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

Bay Area Branch

Contract # 04-0120F4

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

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Report No: NCR-000416
Date: 21-Sep-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0390

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 3

Reference Description: Missed MT indications at East Tower, Lift 3, Diagonal Stiffener weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of East Tower, Lift 3, CD corner diagonal stiffener weld
ESTL3-4B/K-77, QA discovered one 10 mm linear indication and one 40 mm intermittent linear indication.
Undercut of up to 2.5 mm in depth was also observed at weld ESTL 3-4B/K-78 between the 99 m and 102.5 m
Diaphragms. These welds have been previously tested and accepted by ZPMC Quallty Control Personnel.

09/20/2009 2112

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."

AWS D1.5-2002, Section 6.26.1.5 - “In primary members, undercut shall be no more than 0.25mm deep when
the weld istransverse to tensile stress under any design loading condition. Undercut shall be no more than

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

1mm deep for all other cases.”

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Zhang Qin Jiang
Time and method of notification: 9/20/2009, 21:30; Verbd

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/21/2009, 12:00; Verbd

QC Inspector's Name: Peng Guo

Was QC Inspector awar e of the problem: [] Yeslvl 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.

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

N7 TL-15Quality 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: 05.03.06-000378
Subject: NCR No. ZPMC-0390

Reference Description:  Missed Indications (MT) & Undercut (VT) / East 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 East Tower, Lift 3, CD corner diagona stiffener weld
ESTL3-4B/K-77, QA discovered one 10 mm linear indication and one 40 mm intermittent linear indication. Undercut of up to 2.5 mm
in depth was also observed at weld ESTL 3-4B/K-78 between the 99 m and 102.5 m Diaphragms. These welds have been previously
tested and accepted by ZPMC Quality Control Personnel.

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."
AWS D1.5-2002, Section 6.26.1.5 - “In primary members, undercut shall be no more than 0.25mm deep when the weld is transverse to
tensile stress under any design loading condition. Undercut shall be no more than 1mm deep for al other cases.”

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 and the undercut during visual inspection 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, ZPM C-0377, ZPM C-383, ZPMC-0384, ZPMC 0386, ZPMC-0387,
ZPMC-0388 and ZPM C-0389 related to Tower.

ol " 05.03.06-000378,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0390

ccC: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
Filee 05.03.06

05.03.06-000378,NCT Page 2 of 2



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-000385 Rev: 00
Ref: 05.03.06-000375

Subject  NCR Mo, ZPmC0330

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-000385R00

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 03900 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

T CALTRANS - SAS Superstrcture Datedt 24 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-HPRO00385 Rev: 01
Ref: 05,03 05-000375

Subject  NCR Mo, ZPmC0330

Contractor's Proposed Resolution:

Reference Resolution: Atached iz documentation ofthe repair of the mizzed indications and subsequent MDT.  ZPMC requests dosure
ofthiz MCR.

Aftached i= documentation of the regair of the miszed indicat ons and subsequent MDT. The MDT documentation showsthat the weld is
acceptable. ABFJY'= QCM has conducted training with ZPMC's MT inspedars and has presously submitted the training agenda and signin
sheet to the Department for verification to showthe steps ABF JY iztaking to addrezzthe missed indicationsz. In addition, ABFJY has
implemented MDT verification of welds to ensure that welds are acceptable prior to being inspeded by the Endgineer. On September 24, 2009
an exploration by A8F N, ZPMC and the Depatment found that thess indcations were slag or porozities which were the result of ineuficient
intetpass cleaning. ABF JY has reminded ZPMC of the importance of interpass cleaning of the welds and ZPMC acknowedges that interpass
cdeaning must be 5 focus. Based onthess adions and the attached documerntstion, ZPMC requests dosure ofthis MCR.

Subrritted by
Atachment(s): AEF NPR-O00355R01;

Caltrans’ comments: Status: CLO
Date: 10D ec-2000
The propozed resolution iz acceptable. The Department concurs that Mon-conform snce ZP MC 0390 s dosad.

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

Fape lafi
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No. T-089

LETTER OF RESPONSE

TO: American Bridge/Flour IV
DATE: 2009-11-24
REGARDING: NCR-000416 (ZPMC-0390)

We ZPMC acknowledge this problem , About this situation we ZPMC at the first
time issued the relative reports to do the repair work, when we finished the repair
work ,the CT people confirmed that ,and accepted all the welds about the C/D corner
diagonal stiffener. And Green tag was on the C/D corner diagonal stiffener.

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

ATTACHMENT:

NCR-000416 (ZPMC-0390)

CWR: T-CWR277

REPORT OF MAGNETIC PARTICLE: T787-MT-5946R1,T787-MT-701 1;
T787-MT-7012

WR: T-WR2727,T-WR2728



333 Burma Road

/' Al DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
\. Oakland CA 94607

s o Tel: Faxu:
NON-CONFORMANCE REEQRT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 21-Sep-2009

375 BURMA ROAD

OAKLAND CA 93607 Contract No: 04-0120F4

; 5 04-5F-80-13.2/13.9

Denr: Mr. Char]::s Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000378
Subject: NCR No. ZPMC-0390

Reference Description:  Missed Indications (MT) & Undereut (VT) / Enst Shafi Lifi 3 / Diagonal Stiffencr Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with 2 requirement of the contract document as
indicated below:

Material or Workmanship not in conformance with contract documents.

Quality Control (QC) not performed in eonformance with contract documents.

O Recurring QC issuc that constitutes a systematic problem in quality control.

i Non-Conformance Resolved,
Materizl Location: Tower Lift: 03

Remarls:
During Magnetic Particle Testing (MT) of East Tawer, Lift 3, CD comer diagonal stiffencr weld
ESTL3-4B/K-77, QA discovered one @ lineer indication and onef40 mnﬂinlcmincnl linear indication. Undercut ofup o 1.5 mm
in depth was also observed ot weld ESTL3-4B/K-78 bherween the 99 m and 102.5 m Diophragms. These welds have been previously
L ————
tested and accepted by ZPMC Quality Control Personnel.,

Specinl Provisions Section 8.3 - “Quelity Control (QC) shall be the responsibility of the Contractor, Asa minimum, the Contractor shall
perform inspection and testing of each weld joint prier to welding, during welding, and after welding as specified in this section and 1o
ensure that materials and workmanship corform 1o the requirements of the eontract documents.”
AWS D1,5-2002, Section 6.26.2 — “Welds that ore subject to MT in addition (o visup] inspection shall have no cracks."
AWS D1.5-2002, Section 6.26.1.5 - “In primary members, undercut shall be no more than 0.25mm deep when the weld is transverse ta
tensile stress under any design loading condition. Undercut shall be 1no more than 1mm deep for all other cages,™

Action Required and/or Action Taken:
Propose a resolution for this systematic non-con formance that addresses the failure of Quality Control to identify the linear indications
during magnetic particle testing of the welds and the undercut during visual inspection of the welds. Pravide documentation of the

stepsfaclions taken by the Quality Caontral Manager to prevent future occurrences.

In addition 1o flie Quality Control non-conformance, nddress the mn!erinllwurkmanship for the identified non-conformance including
documentation that the deficicncies have been brought into compliance with the contract requiremenls. Addilionally address {he

probable causes for the indications and the actions that will be taken to limit future occurrences,
Recent foilures by Quality Control to identify lincar indications (MT) have resulied 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, ZPMC 0386, ZPMC-0387,
ZPMC-0388 and ZPMC-0389 related to Tower,

¢ 05.03.06- 8
'  oses.06.0003788CT A Page lof 2
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NCT -

{ Continued Page 2 of 2 )

Transmitted by:  Scoul Kennedy Sr. Bridge Engincer
Attachments: ZPMC-0390

cc:  Rick Momow, Gary Pursell, Mark Woods, Doug Coc
File: 05.03.06

= R —
N 050305000378 NCT Pogelof 2



STATE OF GALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arneld Schwarzenegger, Governor

DEPARTIENT OF TRANSEORTATION 5
DIVISION OF ENGINEERING SERVICES s
Office of Slruclural Materials i",? .-"’.';

Qualily Assurance and Source Inspeclion FEE
Contract #: 04-0120F4

Bay Arez Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 % . T e
(707) 648-5453 File#: 69.25B

{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000416
Prime Coniractor: American Bridge/Fluor Enterprises, a JV Date: 21-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-03 90

Type of problem:

Welding ~ [J Concrete. [J Other

Welding [0 Curing O Procedural 01 Bridge No; 34-0006

Joint fitup [J Coating [J Other Component: East Tower

Procedural [J Procedural [J Deseription: East Tower, Lift 3

Reference Description: Missed MT indications at East Tower, Lift 3, Diagonal Stiffencr weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of East Tower, Lift 3, CD comer diagonal stiffener weld
ESTL3-4B/K-77, QA discovered onc 10 mm linear indication and ope 40 mm intermittent linear indjcation,
Undercut of up to 2.5 mm in depth was also observed at weld ESTL3-4B/K-78 between the 99 m and 102.5 m
Diaphragms. These welds have been previously tested and accepted by ZPMC Quality Control Personnel.

10 M T Jon a0 i ahove WE [EAHoN oh dlAGonalBIAta ]
L e: 1 | . ; i

:jﬁ:a glim

!:c oy
e
o

a8/E02009, 2142

Applicable reference:

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

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

AWS DI1.5-2002, Section 6.26.1.5 - “In primary members, undercut shall be no more than 0.25mm deep when
the weld is transverse to tensile stress under any design loading condition. Undercut shall be no more than

‘fﬁ? JL-15,Quality Assurance — Non-Conformance Report Fagede 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Imm deep for all other cases.”

Whe discovered the probiem:  Larry Viars

Nzme of individual from Contrzctor notified: Zhang Qin Jiang
Time and meibod of potificetion: 9/20/2009, 21:30; Verhal

Neme of Celtraas Engineer notified:  Scotl Kennedy

Time zrd method of potification: 9/21/2009, 12:00; Verbal

QC Inspector's,Neme: Peng Guo 5
Was QC Inspectqr aware of the problem: O Yes ] No
Contractor's proposz! 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 Sinevad, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By:  Sinevod,Serge : ASMR

Reviewed By: = Wahbeh,Mazen ’ SMR

'ﬁz- TL-15,Quality Assurance — Non-Conformance Report Pagi /.2
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Tt
[: C/] ;"L% %a: 2 4% JE & ?ﬁ | Rev. No.:
Critical Welding Repair Report (CWR) 0
OB &% . -
Bt REMEHIR | adme » R s o
Project Name: SFOBB Drawing No.: ESTL3-4B/ Report Na.: T-CWR277
2RE
Bt i 04-0120F4 e
ontract No.: AR A e NDT i .
ME&S ltemn Name: TEWBHEL T Uhing NDT Report No.: T787-MT-5046
Projest No.: ZP06-787
Pl ot

Descriptich of Welding Discontinuity:
(]
LERFESTL34BM-TTR BN, 2I01 48 (L Y. L=50mm  Y=50mm
Welder (D No. (#1 T4 % ): DEGET3/070101/068206/066882/069043 Position:(fz ). 4G

One longitudinal crack wes found by use of MT an ESTL3-4B/K-77.

G‘]’ PR
YR (Inspector) © Cal Xinxin B¥5 (Date) : 2009.08.22

PR R
Draft of Welding Discontinuity:

WELD NUMBER:ESTL3-4B/K-77 50
/ I T

/

o

1o5f§ﬁ&mﬁﬂi

This dommenl |s APPROVED

Siata
DEPARTMEFQ‘ OFTRA SFDRTATlDN
Pursugni Sedioq N1 (12 of lhe
Stendard S%aur ications
|dk.]" " :Eaaf""‘by




1. e Wk . B e e Ll T - —-—-]u-r' e s o o i

R

/‘{3‘5 .
ok }a: o _
ZERe | Revio: |
Critical Welding Repair Report (CWR) J 0
; WHE#% 5L 6 o
y EEER REMEAT | mme I s s
Project Name: SFOBB Drawing No.: Report No.: -CWR277
SRS
04-0120F4
Caontract No.; NDT 414 e 5t
g4 DT § s
AR Towar(E) 3™ Iffing L T7B7-MT-5946
WA ltern Name; NDT Report No.:
Y My J
Project No.: ZFo6-787
MaEHE

Carrective Action to Prevent Re-occurrence:
TR, QCHMIAF sk, [ S

1. QC shall verify sufficlent preheal has been applied, to remove molsture, priar to welding.

EEEHA (Foreman): 4 5]\:17 A B (Date): uf _uf. 24
WPS-345-FCAW-1 ' .
G(1F)-Repalr
WPFS-345-FCAW-2 }L& 7“,;,[,;!
SR AT FPSEE § G(2F)-Repair IZR '
Repair WPS No.: WPS-345-SMAW-1 Technologist:
G(1F)-Repair “]/‘ 17-
WPS-345-SMAW-2
G(2F)-Repair -
R (Tﬁﬂ])ﬁﬁﬁ?ﬁimﬁf Y e 1% 15 07 G By —y
Preheat Temperature Description ﬁ %M/q/
Before Gouging: J of Discontinuity: Z
A g = / 5 0 4 3 B '
Inspection Preheat Temperature 7
Before Welding: _é}&t_/ Before Welding: f;a)
I JOW U i B o o B A AR .
Max. Depth of Gouge: A Total Length of Gouge: ey
B s
g g : it .
Welder: GC;L Types: . S\/V\ /&I h/ Position: 1(;7’
!
BEmm BERE R+ o
Current: ]? 7 Voltage: 74{‘ 4L | Speed: J %)
EHEE RS
Inspection After Repair:

ShA ' B®R

R
VT Result: _ ’4_«/ * | Inspector: oﬂfﬁ@,j)ea,fDate: ‘3”"%7 /a- 72,

¥

NDT 4T for ;5 R (=
NDT Result: ,Q(// NDT Person: p&ﬁ% Date: M /0 /8

JUAE :
Witness/Review:
#

Remark :

#R787-QCP-900



| et fiipm.
. Cause: ' g
! T JqgEind g, .fJf.{:';‘CE";t’!f}'ff‘x‘ffﬁ:ﬁﬂ'iﬁj??kf"é‘ﬂjl“r‘._i'.jﬁmi‘?ﬁ:%:

* 1. Moisture wasn'i complelely removed during drying operalion {prehealing) or
the area wasn'y preheated sufficiently.

EEHAKA (Foreman): ,i;}}u:]uﬁm Fiff (Date): u'j . .:,)' F :7

e liyay il
Disposition :

1. QC shall monitor and direct the welder and the grinder doing the repair operation,
2, Preheal before gouging; the temperature shall be at least 65°C,
3. Gouge the weld to remove identified defects.
4. Jalnt detzils shall refer to the approved WPS repair.
5. Grind the gougsd areas to a smooth and shiny surface.
6. Verify with VT and MT 10 ensure no defects remafn In the weld jeint prior {o welding,
7.QC shall monitor all walding passes being deposiled, o
8.QC shall ensure all slag has been removed prior the deposition of next pass,
9. Preheat and maintain interpass temperaiure control in accordance with tha WPS.
10. Blend the weld repaired areas into the adjacent weld or base metal by grinding.
11. Perform VT, MT and UT NDT Inspection 1o the repaired areas.

. 7EBHHEF, QC M ENEMIE S8 TATET,
2. BUZHBASATER, SERET 650 O,

3. QHEEIRE, -

4 BUIBHEANIRE, BRES—A EmElas, S BRI 0 R A T 2R WPS),
3 QTR T B

6. TEMERITAERIMHEN, VT 10 MT Re ST,

7. FEEENET, QC MRt DTg,

B A TEHMEN. QC HEZERA I SS5E,

9, 1R WPS B fninitinos i,

10, THRE K S5 15 30 8 50,

H. VIMTRENDTHR AR

Thia decument is APPROVED |
Stats of rfﬁnia
DEPARTW:ENT OF TRANSPGRTATION
Fursugn (o Seciion 5-1.02 of the

.. Standerd Spedifications
Initisl 5w Dale: i jery

Iz = . B /‘Z- b L : B3
Technical Engineer: :1(5[# }’)‘A’U Approved By: 17 éw[#ﬁﬁ Date: ?‘ :7 3/}9

7457'" {:tf:‘tﬂn({ﬂln

#R787-QCP-900
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(FORM:E ZPQC-MTO1)

E:l "'" REPORT OF MAGNETIC PARTICLE EXAMINATION
R4 IR &
REPORT NO. 185485 T787-MT-5946R1 DATER ) 2000.10.28 PAGE OFTUER 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TR P B A
CALTRANS CONTRACT NO.:
DRAWING NO.
ESTL3-4B/K 04-0120F4
[E2 R Tower(E) 3rd lifting HIBRS
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
TR HRIFE BFES LS EaE NN
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 2857 2000
[EQUIPMENT &4 r MANUFACTURER i MODEL NO. 4% SERIAL NO. #E#ig8
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
BV M HifiL
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
" ’ ~150mm
mpsm FriH B4R (MR
MATERIAL TO BE YWELDING 4
it AT09M-345T2-Z
EXAMINED [T CASTING Stk Material & thickness 45T2
HWRH R O FORGING 8% B EE 90/45mm
WELDING PROCESS TYPE OF JOINT
SMAW : T-JOINT
TR s i)
DISCONTINUITY ikt
WELD 1.D. Tl RCLEPT REJECT REMARKS
1R INDICATION TYPE i = E[d #iE
{5 4 %
ESTL3-4B/K-77 1R1 ACC.
AFTER T-CWR277 '
BLANK \
EXAMINED BYZ:{7 REVIEWED BY &
1
XuBing ‘L/ ,}M Dq.!’ﬂ. Lg (o / Xin}n
LEVEL- 1" SIGN %%/ / DATER LEVEL  SIGN | DATEEM  ,7 . /1§
S / QCM //)-"“K Al FCUSTOMER {
£ SIGN / EJli DATE \ =2 /= /'_ 4 SIGN / H il DATE
[ m— f -
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Yk B9#
J= k7l 2009.09.24
Visual Weld Inspection Report Girder/ 3E: The 3rd Lift
%mm%%m%m w..bvtﬁ.\.wmw‘.. Towver (E)
WL L Urnrun
Caltrans \mfommwmm No. 04-0120F4 Representative:
A [ FEAA L .
Project No.: San Francisco Oakland Bay CWI:
TEEH Bridge AT BRA: Ao = oyl
Projec ; Quality Assurance Manager
L.m .m..inmq ZP06-787 ~Approval Bu\%
i B i 5 NN AR B
Welder Welding P——— Accept or
Weld zo P I.D.# | Location no:m:_jm_u_m Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack mm.wnﬂ Repair| Reject after
GRS BN [ E iV} AL B | BRBL | cRINER | TGEE | B ﬁ:an_k%_.__m JER Tepair
= R \El B A% JE T
ESTL3-4B/K-77 058026 26 TL-508 J v J J ) J v ACC NA NA
O After root weld - O After cover pass
& After CWR or WRR No. :T-WR2727 O After HSR No. : |0 Others

#R787-QCP-603

" J "is no defects.

:x:

is defects.

“NA” is not applicable.




REPORT OF MAGNETIC PARTICLE'E}{AMINE}TION

fu T br

'ﬂ? SIGN/ E il DATE

rafﬁh P LY

e igine L EiEaen
REPORT NO. {445 T787-MT-7012 DATEH#] 2009.00.24 PAGE OFTR 1M Revision No: 0
PROJECT NO. — CONTRACTOR: S
TEEE: am P
DRAWING NO. ESTL3-4B/K CALTRANS CONTRACT NO.:
He: THE 3RD LIFT DIAGONAL STIFENER |l TEgS 04-0120F4
; SKIN PLATE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EE i iR 1 HRERIFTE BRES { B ETT A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2000
EQUIPMENT &% MANUFACTURER #H|#7§ MODEL NO. #4558 SERIAL NO, S
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
R4 RSN A M
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BE) SR TR i
MATERIAL TO BE < WELDING #:4E#
Matarial & thicl -345T2-
EXAMINED O CASTING 84 ateria ickness A7T00M-345T2-Z
B aHE O FORGING $§if 4, JLIE 45/90 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
TR P e
WELD LD DIRCONTINLITY Rk ACCEPT REJECT REMARKS
')-#‘:‘Eiéﬁi%. INDICATION TYPE LENGI,—EN ™ ®=E {Euk ik
Elip Py
ESTL3-4B/K-77 ACC. 100%MT
AFTER T-WR2727
BLANK
EXAMINED BY:# i REVIEWED BY HT#
Iy 3 : i
CaiXinxiné‘an'y\ X 07,0'{_?/}(' Wq_'l’:] | Wl ) "?‘19'1 L}L
LEVEL-Ul SIGN##% / DATEAN LEVEL-l  SIGN ! patERm |-
SiIHSI / QCM FIFCUSTOMER

- SIGN / A DATE

(FORM# ZPQC-MT01)




H ok 5 [k 2=
J‘zl: % 14):: 11;)’//‘- ﬂi = 1A Rev. No.
Welding Repair Report 0
HE B S5 T AT BT ESTL34B/KTE REHT R
¥ - 2]
Project Name SFOBB Drawing No Repant Na, TER
LES . e — ™
EE 04-0120F4 pgap | REESRRE e
Contract No.: ltems Na | The 3" lifting ' NA
e - Report No.of NDT]
"o ZP0B-787 k Tower(E)
Project No.:
g

Description of welding discontinuity:

I8

R B B4 R 5 T 4 1 4 (ESTLIABICT8)E T — Ab 1k ik, IEAE 4 3 2.5MM, in[d:
The undercut was found at third lifting diagonal stiffener and skin (ESTL3-4B/K-78), 2.5mm in

lengih , see draft.

B

230 (Inspector) :

Qingxi

e

ang_ H #(Date) :

05.08.22

{
!

BRI R AEE

Draft of welding discontinuity:

~78




e JRE:
Caused:
HRENEREEARER, BHTLE D,

Welding current to fast caused the undercut.

' £ |8 51 fr A(Foreman): L[ \51/1/[

#(Date): 07’ 07‘25

{

ALEER

Disposition :

1. Grind the building-up ares;

2. Preheat and weld passes temperature according to the: appluved WPS,
the theory 51ze

3. Grind the weld area smoothly after repairing;

4. Perform 100%MT and 100%UT to the repair area.

1. fFRHER s A AT TS,

,ﬁm&Fh§I%EFM%%ﬁﬁﬁﬁﬂmﬁﬂ (B R, MATHER, e TE

3. RRseRe )RR AL EITE T,
4, FHEFNE AL 10096MT+100 %6 UT.

Approved by

T %l

.Méj °?07
Technical engineer

[T b

it should be 2-3mm than

28 2~ 3mm;

FiA
Date

25, 9.3

e e

L

#R787-QCP-800



B £ 3 il P =t
j::F‘ éﬁ jg 11?’ EIE& i&4: Rev. No,
Welding Repair Report 0
I E A il AR5 R REEE
p = -7 4 7
Project Name SFOBB Drawing No Repori No. T-WR2728
RS . RESZE=REBD 5,
Coniract No.: wRiephy ‘Eﬁ’["ik'z 7R The 3™ lifting NDT4R4&2
e ltems Name Report No.of NDT NA
. ZP0B-787 Tower(E)
Project Na.:
B bt

Correction action to prevent re occurrence:

—

N o= N

RSB EWPSS TR
ﬂu?ﬁi—gﬁﬁﬂﬂ?ﬁﬁ&iﬁa
Strictly weld in accordance with the requirements of WPS.

Improve monitaring of welding.

TmmfAmemMijqMM $me)y?b725

E&BIYWPSE S
Repair WPS No.

WPS-345-FCAW-1
G (1F) -Repair
WPS-345-FCAW-2
G (2F) -Repalr
WPS5-345-SMAW-1
G(1F)-Repair

WPE-345-SMAW-2

G(2F)-Repair

IZR
technologist

)»{oy /'t‘nﬂ@’ -

P11

e (TEE) MmAhE
Preheat temperature
before gouging

3

MR

B Ak Ay @2
Description
of discontinuity

i

13§ Ab 3B B 3
Inspection
before welding

frr

10 2R B
Preheat temperature
before welding

i

5o e i EE
Max. depth of gouging

-k
Total length of gouging

BT BREEN BiEM®
welder ﬁj}?e)/é welding type 4mM position {’]b
/

R BEmk 1B {8 3% AT

Current (417 Voltage 23 T Speed ///
BiEEHE '

Inspectian After repairing:

& B M

M E In t Dat

VT result e $712 @és T = vy
NDT i £& FEi R Bt

NDT result - a0 NDT person Cﬂ i )&nx?n Date 9. 5/7,7{)0
Wit [
+ Witness/Review:

| &k

5 Remark :

#R787-QCP-900
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REPORT OF MAGNETIC PARTICLE EXAMINATION
T Lk E
REPORT NO. {45452 T787-MT-7011 DATER ] 2009.00.24 PAGE OFH8 11 Revision No: 0
PROJECT NO. PE—— CONTRACTOR: ——
LEHE: AP
DRAWING NO. ESTL3-4B/K CALTRANS CONTRACT NO.:
04-0120F4
me: THE 3RD LIFT mHTRES
[REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
2 AL AREY BRiFE B &L 3
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° 2009
EQUIPMENT &4 MANUFACTURER 7% MODEL NO. BE=5 % SERIAL NO. 45T
MT YOKE f PARKER B310S 5620 5395 5617
IMAGNETIZING METHOD ¢ Continuous magnetic yoke |CURRENT e
BiL A #: HidE H Ak By
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
ik it TR R EE
TERIAL TO BE ¥ WELDING #
Wi s PN Material & thickness AT09M-345T2-Z
EXAMINED DO CASTING #fF
RIS O FORGING @i 4, JEEE 45/680 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
RErE ot )
WELD 1.D el e i ACCEPT REJECT REMARKS
ey INDICATION TYPE PREENIY e o e
EHn Feild
ESTL3-4B/K-78 ACC. 100%MT
AFTER T-WR2728
BLANK
EXAMINED BYE3 REVIEWED BY #
Fe ' s .0 "’, T’PL
Cai Xinxin_(_4 | ”’]Xlﬂ oﬁ_aj Z)L L/ av— I:,' cll-p -
fLEVEL-1 sieN%4& 7 DATERN] ’ LEVEL-l  SIGN | DATERH
MATES® / acM Fi/*CUSTOMER
2 SIGN / A §] DATE 99.9. A %5 SIGN / B} DATE

(FORM# ZPQC-MTO1)




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-000335
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0390

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 East Tower, Lift 3, CD corner diagonal stiffener weld
ESTL3-4B/K-77, QA discovered one 10 mm linear indication and one 40 mm intermittent linear indication.
Undercut of up to 2.5 mm in depth was also observed at weld ESTL 3-4B/K-78 between the 99 m and 102.5 m
Diaphragms. These welds have been previously tested and accepted by ZPMC Quality Control Personnel.
Contractor's proposal to correct the problem:

Repair affected welds.

Corrective action taken:

The affected welds have been repaired, verified by QA, and green tagged. To resolve the recurring failure for
QC to detect MT indications, ABFIV QCM has implemented training with ZPMC to improve quality of
inspectors. Topicsinclude: inspection of equipment prior to use, proper conditions for inspection, proper
technique for MT & UT.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

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

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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