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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000421
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 24-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0395

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: OBG Segment 12CW, 12BW

Procedural [ Procedural [1 Description: Missed MT indications

Reference Description: Missed MT Indications by QC on Stiffeners to Side Panel Weld Joints
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector was provided an inspection request for Magnetic Particle Testing
(MT) of the OBG Side Plates located in Bay #6. This Caltrans Quality Assurance (QA) Inspector observed a
total of Twelve (12) transverse linear indications. The indication lengths measured approximately 4mm to
10mm in length. The Side Plates are identified as SP3042-001 (12CW) and SP3053-001 (12BW).

The affected weld designations are as follows:

SP3042-001-021 - Six (6) Transverse linear indications

SP3042-001-019 - One (1) Transverse linear indication

SP3042-001-018 - Three (3) Transverse linear indications

SP3053-001-009 - Two (2) Transverse linear indications

The above mentioned Side Plates had been welded on the gantry with automatic FCAW by electrode Super
cored 71H (1.4 diameter) (E71T-1) using WPS-B-T-2132-3. These welds had been previously tested and
accepted by ZPMC NDT personnel.

INDICATION NO.4 p. INDICATION NO.6

SP3042-00T -021 *& 08/24/09 SP3042- 001 - 021
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

INDICATION NO.2 MEASURING
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INDICATION NO.3"
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

MEASURING & ' i INDICATION NO
APPROXIMATELY 5MM -~ - e,

SP3042 - 001 - 021 42 HURE02] 08/24/09

Applicablereference:

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

AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Hu Gui Hua

Time and method of notification: 1600 hours, Verba

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1300 hours, Verba

QC Inspector's Name: Huang Min

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

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 23-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: 05.03.06-000384
Subject: NCR No. ZPMC-0395

Reference Description:  Missed MT Indications by QC on Stiffeners to Side Panel Weld Joints

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:  N/A
Remarks:
Caltrans Quality Assurance (QA) Inspector was provided an inspection request for Magnetic Particle Testing (MT) of the OBG Side
Plates located in Bay #6. This Caltrans Quality Assurance (QA) Inspector observed atotal of Twelve (12) transverse linear indications.
The indication lengths measured approximately 4mm to 10mm in length. The Side Plates are identified as SP3042-001 (12CW) and
SP3053-001 (12BW).
The affected weld designations are as follows:
SP3042-001-021 - Six (6) Transverse linear indications
SP3042-001-019 - One (1) Transverse linear indication
SP3042-001-018 - Three (3) Transverse linear indications
SP3053-001-009 - Two (2) Transverse linear indications
The above mentioned Side Plates had been welded on the gantry with automatic FCAW by electrode Super cored 71H (1.4 diameter)
(E71T-1) using WPS-B-T-2132-3. These welds had been previously tested and accepted by ZPMC NDT personnel.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0395

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

Y/  05.03.06-000384,NCT
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,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

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

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000386 Rev: 00
Ref: 05.03.06-000384

Subject:  NCR No. ZPMC-0395

Contractor's Proposed Resolution:

Reference Resolution: ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide
documentation showing attendance by ZPMC QC inspectors and the subject of training.

ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide documentation showing
attendance by ZPMC QC inspectors and the subject of training. Topics to be covered during the instruction are: inspection of equipment prior
to use, proper conditions for inspection, proper technique for MT, and UT. In addition, ABFJV has committed to perform overchecks in both
the Tower and OBG. This will 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.

Documentation of repairs and subsequent NDT specific to this report will be transmitted through Daily Welding Reports and will be available in
the documentation data base. Based on this course of action, ZPMC is requesting that this proposed resolution be approved with action
pending. Once training records are available to be transmitted, ZPMC will request closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000386R00

Caltrans' comments: Status: REJ
Date: 19-Oct-2009

The proposed resolution for training the QC inspectors is acceptable. However, documentation of repairs and subsequent NDT specific to this
NCR should be submitted, along with the training records, and reviewed by the Department prior to closure of the NCR.

Submitted by:  Chao, Ching Date: 19-Oct-2009
Attachment(s):
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,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-Jan-2010

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000386 Rev: 01
Ref: 05.03.06-000384

Subject:  NCR No. ZPMC-0395

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is attaching requested NDT and repair documentation. Based on this documentation and steps taken by the
ABFJV QCM, ZPMC requests closure of this NCR.

ZPMC is attaching requested NDT and repair documentation. Based on this documentation and steps taken by the ABFJV QCM, ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000386R01;

Caltrans' comments: Status: CLO
Date: 02-Feb-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 02-Feb-2010
Attachment(s):

rwaral
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No. B-562

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-8
REGARDING: NCR-000421(ZPMC-0395)

With this letter of response, ZPMC requests closure of CT NCR-000421(ZPMC-0395), what
mentioned that. QA observed missed MT indications in SP3042 & SP3053.

ZPMC acknowledged this problem and has issued internal NCR. Attached is documentation
of the repair of the missed indications and subsequent NDT what shows the welds are acceptable,

Based on these actions and the attached documentation, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-B-265(ZPMC-0395)
NCR-000421(ZPMC-0395)
B-CWR938
B787-MT-16172
B787-MT-16172R1
B-CWR&95
B787-MT-15371
B787-MT-15371R1

Mw

L/f/(?



Nonconfornamnce

Report
| AATHRE

Project Name: S.F.O.B.B NCR Number:
1 4 5 3 (B I S KT NCR 4i%: NCR-B-265 (ZPMC-0395)
Item: Missed MT Indications | Ttem Number: Drawing:
L FRiE: MT A 5 EE: 12CW 12BW
Location: bay 6 Date:
PrLE: 6 % (A H 8. 2009-9-30
Description of Nonconformance:
A TR T

CT Inspector was provided an inspection request for MT of the OBG Side Plate in bay 6. This inspector

observed a total of 12 transverse linear indications. The indication lengths measured approximately

4mm to 10mm in length. The side plates are identified as SP3042-001(12CW) and SP3053-001 (12BW).

The affected panels are as follows:

SP3042 - 10 Transverse linear indications

SP3053 - 2 Transverse linear indications

The above mentioned side plates had been welded on the gantry with automatic FCAW by electrode
super cored 71H using WPS-B- T-2132-3. These welds had been previously tested and accepted by

ZPMC.

TR RZERT 6 ZEIMAURBGEAT MT i, &3 12 pheetls, KEEM dmm~10mm A&, WX
HAEAR S SP3042-001(12CW) SP3053- 001(12}3W)
SP3042 3% 10 AbLRTHEGRIE
SP3053 3t 2 ARG
bl R&8{ S FCAW 71H #24:4% WPS-B-T-2132-3 HHTIRE, XUELE TS H ZPMC RIBRIFEE.
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Recommendation:
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Prepared by: ww (} g "/o l"l70 3 Approved by QCA:

%

Reason for Nonconformance:
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Technical Justification for Use-As-Is/Repair:

O Attachment
B4

O Non-attachment
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Verification:
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Verified by QCI/JEAIHIA:

O Unacceptable
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LISk DEPARTIENT OF TRANSPORTATION - District £ Toll Bridge

L 333 Burma Road
Y Oakland CA 94607
Gikirmrg Tel: Fax: A
NON-CONFORMANCE REPQRT TRANSMITT AL

To: AMERICAN BRIDGE/FLUQR, A JV Date: 23-8¢p-2009

375 BURMA ROAD )

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Kame: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000384
Subject: NCR No. ZPMC-0395

Reference Description:  Missed MT Indications by QC on Stiffeners 10 Side Panel Weld Joints

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docwinent 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 o systematic problem in quality control,
[ Non-Conformance Resolved.
Material Location: OBG Lift: N/A
Remarks:
Caltrans Quality Assurance (QA) Inspector was provided an inspection request for Magnetic Particle Testing (MT) of the OBG Side
Plates located in Bay #6. This Caltrans Quality Assurance (QA) Inspector observed a total of Twelve (12) transverse linear indications,
The indication lengths measured approximately 4mm to 10mm in length. The Side Plates are identified as SP3042-00] (12CW) and
SP3053-001 (12BW).
The affected weld designations arc as follows:
SP3042-001-021 - Six (6) Transverse linear indications
8P3042-001-019 - One (1) Transverse linear indication
SP3042-001-018 - Three (3) Transverse linear indications
SP3053-001-009 - Two (2) Transverse linear indications
The above mentioned Side Plates had been welded on the gantry with automatic FCAW by electrode Super cored 71 H (1.4 dizmneter)
(E71T-1) using WPS-B-T-2132-3. These welds had been previously tested and accepted by ZPMC NDT personnel.
Action Required and/or Action Taken:

Submit a repair procedure to the engineer for approval,

Transmitted by: Bill Howe
Attachments: ZPMC-0395

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

M} 05.05.06-000384,NCT Page 1 of 1



QUALITY ASSURANCE -- NON-CONFORM ANCE REPQRT
( Continued Page 3 of 3 J

Applicable reference:

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

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

Who discovered the problem: Naddi Sandeep Kumar

Name of individual from Contractor notified: Hu Gui Hua

Time and method of notification: 1600 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of netification: 1300 hours, Verbal

QC Inspector's Name: Huang Min

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

Contractor's proposal to correct the problem;

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendationg
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represenis the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

am 3 i S, | e g o Rp o
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amnold Schwarzenegger. Governor

DEPARTIAENT OF TRAKSFORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

- A190E
Bay Area Branch COI]U'aC'l #: 04 U];.Ol_f;

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valiejo, CA 94592-1133 File# 69253

{707) 649-5453
(707) 648-5493

== B e it T

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000421
Prime Cortractor: American Bridge/Fluor Enterprises, a JV Date: 24-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0395

Type of problem:

Welding J Concrete [0 Other

Welding L1 Curing L) Procedural (0  Bridge No: 34-0006

Joint fit-up [] Coating [J Other Component: OBG Segment 12CW, 12BW
Procedural [ Procedural [J Description: Missed MT indications

Reference Description: Missed MT Indications by QC on Stiffeners to Side Panel Weld Joints
Description of Nen-Conformance:

Caltrans Quality Assurance (QA) Inspector was provided an inspection request for Magnetic Particle Testing
(MT) of the OBG Side Plates located in Bay #6. This Caltrans Quality Assurance (QA) Inspector observed a
total of Twelve (12) transverse linear indications. The indication lengths measured approximately 4mm to
10mm in length. The Side Plates are identified as SP3042-001 (12CW) and SP3053-001 ( 12BW),

The affected weld designations are as follows:

SP3042-001-021 - Six (6) Transverse linear indications

SP3042-001-019 - One (1) Transverse linear indication

SP3042-001-018 - Three (3) Transverse linear indications

SP3053-001-009 - Two (2) Transverse linear indications

The above mentioned Side Plates had been welded on the gantry with automatic FCAW by electrode Super
cored 71H (1.4 diameter) (E71T-1) using WPS-B-T-2132-3. These welds had been previously tested and
accepted by ZPMC NDT personnel.
INDICATIDN DS S
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QUALTTY A EURA N E I\QJT CON ORJVIA ]"‘CF REFQRT
( Continued Page 2 of 3 )
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&. waipae |

iNDlCﬁTiON 'NO ? :

S e =

J?D L
RER ur.mrm

.*.‘.. ; 3 1o b 4
SP3053 - 001 - 003 A/nCE 5P3042 - 001 019

SP3042 - 001-018 ; \ 25 36_42—'0'01'~ 021

lﬁi. TL-13.Quality Assurance -- Non-Conformance Report Poge 2af 3



I ettt ey %:w=mmuuhmnm=_%_‘&_,_,‘m; -

REB oy p}iﬁ
0

Critical Welding Repair Report (CWR)

|
REMTEAE | H{FRE
SFOBR Drawing No.:

TEEH
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i Project Name: SP3042a

Report No.:

B-CWRro3g

wHE
04-0120F4 ;
Contract No - OBG SIDE pyaTE NDT HiEgme
HE4e 12C-EB NDT Report Mo, BT4T-MT.1 6172
Project Np.: 2P06-787
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Description of Welding Discontinulty:
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Please see the detail datg from MT report]
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Cause: s

1. KIEINBRT, 7Jiﬁ°&%‘?*t’%Eﬁf[ﬁ?:ﬁ%‘ﬁﬁ‘@ﬁﬁ%ﬂ“ﬁ;

t 1. Moisture wasn’t completely removed during drying operation (preheaiing) or the areas wgp
sn’t preheated sufficiently. '
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1.QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

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

4.Clean the excavation area of all Ioose debris including MT powder. Preheat 1o 65° G before removing cracks
by grinding, repair area shall extend a8 minimum of 50mm beyond each end of single crack repairs, and 50m
m beyond the outermost cracks for multiple crack repairs,

5.1f base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa
ir. It gap>5mm is found during or after grinding, comply with the nofification on changing fillet weld to CJp w
hich is submitted for Engineer’s review and approval form.

6.Prepare excavation in accordance with the New Repair Procedure prior to welding,

7.Before this repair, Verify with VT and MT repair areas are defects free, and-alsﬁ‘hﬁ—sha‘;l“be—pmfeﬁneé-en
th&bas&memuaying—abfpad—epaeks—fe»ensuwa&a&-efaekﬁ-—were-pmpagated«isbtpefbasa-metal. Separate
C-WR—apsmveHsmedeﬂﬁf‘cracks—arg:{ouné—iﬁ—ihe—base—meta@ndweﬁly—aﬁer—ihis—new_clﬁlﬂlsﬁapprovaI—Gan
eertinne—the—opair- GEALC%'J Exf! N BT E AT ENTIAE EXCAUrTIoN 4era =aipns
; ECAIN (T
8.Clean excavation areah{)_i"vall loose c{ebri(sjincluding MT powder after excavation. Preheat and weld according t
0 repair WPS, the preheat shall between 160° C=230" C 5 N ,L—k

8. Perform pos| weld heating according lo repair WPS, the postheat shall between 230° C—315* and for on
e hour minimum. .

10._ Allow the weld to cool to ambient temperature gradually. Control cooling rale after PWHT to no more than
50° C per hour.

11. Grind the repaired area flush with base metal or the adjacent weld after post weld heating.
12. Wait 48 hours at least after the repair area has cooled o ambient temperature before performing NDT.
13. Perform MT inspection to all repair area according to Contract Drawings along with all additional NDT requ

ired by the applicable notes Special Provision Section 10-1.59 'Steel Structure', subsactian ‘inspection {esting’.
NDT include VT, MT and UT if it is a CJP weld.

I #: i A3:

7
i R
| Technical Engineer: ;’I—}e)ﬁmb-}\ Appreved By: LJ\./\/\‘\j-u-le WA Date: Z 0. ),é ;
#R7R7.0CP.0NN i
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Critical Welding Repair Report (CWR)

wE

-Rev. No.; ]

@

WH &

Corrective Action to Prevent Re-ocourrence:

1EEH, QCHIAA m’(fz‘n‘ﬂ-“&, PALE IR, A

S

SEES A B 5 SPi042A HERS
Project Name; SFOBE Drawing No.: ' Report No.: B-CWR93g
HRE 4
= 04-0120F4
Contract No.: B R GBG SIDE PLATE NDT B3
. . | B7BT-MT-16172
o ltem Name: 12C-E8 NDT Report No.:
RRES ZP06-787
Project No.: i
B i Hgk.

1. QC shall verify sufficient preheat has been applied, fo remove moisture, prior to welding.

E|AFA (Foreman):

lLﬂ-JP éw‘wf}'

H# (Date):

&/ B}]W?S%% WPS-345-SMAW-2G(2F)-Repa | T ZhR _ He Xiasty
Repair WPS No.: ir Technologist: ){)
R
EE (RAD HAARE ekl /
escription
Preheat Temperature go of &}/M
Before Gouging: Discontinuity:
AU WMARE
BiigtEgs Preheat
Inspection Temperature
Before Welding: /4,9 Before /40
Welding;
B AR
3B B A 0
. Total Length x /0
Max. Depth of Gouge: I of Gouge: -17

BT Woray 2hioma | 18526 2 B

Welder: ;%73*9 4 Welding Type: ;/MA w Position: .lé (lf)

ol R 0 BRESE R

Current: /7 Voltage: 1L7b Speed: / /(7

B#ERE

Inspection After Repair: ,

’ N \.-.
Mt R A P Aoy Mﬁ’ 51 .
VT Result: é " | Inspector: i f 7 Date: a?- /& /0 .
i

NDTH # C H4 R , .o B . é

NDT Result: c NDT Person: | Yl h‘*‘axl*ﬁ“ﬂ{ Date: ﬁ \Oz (? 2 .
— O, FEFPRCVED R

JAE : APFADVED A2 KOTED

Witness/Review: (] F .E‘UF[NED FOA CORRECTION

- i«..u-n... .L:M"MZS:B"
Z¥ of the Stenderd Speoiicetang
Remark : " Staie of Calomia

#R787-QCP-800

L ErAR T ENT OF TRARSESETATT \
Dav.s;m of Enginzsring Senvices |
"-‘ttur.‘:.m Censirustion i
L._.ﬁl@_,f_:_éﬂ___

‘Buciure Reprecontetva

) j_‘i !

Bate )
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M’
REPORT oF MAGNETIC PARTICLE EXAMINATToN
R &

DATER # 2009.11.26 PAGE OFFm 14 Revision Na: p
CONTRAGTOR: T

REPORT NO, 3 {48 * BT8T-MT-16772

PROJECT NO. , _

THEmE. ZP0B-78 ; B CALTRANS

DRAWING NO, SP30424 ACALTRANS CONTRAGT NO.: I

04-0120F4

BHE. OBG SIDE PLATE 12¢.55 MM T Eg e

REFERENCING CODE - [ACCEPTANGE STANDARD PROCEDURE NG, CALIBRATION DUE DATE
2w iz EFae R EFRY
AWS D1.5-2002 AWS D1.5.2002 ZPQC-MT-01 Dec. 28°7 20pg

EQUIPMENT %2 MANUFACTURER R MODEL NO. BREE SERIAL NO. 4= 5

MT YOKE PARKER B310s - §395 5617 sE9p
MAGNETIZING M ETHOD Continuous magnetic yoke CURRENT

o Ac

Bty Bt B

PARTICLE TYPE Dry magnet pawder YOKE SPACING —

[ FHin RiEmE i

MATERIAL TOBE *J WELDING ﬂﬁ}_ﬂ: Materlal & thickness AT09M-34572.%

EXAMINED DI CASTING g4 BEd, I i )
Fopiiynp ol o FORGING 4% 16/22/18mm
WELDING PROCESS FeAW TYPE E_)F JOINT i
WEre: pbE i

mscommmmﬁf%ﬁt
WELD 1.0, P —— e LENGTHATN ] ACCEPT REJECT REMARKS
HiEme N ! 2 1 5 it &3
im 2 o=
SP3042-001-001 1 transverse cragk 8 REJ. Y=2190
SP3042-001-002 ACcC. 10%HT
—-__“________.______.______—-__ﬁ__
SP3042-001-003 ACcC. 10%MT
._______________,____________._________ —_—

SP3042-001-004 ACGC. 10%MT
SP3042-001-005

ACcC, 10%MT
S civdoiing _._.___________________________*___________ i
SP3042-001-008

ACC. 10%MT
———___.___“—-—-——___%__——.________.__,__________________________
SP3042-001-007 ACC. 109%4T
——_.______————-—-_._._.h______b-—-—.________ — 1

SP3042-001-008 1 transverse cragk 6 REJ ¥=343(Q
PG e SRS

SP3042-001.—009 1

. transverse crack 6 .- REJ. Y=710
2. transverse crack 5 REJ

. Y=4425
*—-_.____“——-——-________-——-________ﬁ______h______ﬁ__________ﬁ_
SP3042-001-010

ACC. 105MT
—-—-_.__.____-‘—-—-—-___~"___ —-—.___-—-—._____—-_.._._____. _ =
SP3042-001-012 1 transverse crack

6 REJ. Y=2300
fransverse crack 6 REJ. ¥=2930
SP3042-001.013 |- transverse crack 5 ¥=2100
SP3042-001-014 ACC. 10%MT
- [ExANINED BVER 7 REVIEWED BY W ,
Xu Huaxiang w ’"kﬂ-l':{ \J‘G’}’j A e
LEVEL-Il SloNZ% DATERJF 9 Mg 2 LEVEL-l  gigN ! DATERF mﬁ: AR 2£
RIEET / aom | \ FiACUSTOMER )
; 4 s
_ _____Lr_ﬂ__uv‘\ s, Uk i | ————————
E£F SIGN/ Bff§ DATE ; ' £ sien; pi pate

= Ry _—_—-'-"—'———-——-_...._____
(FORW# ZPQC-14TOT)



REPORT NO. $i#5 i 5 BT87-MT-16172

DATEH #1 20094 1.28

Revision g; 0

PROJECT NO. CONTRACTOR: L Te—
ZP06-787 CALTRANS
IEigs. B p:
CALTRANS CONTRACT NO.-
ING NO. SP30424 -
PRAWIN 04-0120F4
Be. OBG SIDE PLATE 12C-Eg JiMTIRes
REFERENCING GODE PROCEDURE NO, CALIBRATION DUE DATE
E pukioe sl s BFRT &t g
AWS D1.5-20062 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 20p9

EQUIPMENT # %

MODEL No. Hme {SERIAL NO, HEine
MTYOKE |PARKER 83105 5395 " 5817 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT c
Relk M st §
PARTICLE TYPE YOKE SPACING
R Dry magnet powder 70~450mm
B THER HHmE
E LDING #i i
MATERIAL TO B VWELDING figg: Material & thickness AT09M-345T2.x
EXAMINED O CASTING &4 184 IE 8 .
BRHH H FORGING ig3% 16122/18mm
—_— ]
ESS E OF JOINT
WELDING PROC S FCAW TYPE O N T-JOINT
Pt B gk
DISCDNT]NUITYH“E@S&
OLD. NGTHINmm| ACCEPT REJECT | Re
vﬁéﬁ 5 INDICATION TYPE LE”G{EEN L P P, r:&?;fcs
) Ex it
SP3042-001-015 1 transverse crack 5 REJ. Y=1800
_.______——-—_______—-_______._._________-________________
2 transverse crack 4 REJ. Y=3160
S5P3042-001-016 ACC. 10%MT
— " |
SP3042-001-017 1 transverse crack ] REJ. Y=210
1 2 transverse cracik 5 REJ, ¥=3170
m_._________________‘__.____—u_._.___—-—.______
3 transverse crack 8 REJ. ¥=3560
—— v |
4 transverse crack 5 REJ. Y=4220
5 transverse crack 4 . RE.. =4500
6 transverse crack 8 RE., Y=4710
———— |
SP3042-001-018 1 transverse crack 8 - |- REJ. Y=2200
2 transverse cracy 7 REJ, Y=2880
— O
SF3042-001-019 1 transverse crack 11 REJ. Y=1050
————
2 transverse crack 8 RE.. ¥=1765
-_____,,h_._.__-—.—-_____,——-—-—_.___
3 fransverse crack 5 REJ, ¥=2210
] o
4 transverse crack B REJ. Y=2520
EXAMINED BY=2#¢ '

REVIEWED BY BB

2
Xu Huaxiang BJU& HTAG\ )lta’\j

LEVEL-1l SIGN &% DATER 47 &\Ll[? LEVEL-N  siGN

HIESE / Qe i "/ Vot 2, A PCUSTOMER

)
LFV\UW!!‘,W u-il'*”‘ev iq \
S SIGN/ B1j DATE ] - ' | |zssion amons

— ]
(FORME ZPQC-MTO1)

) bJC rf

I DATERSE ) [




REPORT OF

REPORT NO. il 448 B787.MT-16172 [DATER#: 2008

11.26

MAGNETIC PARTICLE EXaM
BBy o

PAGE OFHRE a/4

M
INATION

Revision No: ¢ 1
PROJECT NQO. CONTRACTOR: —
ZP06-787 CALTRANS
ITRinz. R P
DRAWING NO. SPaGA%A CALTRANS CONTRACT NO.-
04-0120F4
BE. OBG SIDE PLATE 12C-E8 nHMITEEe
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO.,
ek R EiEs
AWS D1.5-2002 AWS D1.5-2007 ZPQC-MT-01
EQUIPMENT ¥4 MANUFACTURER %75 MODEL NO. R85
YOKE PARKER B310
MT YOK ' 10S
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
i g BEE gy L
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—
R aRE TR FERME mm
MATERIAL TO BE Y WELDING & Material & thickness
' : AT09M-345T2-
EXAMINED O CASTING &4 A i
itz p st L FORGING {@iz 16/22M18mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Pty Midem
_ DISCONTINUITY Azt ’
WELD I.D. LENGTH INmm] ACCEPT REJECT REMARKS
. INDICATION TYPE , i <
pLak et o s R fi3:d Bl &5
5 transverse crack 4 REJ. Y=3554
SP3042-001-020 ACC, LO%MT
) B o sl
3P3042-001-021 1 transverse crack 7 RE. Y=540
——
2 transverse crack 5 REJ, Y=990
T ——— . S
3 transverse crack 4 REJ. Y=1200
4 transverse crack 10 RE.. ¥=1280
5 transverse crack 6 RE, ¥=1610
R o
5 transverse crack 5 RE.. ¥=4910
: 7
7 transverse cragk 3 RE.. Y=5260
— ]
SP3042-001-042 ACC, 100%MT
et s ” - __'—“‘-_._m_-_‘———.__
SP3042-001-043 ACC. 100%KT
- ]
SP3042-001-044 ACC. 100%MT
SP3042-001-045 ACC, 100%4T
j |
SP3042-001-046 ACC. 100%MT
S
SP3042-001-047 ACC. 100%KT
EXAMINED BY::#f / i REVIEWED BY #ri
!
2u Huaxiang }U\ H W \:U M W€ :
LEVEL-Il SIGN &% DATER 5 Moy b LEVEL-l  siGN ! DATERIS ‘:,/f Al }é
TSI / QcMm K PCUSTOMER N ]
{,n/l/\\jwv s L,
2% SIGN/ B DATE & ¥ SIGN/ B DATE

(FORM# ZPQC-MT01)




[REPORT NO. §

e ine B787-MT-16172

!DATEEIIJ}‘J 2009.11.26 ]

S

#E

ti=ld

PROJECTNO. CONTRACTOR.
ZP0B-787
TEga. B CALTRANS
DRAWING N, SP30424 CALTRANS CONTRACT NG -
, 04-01120F4
Ee. OBG SIDE PLATE 120.£5 A TRes
REFERENCING Copg ACCEPTANCE STANDARD 2 CALIBRATION BUE DATE
BEmwem ERAER sy
AWS D1.5.20p2 AWS D1.5.2002 Dec. 28 2045
EQUIPMENT # % SERIAL NO, Eame
MT YOKE 5395 5617 sppp
3 MAGNET!Z'NG METHOD COI’I!ETIUOL!S magneuc yoke CURRENT
Rt MR s i AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
B Faw - R 70~150mm
MATERIAL To BE VWELDING #4 Material & thickness - AT09M-345T2.x
EXAMINED O CASTING $:4t R, : i
B B FORGING 4g35
16/22/1Bmm
WELDING PROCESS TYPE OF JOINT
N : FCAW T-JOINT
Mg gy
-, DISCONTINUTY Tz -
D. ——— CCEP ‘
S - . LENGTH N mm] ACCEPT REJECT , REMARK,

ik

8

SP3042-001-04g

SP3042-001-049
SP3042-001-p50
SP3042-UO1-051

EXAMINED BYZ

&=

100t
100%T
100%4T

- 3
Al T N

LA
=

1
Xu Huaxiang éU\ [‘5% E{dy‘j)
LEVEL -1l sigN £z V[L[ 1o b
Wit3® /ocm

\

Hlj?’f:{”fp\ '

=5 SIGN / B3 DATE & |
(FORM# ZPQC tiToq)

REVIEWED &Y HE

LEVEL-I gy
AFCUSTOMER

!|_DATEE# Uy \II-ZL

EF SIGN B paTE




REPORT OF MAGNETIC PARTICLE EXAMINATION

BB RNIIR &
REPORT NO. $B 4542 B787-MT-16172R1 |DATER T 2010.01.06 |PAGE OF®™ 2/2 [Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 : CALTRANS
TERHE: A F:
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
3R OBG SIDE PLATE 12C-E8 mHIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HA AT BEZiRH BFge {8 B E4 %
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2000
EQUIPMENT #% MANUFACTURER 3 H MODEL NO. Bx%E2 SERIAL NO, #4358
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
Rk B A EH T
PARTICLE TYPE YOKE SPACING
Dry magnet powder i 70~150mm
B R Fris RYE Al R
MATERIAL TO BE VWELDING ##{% Material & thickness AT0OM-345T2-X
EXAMINED 00 CASTING &4 B, BAE
BE B O FORGING i&i& 16/22/18mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
Pt Wk ot 5]
DISCONTINUITY i 4t
WELD 1.D. LENGTHINmml ACCEPT REJECT REMARKS
Bime INDICATION TYPE P e $Ek P
BT B3]
2R1 ACC.
SP3042-001-019 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
SP3042-001-021 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC
BR1 ACC.
7R1 ACC,

AFTER B-CWR938

BLANK

EXAMINED BY £ #

Xu Huaxiang Xf////f/g)l/fl(fé’{/r/l [Io, U/. oé

LEVEL -1l SIGN #£ / DATEEU/

REVIEWED BY % £

S Weg

LEVEL-Il SIGN ! DATERM

0. 0] 0f

RIEEE / QCM

%% SIGN/ H i DATE

FIFCUSTOMER

T SIGN / B DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R I 45
REPORT NO. #1445 B787-MT-16172R1 DATEH#S 2010.01.06 PAGE OFmg 1/2 Revision No: ¢
PROJECT NO. N— CONTRACTOR: CALTRANS
IEHS: i B A
T —— —— CALTRANS CONTRACT NO.:
04-0120F4
He. 0BG SIDE PLATE 12C-E8 MHIERS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
ZEHGLHT R Bras BB ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26%7 ;2000
EQUIPMENT %4 MANUFACTURER $3%7 MODEL NO. #2448 SERIAL NO. &S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT _
AL RO L L
PARTICLE TYPE Dry magnet powder YOKE SPACING
. _ 70~150mm
R TS R AEM R
MATERIAL LD - 2 7
IAL TO BE VWELDING #2454 Material & thickness S —
EXAMINED O CASTING &% G4 I
R E O FORGING 48i& 16/22/18mm
WELDING PROCESS SMAW TYPE OF JOINT T-JOINT
BEF BT
WELD 1.0 Sk i ACCEPT REJECT REMARKS
pyopiyey INDICATION TYPE I e ik P
P Bt
SP3042-001-001 1R1 ACC.
SP3042-001-008 1R1 ACC.
SP3042-001-009 1R1 ACC.
2R1 ACC.
SP3042-001-012 1R1 ACC.
2R1 ACC.
SP3042-001-013 1R1 ACC.
SP3042-001-015 1R1 ACC.
2R1 ACC.
SP3042-001-017 1R1 ACC.
2R1 ACC.
3R1 AEL
4R1 ACC.
5R1 ACC.
BR1 ACC.
SP3042-001-018 1R1 ACC.

EXAMINED BYX#

Xu Huaxiang r%) ,//!{';, /1{44/”} /’-O : ,7/‘ 2 ()

LEVEL -1l SIGN &%

REVIEWED BY Hi g

SL\ \NC‘R

LEVEL-II SIGN /

DATER

BitEH / QCM

2 SIGN ! B DATE

Rl CUSTOMER

l‘d \o\\oé

E 5 SIGN/ F i DATE

(FORM# ZPQC-MTO01)
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— Rev. Neg.:

X EELEE R & 1

Criticatl Welding Repair Report (CWE) g
S et =]
] \ . P 3 )
AR SEEEAT | wpms e HEEE X
Project Hame: SFOBE Drawing No.: = _ Report No.: B-CWRags
it o ——
H#R5 47
04-0120F4
Contract No.: L2750 OBG SIDE PLATE 12] NDT jp&uss
HESEE fem Name: B-Cé& KDT Report No.: B787-MAT-15371
]
: . ZF06-787
Project Wo.: ]
PREEE IR

Description of Welding Discontinuity:

FE X SP3053-001-0044 M I, REGLE RRLL,

TEXTSP3053-001-0064+ i1, RIAL BB,

X SP3053-001-007# U, HIMakbitraasL;.

#E X SP3053-001-008K 3 B , ZI1AHERL.

X SP3053-001-000k:AKT, K314 TaE L, "
17 SP3053-001-0108 MUK, B 34bik ALy

Welder ID No.” (42 T 45 ):045218/045260 Position:(fz ) 2G/3G
Six transverse cracks were found by .use of MT on SP3053-001-004,
Four transverse cracks were found by use of MT on SP3053-001-006.
Four transverse cracks were found by use of MT on SP3053-001-007,
One ftransverse crack was found by use of MT on SP3053-001-008.
One transverse crack was found by use of MT on SP3053-001-009.
Three transverse cracks were found by use of MT on SP3053-001-010.

Please see the detail data from MT report!

Xu Hwaxi _
B R (Inspector) : Xu Huaxian H3# (Date) : 2009-11-05
PG G BRI : |
Draft of Welding Discontinuity:
| _
—

/"SPBDEB*DDI—OOI
~~-SP3053-001-002
/

- SP3053-001-003

~- SP3053-001-004
/

i~ SP3053-001-005

0

— SP3053-001-007

™ spa0s3-001-008
s

— SP3053-001-008
1 SP3053-001-009

L . J\_ SP3053-001-010 _i




)

Ceuse: - 5

1. kIR, 7kﬁﬁﬁ%éﬁﬁ%%@i%ﬁﬁ‘ﬁﬁiﬁ?ﬁ%%

| 1. Moisture wasn'i completely removed during drying o
the area wasn't preheated sufficiently.

! EEHAFN (Foreman): 2hof GuiminA A (Date): Ny
ML U U $4—1\

Disposition : &

ﬁ&ﬁgw,mEM%@rmMﬂmﬁﬁﬁE,E%ﬁﬁ%@ﬂ%ﬁl@uﬁﬂﬁ%ﬁﬁﬂﬂﬁmﬁﬁ

BAERIITE, QCTLeader WIS HECWRINE ok,

EBARBEE L& AFH LT N 25mmis B,

‘. %%%uﬂMﬂm%ﬁ%m%E%Pﬂ$@e%F“ﬁﬁ%%?&%&ﬂﬁ,H%ﬁﬁﬁi%%h%?%Aﬁ~T%,
ﬁ%ﬁ@ﬁ@ﬁ%@ﬁﬁéﬁ—ﬁﬁwmm.ﬁ?§4ﬁﬂm%@.ﬁgﬂ%ﬁﬁﬁ%+ﬂaﬁ%ﬁmﬁ@ﬁﬁ%m

m;

S RN, NIRRT BT s, T N T R T TR
%%ﬁ&i#%zﬁﬁ%uﬁﬁﬁﬁ,%ﬁm&mmwﬁﬁw%ﬁ%a&aﬁﬁﬁ; mm MERSE

L

6. ﬁ%%ﬁﬁﬁﬁ%ﬂ?—%?ﬂﬁ%i’i{%l“z*:}‘&%‘}—%éﬁﬁ%ﬁéi’t:
7. BR{ETH, VT?ﬂMT%ﬁiﬁlﬂTﬁﬂMiEf%Eﬁ&‘ﬁ%ﬂﬂ&ﬁf&@tﬁ%ﬁ@ FIM S BB 154 B T, AREE A B FE M

ﬂﬁﬁ:%%&&ﬁiﬁﬂﬁﬂ.M%M%UMLEE@%E%%&WWW%&E?%%E@%
8. %%%u&m&m%%%%%%ﬁﬂ$%nﬁ%W%ﬂﬁﬁ%ﬂﬁ&ﬁﬂﬁEﬁmw&%wa
5. MEEWPSERHTER BHERMN250' C915° C, FHIHEED 10,
10. FAEHRAEAA MHRAFSELE, I DEE TR0 OB AT,
M. BRI R BT 5 B R s T g g
12. FEIRAE A IR B D B30 4B LS T ND T 2

w.ﬁ@ﬁﬁﬁ@%ﬁﬁmﬁm,%ﬁﬁ%@mmw"%%ﬂ”¢%“ﬁmﬁ“%”“$ﬁrﬂ MT#i. 7
B8, NDTAVT. TR P SACRATHIMTER. 31 FCup

1. QC and a Lead CWI shall be present, direct and éupervise all grinding and welding operations during
this repair to ensure the repair is per the disposition requirements

2. QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.

3. Remove paint=25mm in all direction of HAZ prior to MT,

4. Clean the excavation area of all lpose debris including MT powder. Preheat to 65° C before rembving c

Aok racks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repai
VA rs, and 50mm beyond the outermost cracks for multiple crack repairs.

e

If base metal is damaged by grinding, the damaged area shall be ground clean prior o performing we
ld repair. If gap>5mm is found during or afier grinding, comply with the notification on changing fillet
weld to CJP which is submitted for Engineer's review and approval form.

6. Prepare excavation in accordance with the New Repair Procedure prior to welding,

7. Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be perfor
med on the base metal laying abroad cracks 1o ensure that no cracks were propagated fo the base m
etal. Separate CWR approval is needed i cracks are found in the base metal, ang only after this new

CWR's approval can continue the repair.

8. Clean excavation area of all loose debris including MT powder after excavation. Preheat and weld acc
ording to repair WPS, the minimum preheat shall between 160" C-230° C :

9. Perform post weld heating according to repair WPS, the postheal shall between 230° C—315° C and for
one hour minimum, ‘

10. Allow the weld fo cool fo ambient temperature gradually. Control cooling rate after PWHT 1o no more t
han 50° G per hour,

13. Perform MT inspection to all repair area according to Confracl Drawings along with zJ) additional NDT
required by the applicable nofes Special Provision Section 10-1.59 ‘Steel Siructure’, subsection ‘inspecti

. on lesting’. NDT include VT, MT and UT if it is g CIP weld,

\!I . ' =p * [ /é B #A: |
o ’ 4 4, )

I;l‘echnicai Enginser; X« P"ﬁ}w Approved By: /’"“"7 {Cradsringy Date: v7. 1(.10

#R787-QCP-900



X RELE B

Critical Welding Repair Report (CWR)

i -
Fegoct e SFOBE | Drawing No.: sose Rehorilio. B-CWRegs
EREE ,ﬂ=‘* —
) 04-0120F4 _ 9
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1. QC shall verify sufficient preheal has been applied, to remove moisture, prior to welding.
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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, P.R. China Report No: NCS-000497
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  03-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0395

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:  24-Aug-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector was provided an inspection request for Magnetic Particle Testing
(MT) of the OBG Side Plates located in Bay #6. This Caltrans Quality Assurance (QA) Inspector observed a
total of Twelve (12) transverse linear indications. The indication lengths measured approximately 4mm to
10mminlength. The Side Plates are identified as SP3042-001 (12CW) and SP3053-001 (12BW).

The affected weld designations are as follows:

SP3042-001-021 - Six (6) Transverse linear indications

SP3042-001-019 - One (1) Transverse linear indication

SP3042-001-018 - Three (3) Transverse linear indications

SP3053-001-009 - Two (2) Transverse linear indications

The above mentioned Side Plates had been welded on the gantry with automatic FCAW by electrode Super
cored 71H (1.4 diameter) (E71T-1) using WPS-B-T-2132-3. These welds had been previously tested and
accepted by ZPMC NDT personnel.

Contractor's proposal to correct the problem:

Repair missed indications and perform required NDT.

Corrective action taken:

The Contractor submitted records of a CWR aong with the follow-up NDT reports verifying the repairs were
made and the welds are in conformance with Contract specifications. The QCM has provided additional
training to NDT technicians and purchased new equipment. An internal NCR was also issued.

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 Jim Simonis 152.1675.3703, who represents the Office of

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Structural Materials for your project.

I nspected By: Simonis,Jim Quality Assurance | nspector
Reviewed By: Wahbeh,Mazen QA Reviewer
N7 TL-16,0A -- Non-Conformance Resolution

Page 2 of 2
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