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-000401
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0375

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: South Tower

Procedural [ Procedural [ Description: South Tower, Lift 3, Skin A Padeyes

Reference Description: Missed MT indications on South Tower, Lift 3, Skin A Padeyes

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, Padeye weld SSD1-FASAS3-1A/E-14, QA
discovered two linear indications approximately 15 and 12mm in length. Thisweld was previoudly tested and
accepted by ZPMC NDT personnel.

RoAs:

~Linear indi'caﬁg;m

09/09/05 15/00/54

Applicablereference:

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

AWS D1.5-2002 Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Yang Yi Heng
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 09-05-2009, 15:15; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 09-07-2009, 7:00; Verbal

QC Ingpector's Name: Gao Zhi Chun

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact 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: 07-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: 05.03.06-000363
Subject: NCR No. ZPMC-0375

Reference Description:  Missed Indications (MT) / South Shaft Lift 3 Skin A / Padeye Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
During Magnetic Particle Testing (MT) of South Tower, Lift 3, Padeye weld SSD1-FASA3-1A/E-14, QA
discovered two linear indications approximately 15 and 12mm in length. This weld was previously tested and accepted by ZPMC NDT
personnel.

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.”
AWS D1.5-2002 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 this systematic non-conformance that addresses the failure of Quality Control to identify the linear indications
during magnetic particle testing of the welds. Provide documentation of the steps/actions taken by the Quality Control Manager to
prevent future occurrences.

In addition to the Quality Control non-conformance, address the material /workmanship 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 the actions that will be taken to limit future occurrences.

Recent failures by Quality Control to identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPM C-0359,
ZPMC-0371, ZPMC-0372 and ZPM C-0373 related to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0375

ol " 05.03.06-000363,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000363,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett 21-Sep-2009

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

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

Resident Engineer Docunent Ho.: ABF-HPRO00371 Rev: DO
Ref: 05.03 05-000363

Subject  NCR Mo, ZPMCO3E7S

Contractor's Proposed Resolution:

Reference Resolution: IPMC MT techridans have been under gone training and teging due to the amount of mizsed indications found
ABF tas implemented overchecks on several walds withinthe 0BG

PMC MT techricians have been under gone training and testing due to the amount of mizsad indications fourd, ABF haz implem ented
overchecks on several welds withinthe OBG to prevent unacceptable welds from being passed onto CT. ABF has also performed an
investigation regarding crack s found during ZPMC, ABF and CT inspedion: to find a meansto prevent these defeds fom occuring inthe firs
place. As forthe spedific welds related to this NCR | ZPMC wdll perforn the necessary repairs and submit the regpair and inspedion documents
at a later date for dosure afthizs NCR.

Subrritted by
Atachment(s): ABF NPR-O00371R00

Caltrans’ comments: Status: REJ
Date: 21-Sep-2000

The Depatment wil consider clozure ofthiz MCRE once the repair doucuments are submitted, revieved and found to be acceptahble.

Submitted by Les, Ken Date:  21-Zep-2009
Attachment(s):

Fape lafi
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  05-Oct-2009

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

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

Resident Engineer Docunent Ho.: ABF-HPRO0037T1 Rew: 01
Ref: 05.03 05-000363

Subject  NCR Mo, ZPMCO3E7S

Contractor's Proposed Resolution:

Reference Resolution: IPMC haz novwinduded the necezzary documentation to provide objedive evidence repair work has been
completed. ZPMC requests dosure ofthis MCR.

IPMC has noveinduded the neceszary documentation to provide ohjective esvidence repair work haz been completed. ZPMC requestz dosure
of this MCR.

Subrritted by
Atachment(s): AEF NPR-O00371R01;

Caltrans’ comments: Status: CLO
Dates 07 -Oct-2009

The propozed resolution iz acceptable. The weld in gquestion has been found to be acceptable by the MT resutzin the attached document.
The Depatment concurs tha Mon-Conforn ance ZPMC-375 iz closed.

Submitted by Kennedy, Scott Date: O7-Oct-2009
Attachment(s):

s
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LETTER OF RESPONSE

TO: American Bridge/Flour JV

No. T-064

DATE: 2009-9-30
REGARDING: NCR-000401(ZPMC-0375); NCR-000403(ZPMC-0377)

ZPMC received NCR-000401(ZPMC-0375), NCR-000403(ZPMC-0377), they mentioned
that CT inspector discovered linear indications on Lift 3 South Tower Padeyes(ZPMC-0375),
and Lift 1 South Tower Padeyes(ZPMC-0377), which were previously tested and accepted by
ZPMC. The relational welds were SSD1-FASA3-1A/E-14, SSD1-SA159B/J-24,
SSD1-SA159B/J-25, SSD1-SA159B/J-28 and SSD1-SA178A/D-35.

ZPMC realized this problem, and already put forward T-CWR227 and T-CWR235 to
repair them. As a result, ZPMC had removed the indications and repair them, then finally
performed re-inspection by MT. Also these welds were re-inspected by CT inspector and
green tagged. 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 related documentation to prove the welds are perfect after repairing.

So ZPMC hope Caltrans could take a review and consider close these two NCRs.

ATTACHMENT:
NCR-000401(ZPMC-0375)
T-CWR227
T787-MT-5769R1
NCR-000403(ZPMC-0377)
T-CWR235

T787-MT-6109
T787-MT-6118

Zhongltady 20096,



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road .
Oakland CA 94607

&ffrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Teo: AMERICAN BRIDGE/FLUOR, A JV Date: 07-8ep-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 Doc¢uiment No: 05.03.06-000363
Subject: NCR No. ZPMC-0375

Reference Deseription:  Missed Indications (MT) / South Shafi Lift 3 Skin A / Padeye Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
1 Material or Workmanship not in conformance with contract documents.
O Quality Control {QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
During Magnetic Particle Testing (MT) of South Tower, Lifi 3, Padeye weld SSD1-FASA3-1A/E-14, QA
discovered two linear indications approximately 15 and 12mm in length. This weld was previously tested and accepted by ZPMC NDT
personnel.
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 afier 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.
Action Required and/or Action Taken:
Propose a resolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indications
during magnetic part.iclc testing of the welds. Provide documentation of the steps/actions taken by the Quality Control Manager to

prevent future occurrences.
In addition to the Quality Control non-conformance, address the material/workmanship 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 the actions that will be taken to limit future occurrences.

Recent failures by Quality Control 1o identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPMC-0359,
ZPMC-0371, ZPMC-0372 and ZPMC-0373 related to Tower.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0375

Tmer =
P y _—
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( Continuned Page 2 of 2 )

ce: Rick Morrow, Gary Pursell. Mark Woods, Doug Coe
File: 05.03.06

B2, ns.03.06-000363.8C1 Page 2 of 2



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

DEPARTMENT OF TRANSPORTATION Sy,
DIVISION OF ENGINEERING SERVICES ; X
Office of Structural Materials o ¥t
Quality Assurance and Source Inspeclion o

Contract #: 04-0120F4
Bay Area Branch et AT

690 Walnut Ave.SL. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 945921133 File #  69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC i Report No: NCR-000401
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 07-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0375

Type of problem:

Welding [l Concrete [J Other

Welding [] Curing L1 Procedural [  Bridge No: 34-0006

Joint fitup [J Coating [ Other Component: South Tower

Procedural [] Procedural [] Description: South Tower, Lift 3, Skin A Padeyes

Reference Description: Missed MT indications on South Tower, Lift 3, Skin A Padeyes

Deseription of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, Padeye weld SSD1-FASA3-1A/E-14, QA
discovered twa linear indications approximately 15 and 12mm in length. This weld was previously tested and
accepted by ZPMC NDT personnel.

O9MBIDS M5/00/54

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 D1.5-2002 Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Yang Yi Heng

e e o
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continted Page 2 of 2 )

Time and method of notification: 09-05-2009, 15:15; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 09-07-2009, 7:00; Verbal

QC Inspector's Name: Gao Zhi Chun

Was QC Inspector aware of the problem: L] Yes[4] No
Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with the fontract 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

. - O Ty i w0 Renor -
)hz._ TL-15.Quality Assurance -- Non-Conformance Report Page 2 of 2
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Critical Welding Repair Report (CWR)

| f#&
Rev. Ng,:

0

| HEER s :
‘ i AN Al SSD1-FASAZ-1AJE R T-CW
pmjeci‘ Name: SFOBB Drawing No.: - - +  Report No, “HWRE2T
EREE
04-0120F4 .
Contract No.: B £ Tower(S) 3' lifiing NDT fEgedd
' s T7BT-MT-5768
WELs ltem Name - skin A NGT Report No.:
o AR
Project No.: ArORTeT :
1S T ]
Bescription of Welding Discantinuity:
¢E 3 SSD1-FASAZ-1A/E- 14BN, BT A hb et s
Welder ID No. (#f T4 %): 040342 Position:({L ). 2F
Dne line indication was found by use of MT on S5D1-FASA3-1A/E-14.
- LA R
BBE (Inspector) : &Ln& B (Date) : 2009.09.05
BEEREATREE

Draft of Welding Discaontinuity:

.

i dop "‘mﬁl é 3 ACERDVED
n'mmvr'r.sf oF Tﬂﬁ?\SPDHIAﬂOﬂ

?ur'mn"! io Szofion 5
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WELD NUMBER:SSD1-FASA3-1A/E-14
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Cause:
21. S AR T 58 S Bl 25 3 4 RIS T R gt

1. Moisfure wasn't complelely remaoved during drying operation (prehealing) or
the area wazn't prehealed sufficiently,
4

TEMARA (Foreman): AA Yfrf'eﬂ g4 (Date): "? ; '7-' °

3T I
Disposition :
1. QC shall manitor and direct the welder and the grinder doing the repair operation,
2.Preheat before gouging; the lemperaiure shall be at least 65°C,
3.Gouge the weld to remove identified defecls. .
4.Joinl details shall refer to the approved WPS repair.
6. Grind the gouged areas 1o & smooth and shiny surface, ’
6. Verify with VT and MT to ensure no defects remain in the wald joinl prior fo welding,
7.QC shall monilor ali welding passes being deposited.
8.QC shall ensure all slag has bzen removed prior the deposition of naxt paes,
9. Preheat and maintain inlerpass temperature controf In sccordance with the WPS.
10. Blend the weld repaired areas into the adjacent weld or base metal by grinding,
11. Perform VT, MT and UT NDT inspection (o the repaired arsas.

I TREESITER, QC W INIHHE S T R4 T

2. WREIZALL T T, BI85 ¢

3. WO RRL R,

Ay NSRS, B — A ER R L, FLPlede B UG & RATIRAY £ #1105 T & B WP S)
5. MTERIETE S '
6. TEMEARIFINGRIESLIRERT, R VT 0 MIT R s e ss desi

7o TEERfSIEIED, QC AL R g,

B (LN TEIBMENT, QC B (4 R S5 2 s,

9. ARME WIS Sl TN A Ay s '

100 AT ER L I8 Il BRI B L,

1. VIMTHVENDTE SRR 5

Thiz documant is APRROVED
Steleof C'_L‘.njgra
DEPARTMENT OF TRANSPORTATION
Fursuenl ip Seciion 5-1.02 of the

... Standand Specificalions
Inllisl s5c  Dalel o9 fo+fcs

I &: S '”7 =R
Technical Engineer: }j\ﬂﬁ jﬁw(ﬂﬁ'ﬁxpproved By: (/'U\/y@v’\/l%@ Date: U] . a; Y

d

gl

LI

#R787-QCF-90D
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i
I = . No.:
r EILNF 5 Rev . No.: -
‘ Critical Welding Repair Report (CWR) 0
BB & s
nE 1:_& = EER IS B eE SEDI-FASATAE HES T-CWR227
Project Name: SFOBB Drawing No.: | ; S Report Np.: - ’
8 " 04-0120F4
ontract No.:
fIf £ 2 Tower(S) 3" Jifing NDT i&E84E :
EMERR ! e T7B7-MT-5760
—— liem Name: skin A NDT Report No.:
BRI, ZP0B-787
Project No.: N

#| E 4
Corrective Actian to Prevent Re-occurrence:

1T, QUM s Tk,

EMHE A (Foreman):

VA i R

1: OC shall verify sufiicienl preheat has been applied, to remove moisture, prior lo welding.

La Y«a%u

BH# (Date):

WPS-345-FCAW-1
G ¢ 1F» -Repsir
WPS-345-FCAW-2
G (2F) -Repair
WPE-345-5MAW-1
G{1F)-Repair
WPGS-345-5MAW-2
G(2F)-Repair

Z M BWPSE B
Repair WPS No.:

—

IE R
Technologlist:

Ef (B WMHER
Preheat Temperature
Before Gouging:

A

i & Ay s
Description
of Discontinuity:

FOT 4 R 3
Inspection
Before Welding:

VT Aee

BB A

Preheat Temperature
Be.ffore Welding:

AR B A ,
Max. Depth of Gouge: /\)//Jj- Total Length of Gouge: /""/A
- i 3 : 75

e - ﬁvre‘ﬁ:d%nzg 2R -
Welder: 05382‘] Typa: SMAW Pasltion: | 2F L
MR HESE ' ¥ vty —
Current: 170/4 Voltage: 251U Speed; 30 g
‘:-EE '{ﬁfm'i‘li’rc
i lnspechon After Repair: .
Eff‘md"’i. w18 R B m
' VT Resuli: \/7‘ @’V‘J Inspector: M’a’iﬁate: 'i"’?' “i
NDTH # _ R Y S} .
NDT Result: /M. { M NDT Person: b/ L-.,.._x | Date: , B’V ( Q

T \ﬁ' ! LA ’-‘

RE
Witness/Review:

&
- Remark
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REPORT OF MAGNETIC PARTICLE EXAMINATION

%< SIGN / B DATE

Tk R BT 45
REPORT NO. #5455 T787-MT-5760R1 DATER ] 2009.09.15 PAGE OFI{f3 1/1 Revision No: 0
PROJECT NO. —_—— CONTRACTOR: —
TR&S: ] A e
CALTRANS CONTRACT NO.:
DIRAVWING NO; SSD1-FASA3-1A/E
04-0120F4
me. Tower(S) 3rd lifting SKIN A MM ITRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEHTEHRY HZPRIE BEFES {X B IEH 2N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT ## MANUFACTURER #3 # MODEL NO. #52 SERIAL NO. EEHES
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AD
B4k A ARk gl
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
% A2 ] TR AT M E
MATERIAL TO BE VWELDING 4
Material & thicl AT09M-345T2-Z
EXAMINED O CASTING # R iekness M-34
3+ E O FORGING $&i& 34, B A 10/90mm
WELDING PROCESS TYPE OF JOINT
: SMAW T-JOINT
B bl
WELD 1.D S L ACCEPT REJECT EMARKS
.D. R
s INDICATION TYPE it e 1Bk P
Eiban 3t
SSD1-FASA3- : ;
1A/E-14 1R1 ACC. 100%MT
AFTER T-CWR 227
BLANK
EXAMINED BY3:4§ REVIEWED BY #7#
v ! !
Gu Yunwu @M‘_ T"‘V\Ujvt \J— G""x‘\""’%v—\ j—
LEVEL-Il SIGN%% \/ DATERW = LEVELI  SIGN | DATER# -\
TS IE / QCM l [ F FCUSTOMER , ]

% SIGN/ HIi DATE

(FORM# ZPQC-MTO01)




DEPARTHENT OF TRANSPORTATICON - District 4 Toll Bridge
333 Burma Road

\ Ozkland CA 94607
flirpes Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000366
Subject: NCR No. ZPMC-0377

Reference Description:

Missed Indications (MT) / South Shaft Lifi | /Padeye 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:
(J Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.

Material Location: Tower Lift: 0]

Remarks:
During Magnetic Particle Testing (MT) of South Tower, Lift 1, Skin A pad eyes, QA observed linear
indications at weld joints SSD1-SA159A/)-25 & SSD1-SA159A/1-28. ZPMC MT Technicians had previously
tested and accepted 10% of the pad eye welds. After QA found the linear indications, ZPMC QC personnel Zhang Jiadi asked 10 cancel
the request for QA inspection in order to perform 100% MT of remaining pad eyes. Following ZPMC's testing and acceptance of 100%
of the pad eye welds, QA performed MT and discovered linear indications at weld joints SSD1-8A159A/1-24 & SSD1-SA178A/D-35.

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractar 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

Action Required and/or Action Taken:
Propose a resolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indications
during magnetic particle testing of the welds. Address whether this failure represents u breakdown in the QC system / NDT procedures
or is specific to individual NDT personnel. Specifically considering that ZPMC requested 1o cancel the initial QA inspection after
indications were identified and then performed 100% NDT prior to the sccond QA inspection. Provide documentation of the

steps/actions taken by the Quality Control Manager 1o prevent future occurrences.

In addition to the Quality Control non-confermance, address the material/workmanship 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 the actions that will be taken to limit future occurrences.

_ Transmitted by: Scott Kennedy Sr. Bridge Engineer ) '
b 00, 10.04 Received

thoniiy

i

‘ﬁf‘ 05.03.06-000366, NCT
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NCT
( Continued Page 2 of 2 )
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Attachments; ZPMC-0377

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

B 05.03.06-000366.NCT
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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 ot ;
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 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-000403
Prime Contractor: American Bridge/Fluor Enterprises, a JV . Date: 10-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0377

S T—

Type of problem:

Welding [1 Concrete [J Other

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

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

Procedural [J] Procedural [ Description: South Tower, Lift 1

Reference Description: Missed MT indications on South Tower, Lift 1, Skin A & B Pad Eyes

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 1, Skin A pad eyes, QA observed linear
indications at weld joints SSD1-SA159A/]-25 & SSD1-SA159A/1-28. ZPMC MT Technicians had previously
tested and accepted 10% of the pad eye welds. After QA found the linear indications, ZPMC QC personnel
Zhang Jiadi asked to cancel the request for QA inspection in order to perform 100% MT of remaining pad eyes.

Following ZPMC's testing and acceptance of 100% of the pad eye welds, QA performed MT and discovered
linear indications at weld joints SSD1-SA159A/]-24 & SSD1-SA178A/D-35.

SOHFH SDWNET,
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i
|
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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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 D1.5-2002 Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no

cracks.
Who discovered the problem:  Amit Juvekar
Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 09-09-2009, 10:45; Verbal
Name of Caltrans Engineer notified: ~ Scott Kennedy

Time and method of notification: 09-09-2009, 11:00; Verbal
QC Inspector's Name: Ken Zhang

Was QC Inspector aware of the problem: [1 Yes 4] 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.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

ﬁ'} TL-15,Quality Assurance -- Non-Conformance Repors Poga2af 2
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ZERMC ey, iy
Critical Welding Repair Report (CWR) , 0
AL y
R S A KhT HHEE | SSDISSAITBAD | e -
raject Name: Drawi . . * 35
SFOBB rawing No.: SIS Report No.:
&g .
Contract No.: A90IE0ES Rt — B ABI ] N i
v & 5 2 4y
MHER | Towerts) first liting| DT 4485 "
BIEHS ’ AT Skin AEB ring NOT Report No.:
Project No.: ZP06-787
RSB
Description of Welding Discontinulty: B

?ﬁﬁ‘“ﬁiﬂffﬁﬁ"f‘ﬁﬂ%ﬁﬁl’l‘%HMTEE‘EEE%E&:

AT - SSD1-SA159B/7-24, 25, 28

BMW: SSD1-SA17BA/D-35

Tower(S) first lifting, the cracks were found on three lifting ring on Skin A and one lifting o
n Skin B, weld ID : Skin A:S8D1-SA159B/J-24, 25,28, Skin B SSD1-5A17BA/D-35.

Liw v

#ER (Inspector) : Liu Ya B (Date) : 2009.09.12

MEE A RRER -
Draft of Welding Discontinuity:

|
= [ >
—cid .
Bew & e ’
“ Lt ,
SSD1-SAT7BAD: e |

ETTE I ST S 7
l ¢ e - ER
| P e T T
‘ AEs

i = < T 1 |
l 5 L= 5 (=] ) E": = . :‘,-L ]
———— i R ‘—m_ o -___} ———— |

SSD1-8A159B/J S8SD1- SA']SQA]J

t: WRAR RIS K. Remark: repair area in shadow,

This document ls APPROVED
nepasrmérﬁ"%@gﬁ?ﬁo ATION
Pursuant to Segtion ’{H IPZ the

Initial v Bl rp fa/es




FeEERA:
Cause:

T REEIMADT, KPR SER A % I L A R T 8y,

1. Moislure wasn't completely removed during drying operalion (prehealing) or
lhe area wasn't prehealed sufficiently.

EmrMaR|A {Fureman):&t;\fé'{;v" Bii (Date): e}. d—? i

Lsuly A
Disposition :
3. QC shall monitor and direct the welder and the grinder daing the repair operalion,
4 Preheat before gouging; the temperature shall be at least 65°C.
5.  Gouge the weld o remove identified defecls.
6. Joint details shall refer ta the approved WPS rapair.
7 Grind the gouged areas lo a smooth and shiny surface,
8. Verify with VT and MT 1o ensure no defects remain in the weld joint prior (o welding.
9, QC shall monitor all welding passes being deposited.
10.  QC shall ensure all slag has been removed prior the deposilion of next pass.
11.  Preheat and mainialn inlerpass temperalure control in accordance with the WPS.
i2. Blend the weld repaired areas into the adjacent weld or base melal by grinding.
13. Perform Vi, MT inspection o the repalred areas,

1. TEREEEP, QC HENEMESBTMIET,
2. BREZILFEETES, BERMET 65" C;

3. TR Pk,

4y GBSWSERTIIRE, WANER— EAUHTHEL RS, AR B3 W R OHE T E T ZHITEWPS);
3. I TRAIDITE R,

6. TEIERIFIREERERDT. B VT 30 MT SRt i = 2 51,
7. HREEED, QC FhREEFS,

By HEFNTEREN, QC RZRiFMAMMISES L,

9. 1R4E WPS $ T iRl 098 BT,

10, ITIER & IR G R R B 1,

11, VI MTHE SR,

This documant is APPROVED
Stals clc:aﬁg{gla
DEPARTMENT OF TRANSPORTATION
Pursuant o Seclion 5-1,02 of the

. Standard Specificalions
tnilial s=ie.  Dale: o Jisler

T % Zh T*“dm‘f}"' e B ,,7,5?,;1

Technical Engifeer: Approved By: Date:

#R787-QCP-900



(ZPMC"

REPORT OF MAGNETIC PARTICLE. EXAMINATION

g R Ui =)
REPORT NO. {445 T787-MT-6109 DATEH A 2009.08.27 PAGE OFTIR% 1A Revision No: 0
PROJECT NO. — CONTRACTOR: SALHEARS
THRE: H P
DRAWING NO. SSD1-SA159A/ BAJ CALTRANS CONTRACT NO.: 04-0120F4
ziR= THE 1st Lifting Tower(S) hHITREGS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HH MY B EBFHS W ER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT &% MANUFACTURER %3 7§ MODEL NO, B 5 SERIAL NO. #4455
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT _
Bk A st Bt .
PARTICLE TYPE Dry magnet powder YOKE SPACING yidng
k2o mm
gl THH YRR
MATERIAL TO BE Y WELDING £ I —
EXAMINED O CASTING g4 . AT09M-345T2-Z
B §i+ O FORGING #&if B A 90/10 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
% o e i)
WELD 1.D SSODATUTY e ACCEPT REJECT REMARK
.D. S
prpoyieey INDICATION TYPE IR e 1l HiE
5T G2t
-SA159B/J-
SSD1-SAT598 ACC. 10%MT
SSD1-SA159B/J-
05 ACC. 10%MT
SD1-SA159B/J-
® 28 ACC. 10%MT

AFTER T-CWR 235

BLANK

EXAMINED BYZ=

tb\ﬂfvﬂv

REVlez_D;Q(_ﬂ? » L/:?\\_

£ SIGN /| B DATE

\

’
Fu_Zhigiang 9 .‘/> _\‘)-{/?t ,..?‘?J
LEVEL-II SIGN%% | DAT Ei;v} LEVEL-Il  SIGN DA EE;UI

HitEH / QCM F P CUSTOMER Z

%<F SIGN / H i DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR RS
REPORT NO. i #48°% T787-MT-6118 DATER# 2009.09.27 PAGE OFT® 11 Revision No: 0
PROJECT NO. - CONTRACTOR: T
TRES: it
DRAWING NO. SSD1-SA178A/D CALTRANS CONTRACT NO.: 04-0120F4
z2f=M THE 1st Lifting Tower(S) M TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEHERET AR BEFEe BB ER B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
EQUIPMENT # % MANUFACTURER i 7§ MODEL NO. #R&S SERIAL NO. 8455
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT AL
b MR H -
{PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
B2R TR B4R A PR
MATERIAL TO BE VWELDING #:4 e —
EXAMINED O CASTING R A709M-345T2-2
RS O FORGING i &, B 45/10 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
BT REEH
WELD 1.D Sl i L ACCEPT REJECT REMARKS
.D. - MA
GTH IN
YR 5 INDICATION TYPE R e T i
ER FR
SS8D1- 0
SA178BA/D-35 ACC. 10%MT

AFTER T-CWR 235

BLANK

EXAMINED BY.E#

REVIEWED B

g 1 '\5 N ;
Fu Zhigian
LEVEL -1l SIGN ££& D TEEIJU]{ LB\JT

LEVEL-l  SIGN

BTS2 / QCM

R /*CUSTOMER

HH
C\“%g;ﬁ’ﬂ )

%+ SIGN/ A DATE

FF SIGN/ B 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, PRC Report No: NCS-000307
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  08-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0375

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:  07-Sep-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, Padeye weld SSD1-FASAS3-1A/E-14, QA
discovered two linear indications approximately 15 and 12mm in length. Thisweld was previously tested and
accepted by ZPMC NDT personnel.

Contractor's proposal to correct the problem:

Repair affected welds.

Corrective action taken:

Weld have been repaired and Non-Destructive Testing (NDT) documentation indicating a sound weld has been
submitted. 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 M T indications.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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