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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #. 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000395
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0369

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Bottom Plate BP026

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indications by QC on OBG Bottom Panel BP26

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of OBG Bottom Plate BP026-009 weld Number
005, Caltrans Quality Assurance (QA) Inspector discovered one (1) longitudinal linear indication 70 mm in
length in the first 1 meter of inspection. This indication was discovered after ZPMC QC's 100 percent MT
inspection.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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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:  Tim McClendon

Name of individual from Contractor notified: Chang Bao Gian

Time and method of notification: 0930 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1000 hours, verbal

QC Inspector's Name: Zhon Cheng

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

N/A

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, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 01-Sep-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: 05.03.06-000358
Subject: NCR No. ZPMC-0369

Reference Description:  Missed MT Indications by QC on OBG Bottom Panel BP26

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:
Remarks:
During random verification Magnetic Particle Testing (MT) of OBG Bottom Plate BP026-009 weld Number 005, Caltrans Quality
Assurance (QA) Inspector discovered one (1) longitudinal linear indication 70 mm in length in the first 1 meter of inspection. This
indication was discovered after ZPMC QC’s 100 percent M T inspection.
Action Required and/or Action Taken:
Subit repair procedure for the engineer's approval
Note: Finding MT indications after ZPMC QC has completed MT inspection is a normal occurrence.

Transmitted by: Bill Howe
Attachments: ZPMC-0369

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

ol " 05.03.06-000358,NCT
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Ameri[}aﬂ d 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: 21-Sep-2009
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000365 Rev: 00
Ref: 05.03.06-000358

Subject:  NCR No. ZPMC-0369

Contractor's Proposed Resolution:

Reference Resolution: ZPMC MT technicians have been under gone training and testing due to the amount of missed indications found,
ABF has implemented overchecks on several welds within the OBG

ZPMC MT technicians have been under gone training and testing due to the amount of missed indications found, ABF has implemented
overchecks on several welds within the OBG to prevent unacceptable welds from being passed on to CT. ABF has also performed an
investigation regarding cracks found during ZPMC, ABF and CT inspections to find a means to prevent these defects from occurring in the first
place. As for the specific welds related to this NCR, ZPMC will perform the necessary repairs and submit the repair and inspection documents
at a later date for closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000365R00

Caltrans' comments: Status: AAP
Date: 22-Sep-2009

Will review and confirm the acceptance when the repair documentation is submitted.

Submitted by:  Chao, Ching Date: 22-Sep-2009
Attachment(s):
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Ameri[}aﬂ d 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: 04-Dec-2009
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000365 Rev: 01
Ref: 05.03.06-000358

Subject: NCR No. ZPMC-0369

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges that indications were missed. ZPMC has performed the critical weld repair and tested the
weld and found it acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC acknowledges that indications were missed. ZPMC has performed the critical weld repair and tested the weld and found it acceptable.
Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000365R01,;

Caltrans' comments: Status: CLO
Date: 17-Dec-2009

Documentation complete.

Submitted by:  Howe, Bill Date: 17-Dec-2009
Attachment(s):

‘R? Page 1 of 1
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=PMC
e No. B-514

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-03
REGARDING: NCR-000395(ZPMC-0369)

With this letter of response, ZPMC requests closure for Caltrans NCR-000395(ZPMC-0369) what
mentioned that QA discovered some rejectable MT indications on OBG Bottom Plate BP026.
ZPMC acknowledged this problem and has issued CWR. ZPMC has finished this repair according
to this CWR. After that MT was performed to warrant weld quality.

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

ATTACHMENT:

NCR-B-252(ZPMC-0369) :
NCR-000395(ZPMC-0369)

B-CWR679

B787-MT-13268

o
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Nonconformance Report

NMIERIRE
Project Name: S.F.0.B.B NCR Number: NCR-B-252
I B 2 K- % [ o M9 KT NCR 45 (ZPMC-0369)
Item: Missed MT Indications by QC Item Number: Drawing:
HIRHR: MT ath H5: NA EE: BP026
Location: Bay 19 Date:
frE: 19 %] : B 2009-09-10
Description of Nonconformance:
AEFETURAERR:

During random verification Magnetic Particle Testing (MT) of OBG Bottom Plate BP026-009 weld
Number 005, Caltrans Quality Assurance(QA) Inspector discovered one (1) longitudinal linear indication 70
mm in length in the first 1 meter of inspection. This indication was discovered after ZPMC QC’s 100 perceniw
MT inspection.

% MT EERE 0BG EIRIRLE BP026-009-005 (71372, IIHAR T BRI B — A — K iR v 7]
TARAFREDD 70 MM KERE. XEBLRE ZPMC QC RIS RZEHEE 100%MT 25 SBIA.

Work By: Prepared by:

Reviewed by QCE: %ﬂ /9/ AL‘
I NI N DA e Do T RRTEmR o,

O  Drawing Error aterial Defect Fabrication Error Other 5’ [0
B4R EHRE e R HibJR A
Disposition: 0 Useasis O Repair O Reject
ey EIA &4 ik |
Recommendation:

2, aﬂ\w Corforen olofoct cod vepei re

Prepared by: /ﬂ Lﬂ V"\/(> Vf { Approved by QCA:
wE ) mRSmEE

Reason for Nonconformance:

AR E:

Pil/‘?f”% £t IS,

Soress capsed next f)h(-a;(m—e without ;—e—-ansj)e.ejt, d 4

Tk
Wb’ %/M 2ohance  ie— ns peelio
App)loved by/HtHE: By LA \/\)‘-/,]/i 74%

Technical Justification for Use-As-Is/Repair: ] Attachment 0 Non- attach%ent
[F P BB 1B A B AR At

F - Tk
Reviewed /AitHE:
Verification: 0  Acceptable O Unacceptable
ik G54 ZGIE: 4
Verified by QCL/ R fiiA: Reviewed by QCA/Fi#: E{EH#;:
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date; 01-Sep-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000358
Subject: NCR No. ZPMC-0369

Reference Description:  Missed MT Indications by QC on OBG Bottom Panel BP26

The atiached 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) net performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control,
[[] Non-Conformance Resalved.

Material Location: 0BG Lift:

Remarks: !
During random verification Magnetic Particle Testing (MT) of 0BG Bottom Plate BP026-009 weld Number 005, Caltrans Quality
Assurance (QA) Inspector discovered one (1) longitudinal linear indication 70 mm in length in the first } meter of inspection. This
indication was discovered after ZPMC QC's 100 percent MT inspection.

Action Required and/or Action Taken:

Subit repair procedure for the engineer's approval

Note: Finding MT indications after ZPMC QC has completed MT inspection is a normal occurrence.

Transmitted by: Bill Howe
Attachments: ZPMC-0369

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

N/ 05.03.06-000358 NCT Page I of 1




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

DEPARTMENT OF TRANSPORTATION i
DIVISION OF ENGINEERING SERVICES i
Ofiice of Structural Materials |
Quality Assurance and Source Inspection

C : g RO
Bay Area Branch ontract #: 04-0120F4

690 Walnut Ave.St. 150 Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 845921133 i
(707) 649-5453 File#: €9.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000395
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0369

== —

7/

Type of problem:

Welding [1 Concrete [] Other

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

Joint fit-up [] Coating [J Other [0 Component: OBG Bottom Plate BP026

Procedural ] Procedural [J Description:

Reference Description: Missed MT Indications by QC on OBG Bottom Panel BP26

Description of Non-Conformance: _

During random verification Magnetic Particle Testing (MT) of OBG Bottom Plate BP026-009 weld Number
005, Caltrans Quality Assurance (QA) Inspector discovered one (1) longitudinal linear indication 70 mm in
length in the first 1 meter of inspection. This indication was discovered after ZPMC QC’s 100 percent MT
inspection.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Applicable reference:

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

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks™ i

Who discovered the problem:  Tim McClendon

Name of individual from Contractor notified: Chang Bao Gian

Time and method of notification: 0930 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1000 hours, verbal

QC Inspector's Name: Zhon Cheng

Was QC Inspector aware of the problem: ] Yes 4 No

Contractor's proposal to correct the problem:

N/A

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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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REEHEBR &
Critical Welding Repair Report (CWR)

T B &5k RENFR A il deiRe — MRS B-CWR67s
Project Name: SFOBB Drawing No.: Report No.: RS
A z]
=% 04-0120F4 L
Contract No.: 4 3% FR AT NDT 3438
NESE 2505757 ltem Name; Box Bottem Plate | NDT Report No.: NA
Project No.: i
BE BB,

Description of Welding Discontinuity:

PHRAEEAT B 120 X IFALBPO26-009-0054-4 . 3 70mme B,

The crack was found on weld (BP026-009-005) after view inspection, 70mm in length.

A dﬂ‘/ﬂ
B®A (inspector) : ZHOUCHENG B (Date) : 2009-08.20

REESAIRREE
Draft of Welding Discontinuity:

— ]

BP026-009-005

ROVED

o Secton 57 c3 /AT M
Initial ate:
57€ P glrq )




==Y
Cause;

1o ks, KYVEAT FEA R B b B A R S 88

1.

Moisture wasn't complelely removed during drying operation (preheating) or

the area wasn't prehealed sufficiently.

EEHABA (Foreman): 25 H@y d»éjf B3 (Date): 7 4. v

This dacument Is APPROVED
Sitats of Caloms
) DERARTMENT 3! Calt s"fn“ogrr@ow

ursiant to Section 5.7 02 of

3 i

Inlal é’}d &a_rﬂ Sﬁﬁgménﬁﬁ Jo
4EEM

Disposition :

1. RXYEER, QCHLeader CWIBIIL 73447 B, ﬁ%iﬁﬁ?‘é%ﬂﬂiﬁlﬁM%ﬁﬁ%iﬁﬂﬁ&tﬂﬁﬂﬁtﬁ:

2. BBREMTE, QCHlLeader GWIfﬁiﬁﬁéitP‘E%CWREﬂﬂﬂ]#;

3. i%!%?i&%%Eﬁi‘.&%’l‘?‘ifﬁ]t%d\TZSmmﬁﬁlWBDM%:

4. RAITEMFEERRL, ﬁfgﬁﬁﬁ%%%ﬁﬁiﬁ!ﬁﬁuﬁmsomm:

5. InBUTES N B 4R 45, ﬂU%Eié{Eﬁﬁ#fiﬁﬁigi‘iﬁﬁ:F??- nE4T IEWEEH%E#&%BWWX?Smm, RITCWRIR & 284

© 2 N o

—_
- O

10.
11.

THEImHHE, WA RaRE R HCIPHEE, #Eﬁﬁf%ﬁﬁﬁﬁﬁ&ﬁtﬁMT&w;
BT R R T ZHALWPSE R R4 TE R,

BEM, VIHMTREGHIAL ERERH WG R HAG BT

BETT, MTHARLRA LS4, IR RIVMGEADE 4, HACWRE TR IMiEH: .
ﬁﬁﬁdfh?&ﬂﬁﬁfﬁiﬁéﬁléﬁiﬁ?ﬁ(\NPS)ﬁt?Tﬁﬁ&ﬁli%&;

- AN I 5 B A AR
- BRA FIRRA R S 30 BRI i s, (RIS — M50mm) WEMR REHLE, Hs FCIpmes,

NDTIF i HUTRIMT.

QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this re
pair o ensure the repair Is per the disposition requirements

QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.
Remove paint=25mm in all direction of HAZ prior to MT.

Remave cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
epairs;

If base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa
ir. If gap>8&mm is found during or after grinding, a separale CWR {o make the weld joint a CJP is required i
n that location, and perform MT afier performing grinding the defects away, if CJP joint is required, separate

CWR approval is required.

Prepare excavation in accordance with an approved repair WPS prior to welding.

Before this repair, Verify with VT and MT repair areas are defects free;

Perform MT on the weld metal adjacent to the repair area lo ensure that crack did not propagate into base
metal. If crack is discovered in base metal « approval of a separate CWR is required before continuing with
repair work ,

Preheat and weld according to the approved repair WPS,

Grind the repaired area flush with base melal or the adjacent weld.

Perform NDT in accordance weld contract plans & adjacent NDT weld note 3 inspections and test, (along w
ith an additional 50mm at each endof the weld repair) which include the near side and far side on
the upper Perform UT and MT inspeclion to CJP weld,

I 2: *E: L,'l E’-ﬂ]
Technical Engineer: Adl Mjﬁppmved By: [ ?:7 al:;&’M! | Date: U?_ 06 C AU

#R787-QCP-000 ¥




J N, \ -ét‘ ﬁﬁ#f
E@Mﬂ@ 9& % }E % ﬁ )ﬂg -:fﬁ =] Rev. No.:
—— - . .
Critical Welding Repair Report (CWR) 0
WE &% REMH AL e BBt8:008 HRERE
Project Name: SFOBR Drawing No.: ! Report No.: B-CWR679
4, A
SHE 04-0120F4
Contract No.: 2 R NDT #&HE y
Hges Item Name: Box Bottom Plate | NDT Report No,: A
Project No.; Zrae-7ay
8] E Rt
Corrective Action to Prevent Re-occurrence:
TR0, QOHAK K 64F 4, RS S E TN
1. QC shall verify sufficient preheat has been applied, to remove moisture, prior ta welding.
E@HEA (Foreman): /,, “ HM«;{M A# (Date): 9. 0§ . W
) 7

£ MVPSHE B
Repair WPS No.:

WPS-345-SMAW- 1
G(TF)-FCM-Repair
WPS-345-FCAW-1
G(1F)-FCM-Repair
WPS-345-SMAW-2
G(ZF)-FGM-Repair
WPS-345-FCAW-2
G(2F)-FCM-Repair

IR
Technologist;

BE (RE) wmAEE
Preheat Temperature
Before Gouging:

NA

B & i Bt By
Description
of Discontlnuity:

ol R EE R

Inspection
Before Welding:

A

S T A B
Preheat Tem perature
Before Welding:

T3 K B 40 ¥ Bt iU
Max. Depth of Gouge: M’V Total Length of Gouge: /\{A
BExD
#I o , B R
Welder: Dél} 57 Tyepe:[ng f:(/ﬁl/\} Position: 3/7]_-—
BER K HEak B E B
Current: 2o Voltage: 30- f Speed: ;“0
BEERE
Inspection After Repair:
S BEA Ll B oA , Q.
VT Resulf: A’LV Inspector: l{\‘*ﬂz'f;)_ f‘?l Date: ﬂ of 24 ,
L A
NDTH # 8745 B A B m |
NDT Result: [ﬁj(,(/ NDT Person: %j'ﬂ Date: ofy. of. N
k|
RiE :
Witness/Review: This dowmegf: is APPROVED
& : st 5103 0f fhe
Remark :

Standard S%taaﬁmﬂ
Intial <y = Date: a?';sq log

#R787-QCP-900




REPORT OF MAGNETIC PARTICLE EXAMINATION

B R 4R 4

REPORT NO. #5452 B787-MT-13268 DATEH #i 2009.08.25 PAGE OFTI# 1/ Revision No: ¢

PROJECT NO, —— CONTRACTOR: P

ITEHE: H P

DRAWING NO. BP026-009 CALTRANS CONTRACT NO.-

hHIRss 04-0120F4

Ee: OBG BOTTOM PLATE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

SH WML iR BFRY {80 88 B2 TE A 34300

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009

EQUIPMENT # % MANUFACTURER #i#3 MODEL NO. #4354 SERIAL NO. f:gh:438

MT YOKE PARKER B310S 5395 5617 5620

[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

Ak iR g HLHL

PARTICLE TYPE Dry magnet powder YOKE SPACING p—

REH 2 TR RS 5 mm

MATERIAL TO BE Y WELDING #8:4 i i

yinked Material & thickness ATOUN-345F3

EXAMINED O CASTING &4 R, FLHE

H#HE O FORGING g% 12114 mm
D TY FJ

WELDING PROCESS AW PE OF JOINT —

P iR A e i)
WELD 1.D oL i ACCEP REJECT REMARKS

LD I.D. T MAR
e INDIGATION TYPE EHE T Tl il e
(i E=tit)
BP026-009-005 ACC. , after repaired

AFTER B - CWR 679

BLANK

EXAMINED BY3:4F

Chang Fangjie

LEVEL -ll SIGN %4& [

“\l“e@j e

DATEH

09, R.aY

REVIEWED BY i

Sumn_ onecheny

LEVEL-Il SIGN ! DATEHM

W R2S

it / acm

EF SIGNf B DATE

Fi/PCUSTOMER

%5 SIGN / Al DATE

(FORM# ZPQC-MTO01)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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, P.R. China Report No: NCS-000404
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0369

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:  13-Aug-2009

Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) of OBG Bottom Plate BP026-009 weld Number
005, Caltrans Quality Assurance (QA) Inspector discovered one (1) longitudinal linear indication 70 mm in
length in the first 1 meter of inspection. This indication was discovered after ZPMC QC’s 100 percent MT
inspection.

Contractor's proposal to correct the problem:

The contractor will repair the weld and perform NDT to verify that the weld is acceptable.

Corrective action taken:

ZPMC has repaired the indications documented in the NCR. ABFJV has conducted the NDT and found that
the weld is acceptable.

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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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