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-000427
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0401

Type of problem:

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

Procedural [ Procedural [1 Description: West Tower, Lift 1

Reference Description: Missed MT indications on West Tower, Lift 1, 43m Diaphragm to CD Diagonal
Stiffener weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 1, 43m diaphragm to C/D corner diagonal stiffener

weld WSD1-A115G/J 120, QA observed two (2) transverse linear indications of approximately 12mm and

4mm in length. Thisweld had been previously tested and accepted by ZPMC Quality Control personnel.

MT linear indications-observed on we}ld'
WsD1-A115G/J-120 of diaphragm to'C/D corner diagonal

plate of west tower lift 1.

09/22/09 10:51

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

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Name of individual from Contractor notified: Luo Lai Quan
Time and method of notification: 9/22/2009, 14:00; Verbd
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/23/2009, 10:00; E-mail

QC Inspector's Name: Zhao Mao Mao

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

TL-15,Quality Assurance -- Non-Conformance Report

Page 2 of 2



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: 05.03.06-000387
Subject: NCR No. ZPMC-0401

Reference Description:  Missed Indications (MT) / West Shaft Lift 1/ 43m Diaphragm to CD Diagonal Stiffener / Transverse Indications

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: 01
Remarks:
During Magnetic Particle Testing (MT) of West Tower, Lift 1, 43m diaphragm to C/D corner diagonal stiffener weld
WSD1-A115G/J-120, QA observed two (2) transverse linear indications of approximately 12mm and 4mm 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 indications
during magnetic particle testing of the welds. Provide documentation of the steps/actions taken by the Quality Control Manager to
prevent future occurrences.

In addition to the Quality Control non-conformance, address the material /workmanship for the identified non-conformance including
documentation that the deficiencies have been brought into compliance with the contract requirements. Additionally address the
probable causes for the indications and the actions that will be taken to limit future occurrences.

Recent failures by Quality Control to identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPM C-0359,

ZPMC-0371, ZPMC-0372, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377, ZPMC-383, ZPMC-0384, ZPMC 0386, ZPMC-0387,
ZPMC-0388, ZPMC-0389 and ZPMC-0390 related to Tower.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer

H..,,.,w" 05.03.06-000387,NCT
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NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0401

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

05.03.06-000387,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 Superstrcture Datett 16-Oct-2009

335 Burma R oad Contract Ho: 04-0920F 4

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

Resident Engineer Document Ho.: ABF HPRO00388 Rev: DO
Ref: 05.03 05-000357

Subject  NCR Mo, ZPmC0401

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): ABF NPR-O00385R00

Caltrans’ comments: Status: REJ
Dates 19-0ct-2009

Ewen though the courze of adion iz acceptable, the depatment will not consider clozwe ofthiz NCR (ZPMC 03831 until all the repair
documents and traning documents are subm itted and resveved.

Submitted by Lee, Ken Date  19-0ct-2009
Attachment(s):

Fapelafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  24-Hou-2009

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

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

Resident Engineer Docunent Ho.: ABF-HPRAO00388 Rev: 01
Ref: 05.03 05-000357

Subject  NCR Mo, ZPmC0401

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 MNPR-O00358R01;

Caltrans’ comments: Status: CLO
Date: 10D ec-2000
The propozed resolution iz acceptable. The Department concurs that Mon-conform snce ZP MC 0401 is dosad.

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

Fape lafi

s i wn



LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-24
REGARDING: NCR-000427 (ZPMC-0401)

No. T-090

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 weld . And Green tag was on the west tower lift 1 C/D corner
diagonal stiffener.

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

ATTACHMENT: 4
NCR-000427 (ZPMC-0401)*

REPORT OF MAGNETIC PARTICLE: T787-MT-6903,T787-MT-7010,
WR: T-WR2704,T-WR2726

z:wﬂ»j
7. 1. 2y



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

DEPARTMENT OF TRANSPORTATION L oy
DIVISION OF ENGINEERING SERVICES s
Office of Structural Materials ) o 1,:

Quality Assurance and Source Inspection
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #:  69.258

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

QUALITY ASSURANCE -- NON- CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000427
Prime Contractor; Amencan Bridge/Fluor Enterprises, a TV Date: 22-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-040]

Type of problem:

Welding 0 Concrete [ Other

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

Joint fit-up [J Coating [0 Other Component: West Tower

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

Reference Description: Missed MT indications on West Tower, Lift 1, 43m Diaphragm to CD Diagonal
Stiffener weld

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 1,43m _Ligphragm to C/D corner diagonal stiffener

weld WSDI1-A1 15G/J-120, QA observed two (2) transverse linear indications of approximately 12mm and

4mm in length. This weld had been prevmusly tested and accepted by ZPMC Quallry Control personne]

MT fineat inehcALlons o) -mmtwdd Yoy N oy "

120 of diaphraomto C/D corier diagonal
pl.m- of west towor bift 1.

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

ﬂﬁ TL-15,Quality Assurance — Non-Conformance Report Page 1 of 2
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QUALITY ASSURA NCE -- NON- CONF ORMANCE RZ” F’ORT
( Continued Page 2 of 2 )

Name of individual frem Contractor notified: Luo Lai Quan
Time and method of notification: 9/22/2009, 14:00; Verbal
Name of Caltrens Engineer notified:  Scott Kennedy

Time and method of notification: 9/23/2009, 10:00; E-mail

QC Inspector's Neme: Zhao Mao Mao

Was QC Imspector zawsre of the problem: L] Yes[¥] No
Contractor's proposal to correct the problem:

Comments:

This report is for thé 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 recornmendations
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

{;i;_"_ TL-13,Quality Assurance -- Non-Conformance Report PageZaf 2



bk DEPARTWENT OF TRANSPORTATION - District 4 Toll Bridge

f g 333 Burma Road
L Ozkland CA 94607
{7 tfeprs Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 23-Sep-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000387
Subject: NCR No. Z{PMC-0401

Reference Description:  Missed Indications (MT) / West Shafi Lift 1 /43m Diephragm to CD Diagonal Stiffener / Transverse Indications

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks: )
During Magnetic Particle Testing (MT) of West Tower, Lift 1, 43m diaphragm to C/D comer diagonal stiffener weld
WSDI-A115G/1-120, QA observed two (2) transverse linear indications of approximately 12mm and 4mm 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 docnments.”
AWS D1.5-2002 Section 6.26.2 —*“Welds that are subject to MT in addition to visual inspection shall have no cracks.”

Action Required and/or Action Taken:
Propose a Tesolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indications
during magnetic particle testing of the welds. Provide documentation of the steps/actions taken by the Quality Control Manager 1o

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 oceurrences.

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, ZPMC 0386, ZPMC-0387,
ZPMC-0388, ZPMC-0389 and ZPMC-0390 related to Tower.

Transmitted by: Scott Kennedy Sr. Bridge Engineer

N 05.03.06-000387.NCT Poge 1 of 2



( Continued Page 2 of 2 )

Attachments: ZPMC(C-0401

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

‘) 05.03.06-000387,NCT Poge 2 of 2
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Welding Repair Report 0
nEEm AR | RCHE WSD1-A115G/J adih] T
Project Name SFOBB Drawing No ] Report No. HWR2704
Aﬁ_j% N . R LT =
- 04-0120F4 4L 7 EECE L T
Contract No.: : ; B NDTHr& 255
= ltetms Na | First lifting wes NA
M E %5 HiES Report No.of NDT]
. ZP06-787 t tower
Projiect No.:

EEEEES

| Description of welding discontinuity: : 1

EES—MEBAMERMCETLACDARB —SMEGEKE, KA12MM, WmE:

The linear defect was found at first lifting 43m diaphragm CD corner, 12mm in length, see dra
‘

ft.

= A]\ (SL\ xl.hfi } )
IR (Inspector) : An Qigiianbﬂ%}mate): 09.09.22

a2 | 1 R

WSD1-A115G/]-120




AR

Caused:

1. k%maw,mﬁ&ﬁ%éﬁiﬁiéﬁﬁgﬁﬁmxﬁ;

1. Moisture wasn't completely removed during drying operation (preheating) or the area wa
sn't preheated sufficiently.

‘ ‘ L Bo%
M fFAForeman): L) s}x«7wvm B #(Date); j a), »

EERL

Disposition :

1.QC RYEEH ], STEFi2ikidse

| RERG PR B IA F AT B R
| 3V AR R B4Rk A e

| 4STEFIAS WPS 2

| SARANT RN, QC ARIBAA R b G E S

ahgﬁﬁﬁﬁfﬁﬁﬁﬁﬁﬁi&#%$

7 2FRAE RS VT MT 5= UT 405

1.QC shall monitor gouging/grinding/weiding

2.Gouge defects & grind smoothly

3.Verify that defects have been removed with VT

4.Welding shall be in accordance with WPS

5.QC shall ensure all slag is removed prior to deposition of subsequent weld passes
6.Blend repair area with adjacent base metal

7.Perform VT, MT, & UT to repaired area




i
| = 2& 2 Az in Y
= y ‘)::F‘ é@ )E. 1[?/ j:& = fiZ= Rev. No.
| TZPMC | |
| Welding Repair Report \ o |
E L £ B i ES BET
; WSD1-A115G/ -
Project Name SFOBB Drawing No. . / Repori No. LRl
&S EHEE— T
04-0120F4 e L e
Contract No.: it 2 AR First lifting wes DMl & NA
T ltems Name Report No.of NDT
N ZP06-787 t tower
Project No.:
Y E a6
Correction action to prevent re occurrence.
1 A48T, QCHIAA ALey TR, WA RR A ETR.
]
1. QC shall verify sufficient preheat has been applied, to remove moisture, prior to welding.
# 14) fi 9r A(Foreman): B #(Date): ;

2 RWPSH
Repair WPS No.

WPS-345+485-SMAW-1
G(1F)- Repair-2
WP S-345+485-SMAW-2
G(2F)- Repair-2

IRk
technologist

2’!\ C/’;"‘ﬂlﬁ:fff ?1}/70 |

o E (HRE)) B EERGEE
Preheat temperature
before gouging

NA

& & 0y B A
Description
of discontinuity

RN E
Inspection
before welding

I

2 B0 AGA B
Preheat temperature
before welding

B K A WA |
Max. depth of gouging m Total length of gouging \ M
BT 1 2E EEAE T
welder )/01 [eo welding type Lawlirv position yé"
1B 12 35 R RiEEE
Current {gp Voltage 7/§ Speed //0
I RERRE
| Inspection After repairing:
e B R B
f}Tﬁzﬁﬁ;—i Inspector g 7 Date O/ﬁ
resu , - .
/é“ 0112008 | 79. 24
NDTE & En R B M
D -~ 1 » R
i T result (W NDT person Ca,; Jsaiie Date 04; W ’/\é-
- LE /
- Witness/Review:
| &
Remark :

#R787-QCP-900
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R 4R &5
REPORT NO. iR & 48 T787-MT-6903 DATEH#i 2009.09.25 PAGE OFERE 1M Revision No: 0
PROJECT NO. 2P06-787 CONTRACTOR: CALTRANS
TRHS: A pe
CALTRANS CONTRACT NO.:
DRAWING NO. WSD1-A115G/ VRN
e 1st lifting Tower(W) MM ITEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHTRD BZiRiE BFES BB ETRM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°%7 ,2009
EQUIPMENT # 4 MANUFACTURER #i& #§ MODEL NO. #2E5S SERIAL NO. &85
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
52 Ak Rt A B3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
i d i Eai] TR REAA M PR
MATERIAL TO BE Y WELDING ##44 s
Material & thickness AT09M-345T2-Z
EXAMINED 1 CASTING &1
B e O FORGING 3% B4, B 75/65mm
DIN ROCESS JOINT
WELDING P SMAW TYPE OF JOIN T-JOINT
b pid e il
WELD IL.D SCONTINITY et - ACCEPT REJECT REMARKS
o IN
g INDICATION TYPE ST ey 1B &k
Eip 314
WSD1-A115G/J- after
120 ACC. repaired
AFTER T-WR2704
BLANK

EXAMINED BYZE#

REVIEWED BY #i#

43 / QCM Lw]h« /\,-—«

oy 9Ly

%F SIGN | B3l DATE

Cai Xinxin (ol XI‘\\){E"\ o7 o7 2 7)‘”‘1"‘\.}‘}'{1‘ 07- "'7'}4/
LEVEL-1l SIGN %% / DATERW / Ol LEVELI SIGN 7/ DATEAM
Fi/CUSTOMER

%5 SIGN/ Bili DATE

(FORM# ZPQC-MTO01)
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5 =
5 25 3% 3 - ) |
EER B RS | K Rev. fo.
-
Welding Repair Report | 0
| WESR % B3 A [ E 5 NSDIAT 5G] REHT P |
! ; A T 7 i
| Project Name SFOBB Drawing No Report No. 1
i ‘%FF:] 5 ' = . il - = |
le 04-0120F4 15 £ P = — m NDTIE2 %2 ;
| Contract No. lems Na | The 1% lifting o= NA
I E b5 :
b ZP06-787 e Tower(W)
Project No.:

Rt

Description of welding discontinuity: .
WER—REBRAIMMER T L CDA (WSDI-A1BG-120) B — b g, K44MM, WE:
The linear defect was found at first lifting 43m diaphragm CD corner (WSD1-A115G/J-120) ,

4mm in length , see draft.

A
f I8 A (Inspector) n Qingxiang H#A(Date) : _ 09.09.23

WSD1-A116G/J-120




{1. Moisture wasn't completely removed during drying operation (preheating) or the area wa

Caused:;
1. KIEIEIRET, KRBT TEWER N EZA K &8 THm A,

sn't preheated sufficiently.

£ 18] %1 9 A(Foreman): [/’ ‘S%ﬁ 8 #i(Date): 57 Mf Z%

D

1

2. Grind smoothly the gouged surface;
13

4

isposition :

Gouge off the defect weld;

Ii User’'s request ,check with VT or other NDT method to make sure the defect remove compelety;
1. Preheat and the interpass temperature control according to the relative WPS-repair;
9. Check the welding according to the approved shop drawing.

[Nl N et o Ui PR

2. HBRAIALTT BRI

3. WHPER, FVT EEE R MR I HE Sk i 55
4, EHE R IR B IR T E AR WPS BT TR 1 (AR
6. fEEMERMMIFLE.

iJ‘ZLijA 274933 =x LW}M_ EE

Technical engineer Approved by Date 0’7 ? 7/;

#R787-QCP-900



ZPMC

BReEREBRS
Welding Repair Report

[#4< Rev. No.

0

. ik il WSD1-A115G/ e T-WR272
Project Name SFOBB Drawing No. : Report No. - 6
&G o5 A B
04-0120F4 i LRGN ga o
Contract No.: S8 AR The 1° lifting NDTiRE 4 5 -
A e ltems Name Repori No.of NDT
e el ZP0B-787 Tower(W)
Project No.:
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REPORT OF MAGNETIC PARTICLE EXAMINATION
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REPORT NO. {45455 T787-MT-7010 DATEH# 2009.09.24 PAGE OFTIR 1M Revision No: 0
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DRAWING NO. WSD1-A115G/ CALTRANS CONTRACT NO.:
o THE 1ST LIFT DIAPHRAGM AND SKIN [fn# TR E 04-0120F4
: PLATE ;
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEFEER SRR EFRY R ERROM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2000
EQUIPMENT &4 MANUFACTURER #3575 MODEL NO. #:& & SERIAL NO. &4
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD / Continuous magnetic yoke CURRENT P
R T R ESE i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TR mia Mg
MATERIAL TO BE + WELDING ##4 . , A700M-345T2-Z
Material & thickness
EXAMINED O CASTING %4 AT709M-HPS-485WT2-Z
HRHE O FORGING #i% gz s 75/90 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
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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-000339
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0401

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:  22-Sep-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 1, 43m diaphragm to C/D corner diagonal stiffener
weld WSD1-A115G/J-120, QA observed two (2) transverse linear indications of approximately 12mm and
4mm in length. Thisweld had been previously tested and accepted by ZPMC Quality Control personnel.
Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

Affected weld has been repaired, verified by QA, and green tagged. To resolve the recurring failure for QC to
detect MT indications, ABFJV 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 ? [] 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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