;J‘“uc*.:'b'???i—ﬁ, DIREE—ATENRLEN, RASLE NS AT SN SN BET EAEWPS),

5. HIEEl
6. {l EE

i [ APPROYED B |

| =1 APPROVED AS NOTE =

, 1 RETURNED FOR CORRECTION

! Purcunnt to Section 5-1.02

i of the Standard Specificatlons

! Slate of Callfornla
DEPARTMENT OF TRANSPORTATION

Divislen of Englneering Service

' /Wture Consiruc" /‘},2
tala

beys

. wtcture Representaiive

-

£ & JM Wk ol R q/ﬂ’ /o
Technical Engineer; Approved By: Funndnga Date:
¥

#R787-QCP-800 !
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Critical Welding Repair Report (CWR) 0
I SE T ST e
S R it NSD1-A16EFA MRS T-CWR228
Project Name: SFOBB Drawing No.: 1 Report No.:
eI
04-0120F4
Contract No.: Tower(N}) 157 Iifting DT &4ss
Sk A NDT s _
A% fit Iug plate and S - T787-MT-5773
GEES ltem Name: NDT Report No.:
skin E
Project No.: WEDG-T8Y
B E s -
Corrective Action to Prevent Re-occurrence:
1AEASFT, QCHIAF FLGTA, W SACE 81,

1. QC shall verify sufficient preheat has been applied, o remave maoisture, prior to welding.

ﬂ‘ﬂ)—.ﬁj\ (Foreman):

TR R Y A P e T T S P PR SRR T S 1Y

B MTPSIR B
Repair WPS No.:

% (?.'ézﬂ"‘ *"Jﬁ!"l J“fi{
Preheat Temperature
Before Gougmg
4 4 5 1 3 VT

Inspectian

/_’uT -c,\ B (Date): JZ._ u’] J
WPS-345+485-SM 4 S
- AW-1G(1F)-Repair
. WPS-345+485-SM L%/
AW-2G(2F)-Repair Technologist:
. WPS5-345+485-SM ij N
AW-3G(3F)-Repair . R
r J l BEMELE
oing, .Pom Description ,
j of Discontinuity: Cmua(
PR lﬂiﬁ"ﬂi -
Preheat T t i
/JA/O reheat Temperature ?PS- (

E!efore Weldmg

Before Welding:

R T BEAE T & |
Max. Depth of Gouge: [V7A_ Tatal Length of Gouge: /V\i%- '
PR TEEHER . . o ar w1 T -
B ‘ . B R
Welder OED?.%T Welding SMA\/\M " Positjon: 36’7
Type: _ 5 )]
puts Rk N T BEsE
Current: ’7J /4 Voltage: W& S. ‘-) | ph Oqfég A5 NOTEX g
S W T T S e Wl % fﬁnﬂzaFDH“GQBREC‘“D!‘*"“
B E#RE [n] P muam to Section 5-1.02 ‘
Inspection After Re pall‘ i of the Standard Syfclﬂcahuns ]
1
A R S . bt e e i - e B Etﬁfe&“ falda]
HARE v RBE l Mo .- SErgEnT OF TRANSPORTATION 7’ ;
VT Result ( A’ Inspector: ( j i % lneeﬁf\g Service
‘ W, . E—— AR PR (", Ge—;gtrunﬂ%zc%a o
N DTiTiI HEGR 1

f“
NDT Result fV\ /%G( NDT Person
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Witness/Review:
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BT

Remark :
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| HA 2009. 09. 13
_ Visual Weld Inspection Report Girder/ 3 : first lifting
nﬁmm%%m%m Hbgmw\‘wmﬁ... Tower(N) skin E

D:HE\ Control Representalive:

d e P = = "y
i Caltrans Contract No. i/ & [ 5 04-0120F4 AU
: - San Francisco Oakland Bay Bridge CWi:
. Iy o A . ; m.%bv\. m
Project No.. i [ S [ A W7 ?S\.\ “u
Pr mg ect >% 0 ZP06-787 Quality Assurance Manager ~Approval
i H i 5 - [ E AR
| Accept or
_ Accept Reject after
Welding or Reject repair
Weld No. ##4%| Welder .D# :|Location| consumables | Undercut Porosity | Over lap| Crater | Arc strike| Spatters | Crack | 825 54k | Repair RA{E fF R
Gy B TTIRANS A FR B L el AL 1R IRL | UGG | R | B4 e BAE R
] NSD1-A166F/T-90 050289 3G THJ506FE-1 v + < v + ~ ~ ACC NA NA
L[] After root weld [] After cover pass
N Af'ter CWR or WRR No. :T-CWR228 Ol After HSR No. __H_ Others

ARTBT-QCP-603

-

"+ "isnodefects. " X" is defects. "NA" is not applicable.




REPORT OF MAGNETIC PARTICLE EXAMINATION

AR S
REPORT NO. 38185 T787-MT-5773 DATEH# 2009.08.14 PAGE OFBLIE 1M Revision Na: 0
PROJECT NO, RmRs CONTRACTOR: ..
TERS: B p:
EATNG D CALTRANS CONTRACT NO.:
NSD1-A166F/ 04-0120F4
e Tower(N) st lifting fit lug plate and skin| N TRHS
2 E
REFERENCING CODE 'ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
FAHTART AR BT BB ERTRMN
AWS D1.5-2002 AWS D1.5-2002 ZPQIC-MT-01 Dec. 28% 2009
EQUIPMENT #& MANUFACTURER $1X5 MODEL NO. BXES SERIAL NO. EEES
MT YOKE PARKER B3105 5620 5385 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
A RR EE B
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150m
v 2 e m
s FRE RBfFEE '
[MATERIAL TO BE Y WELDING #3#4¢ Matorial & thick
EXAMINED 1 CASTING &4 ghanial s RIR ATOSM-345T2-ZIA709M-HPS 485
BEHE O FORGING Hif T, BEE 25/75mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BEFE prbczochi]
DISCONTINUITY At
WELD L.D. ST ACCEPT REJECT REMARKS
e INDICATION TYPE e E 3EI By
E1-pnd il
NSD""Q;BGFN" 1 line indication 10 REJ. 100%MT
_ BLANK
I _ABDRQVED T e
1 APPROVED AS NOTEL
1 _RETURNED-FOR-CERREGTON
nt to Ssctlon|5-1.02
o) Ieatlans
State of Callforria
s DEDART! TRANBRORTATON
Divislon | Service
| cpilea s Structhure-Conptrustiog
_siijeure Representative “Dora /]

EXAMINED B‘(}?i
Gu Yunwu Lo

Yo |

LEVEL-Il SIGN&4 /1

DATER ¥

L4101

REVIEWED BY \
j P

NAeeveLn  sién

| DATEH U(“)?r/é

FEESE / QCM

25 SIGN/ Bl DATE!\

Q/uﬁ(dj

R P CUSTOMER

#£57 SIGN [ B i DATE

(FORM# ZPQC-MTOT)




REPORT OF MAGNETIC PARTICLE EXAMINATION

ey ig R B e =

REPORT NO. #2485 T787-MT-5773R1 DATER# 2009.09.12 PAGE OFWG 1M Revision No: 0
PROJECT NO. — CONTRACTOR: Slitritis

TESS: B P

DRAWING NO. CALTRANS CONTRACT NO.:

NSD1-A166F/J N
Tower(N) 1st lifting fit lug plate and skin [In# TEB4S

E5: E

REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BEMRELHE EZHE BHFESS Ve = e

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2000

EQUIPMENT #% MANUFACTURER #1575 MODEL NO. #X%% SERIAL NO. &b 8

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

. Ay A B

PARTICLE TYPE Dry magnet powder YOKE SPACING .

o mm

iz A ] TR T3 A 2R
[MATERIAL TO BE VWELDING #:4} K i

EXAMINED O CASTING &5 ateria ekness A709M-345T2-Z/AT09M-HPS 485
R O FORGING 1 44, B EE 25/75mm

WELDING PROCESS TYPE OF JOINT

. SMAW T-JOINT
T JREEAET
— DISCONTINUITY AL i ACCEPT REJE
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ey INDICATION TYPE 'LENG{T;;N ™ es Sl P
B Eit)
NSD1-A166F/J-
e 1R1 ACC. 100%MT
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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-000298
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0358

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  14-Aug-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of North Tower Lift 1, Skin E, 38m Diaphragm to Fit Lug weld,
designated as NSD1-A166F/J-90, QA discovered a 10mm long linear indication. This weld was previously
tested and accepted by ZPMC MT Technicians.

Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

The weld has been repaired, verified by QA, and subsequently green tagged.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

) TL-16,QA -- Non-Conformance Resolution Page 1 of 1
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