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-000449
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0422

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 3

Reference Description: Missed MT indication on West Tower, Lift 3, 85.25m Diaphragm to Skin A weld
Description of Non-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 3, 85.25m Diaphragm to Skin A weld
WSTL3-4B/K-39, QA discovered alinear indication of approximately 10mm in length. Thisweld had been
previoudly tested and accepted by ZPMC NDT personnel (NDT Inspection Notification Sheet #004423).

85.25Mdiaphragm

Approximat _ehgth /

&

10/18/09 16:43|

10/18/09 16:38

Applicablereference:

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

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

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: You Yuan Mao

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

Time and method of notification: 10/18/2009, 17:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 10/20/2009, 11:00; Verbal
QC Ingpector's Name: Zao Mao Mao

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

Comments:

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

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 20-Oct-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: 05.03.06-000412
Subject: NCR No. ZPMC-0422

Reference Description:  Missed MT indication on West Tower, Lift 3, 85.25m Diaphragm to Skin A weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
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 West Tower, Lift 3, 85.25m Diaphragm to Skin A weld WSTL 3-4B/K-39, QA discovered a
linear indication of approximately 10mm in length. Thisweld had been previously tested and accepted by ZPMC NDT personnel (NDT
Inspection Notification Sheet #004423).

Specia Provisions Section 8.3 —“Quality Control (QC) shall be the responsihility of the Contractor. As a minimum, the Contractor shall
perform inspection and testing of each weld joint prior to welding, during welding, and after welding as specified in this section and to
ensure that materials and workmanship conform to the requirements of the contract documents.”
AWS D1.5-2002, Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no cracks."

Action Required and/or Action Taken:
Propose aresolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indication
during magnetic particle testing of the weld. Provide documentation of the steps/actions taken by the Quality Control Manager to
prevent future occurrences.
In addition to the Quality Control non-conformance, address the material/workmanship for the identified non-conformance including
documentation that the deficiency has been brought into compliance with the contract requirements. Additionally address the probable
causes for the indication and the actions that will be taken to limit future occurrences.
Recent failures by Quality Control to identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPM C-0359,
ZPMC-0371, ZPMC-0372, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377, ZPM C-383, ZPMC-0384, ZPM C 0386, ZPMC-0387,
ZPMC-0388, ZPMC-0389, ZPMC-0390, ZPM C-0401, ZPM C-0408, ZPM C-0413 and ZPM C-419 related to Tower

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0422

Y/ 05.03.06-000412,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000412,NCT
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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  23-Oct-2009

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

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

Resident Engineser Docunent Ho.: ABF-HPRO00409 Rev: DO
Ref: 05.03 05-000412

Subject  NCR Mo, ZPmC0422

Contractor's Proposed Resolution:

Reference Resolution: ARF MV QCH hazimplemented training with ZPMC to improve inspedionz. Topics to be covered: ngpedionof
ecuipment prior to use, proper conditions for inspedion, proper technicue for MT, and UT.

ABRF Y QT has implemented training with ZF MC 1o im prove the guality of inspedions.  ABF JY wdll provide documentation showng
attendance by ZPMC QT inspedors and the subject oftraining. Topics to be covered during the instruction are: inspedion of eqquipment price
to u=e, proper conditions for inspedion, proper technigque for MT, and UT . In addition, 2ABFJV has committed to perforn overchecks in both the
Toweer and OBG . This will serve two purposes, firg to monitor ifthe training is effedtive at reducing the number of miszed indicgions and
second to ensure missed indications are prevented.

Documertation of repairs and subsequent NDT spedfictothis repot will be transmitted through Daily Welding Beports and will be available in
the documentation data base. Based on this course of action, ZF MC is reqguesting that this proposed resolution be spproved with adion
pending. Once training records ane available to be transmitted, ZPMC will regues closwre ofthiz NCR.

Subrritted by
Atachment(s): ABF NPR-000409R00

Caltrans’ comments: Status: REJ
Dates 27-0ct-2009

Ewen though the courze of adion iz acceptable, the Department will not consider closure ofthiz NCR (ZPMC-4220urtil all the repair documents
ard training documents are submitted and reviewed.

Submitted by:  Les, Hen Date:  27-0ct-2004
Attachment(s): MPR CT Comments

Fape lafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  20-Hou-2009

333 Burma R oac Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABFHPRAO00425 Rev: OO
Ref: 05.03 05-000412

Subject  NCR Mo, ZPmC0422

Contractor's Proposed Resolution:

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

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

Subrritted by
Atachment(s): AEF NPR-000425R00;

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

It should be noted that the oniginal MPR (ABF-MNEP-000425R 001 was submitted on October 23, 2009, A2 zuch, this submittal should be
designated a= ABF-MP R-000425R01

Basad on the course of adion listed in the orginal MPR, and the evidence of the acceptablity of the welds and the traing documents submitted
withthiz MPR | the Department concurs that Mon-conformance ZPMC 0422 is dosed.

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

Fape lafi



(ZPMC™
LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-20
REGARDING: NCR-000449 (ZPMC-0422)

No. T-082

ZPMC received NCR-000449( ZPMC-0422), it mentioned that during MT of west
tower lift 3 85.25m diaphragm to skin a weld WSTL3-4B/K-39,CT discovered a
linear indication of approximately 10mm in length . This weld had been previously
tested and accepted by ZPMC NDT personnel.

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

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

ATTACHMENT:

NCR-000449 (ZPMC-0422)

NOTIFICATION: 4606

REPORT OF MAGNETIC PARTICLE: T787-MT-6412R1
CWR:T-CWR397

ANSis
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4 ' DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
{ I 333 Burma Road
Oakland CA 94607

follrprs Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITT AL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 20-Oct-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 Nj]sscm Project/Fabrication Manager Document No: 05.03.06-000412
Subject: NCR No. ZPMC-0422

Reference Description: ~ Missed MT indication on West Tower, Lift 3, 85.25m Diaphragm to Skin A weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
[ Material or Workmanship not in conformance with contract documents.
L] Quality Contro] (QC) not performed in conl"ormanw with contract documents,
] 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 West Tower, Lift 3, 85.25m Diaphragm to Skin A weld WSTL3-4B/K-39, QA discovered a
linear indication of approximately 10mm in length. This weld had been previously tested and accepted by ZPMC NDT personnel (NDT
Inspection Notification Sheet #004423).

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor shail
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 a resolution for this systematic non-conformance that addresses the failure of Quality Control to identify the linear indication
during magnetic particle testing of the weld. Provide documentation of the steps/actions taken by the Quality Control Manager to
prevent future occurrences.
In addition to the Quality Control non-conformance, address the material/workmanship for the identified non-conformance including
documentation that the deficiency has been brought into compliance with the contract requirernents. Additionally address the probable
causes for the indication and the actions that will be taken to limit future occurrences.
Recent failures by Quality Control to identify linear indications (MT) have resulted in the issuance of NCR ZPMC-0358, ZPM C-0339,
ZPMC-037T, ZPMC-0372, ZPMC-0373, ZPMC-0375, ZPMC-0376, ZPMC-0377, ZPMC-383, ZPMC-0384, ZPMC 0386, ZPMC-0387,
ZPMC-0388, ZPMC-0389, ZPMC-0390, ZPMC-0401, ZPMC-0408, ZPMC-0413 and ZPMC-419 related to Tower

Transmitted by: Ken Lee Transportation Engineer
Attachments; ZPMC-0422

12,0058 40 “eceived
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( Continued Page 2 of 2 )

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe, Scott Kennedy
File: 05.03.06

S5 05.03.06-000412NCT

Puge 2 0f 2



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

DEPARTMENT OF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES :
Office of Structural Materials : v

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 94582-1133 _ File # 69.25B

(707) 649-5453
(707) B49-5493

TR T

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxiig Island, Shanghai, PRC Report No: NCR-000449
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 18-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0422

Type of problem:

Welding 0 Concrete [ Other

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

Procedural [J] Procedural [] Description: West Tower, Lift 3 ;
Reference Description: Missed MT indicdtion on West Tower, Lift 3, 85.25m Diaphragm to Skin A weld
Description of Nen-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 3, 85.25m Diaphragm to Skin A weld
WSTL3-4B/K-39, QA discovered a linear indication of approximately 10mm in length. This weld had been
previously tested and accepted by ZPMC NDT personnel (NDT Inspection Notification Sheet #004423).

TP pi

(8%neor
ipgication
2

Applicable reference:

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

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

cracks."
Who discovered the problem: Umesh Gaikwad
Name of individual from Contractor notified: You Yuan Mao

iy . ; ; - Non- ’
g, TL-15,Quality Assurance -- Non-Conformance Report Faged of 3
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continved Page 2 of 2 )

Time and methed of notification: 10/18/2009, 17:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy v
Time and method of notification; 10/20/2009, 11:00; Verbal

QC laspector's Name: Zao Mao Mao

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

Contractor's proposzl to correct the problem:

Comments: ;

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

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

‘NS, TL-15Quality Assurance -- Non-Conformance Report Page 2of 2
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p = it L Joint Prep./ Fit-Up TG0g. % a !
| 1 184U (AT I=F: ] il N
} Assembly Practice
Baily Production: Report B ) :
g = - Welding Techniques
: F R E © mETE -
Caltrans Contract No. | 04- Welding Parameters
NS FEE 0120F4 Migse
t Project | San Francisco Qakland Magnetic Pariicle ¥ i
Name.. | Bay Bridge 3 (MT) MTia#
| FEE A AT Ultrasonic
A EH ToweR 4 M) UTHE j
Project Final Visual
No.: 5 (FVT) B E i
ZP06-787
WHE Radiography
g 6 (RT) RTRTE
Assembly/ FET: ¢ NA Quality Control Representative/ FRFE
Sub-Assembly/ FRE:  NA Xu bing )<A \‘V'\K '
NA Quality Assuratice i ager ~ Approval
Girder/ 32 : BT
Tower(W) 3rd liftin
Tower/ J%: () 4
Welder Inspection
Weld No. 1.D.# Location Part No. B0l bt | e Rej.| CWR | WRR | HSR | NCR
mase | BTRg| e Hlis | PR Code | sl | KEAR|MEE| K IRE e
F) SERLE B B MW it E g
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| Crtical Welg g Repei Kapopt (CWR) , (]
1 B 475 o
Brai Mare: %@H&%—Xﬁ { RS WSTL3-4B/K ?E%ﬁ% T
~reject Mame: SFOBR | Drawing No.: L34 Repori o.: I-CWR3g7
o ¥ —
ERE ra ¥
l 04-012054 Tower(w) 3 litiing
Contract No.: B2 CD angle diagonal NDT Hissee
Iflf E %% = item Name: stiffener and skin NOT Report No.; T787_MT‘6412
Project Mo.: = ZP06-787 plate
— 1
R LEGh B R

Description of Welding Discontmuuty
EXIWSTL3-4B/K-B0R FiRe, ER Y Mg, (1= =10mm

Welder 1D No. (BI% ) 040229 Position:(ﬁ‘[ﬁi): 2
One longitudinal crack was found by use of MT on WSTL3-4B/K-30.

é:f’b

BRR (Inspector) : §u Bin 9 B3 (Date) : 2008.10.21

REREMERER: - ‘
Draft of Welding Discontinuity:

~and l/
\\\ é%nro e Y E

R _xsfj‘p;?y
1er
;lWELD NUMBER:WSTL3-4B/K-39

This « iocumenl is AF ROVEL
e of Cali org
ARTMENT OF TRANSPORTATION
F‘ursuanl to Section 5-1.02 of |he
: SIsndarrlSpemﬁca ions
Initiat Sev Date: 1Dl25f e




LT T — I
Cause:

L IREEMRLE s, I, AN BEHERS A0 45 b st o

2 JTEE TN, A4, BEEHANSIER.

1. The access space was quite narrow resulting in making il difficult to arc-gouge the defects effectively.

2. The grinder was not observant during the grinding operation resulting in the indications®
not being completely removed.

EMAKN (Foreman): A;ufmﬂam Pate): o 10.27,

WK R

Disposition :

QC shall monitor and direct the welder and the grinder doing the repair operation.
Preheat before gouging; the temperature shall be at least 65°C.

Gouge the weld to remove identified defects.

Joint details shall refer to the approved WPS repair.

Grind the gouged areas lo a smooth and shiny surface.

Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.
QC shall monitor all welding passes being deposited.

QC shall ensure all slag has been removed prior the deposition of next pass.
Preheat and maintain interpass temperalure control in accordance with the WPS,
Blend the weld repaired areas into the adjacent weld or base metal by grinding.
Perform VT, MT and UT NDT inspection to the repaired areas,

S Wy

- a2 o m
™ ¥

4

RIS, QC MBS RES AT RIS,
B2 AL TR, BEFET 65° C,

AL s
%%ﬁﬁ%%%ﬁ.ﬁﬁ%%—jﬁﬁmﬁ%@ﬂ.ﬂ%ﬁ%ﬂﬂﬁ@ﬂﬁﬂ%ﬁ%%%l%ﬂﬁme
B T BB

TR AR, VT 70 MT R0 2.

TS, QC WiARHEETS,

EFATEBEN, QC NiZRERE WK E S £

9. 1RIE WPS B HIT R A A

100 4TSRS (R 1505 W 36 R b P49 4 5

T XSEMER T VIMT §1 UT & NDT 3.

| - >t A W R
’ P 4 2 a " .

This docuinen! is APPROVED
State of Califomia
DEPARTMENT OF TRANSPORTATION
Pursuant lo Section 5-1.02 of Ihe

... Slandard Spacifications
Iniial s Dale: g letof of

Iﬁ=éé&mPﬁ) #H - A4
Technical Enginear{:} o2 % Approved By: LJA/‘\W}W“ Diita: [ a z%/gﬁ}
#R787-QCP-900 ’ J d
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Corrective Action to Prevent Re-occurrence:

- BRANTES, EBRIEH, VIRIMTHA BT 6L B2 %%, :
- BISERAERENRIEHERN, 8 IIFRTE,
- RRBERERN, TENCARASERS:

- Grind smoothly transition after gouging. Perform VT and MT to ensure all
. Instruct the welder that it is his responsibility to produce sound welds and
- Greater QC presence during critical welding operations.

EEHAEA (Foreman):

RISy s

B#f (Date):

.5 10023

the defects have been removed.
perform inferpass cleaning.

St oA OB b 3T Me oS A= I LS
ARV A — | Rev. io.:
Critical Welding Repair Report (CWR) T (r
AR £ MR AN 4 E S N REGE e
Project iHame: SFOBB Drawing io.: Bl Hisgort i 1-CWR397
o
N N
R 04-07120F% Tower(\W) 3" Hiting
Conirzct No.: & T , DT Mg
= d D angle diegona NOT #
- “ﬁﬂﬁ:?ﬁ_ _ N o T787-MT-6412
G em Name: stifienar znd skin NDT Report Mo.:
y ZP05-787 ;
Project No.: piae
8 i

2R TPSEHEE
Repair WPS No.:

G (1F) -Repair
G (2F) -Repair
G(1F)-Repair

G(2F)-Repair

WPS-345-FCAW-1
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A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

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

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

Continuous method
Two directions
Both sides of weld

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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, PRC Report No: NCS-000340
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0422

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:  18-Oct-2009

Description of Non-Conformance:

During Magnetic Particle Testing (MT) of West Tower, Lift 3, 85.25m Diaphragm to Skin A weld
WSTL3-4B/K-39, QA discovered alinear indication of approximately 10mm in length. Thisweld had been
previoudly tested and accepted by ZPMC NDT personnel (NDT Inspection Notification Sheet #004423).
Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

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

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

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

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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