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-000385
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0359

Type of problem:

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

Procedural [ Procedural [ Description: West Tower, Lift 1, Fit Lug welds

Reference Description: Missed MT Indications on West Tower, Lift 1, 28m Fit Lug welds

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of weld joints WSD1-A115-D/J-14, 73, 60, 165, 198, 222 and 224 at
West Tower, 28m Diaphragm Fit Lugs, QA discovered seven (7) rejectable linear indications measuring
approximately 8 to 26 mm in length. These welds were previoudly tested and accepted by ZPMC QC MT
technicians.

WSD1-AT 1’@111 98(

WS5D1-A115-D/J-28

e

"-'"U; .

MT Indication Length Appr. SMM ) T
g o ki MT Indication i__" R Appr.14mm

) TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

WSD1-A115-D/J-73(SKIN’B’)

! .
MT Indication Appr.18mm

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:  Subhasis Bera

Name of individual from Contractor notified: Don Walton

Time and method of notification: 8-25-09, 16:30; Verba

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 8-27-09; 10:00; Verbal

QC Inspector's Name: XuBing

Was QC Inspector awar e of the problem: L] 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.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

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



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: 28-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: 05.03.06-000348
Subject: NCR No. ZPMC-0359

Reference Description:  Missed Indications (MT) / West Shaft Lift 1/ Fit Lug Welds

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 weld joints WSD1-A115-D/J-14, 73, 60, 165, 198, 222 and 224 at West Tower, 28m
Diaphragm Fit Lugs, QA discovered seven (7) rejectable linear indications measuring approximately 8 to 26 mm in length. These welds
were previously tested and accepted by ZPMC QC 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 deficiencies have been brought into
compliance with the contract requirements. Additionally address the probable causes for the indications 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 indications during magnetic particle testing of the welds. Provide documentation of the steps taken by the Quality Control

Manager to prevent future occurrences.

Recent failure by Quality Control to identify indications (MT) have resulted in the issuance of NCR ZPMC-0358 related to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0359

Y/ 05.03.06-000348,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000348,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 Datett 03-Sep-2009

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

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

Resident Engineer Docunent Ho.: ABF-HPRAO00353 Rev: DO
Ref: 05.03 05-000348

Subject  NCR Mo, ZPmC0359

Contractor's Proposed Resolution:

Reference Resolution: ARF bz notified ZPMC ofthe mizzed MT indications and ZP MO will submit 2 SR to complete the necessary
repairs,

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): ABF NPR-O00354R00

Caltrans’ comments: Status: REJ
Date: 03-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: 03-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 Datet  30-Hov-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-O00354 Rev: 01
Ref: 05,03 05-000345

Subject  NCR Mo, ZPmC0359

Contractor's Proposed Resolution:

Reference Resolution: Atached iz documentation of the repair of the mizzed indications, subsequent MDT  alzo attached are the approved
CWRs for the indications that were crack s.

Aftached i= documentation of the regair ofthe missed indications, subseguent MDT  also attached are the approved CWRE s far the indications
tha were cracks. The MDT documertation showe that the weld iz acceptable. ABFJN's QCM has conducted training with ZPMC's MT
ingpectors and haz presdously submitted the training agenda and =ign in sheet to the Depattment for vedfication to showthe steps ABFJV iz
taking to address the missed indications. 10 addition, ABF JY has implem ented MDT verification of welds 1o ersure that welds are acceptable
priar to being inspeded by the Engineer. Bazed onthese actionz and the sttached docum ertation, ZPMC requests closure ofthizs NCR .

Subrritted by
Atachment(s):  AEF MNPR-O00354R01;

Caltrans’ comments: Status: CLO
Date: 04-Dec-2009

The propsed resolution iz accegable. The Non-conformance ZPMC-0359 is dozed.

Submitted bye Les, Ken Date: 04-Dec-2009
Attachment(s):

Fape lafi
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No. T-094

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-26
REGARDING: NCR-000385 (ZPMC-0359)

ZPMC  received NCR-000385 ( ZPMC-0359 ) , ZPMC acknowledged this
problem .And we have issued relative reports to do the repair work.

We have issued the CWR about the weld joints WSD1-A115D/J-14,73,198,224,

The welds joints WSD1-A115D/J-60,165,222 our grinder just grind to remove the
surface linear indications without welding repair work.

When we finished the repair work we gave the notification to the CT people again
to confirm the rejectable welds no problem .And the CT people did the inspection
again about the problem welds, and at last accepted all the welds and green tag on the
welds.

So ZPMC want CT close this NCR.

-

ATTACHMENT:

NCR-000385 (ZPMC-0359)

REPORT OF MAGNETIC PARTICLE EXAMINATION:
T787-MT-7042;T787-MT-6015;T787-MT-5974R1,T787-MT-5975R 1;T787-MT-5975
CWR:T-CWR278,T-CWR279,T-CWR280,T-CWR281

NOTIFICATION:004073

VARSI,
NN



DEFARTILERT OF TRANEPORTATION - District 4 Toll Bridge
333 Burma kozad
Ozkland CA £4607

& s Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-Aug-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Dear: M. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000348
Subject: NCR No. ZPMC(C-0359

]
Reference Description:  Missed Indications (MT) / West Shaft Lift 1 / Fit Lug Welds

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

indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes a systeratic problem in quality control.
[ Non-Conformance Resolved.

Material Location: Tower fois Lift: 01

Remarks: _ " 2;/;’/ &l
During Magnetic Particle Testing (MT) of weld joints WSDI-A] ]5-D/J;1j, &@@@ Q@lnd 224 ai West Tower, 28m
Diaphragm Fit Lugs, QA discovered seven (7) rejectable linear indications measuring approximately 8 (0 26 mm in length. These welds
were previously tested and accepted by ZPMC QC 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 cach weld joint prior to welding, during welding, and afier 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 1o visual inspection shall have no cracks.”

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance including documentation that the deficiencies have been brought into
compliance with the contract requirements. Additionally address the probable causes for the indications 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 indications during magnetic particle testing of the welds. Provide documentation of the steps taken by the Quality Control

Manager to prevent future occurrences.

Recent failure by Quality Control to identify indications (MT) have resulted in the issuance of NCR ZPMC-0358 related to Tower.

Transmitted by:
Attachments:

Scott Kennedy
ZPMC-0359

ﬁﬁﬁ 05.03.06-000348 NCT

Sr. Bridge Engineer

Receven
WOT-000%4E 26 Alip (4
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NCT
{ Continued Page 2 of 2 )
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ce: Rick Morrow, Gary Pursell. Mark Woods, Doug Coe, Doug Wright
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arneld Schwarzenegger, Governor

DEPARTHIERT OF TRAKEFORTATION
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/ALARte: 80 PM: 13.2/13.9
VEHE!JO, CA 94592-1133 File #: 69.253

(707) 649-5453
(107) 649-5453 _

T e e e e e e e T T A T T T T - N—— -

QUALITY ASSURANCE -- NON-CONFORMANCE R,JP(I}R

Location: Changxing Island, Shanghai, PRC Report Ne: NCR-000385

Frime Contractor: American Bridge/Fluor Enterprises, a JV Date: 27-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-035¢
Type of preblem:

Welding [J Concrete [] Other

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

Joint fitup [J Coating [J] Other Component: West Tower

Procedural [] Procedural [J Description: West Tower, Lift 1, Fit Lug welds

Reference Description: Missed MT Indications on West Tower, Lift 1, 28m Fit Lug welds

Description of Non-Conformsance:

During Magnetic Particle Testing (MT) of weld joints WSD1-A115-D/J-14, 73, 60, 165, 198, 222 and 224 at
West Tower, 28m Diaphragm Fit Lugs, QA discovered seven (7) rejectable linear indications measuring
approximately 8 to 26 mm in length. These welds were previously tested and accepted by ZPMC QCMT
technicians.

MT lnd-lcatiuﬁ Length Apbr. 8MM

‘I_h;" TL-15,Quality Assurance -- Non-Conformance Report Page I of 2



QUALITY ASSURANCE ~ NON-CONFORMANCE REPCRT
( Continued Page 2 of 2 )

b

P = |am

e o

e

Applicable reference:

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 MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor netified: Don Walton

Time and method of netification: 8-25-09, 16:30; Verbal

Name of Caltrans Engineer notified: Scott Kennedy

Time and method of notification: 8-27-09; 10:00; Verbal

QC Inspector's Name: Xu Bing

Was QC Inspector aware of the problem: [J Yes /] No

Contractor's proposal to correct the probiem:

-Commnents:

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.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

‘ihi TL-15,0uality Assurance -- Non-Conformance Report Page Fof 3
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|=_' Y " — » 1- fﬁ$
. Eiﬁuf%@ 3& %Eti' ﬁ* % B JI’% EHE = Rev. Nop.:

Critical Welding Repair Report (CWR) O

eeszrim
RE= 2B K Bi4EE A B

Project Name: SFOBB Drawing Na.: WShI-AREDA Report No.: I-CWR278

=5

5 = . 04-0120F4
ontract Np.: B k2R . NDT 434588
FEsE ltem Name; | 'CwertW) 1% iliting NDT Report No.: TTBT-MT-5674

= ZPOB-787 '
Project No.:
e

Description of Weldlng Discontinuity;

ERWSD1-AT1SDI- 145 B8, EFH MM, L=26mm Y=30mm

Welder IDNo, (BT 4% %): 066443 Position: (4L #). 3F

One longitudinal crack was found by use of MT on WED1-A115D/J-14,

(a1 N
B#R (Inspecter) : Cai Xinxin A3 (Date) : 2009.09.24
BESE e IR -
Draft of Welding Discontinuity:
(-
U M)
0 i
[ ]
]
WELD !MHBD?I\:'SD["AI]SD’J-H l

This decument is APPROVED
Slale of Celifomia
DEPARTMENT OF TRANSPORTATION
Pursuznt o Section 5-1.02 of fhe
... Slandzrd Spacificslions
Inffia! =g ale; esfufer




FERE:

Cause:

BREERM B LR, B, A REETORY H sl M s
ITRETHEITER, TTa, o MRk

=T

The access space was guile narrow resulling in making it difficull to arc-gouge the defecis Effectively.

2. The grinder was nol observani during the grinding operation resulting in the indications™
nol heing completely removed,

S4BT

EFRBHFA (Foreman): ,Llsl‘-*jm B (Date): u;'. u{_ 24
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 defecis,
4. Joinl 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 fa ensure no defects remain in the weld joint prior lo welding.
7.QC shall monitor all welding passes being deposiled,
8. QC shall ensure all slag has been removed prior the deposilion of next pass.
8. Preheal and maintain Inlerpass lemperature control in accordance with the WPS.
10. Blend the weld repaired areas inta the adjacent weld or hase metal by grinding.
11. Perform VT, MT and UT NDT inspection {o the repaired areas. :

1. FEEHEEED, Qc MBI S8 T T ET,
2, BRUZWAAEHTER, BEEEF 550 C:

3. TERIZERERS.

4y BBRHESESRIRE, BEER~—4 EFIOE S s, ﬁ{diﬁ%&!ﬂi?ﬁ%mﬁmﬁ%ﬂ-ﬁﬁlE,;*‘AJE(WPS);
5. SBAImTEE LS,

6. IEERFIFREELBEN, BVTaMT R BB e &

7. fEREEEG, Qc B IR s T

8. FEHEATERLN, ac P RATE T B0 I B 2 2k

9. 1RIE WPS ST IR Ay e

10+ TR EURS INIR 1R 2 A B b 31,

1. VIMTHRENDTHRIE L,

T '32,' —_ EE _7 E;m
Technical Engineer: D./l-ﬂﬁ Jo Approved By: /,m/\ d"iﬂ)‘k’{/\ﬁ Date: u]’. D;' 2 7
- v
#R787-QCP-900 )
This document is APPROVED
Iale of Czlifomiz
DEPARTIMENT OF TRANSPORTATION
Pursyanl b Saction 5-1.02 of e
. Slandard Spacificatians
Inital F1=1 Dals c‘p.f.??."}\f‘)_
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*BEBELBEBBERE

Critical Welding Repair Report (CWR)

[
Rev, No.:

0

15 B 4% ; i : :
Neldted aBgExs | apEs || pees
Project Name: SFOBR Drawing No.: Report No.: T-CWR278 |
ERE
. :' o 04-0120F4
ontract No.:
th A7 2 Towar(W) 1% lifing NDT R45ina
gﬂ{f’ﬁ ) _ NDT Report No. |  T787-MT-5074
TEES Item Name: eport No.:
Project No.; i
T
B E4fzk:

Corrective Action to Prevent Re-occurrence:
L BONTER, ®EELE, VTHINTHA BT pO Bk B2,
2. ARERMERSTINERNEN, BTUS6RFE,
3. REMRELBIE, E390CH R AT
1
2
3

. Grind smoothly transition after gouging. Perform VT and MT 1
. Instruct the welder that it is his responsibility (o p

. Greater QC presence during critical welding operalions.
ERHEFA (Foreman):

o ensure all the defecls have been removed.
roduce sound welds and perdorm Interpass cleaning.

u]- "‘7..36

#= A M PSR B

Repair WPS No.:

G (2F) -Rapair
G (3F) -Repair
G(2F)-Repalr

G{3F)-Repair

WPS-345-FCAW-2
WPS-345-FCAW-3
WPS-345-8MAW-2

WPS-345-SMAW-3

L iguan B9 Date)
/ ;

IZR
Technologist:

2o Trekey

BE (R WHAEE

3B £ 1Y 5k B8

Preheat Temperature 3 Lﬂ/o(/ Description 9: 4;3)
Before Gouging: / of Discontinuity: L d
Bt miEE 100 iR B
Inspection A”V“ Preheat Temperature _)/mfﬂ‘c/
Before Welding: Before Welding:
& R ) ¥ B TG
Max. Depth of Gouge: W Total Length of Gouge: Lo mm
i) b
BT YjeP mERD ; BEM4R
Welder: oA Welding Spmaw Position: 3G
Type:
BEBR / BERE . R b ,
Current: 160 Voltage: 23 Speed: fﬂ
BHEERE
Inspection After Repair:
LI = BER 3 " B M \
VT Result: Aot Inspector: ZV"L@’ F";g{’ Date: &“"7 L 'fz?
L—y
NDTH & #45 R B M
NDT Result: | AT agq NDT Person: | (7 y/3.47 | Date: OZ' ,/ J
gE 1
Witness/Review:
E#Ex

Remark :

#R7B7-QCP-50C




REPORT OF MAGNETIC PARTICLE EXAMINATTION

TR A U 8
REPORT NO. #1458 T787-MT-5974R1 DATEH 1 2009.11.21 PAGE OFIIfg 1M Revision No: 0
PRO.JECT NO. — CONTRACTOR: —
TERS: i I
BRAWING NO. CALTRANS CONTRACT NO.:
WSD1-A115D1 0401204
EHE: 1st lifting Tower(W) I LIRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
TR IR BFras B HER RN
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 2857 ,2008
EQUIPMENT # % MANUFACTURER #3515 MODEL NO, #:X45 SERIAL NO. BE4E8 S
MT YOKE PARKER B3108 5620 5395 5617
MAGNETIZING METHOD | Continuous magnetic yoke |CURRENT e
Ryt WA B
PARTICLE TYPE Dry magnet powder YOKE SPACING S
e FRA BT mm
MATERIAL TO BE WELDING #8:4f , ] AT09M-345T2-Z/AT09M-HPS-
) Material & thickness
EXAMINED O CASTING %4 485WT2
R E O FORGING 481 B+, L AE 25/70mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R ok e i)
WELD I.D Rl SR ACCEPT REJECT REM
.D. c ARKS
oy INDICATION TYPE 'LENGE;E'N ™ s Bk sl
1o et _
WSD1-A115D/J-14 1R1 ACC.
AFTER T-CWR278
BLANK
EXAMINED BY =15 REVIEWED BY
Cai Xinxin (\ﬂfl/ Iyl"ﬂ ¥in ’ % 72.... HW‘? I\/‘-M 0‘7‘ [ /4
LEVEL-Il SIGN %% | DATER ? IR LEVEL-l  SIGN 1/ DATER 1

A&7 / QCM

[ odon

£ SIGN/ B DATE

Fi/"CUSTOMER
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Description of Welding Discontinuity:
EXWSD1-A115D/-224 2 5RT, BIN1L-U AU, L=14mm  Y=15mm
Welder ID No, (T4 <): 066716 Position:(fz #). _3F

Ohe iongitudinal crack was found by use of MT on WSD1-A115D/J-224.

RIER (Inspector) : . Cal Xinxin Hil (Date)

—_—nr

: 2008.09,24

XEREZEER S Rev. No: |
Critical Welding Repair Report (CWR) 0
m Ar i . . _
R i L I B HERS
roject Name: SFOBB Drawing No.: ~ATISD Report No,: T-CWRa279
=gEik=
Fomianl Mo 04-0120F4
on i e 2 w0 NDT i 13
A2 . Tower(W) 1% lifting HEiRE TI87-MT-5975
HESS ltem Name: NDT Report No.:
Project No.: e
FEEBL A IR,

S R e

BEEEHRREE
Draft of Welding Discontinuity:

.

Y
II
!

"'V\

—¥ELD HUMBERIWSDI=A11SD/0-224

This dn..u'-wnl is APPRDVED

Stale o Cal
DEPARTMENT OF IRANSFORTAIEOH
Pursuani g Sechan -1,
Standad Sp= ﬁrz'lnns

sl e

yale: o7, i



FARE:

Cause:
Lo ARSERTADT bR BA, RO, AR HET A4 B b il th
2. ATIETFEATIEN, RESFAI, B ITE 0.
1. The access space was quite narow resulting in making il difficult to arc-gouge the defects effectively.
2. The grinder was nol observant during the grinding operation resulting in the indicalions
not being completely removed.
’
E@ARA (Foreman): A‘_Slu’?(ﬂmﬁj{}] (Date): ,_,7 : uj, Jfé
AFEER

Disposition :

1.

QC shall monitor and direct the welder and the grinder daing the repalr aperation,
2. Preheal before gouging; the lemperalure shali be at least 65°C.
3. Gouge 1he weld to remove ideniified defecls.
4..loinl details shall refer to the approved WPS repair.
5. Grind the gouged areas to a smoolth and shiny suface.
8. Verify wilh VT and MT 1o ensure no defects remain in the weld joint prior to welding.
7.QC shall monilor all welding passes being deposited. )
8. QC shall ensure ali slag has been removed prior the depasition of next pass.
9. Preheal and maintain interpass tfemperature control in accordance with the WPS.
10. Blend the weld repaired zreas into the adjacent weld or base metal by grinding.
11. Perform VT, MT and UT NDT inspection to the repaired areas.

FREEEP, QC MRS TRTIET,

etz i A ASEUHT I, EAETET 65° C;

taulle A N

SREARESELTIRE, SR — N EARAYEE LRI, AR TN 2 MR 00 £ 31 8E T L3058 (WPS),
Hr T AT i

TEHER I FHRER RN, VT B MT R RS S 5 i

IEE{EEED, QC FHARIEHTT S,

EHEA TERAENT, QC WiEfLEFTMSETa£E,

TR S T 4T
. VIMTARHENDTHR .

I Bk B35

~r B
Technical Engineer: l/\ﬂ"ﬁ, /'M Approved By: L-A/\)\\?«M}\L\P\ Date: ¢ j "f- 7)

#R787-QCP-900 j

This documenl is APPROVED
Stale of Califomiz
DEPARTMENT OF TRANSPORTATION
Pursuan! lo Section 5-1.02 al the
. Stendard Specifications
infial ~Ee. Dale’ o5 fplye




o 2 B oE LE S A ks f
m ﬁ%f*%ﬁ@?ﬁm Rev. No.:
’—_‘*-—'—-—**
Critical Welding Repair Report (CWR) 0
o
@Bﬁﬁ i ik WSD1-A115D1J REHS T-CWR
Project Name: SFOBB Drawing No.: i Report Ne.: i 4
R
. ; i 04-0120F4
on C o.:
B Tower(W) 1* Iiting | NDT #i&4E
T787-MT-5875
TR 54 ltem Name; NDT Report No.:
AR ZP06.787
Project No.: i
é'iﬁ:‘!&%: 1

Corrective Action fo Prevent Re-occurrence:

- TERETISRE, BEmTE, VIRMTI AR MG 25 e,
. HBERTRREMITEREEN, BT A5 IHE,

- RBMBEHEEE, TA90CH A K ER

. Instruct the welder thal it is
. Grealer QC presence during

1

2

3

1. Grind smoothly transition afier gouging. Perform VT a
2

3

nd MT to ensure all the defects have heen removed.

hie responsibility to produce sound welds and perform interpass cleaning.

critical welding operations.

E@MARA (Foreman): L qu[,\,ﬁm H# (Date): > . of. _;_6
WPS-345-FCAW-2 { L
G (2F) -Repair TR
WPS-345-FCAW-3 -2/‘5% /”“""'?
ZRAMTPSE & G (3F) -Repair IER
Repair WPS No.: WP§-345-SMAW-2 | Technologist: 44 _u].J:)
G(2F)-Repair /
‘ WPS-345-SMAW-3
G(3F)-Repair
EE (RO WRHAE 3 8 & By Bt 1 .
Preheat Temperature (fo € Desecription ,ﬁ/z;, g
Before Gouging: of Discontinuity: AT
BT 4 8 2 70 T 48 B ‘
Inspection AV‘/ Preheat Temperature 8.4 e
Before Welding: Beiore Welding: C’M
3 K B 98 B . B G & "
Max. Depth of Gouge: Total Length of Gouge: fa L
Bk .
BT o : BEMR
Welnan M)—’I %‘;’gfng SMAN Position: 3 O"'
BHEEH A BESE REEHE A r
Current: /64 Voltage: 22 8’ Speed: f"(
BEEYDE
Inspection After Repair:
R E HRER B 3 -
VT Result: 'di"/" Inspector: :&A -l‘?-' @Wj Date: W s 9
NDTH # #H R (E I
NDT Result: M NDT Person: CP‘I )(th.n Date: o7 ,/;. L/
RAE - /
Witness/Review:
& E
Remark :

#R787-QCP-200




REREBRE RS

Critical Welding Repair Report (CWR)

Welder ID No, (12T 4% % ):

067550

R (Inspector) :-

i Description of Welding Discontinulty:

FEXMWSD1-ATIEDA-T3RAN, EWALYU BB, L=1Bmm  Y=15mm

Posltion:(fz ). aF

One longitudinal crack was found by use of MT on WSD1-A{150/-73.

Cai Xinxin

AREE$ ”
AR sEmEAE | meEe N s e
H 1 . - i
Project Name; SFOBE Drawing No.: WSD1-A1 Report No.: T-CWR238D
EEE
Beanbrsist il 04-0120F4
onirac 0.. Tk A NDT 3 f:tim
| E’M'E;‘ﬁ' .| Tower(W) 1 lifing jﬁmﬂ’d_ T7B7-MT-5075
HESE tem Name: NDT Report No.;
Project No.: OB
BB -

B (Date) : 2008.08.24

B LT e A

BRI TRERE
Draft of Welcﬁng Discontinuity:

WELD rmua&-w:m-msnu—v:—\

19
18

it

—

I

Thiz dacument is APFROVED

State of Cali
DE%ARTMEI\'T OF TRA

omia
NSPORTATION

ursuan la Seclien 5-1.02 of the
Slendard Specificslions

Initisl «ev

Date: o3 /ess




Pk R

Cause:

I REEAOME B RO o, TROUNT S G IR0 A0 i
2. ATETHATIEW , AT, S5 149074 g,

1. The access space was qguile narrow resulting in making it difficull to arc-gouge the defects effeclively.

' 2. The grinder was nol observan! during the grinding operation resulting in the indications
nol being completely removed,

ZEAEA (Foreman): 45}\-’.79‘“‘1 Hil (Date): u; , u‘7 .}é

EE L
Disposition :
1. QC shall monitor and direct the welder and lhe grinder doing the repair operation,
2.Freheal before gouging; the lemperalure shall be at least 65°C.
3. Gouge the weld fo remave identified defects,
4. Joinl details shall refer to the approved WPS repair.
5.Grind the gouged areas 1o a smooth and shiny surface,
B. Verify with VT and MT te ensure no defects remain in the weld joint prior to welding.
" 7.00C shall monitor all welding passes being deposied. )
8.0QC shall ensure all slag has been removed prior the deposition of next pass.
8. Preheat and maintain interpass temperature control in accordance with the WPS.
10. Blend the weld repaired areas inlo the adjacent weld or base melal by grinding.
11. Perform VT, MT and UT NDT inspection to the repaired areas.

1. 7EEfEED, QC %y MIEFETAITET,
2. TREVZ MESAUEITI, BERET 650

3, TR,

4. BSHEETMEE. BOAME—4 ETNIEL I, Ffdi 9. RaUil & 3 S 0Y 463 | 1R3E T 24032 (WPS);
5. CHREQIITE AN

6. TEMEAITIREEESINER, FVT & MIT T BUGAPE T2 Ao 1%

7. TEEEEEH, QC RiRIET DTS,

8. EHATENREN. QC RLE{RESTH MhEIE S 208,

9. {RIE WPS S shn gt g,

10+ 3THSIR {2 I8 L iRm0 b 4 0 8,

11, VIMTITHENDTH R 4,

I Z: B3A:
Technical Engineer: \G‘ﬁ’}ﬂw Appruved By: L(/V’l \_Q,ﬂ) Date: "7 . ”7 e 2 )
#R787-QCP-500 / '

This dc\.um=nl LAFPRD\JED

Slale of Cali
D:PARTMEMT OF i HANVPDRTA‘IDM
Fursuznt to Seclion 5-1.02 of the
. Slandard Specifiszlions
Intizl wre Date sermylor
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Critical Welding Repair Report (CWR)

R 4r f
Rev. Ma.:

0

T B £# T o ; .
EBEE K B8 MERS
i . 1-A145D/ =
Froject Name: EEoRE Birawsing Hee: WSD1-A115D/ - T-CWR280
ERE
04-0120F4
Contract No,: - NDT 5 E
S ok e Tower(W) 1% lifting i
AT i ) T787-MT-5975
HEssE ltem Name: NDT Report No.:
Project No.: ZP06-787
HEHE:

Corrective Action to Prevent Re-occurence:

L RRENTHEIS, BEEARIH, VTAMTHA ST A E
o EURERSHER S IMBIEFIINT, BT SFGBHE

a3

3. SRRURAEE B, EIAICHIK AEEIG:
1

- Grind smocthly transifion afler gouging. Perform VT and MT to ensure all the defecis have been removed.
2. Inslruct the welder that it is his responsibility 1o produce sound welds and periorm interpass cleaning.

LT e g "
gk,

3. Grealer QC presence during critical welding operations.

ERAFA (Foreman): Z i shruan Fi#i (Date): of 4 5, i) 4
WPS-345-FCAW-2 | E
G (2F) -Repair
WPS-345-FCAW-3 ,1/\37 Tida
# M [ FPSE B G (3F) -Repair ITZR

Repair WPS No.:

WPS-345-5MAW-2
G(2F)-Repair
WFPS-345-SMAW-3
G(3F)-Repair

Technologist:

BE (BRED 0T E B

Preheat Temperature

?9 e

i 4 1 B

Description

Before Gouging: of Discontinuity: 1%
BT 18 BB R
Inspection . / vls Freheat Temperature 207 o
Before Welding: Before Welding:
B AT 8 A 0 B K M
Max. Depth of Gouge: {A’ et Total Length of Gouge: Conr
: G ]
T Ny (oo | ERRD | RE T .
Welder: 202 Welding SMAW Paosition: 7 F
Type:
1 8 - MEAE S T 1B B o7
Current: /ég Voltage: = 7 Speed: /
EERRE
Inspectlon After Repair:
Fh MR & B R . . B # o (&oe
VT Result: AVL’ Inspector: :()’“L&'M Date: 2 7 : é’
NDTH #& R B i
NDT Result: /V\T fue NDT Person: &] )(j.,u;?.q Date: 07_ 1// )//
. 1
JUAE :
Witness/Review:
&9E
Remark :

#R787-QCP-200
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X BESEE RS
Critical Welding Repair Report (CWR)

fg=k
Rev, No.:

0

Ijl- E-'gié: pors s LI =17 1l A= i
SE AHEE SD1-A115D1 REaE T-CWR28
Project Name: SFORR Drawing No.: L Repori No.: =2
A -g—
. :’Dt " 04-0120F4 ——
ontract No.: i &5 2 NDT B&4E
ARRH | ) 1% fing S| TI8T-MT-su7s
. ltemn Name: | NDT Report No.:
i ZPOB-787
Project No.:
ﬁ?ﬁﬁﬂ%ﬁﬂﬁ i

Description of Welding Discontinuity:

HEFWSD1-A115D/-19882 M, BFALS\ . L=Bmm

Welder ID No, (## L% &): 068918

Y=30mm

Positlon:(f£i): 3F

One longitudinal crack was found by use of MT on WSD1-A115D/.-108.

IR (Inspector) @

Cai Xinxin

B (Date) : znng.né-zd

_——ca]

BEREATRER -

Draft of Weldlng Discontinuity:

| o

1N
L

/—VELD HUHEERWSDI-AILS D, J-168

This documient is APPROGVED

Stale of Caliomia
DEPARTMENT OF TRANSPORTATION
Pursuani ta Section 51,02 of the
Standard Spaciicalions

Dale: e prefer

Inifial ez




EERE:

Caupse:

- FREERUAL R LLARBEE, BN, TR Al g e ) el
2. JTIETFEATIEN, TOpT4), SASHEmGER.

The access space was guile namow resulting in making il difficull o arc-gouge the defects effectively.

2. The grinder was nol observant during the grinding operation resuling in the indicalions
not being completely removed.

ERAHA (Foreman): LU)\J?W""E];;E (Date); dj . u? . J-é

LbIETE I,
Disposition :
1. QC shall monitor and direcl the welder and the grinder doing the repair operation.
2. Preheat before gouging; the lemperalure shall be at leas{ §5°C.
3. Gouge the weld o remove idenlified defecis,
4. Joint details shall refer lo ihe approved WPS repair.
§. Grind the gouged areas fo a smooth and shiny surface.
6. Verify with VT and MT {o ensure no defecls remain in the weld joint prior to welding.
7.QC shall menitor all welding passes being deposited. .
8. QC shall ensure all slag has been removed prior the deposition of nexl pass.
8. Preheal and maintain interpass temperature control in accordance wilh the Wes.
10. Blend the weld repaired areas into lhe adjacent weld or base metal by grinding.
11. Perform VT, MT and UT NDT inspection lo the repaired areas.

1. EEEEHER, QC REEIHE RSB THITET.
2. WUZATSIAENTED, SEFET 65 C

3. TR ZIRERE,

4o GPEWSELTIRE, MR —A ERI0YHE & L5, At S BsUil R IO 45 5 8 T 240 B (WPS),
5. RGNS,

6y FEMEAIFIHESSCIERT, M VT 1 MT RG0S S50,

7. HER{EEED, QC Pk RERETG,

8. {EMEATEMRMERT, QC RSl A4 nbis a2,

9. IR4E WPS SR SR iR 1

10+ TR SRR 5 I3 S0 18 4 1L,

1. VIMTACEND TR R 4,

I — i iy H 4
Technical Engineer: 2‘/“'77' "'M’{W/’f Approved By: LV‘\/\J\J'\ )\/L"-@ Date: '7 : °7' 37
#R787-QCP-900 ' K |

This docurnent is APPROVED

Sizle of Calilomis
DEPARTMENTl OF TRAN'SPORTATION
Pursuari 1o Sectian 5-1.02 of the
S{andzrd Specifications

Inilial <g, ale Rt
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Corrective Action 1o Prevent Re-bceurrence:
TRANTIEE, BEMMAE, VIEMTHIIABTA M5Es D5,
AFEHERB RS RIEHEN, BT L0505,
FANRAEIE 5, EIRI0CH I A IET,

. Grind smoothly iransilion after gouging. Perform VT and MT
Instrucl the welder thal it is his responsibility to
. Grealer QC presence during critical welding ope

EEHARA (Foreman):

B (Daie):

. 1y & nli&:'ilf
' ;’E % /t% % jg /{,’% jﬁ = Rev. No.:
Critical Welding Repair Report (CWR) 0
T E 45 _ i e
AR S B AT RS Mg e
Project Name: SFOBB Drawing No.: Report No.: i Rt
AHEE
" : B 04-0120F4
ontrac 0.
ST A 3 Tower(W) 1% liftng | NDT &l
AR B WERS T787-MT-5075
Itern Name: NDT Repori No.:
S ZP0B-787
Project No.: i
BliEH,

to ensure all the defects have been removed.
produce sound welds and perform inlerpass cleaning.
rations.

£ 5hi g

& B MYPSE B
Repair WPS No.:

WPB-345-FCAW-2
G (2F) -Repair
WPS-345-FCAW-3
G (3F) -Repair
WPS8-345-SMAW-2
G(2F)-Repair
WPS-345-SMAW-3
G(3F)-Repair

/

IEh
Technologist:

uy. 0{7' . _16
-l-fxﬁn(f 7‘:1«\9&'?

u?-o]»)

B (BU) wgsiE g 9 B Y 6 (3‘/)
Preheat Temperature /! o C Description -ZZ/{/;\
Before Gouging: of Discontinuity: '{
AL E AT # 3R B a
Inspection A Preheat Temperature Y
Before Welding: Before Welding:
e g iy T 2RI Fo R )
Max. Depth of Gouge: d Total Length of Gouge: 4‘9 ek
BT 3 oD A BEiR £
Welder: 29+( _\:_Veid'mg SMA\N‘ Position: 5Ff
Ype!
1852 - REUE 7 | mama o
Current: /éﬂ Voltage: 2/}\ Speed: f
BEEERE
Inspection After Repair:
A BB R e oA | B Nz
VT Result: A’”L’ Inspector: L de Jfﬁ Date: 1}07 ’
NDTHE # R _ H )4
a3 - -~ -
NDT Result: | T g |NDT Person: | (] yyanqin Date: a oL L{
S
RAE -
Witness/Review:
%
Remark :

#R787-QCP-800




REPORT OF MAGNETIC PARTICLE EXAMINATION

T R R &
REPORT NO. 48 T787-MT-5975R1 DATER ] 2009.11.21 PAGE OFIIFE 1/1 Revision No; 0
PROJECT NO. i CONTRACTOR: RPN
TESE: A F:
— 1 CALTRANS CONTRACT NO.:
WSD1-A115D1 . 04-0120F4
BE: 1st lifting Tower(W) WM TRES
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
ST HT 2R BFHYS B IEFRMN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 268 ,2009
EQUIPMENT ## MANUFACTURER #l3& 7y MODEL NO. #3455 SERIAL NO. #4E88
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
B4k i RS A T B
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70~150mm
e 3] TR M EE
MATERIAL TO BE vV WELDING R #44: T —— AT09M-345T2-Z/AT09M-HPS-
EXAMINED O CASTING %4 485WT2-Z
R FE ) O FORGING & 4, FLAE 25/75/45mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
gk ot il
WELD I.D s B ACCEPT REJECT REMARK
. e e S
Py INDICATION TYPE LY ey Bl P
EEE P
WSD1-A115D/J-
994 1R1 ACC.
WS5D1-A115D/J-73 1R1 ACC.
WSD1-A115D/J- 1R ACC.
198
AFTER T-CWR279-281
BLANK
EXAMINED BY 34§ REVIEWED BY fﬁi 5
Cai Xinxin @A )/.‘ﬂ)()ﬂ 07‘ ” ¢ 3 I}lwl’ :/M 07~ (e
LEVEL-II SIGNZE#%& | DATEAM LEVEL-I “SIGN/' | DATEAM
EiRZ3 / QCM R ACUSTOMER
4% SIGN / B DATE 3 z{J// % SIGN | B DATE

(FORMi ZPQC-MTO01)




T REPORT OF MAGNETIC PARTICLE EXAMI

; NATT O |
| ‘ i
H | i t
, { R R |
REPORT NO, #l %€ T787-MT-7042 DATEHJA 2008.11.24 PAGE OFIU/G 1/4 Revision No: 0 ‘
= o i
PROJECT NO. N CONTRACTOR: CALTRANS
IR4S: i =R N
DRAWING NO. WSD1-A115D/J CALTRANS CONTRACT NO.:
e THE 1RD LIFT DIAPHRAGM AND LONG! (] T Ba = 04-0120F4
' TUDINAL
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ST R BEFgs LR ET B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT # % MANUFACTURER i fi MODEL NO. #5358 SERIAL NO. E&: 8
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ars
LT / B e FHL
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—
gy ey TR R4 (7 4R S
MATERIAL TO BE ¥ WELDING #8444 Material & thickness ﬁzggmﬁfg -i-sim ,
EXAMINED 0O CASTING &4 ? i
BiHE O FORGING & B4, 70/75 mm
S PE OF JOIN
WELDING PROCES B TY C'IF T SBRNERLIGIT
B ik gl
WEL ELAR e ACCEPT REJECT REMAR
D LD. KS
el ek INDICATION TYPE LENGE}‘%N mn g el 2
Eizpn R
WSD1-A115D/J-60 ACC. 100%MT
BLANK
EXAMINED BYEEif:?: ; ; ,l 4;; REVIEWED BY ## .
s ) . @
Cai Xinxin /J\.! le /\ ! // L ?L W “WV} VL/C cl “ 1_,“'/_,
LEVEL-1l SiGN%&% DATEHR A LEVEL-ll  SIGN ! DATER#H )
EIEZE / QCM LwM M/ CUSTOMER
LY
%< SIGN / A3} DATE ‘})5 ! £<F SIGN [ A} DATE

(FORM# ZPQC-MTO1}



REPORT OF MAGNETIC PARTICLE EXAMINATION

BB IR
REPORT NO. #1449 T787-MT-6015 DATER I 2008.09.23 PAGE OFH® 1/1 Revision No: 0
PROJECT NO. Pa—— CONTRACTOR: ——
THEGE: y R P
DRAWING NO. WSD1-A115D/J WSD1-A115E/ CALTRANS CONTRACT NO.: R
Ee.: THE 1st Lifting Tower(W) M TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
#EHTELEN iRk BREY (R IR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28%7 2009
EQUIPMENT #4: MANUFACTURER $il% § MODEL NO. B HE SERIAL NO. 448
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
WAL . el gk L 7L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
A TR WY M e
MATERIAL TO BE Y WELDING ##:4: Filefai el AT09M-345T2-Z
EXAMINED O CASTING ¥4 A709M-HPS-485WT2-Z
fickilbop oS O FORGING i B, HE 45/60/75mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Oz i ok L)
WELD LD D SEONTINGIT Y ACCEPT REJECT REMARKS
ey INDICATION TYPE LENETN™™ i am e
WSD1-A115D/J- o
i ACC. 100%MT
WSD1-A115D/- -
s ACC. 100%MT
WSD1-A115D/J- "
163 ACC. 100%MT
wsm::;\;5 15D/J- ACC. 100%MT
WSD1-A115D/J-28 ACC. 100%MT
WSD1-A115D/J-30 ACC. 100%MT
WSD1-A115D/J-31 ACC. 100%MT
WSD1-A115D/J-33 ACC. 100%MT
1- £
WEDT A ISEN ACC. 100%MT
N -
wsmgwa ACC. 100%MT
WSD1;!;; 15EhI- ACC. 100%MT
e NS ACC. 100%MT
WSD1-A115E/J-33 ACC. 100%MT
WSD1-A115E/J-35 ACC. 100%MT
WSD1-A115E/J-39 ACC. 100%MT
WSD1-A115E/J-41 ACC. 100%MT
EXAMINED BY X% 6 REVIEWED BY ##
Cai Xinxin (a LN 4 {j (’)
LEVEL-1l SIGN#%% / DATERN -4 = \/\ LEVEL-l  SIGN DATEE i ‘/\
JREEEF / QCM 4 |HFcusTOMER

[T b

% F SIGN / A} DATE

7). 4a)

%< SIGN/ Bl DATE

(FORM3# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. §f & 425 T787-MT-5975

DATERi 2008.05.24

FAGE OFI 1/3

Revision No: g

FROJECT NO, R CONTRACTOR: S e
TEEE. H 5
N N GALTRANS CONTRACGT NO.-
WSD1-A11507) 7 G
ma. 1st lifting Tower{W) i TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SRS ERIRE 2rEe BTSN
AWS D1.5-2002 AWS D1.5.2002 _ ZPRC-MT-01 Dec. 2587 2008
EQUIPMENT ¥4 MANUFACTURER &7 MODEL NO. #RBE SERIAL NO, =T
MTYOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Contlnuous magnefic yalie  |CURRENT -
S WiER a5
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—
Bifizm TR BHERE mm
MATERIAL TO BE YWELDING 34 AT08N-345T2-ZIA70BM-HPS-
tori Icl
EXAMINED I CASTING &4 RRanA] Sthickaress ABEWT2-Z
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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-000297
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0359

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:  27-Aug-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of weld joints WSD1-A115-D/J-14, 73, 60, 165, 198, 222 and 224 at
West Tower, 28m Diaphragm Fit Lugs, QA discovered seven (7) rejectable linear indications measuring
approximately 8 to 26 mm in length. These welds were previoudly tested and accepted by ZPMC QC MT
technicians.

Contractor's proposal to correct the problem:

Repair affected welds.

Corrective action taken:

Welds have been repaired, verified by QA, and subsequently green tagged.

To resolve the recurring failure for QC to detect MT indications, ABF has held verbal interviews with ZPMC
QC and MT technicians on several occasions. ABF has requested ZPMC to provide an analysis of missed
indications to determine if they can be traced to a personnel trend, such as an inspector, welder, or weld
location. ABF hasinformed ZPMC to ensure adequate lighting is provided during inspections. Tests have also
been administered to ZPMC MT technicians to demonstrate their ability to detect MT indications.

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
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