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-000413
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0387

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

Reference Description: Missed MT indication on South Tower, Lift 3, Diagonal Stiffener weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, C/D corner diagonal stiffener to skin plate weld
SSTL3-1C/K-95, QA discovered alinear indication of approximately 30 mm in length. Thisweld had been
previoudly tested and accepted by ZPMC Quality Control personnel.

South tower lift 3 C/D corner diagonal stiffener with skin plate.

g a%%% %W

South tower life 3 C/D cogfier diagonal stiffeener with skin plate
¥ weld no. SSTL3-1 .

. Limear Indication
Approximate length 30mm

Llne‘ar indication

(i

: 3. P
09:18 16:56:02 20“09210921‘8 16:54:55

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: Liu Cheng

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

Time and method of notification: 9/18/2009, 17:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/21/2009, 8:00; Verba

QC Ingpector's Name: Zhang Jiadi

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: 21-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: 05.03.06-000375
Subject: NCR No. ZPMC-0387

Reference Description:  Missed Indication (MT) / South Shaft Lift 3/ Diagonal Stiffener 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: 03
Remarks:
During Magnetic Particle Testing (MT) of South Tower, Lift 3, C/D corner diagonal stiffener to skin plate weld SSTL3-1C/K-95, QA
discovered alinear indication of approximately 30 mm in length. This weld had been previously tested and accepted by ZPMC Quality
Control 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 indication
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 deficiency has been brought into compliance with the contract requirements. Additionally address the probable
causes for the indication 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, ZPMC-383, ZPMC-0384 and ZPMC-0386 related
to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer

ol " 05.03.06-000375,NCT
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NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0387

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

05.03.06-000375,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 Docurnent Ho.: ABF-HPR-00375 Rev: 00
Ref: 05.03.06-000375

Subject  NCR Mo, ZPmMC0357

Contractor's Proposed Resolution:

Reference Resolution: ARF N QCH hazimplemented training with ZPMC to improve the guality of ingpedionz. [0 addition, ABFJY has
committedto perforn overchecks in both the Tower and 0BG,

ABRF Y QT has implemented training with ZPMC to improve the gquality of ingpedions.  ABF )Y il provide docum entation shawing
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.

Pleass zee aftached documentation showng repair snd acceptable NDT resultz ofthe missed indicstion. ZPMC reguests dosure ofthis NCR.

Subrritted by
Atachment(s): AEF NPR-O00375RO0;

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

The propozal iz accepable. However, the Depatmert will conasider dosure of this NCRE (ZPMC-387) once all the training documents are
aubmitted and resviewned.

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

Fapelafi
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No. T-065

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-10-15
REGARDING: NCR-000413(ZPMC-0387)

ZPMC received NCR-000413(ZPMC-0387), it mentioned that CT inspector discovered
an approximately 30mm length linear indication on Lift 3 South Tower corner diagonal
stiffener to skin plate weld, which was previously tested and accepted by ZPMC. The
relational weld was SSTL3-1C/K-95.

ZPMC acknowledged this problem, and already put forward T-CWR253 to repair it. As
a result, ZPMC had removed the indication and repaired it, then finally performed
re-inspection by MT. Also this weld was re-inspected and accepted by CT inspector. In order
to avoid such problem occurs again ZPMC will perform NDT work according to related
procedures strictly, and enhance QC be more responsible. Here attached the CWR and MT
Reporis to prove the weld is perfect after repairing.

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

ATTACHMENT:
NCR-000413(ZPMC-0387)
T-CWR253
T787-MT-5913R1

thong [wils
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‘,.' ' i, DEPARTMENT OF TRANSPORTATION - Disirict 4 Toll Bridge
{' 333 Burma Road

b Oakland CA 94607
lbrons Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 21-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: 05.03.06-000375
Subject: NCR No. ZPMC-0387 '

Reference Description:  Missed Indication (MT) / South Shaft Lift 3 / Diagonal Stiffener Weld

The attached Non-Conformance Repart 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.
N Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
During Magnetic Particle Testing (MT) of South Tower, Lift 3, C/D comer diagone] stiffener to skin plate weld SSTL3-1C/K-95, QA
discovered a linear indication of approximately 30 mm in length. This weld had been previously tested and accepted by ZPMC Quality

Control 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 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 ne 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 indication
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 Contrel non-conformance, address the material/workmanship for the identified non-conformance including
documentation that the deficiency has been brought into compliance with the contract requirements. Additionally address the probable

causes for the indication and 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, ZPMC-0359,

ZPMC-0371, ZPMC-0372, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377, ZPMC-383, ZPMC-0384 and ZPMC-0386 related

to Tower.

Transmitted by: Scott Kennedy Sr. Bridge Engineer

N2, os.03.06-000375.NCT Blgs Lafid
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NCT

( Continued Page 2 of 7 }

Attachments: ZPM(C-0387

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

R ovs03.06.000375NCT
=2 Page 2 of 2



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

DEPARTMENT OF TRANSPORTATION Pt
DIVISION OF ENGINEERING SERVICES (; i
Office of Structural Malerials o

Quality Assurance and Source Inspection \\_ e
Contract #: 04-0120F4
Bay Area Branch ‘
690 Walnut Ave.SL. 150 Cty: SF/ALARte: 80 PM: 13.5713.9
Valiejo, CA 94582-1133 File #: 69.25B
(707) 649-5453 ==
(707) 649-5493 =
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000413
" Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 21-Sep-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0387

Type of problem:

Welding [] Concrete [ Other

Welding L1 Curing L] Procedural [0  Bridge No: 34-0006
Joint fit-up [ Coating [J Other Component: South Tower

Procedural [ Procedural [ Description: South Tower, Lift 3

Reference Description: Missed MT indication on South Tower, Lift 3, Diagonal Stiffener weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, C/D comer diagonal stiffener to skin plate weld
SSTL3-1C/K-95, QA discovered a linear indication of approximately 30 mm in length. This weld had been
iously tested and accepted by ZPMC

prev

=

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: Liu Cheng

m TL-13,Cuality Assurance -- Non-Conformance Report P Lo 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 2 }

Time and method of notification: 9/18/2009, 17:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and methed of notification: 9/21/2009, 8:00; Verbal v
QC Inspector's Name: Zhang Jiadi
Was QC Inspector awzre of the problem: O Yes 4] Ne

Contractor's propesal to correct the probiem:

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or {it 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

'EZ.. TL-15.0uality Assurance -- Non-Conformance Report Page 2 of 2



ﬁr:

P.ev._ No.:

s dimamar

fa

Froma o

e}

- ;
— Critical Weldmg Repanr Report (CWR) 0
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{ ) i
? e
o 04-0120F4
onirac 0.2 A £z Towe|S) 3" iftinc NDT dR&zen
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o Item Name. CD angle NDT Report No,:
. TE#S 5
i Projecf No.: OB

RGPS
Description of Welding Discontinuity:
TEHMOSTLI-1C/K-BE R T, it A B B

WelderIDNo. (R T4 ): 070478 Position:(f § ).

One line indicalion was found by use of MT on SSTL3-1C/K-5,

: Wad e
@R (Inspector) : Wa Wei

B#i (Date) : 2005.09.18

AR R
Draft of Welding Discontinuity:

(O ——

WELD NUMBER: SS'-ILd l(flv-‘)u .
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© Cause: ’

T KBRS AR Fe A 0 R S A R AR 65

}
|
i 1. Maisiure wssn't complelely removed during drying cperation (prehesting) or
the arez wasn't preheated sufficiently. ;
i
: .
E
i
ZEARA {Foreman):z,h}fﬁy—im' B (Date): :7 u;“ 7
LhFTTE I,

Disposition :

1. QiC shall monitor and direct the welder and lhe grinder doing the repair operation.
2. Preheat before gouging: the terperature shall be at least 5°C.
3. Gouge the weld to remove identified defects,
4. Joini delails shali refer la the approved WPS repair,
5. Grind the gouged areas 1o 2 smooih and shiny surface.
6. Verify with VT and MT to ensure no defests remain in the weld joint prior lo welding.
7.QC shall monitor all welding passes being deposited.
8.QC shall ensure zll slag has been ramoyed prior the deposilion of next pass,
8. Preheat and maintain interpass temperature controf in zccordance with the WPS.
10. Blend the weld repaired areas inlo the adjacent weld or base melal by grinding.
1. Perferm VT, MT and UT NDT inspection to the repaired araas.

.

1. B G, QC Mg ST T,

o RERNZ AT ATSEET R, SR A 650 C;

3. TEME R,

ISR RIRE, GAES — RSB, RSSO RN ES T IE0E H 2995 T SRR (WPS),
5. WIS : i '
6. EMEFIFREE SR, A VT i MT BRI AR,
T fEREEEED, QU miAREERIm .

8. {ERATINREN, Qc FEE IR (B B sk 2,
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#R787-QCP-300 This documen is APPROVED
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: Critical Welding Repair Re port (CWR) l 0 '
T RRER T ] . |
£ w5 TR T i
i ) AR Hr | SSTL3-1CIK i T-CWR |
Project Nama: SFOBE Drawing No.: | | Report No.: -CWR253 ]
! HEE
3 04-0120F4
i Contract No.: s, —
an i Tower{S} 3™ lifting RebinE
_ HitE RS Eramsors
o ey ltem Name- CD angle NDOT Report No.:
AEa% ZP0B-787 :
[ Project No.: i )
: - i
i ELEfRE: ;
f Corrective Action to Prevent Re-occurrence: ;‘
: LR AR, QCH{IAF 548 Tk EAMR ARG _a“iffffri':{i'. i
' 1. QC shall verdfy sufficient preheat has been applied, fo remove moisiure, priar {o welding. ’
: EEATA {Foreman): Y%LE/; B (Date): vg. 07, rjf’r
S WPS-345-SMAW-3 " T
5 B [ TPSE G(3F)-Repair I"c‘.‘ﬁ 2hagh Timstef
chazr WPE No.: WPS-345-SMAW-2 Technologist; o¥
G(2F)-Repair )43,
B CERD WEMAEF I 8 B R ' ;
Preheat Temperature Description 5 1
Befere Gouging: 8 NA of Discontinujty: 0% éﬁn@, ¢
AT AR B
i Inspection U‘T M]- Preheat Temperature ©
{ Before Welding: A Before Welding: 209 C
R R
Max. Depth of Gouge: N/’;]‘ Total Length af Gouge: f\.l/&
= 3 ) ' .
AT §<£> ‘ﬁgﬁ:ﬂ% B & 3
- ‘{:, " -pn M
Weldar: ko / | Type: Qiugw | Position:
T
AR BRELE 1B p g
Current: { E_D [4. Voltage: —y{,LL( %/ - | Speed:
BEEE®HE
Inspection After Repair:
Pt BER _ 2

VT Result: Vi s Inspector: ot ~7 |Date:
T i ;i /g U\-N:f ; I 4

NOTH o A R ' B 8

NDT Result: M-'f/ﬂf/t MNDT Persan: )(V/’la—l' Date:

RAE -
Witness/Review:

&

Remark :
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REPORT OF MAGNETIC PARTICLE EXAMINATION

ek s 0
REPORT NO. #4455 T787-MT-5013R1 DATEH i 2009.09.30 PAGE OFH 1M Revision No; 0
PROJECT NO. S CONTRACTOR: P —
THEES: i
DRAWING NO. SSTL3-1B/K, CIK, DIK, F/K,G/K, HiiK, I ok |CALTRANS CONTRACT NO.: —
01
He: Tower(S) 3rd lifting CD angle MM ITRES b
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ARG R EF4E BEEHEZM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
REQU]PMENT W MANUFACTURER 37 MODEL NO: #X8 SERIAL NO. #4458
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
Mk R B
PARTICLE TYPE " Dry magnet powder YOKE SPACING ——
e ] FREM RS mm
[MATERIAL TO BE v WELDING #4544 e S AT09M-345T2-Z/A709M-HPS-
1
EXAMINED O CASTING %4 485WT2-Z
e O FORGING 4&ift B, LA 45/38/75mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
HEHE pubsEagi]
WELD 1.D Lol el ACCEPT REJECT MARK
D. RE s
k5% INDICATION Type  [ENGTRNT O 1tk ik
RN E<$1¢)
SSTL3-1C/K-95 1R1 ACC. excavation

AFTER T - CWR 253

BLANK

EXAMINED BY 4§
Xu Hai

Y e,

LEVEL-Il SIGN%% / DATERM

o. <9 Jo

IREVIEWED BY 7
Wisrt, Wob

LEVEL-l  SIGN

J | DATEHM

0‘7‘_ °7~ }J

Mifit£E / QoM

Zl/l' ]I‘("ﬁf" 'A Lila, .

Lga?_ q%{)

% SIGN/ B} DATE

Fl/*CUSTOMER

£F SIGN / Hl DATE

(FORM# ZPQC-MTO01)




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

T CALTRANS - SAS Superstrcture Datet  10-Hov-2009

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

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

Resident Engineer Document Ho.: ABF-HPRAOD0375 Revw: 01
Ref: 05,03 06-000375

Subject  NCR Mo, ZPmMC0357

Contractor's Proposed Resolution:

Reference Resolution: Aftached iz the documentation of training of ZPMC QC's MT technidans by ABF s QCM. ZPMC requests
closure ofthis MCR.

Aftached is the documentation oftraining of ZPMC QC's MT technicians by ABF Vs QCM. ZPMC requests dosure ofthiz NCR.

Subrritted by
Atachment(s): AEF NPR-O00375R01;

Caltrans’ comments: Status: CLO
Dates 10002009

Basad on the traing document submitted, the Depatment concurs that Mon-confarmance ZPMC-387 iz clozed.

Submitted by Les, Ken Dates 104 ow-2009
Attachment(s):

s

Fape lafi



(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-000310
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  20-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0387

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:  21-Sep-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of South Tower, Lift 3, C/D corner diagona stiffener to skin plate weld
SSTL3-1C/K-95, QA discovered alinear indication of approximately 30 mm in length. Thisweld had been
previoudly tested and accepted by ZPMC Quality Control personnel.

Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

Weld has 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, 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. In addition, ABFJV is performing weld
over-checks. Thiswill serve two purposes, first to monitor if the training is effective at reducing the number of
missed indications and second, to ensure missed indications are prevented.

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
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