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-000410
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # zZPMC-0384

Type of problem:

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

Procedural [ Procedural [ Description: East Tower, Lift 2

Reference Description: Missed MT indications on East Tower, Lift 2 cowling plate weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of East Shaft, Lift 2 cowling plate, QA discovered eight (8) linear
indications at weld joint ESD1-SA300B/F-6. Thisweld was previously tested and accepted by ZPMC MT
Technicians.

‘East Shaft, Litt\2, Cowling Plate.
ESD1-S 300BI&6

Linear Indicat“ioﬁ‘s >
All over the weld
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

East Shaft, Lift 2.
ESD1-SA300B/F-6.
i

09:15-09 . 16:30 oy 09-15-09  16:30

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 M T in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Amit K. Juvekar

Name of individual from Contractor notified: Khang Xiong

Time and method of notification: 9/15/09, 16:45; Verba

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/17/09, 14:00; Verba

QC Inspector's Name: Li Xiu Yang

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
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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: 18-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: 05.03.06-000372
Subject: NCR No. ZPMC-0384

Reference Description:  Missed Indications (MT) / East Shaft Lift 2/ Cowling Plate Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During Magnetic Particle Testing (MT) of East Shaft, Lift 2 cowling plate, QA discovered eight (8) linear indications at weld joint
ESD1-SA300B/F-6. Thisweld was previously tested and accepted by ZPMC MT Technicians.

Specia 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.

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, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377 and ZPM C-0383 related to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0384

H..,,.,w" 05.03.06-000372,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000372,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge FL U O R _ P.O. BOY 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (5107022 9-0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Datect  16-Oct-2009

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

Okland G Begll 04-5F 80-13.2 /139
Attention: Pursell, Gary Job Hame: SA% Superdrudure

Resident Enginesr Documnent Ho.: ABF-HPR-000381 Rev: 00
Ref: 05.03.06-000372

Subject  NCR Mo, ZPmMC03554

Contractor's Proposed Resolution:

Reference Resolution: ARF MV QCH hazimplemented training with ZPMC to improve the guality of inspedions.  28F IV will provide
documentation showing attendance by ZPMC QC inspectors and the subjed of training.

ABRF Y QT has implemented training with ZPMC 1o improve the guality of inspedions.  ABF JY il provide docum entation showng
attendance by ZFPMC QT inspedors and the subject of training. Topics to be covered during the instruction are: inspedion of equipment priar
to u=e, proper conditions for inspection, proper technigue for MT, and UT . In addition, 2ABFJV has committedto perform overchecks in both
the Tower and OBG. This will s2rve two purposes, fikst to monitar if the training is effedtive at reducing the number of missed indications and
zecond to ensure mizsed indications are prevented.

Documertation of repairs and subseguent NDT specific to this repot will be transmitted through Daily Welding Bepotts and will be available in
the documentation data basze. Based on this cowrse of action, ZPMC iz requesting that this proposed resoluion be approved with adion
pending. Once training records ane available to ke transmitted, ZPMC will regues closwre ofthiz NCR.

Subrritted by
Atachment(s): AFF NPR-000381R00

Caltrans’ comments: Status: REJ
Dates 18-0ct-2009

Ewen though the courze of adion iz acceptable, the depatment will not consider clozwe ofthiz NCR (ZPMC 03547 urtil all the repair
documents and traning documents are subm itted and resveved.

Submitted by Lee, Ken Dates 18-0c-2009
Attachment(s):

Fapelafi



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  20-Hou-2009

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

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

Resident Engineer Docunent Ho.: ABF-HPRO00381 Rev: 01
Ref: 05.03 05-000372

Subject  NCR Mo, ZPmMC03554

Contractor's Proposed Resolution:

Reference Resolution: IPMC has com pleted repairs azsodated with the non conformance and iz providing sweld repair repots and NDT
documentation to showthe soundness afthe weld. ZPMC requests dosure ofthis MCR.

IPMC has con pleted repairs assodated with the non conformance and iz providing weld repair repots snd NDT docun ertation to showthe
soundness of the weld. ZPMC requests dosure of this MCR.

Subrritted by
Atachment(s): AEF NPR-O00351R01;

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

Basad on the course of adion described in ABF-MP RE-00031 R0 and the attched evidence of the acceptability of the welds and the training
document, the Department concursthat Mon-conformance ZPMC 0354 iz dosed.

Submitted bye Les, Ken Date: 10Dec-2009
Attachment(s):

s
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(ZPMC] | No. T-081
LETTER OF RESPONSE -

TO: American Bridge/Flour JV '
DATE: 2009-11-20
REGARDING: NCR-000410 (ZPMC-0384)

ZPMC received NCR-000410 (ZPMC-0384) , it mentioned that during MT of east
tower lift 2 cowling plate, CT discovered 8linear indications at weld joint
ESD1-SA300B/F-6. This weld was previously tested and accepted by ZPMC MT
technicians.

About this situation we ZPMC at the first time issued the CWR, and did the repair
work then give the notification to the CT people to confirm no problem on the welds.

As far as T am concerned ,CT should close this NCR.

ATTACHMENT:

NCR-000410 (ZPMC-0384)

NOTIFICATION: 4357

REPORT OF MAGNETIC PARTICLE: T787-MT-6174R1
CWR:T-CWR315



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

Cirfironis Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL T
To: AMERICAN BRIDGE/FLUOR, A IV Date: 18-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. Thomad Nilsson Project/Fabrication Manager Document No: 05.03.06-000372
Subject: NCR Neo. ZPMC-0384

Reference Description:  Missed Indications (MT) / East Shafi Lift 2/ Cowling Plate 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:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved,
Material Location: Tower o Lift: 02
Remarks:
During Magnetic Particle Testing (MT) of East Shaft, Lifi 2 cowling plate, QA discovered eight (8) linear indications al weld joint
ESD1-SA300B/F-6. This weld was previously tested and accepied by ZPMC MT Technicians.
Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor shall
perform inspection and testing of each weld 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 eracks.
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. 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 occumences.

Recent failures by Quality Control to identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPMC-0359,
ZPMC-0371, ZPMC-0372, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377 and ZPMC-0383 related to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0384

2 05.03.06-000372.NCT Poge 1 of 2
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( Continued Page 2 of 2 )

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

K/ 05.03.06-000372.8CT Paoge 2 of 2



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

DEFARTMENT OF TRANSPORTATION iy
DIVISION OF ENGINEERING SERVICES o dt%
Office of Structural Materials b T

Quality Assurance and Source Inspection Vi

Contract # 04-0120F4 =
Bay Area Branch —ll]

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 945921133  Bile 4

(707) 649-6453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC ) Report No: NCR-000410
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 15-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0384

— =

Type of problem:

Welding [J Concrete [J Other

Welding [J Curing [ Procedural [J  Bridge No: 34-0006
Joint fit-up [] Coating [J Other Component: East Tower

Procedural [] Procedural [J Description: East Tower, Lift 2
Reference Description: Missed MT indications on East Tower, Lift 2 cowling plate weld
Description of Non-Conformance: ’
During Magnetic Particle Testing (MT) of East Shaft, Lift 2 cowling plate, QA discovered eight (8) linear
indications at weld joint ESD1-SA300B/F-6. This weld was previously tested and accepted by ZPMC MT
Technicians.

" ESD1 -SA300B/F:6.

.

Livear ingdications,

ﬁz TL-15,Quality Assurance - Non-Conformance Report Bz | of 3
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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 D1.5-2002, Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Amit K. Juvekar

Name of individual from Contractor notified: Khang Xiong
Time and method of notification: 9/ 15/09, 16:45; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/ 17/09, 14:00; Verbal

QC Inspector's Name: Li Xiu Yang

Was QC Inspector aware of the problem: [ 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

—'V TL-15,Quality Assurance -- Non-Conformance Report Paga 2 of 2
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Description of Welding Discontinuity:
FEXTESD1-SA300B/F-61 e, RISAL MBL. L1=170mm

Welder ID No. (£ T 5): 067460

Five longitudinal cracks were found by use of MT on ESD1

L2=80mm

Position:(f #): 26

-SA300B/F-6.
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L3=40mm L4=100mm L5=25mm
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R®ERA (Inspector) : Cal Xinxin H¥#i (Date) : 2009.10.01

RERBNETER :

Draft of Welding Discontinuity:
This document is APPROVED
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0 sn't cemglelely removed during drying operzlion (prehezting; ar
he srea wezsn't preheaied sufiiciently

¥ -

1 ! .
‘ LR SN (Foreman):Li b\m;(}ug\){\‘ F# (Date): 0?‘ IU,O )

Disposi'tion j

1 QC shall manitor and direct the welder and the grinder doing the repair operation.
2.Preheat before gouging; the temperature shall be zt leasi 65°C.
3. Gouge the weld to remove identified defects,
4. Joinl details shall refer {o the approved WPS fepair.
5. Grind the gouged areas tc a smooth and shiny surface.
6. Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.
7.QC shal monitor 2ll welding passes being deposited.
8.QC shall ensure 2!l slag has been removed prior the deposition of next pass.
9. Preheat and maintain interpass temperature conirol in 2ccordance 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 to the repaired areas.

10. :I‘or“‘“‘x A g,
M. VT MT#

Le ) Wi /’“7%*4&4 [o-1

Technical Engineer: [-" )’/"j Approved 8y: Lemerl o, Li.,  Date:
#R787-QCP-900 T

This dccu;n=nl is flfPt ROVED
o
DEPARTAENT OF TR/ NBBORTATION
Pursuant to Section 5-1,02 of thr

Standard Spzcifications
infiizl s Dale’ | fo-
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Corrective Action to Prevent Re-occurrence:
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1. QC shall verify sufficient preheal has been appiied, to remeve moisture, prior to welding

AT A (Foreman)'

i Shiqun

WPS 345 FCAW-1

G (1F} -Repair

WPS-345-FCAW-2
L M WPSE & G (2F} -Repair
Repair WPS No.: WPS-345-5MAW-1

G(1F)-Repair

WPS-345-SMAW.-2
) G(QF)-Rep_air

Al -
)

B R
Preheat Temperature
Before Gouging:

£ 403 2
Inspection
Before Welding:

8RB R
Max. Depth of Gouge:

mr REER

Before Welding:
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Technologist:

B R Y
Description
of Disccntinuity:

B iR I
Preheat Temperature

Total Length of Gouge:

b Welding uJ LJX}"'

Welder: 0400 |v Type: S‘M Posmon:

y2) ) s A B g .
Current: i,'ugrﬁ; . Voltage: 24 | Speed: [1zZ

B A

Inspection After Repair:

Gh Ay (L A

VT Resulit: VTA Inspector:
NDT L # BTN

NDT Result: An]BN NDT Person:
FEEG

Witness/Review:

%
Remark :

#R787-QCP-900
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pT T EEFORT O MREEETIC @ oh R B 3 i
, B miE e
?REPORT NO. RELE T7E7-M7-517¢ %DATEE#,E. 2008.10.01 IF-.L'\GE CFRE 1/4 i'r'aevision Mo: @ 5
PROJECT NG, T e e R RACTOR T T T T e e - e s 8
ZPOB-7&T CALTRANS F
TEES: e B P i
DRAWING NO. ESD1-SA3008/F CALTRANS CONTRACT NO.: I 5
EE: 7 2nd lifting Tower(E} MMITREEE . ' :
REFERENCING CODE ACCEPTAHCE STANDART |PROCEDURE NO. CALIBRATION DUE DATE
2EHRERHE - BERIFE BRF4E { B EE R
AWS [1.5-2002 AWS D1.5-2002 ZPQC-MT-01 |Dec. 2857 2000 .
EQUIPMENT #4% MANUFACTURER #li& % MODEL NO, B2 8 “ISERIAL MO. EEHE
MT YOKE PARKER B3108 5620 5395 5617
MAGNETIZING METHOD « Continuous magnetic yoke |CURREMT P
B A BT B
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150mm
e m
i At Fr#® RAEEE .
MATERIAL TO BE Y WELDING # ¥4
- Material & thicknes ATOOM-345T2.2
EXAMINED O CASTING &4 alerial & fhickness L
BRHE O FORGING &% B, B 50/90 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT/BUTT
AT g ] o
3 DISEONTINGITY TRt ACCEPT REJECT REMARKS
WELD 1.D. AR
rangten INDICATION TYPE LE“GEE'N Bk S . el
8o ot
ESD1-SA300B/F-6 1 longitudinal crack 170 REJ. Y=30
2 longitudinal crack 90 REJ. Y=350
3 longiludinal crack 40 REJ. Y=500
4 longitudinal crack 100 REJ. Y=700
5 longitudinal crack 25 REJ. Y=10
ESD1-SA300B/F-
o1 ACC. 100%MT
ESD1-SA300B/F-
¥ ACC. 100%MT
ESD1-SA300B/F-
BLANK
EXAMINED BYEH T REVIEWED BY 8% | |
Cai Xinxin (a) X1 1 ¥in L 2 Wan) wihe o6yo s
LEVEL-Il SIGN%&#% | DATEE#: LEVELNl  SIGN | DATEEH
JEREE / QCM [ BFCUSTOMER
b/fz/!{ﬁ Cpiady .
EF SIGN / B IE DATE ron | B2 SIGN/ EJE DATE
Sl s 0 ] e L JEF SIGNTER

(FORM# ZPQC WL

U TR WS

T S 4 W S e SN T



(ZBMCS)

REPORT OF MAGNETIC PARTICLE EXAMINATION

(FORM# ZPQC-MT01)

RO B 5
REPORT NO. R & 45€ T787-MT-6174R1 DATEBA#1 2009.11.13 PAGE OFTH 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THES: B P
DRAWING NO. ESD1-SA300B/F CALTRANS CONTRACT NO.: T
me. 2nd lifting Tower(E) mMHIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2XHEBED E: L2 BrEe i K TEH 20
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #% MANUFACTURER #i3& 7§ MODEL NO. #:#% SERIAL NO. 448
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD 4 Continuous magnetic yoke |CURRENT AC
Bt E Bm Gavd
IPARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R 2R T g M
MATERIAL TO BE vV WELDING ##4:
ial & thick AT09M-345T2-Z
EXAMINED O CASTING &kt Material & thickness 34
7 O FORGING 3% 4, JRHE 50/90 mm
" [WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT/BUTT
HENE Pt 2oty
WELD I.D DISCONTINUIT YR skis ACCEPT REJECT REMARKS
e INDICATION TYPE R B il i
. = EFil)
ESD1-SA300B/F-6 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
AFTER T-CWR315
BLANK
EXAMINED BYE# [REVIEWED BY fﬁﬁm )D
Cai Xinxin oy Al X) > ”‘\; 2 Nj\iw\ a)
LEVEL-1l SIGN 4% |/ DATER ) LEVEL-H  SIGN ! DATEHN .t '}
Hit&®m /acm o HFACUSTOMER
l’t‘"ﬂ 110 ¢y
% SIGN/ A W DATE il J®T SIGN/ B DATE )
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(AB) 87 k1 UOR,

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Refresher Training:  Several CT NCR’s for missed MT indications

1. Safety
a. Safety Glasses
b.  Gloves (if required)
c. Knee Pads
d. Electrical shock
2. Tools
a. Lighting
b. MT Powder. Red for ambient,  Yellow for High Temperature.
c. Powder Bulb
d. Powder Blower
e. MT Yoke condition
3. Inspection Techniques
Lighting
Position of body (distance of eyes to the weld surface)
Application of Powder

Continuous method
Two directions
Both sides of weld

e ae o
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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-000341
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0384

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:  15-Sep-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of East Shaft, Lift 2 cowling plate, QA discovered eight (8) linear
indications at weld joint ESD1-SA300B/F-6. Thisweld was previously tested and accepted by ZPMC MT
Technicians.

Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

The affected weld has been repaired and NDT reports indicating a sound weld have been submitted. To
resolve the recurring failure for QC to detect MT indications, ABFJV QCM has implemented training with
ZPMC to improve quality of inspectors. Topics include: inspection of equipment prior to use, proper
conditions for inspection, proper technique for MT & UT.

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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