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-000527
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 05-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0500

Type of problem:

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

Procedural [ Procedural [1 Description: Missed MT indications

Reference Description: Longitudinal Indications discovered with MT after the contractor had tested and
accepted the weldsin Segment 8AE

Description of Non-Conformance:

During Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8AE, this

Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indications measuring approximately 8mm and 15mm in length. The welds are
identified as:

1. SD24-PP62.5-049 @ Panel Point (PP)-062.5 (8 mm indication)

2. CSD4-PP62-109 @ Panel Point (PP)-062 (15 mm indication)

-The OBG Segment islocated at outside yard.
-The Notice of Witness Inspection Number (NWIT) is004796. Theindication islocated inside the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

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

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Tang Youging

Time and method of notification: 0700 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 0800 hours, Verbal

QC Ingpector's Name: Wang Xian Pin

Was QC Inspector awar e of the problem: [ 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.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

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: 24-Dec-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: 05.03.06-000488
Subject: NCR No. ZPMC-0500

Reference Description:  Longitudinal Indications discovered with MT after the contractor had tested and accepted the weldsin Segment 8AE

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: 08
Remarks:
During Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8AE, this Quality Assurance Inspector
(QA) discovered the following issues:

-Two (2) Longitudinal linear indications measuring approximately 8mm and 15mm in length. The welds are identified as:
1. SD24-PP62.5-049 @ Panel Point (PP)-062.5 (8 mm indication)
2. CSD4-PP62-109 @ Panel Point (PP)-062 (15 mm indication)

-The OBG Segment is located at outside yard.
-The Notice of Witness Inspection Number (NWIT) is 004796. Theindication islocated inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel.

Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Missed MT indications by ZPMC QC are a chronic problem. Perform training
with MT technicians and test for competency to ensure the quality of MT inspection can achieve consistently accurate results. A
response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0500

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

Y/ 05.03.06-000488,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: 11-Jan-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000458 Rev: 00
Ref: 05.03.06-000488

Subject:  NCR No. ZPMC-0500

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has acknowledged the missed MT indication, has generated an internal NCR, performed repairs and re-
inspected the welds. ZPMC requests closure of this NCR.

ZPMC has acknowledged the missed MT indication, has generated an internal NCR, performed repairs and re-inspected the welds. ABF QCM
has performed updated training to MT operators as a means to prevent re-currence. See attached documentation. ZPMC requests closure of
this NCR.

Note to CT, for documentation purposes, be reminded to revise your NCR to address the correct weld joint number as indicated in the ZPMC
letter.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000458R00;

Caltrans' comments: Status: CLO

Date: 11-Jan-2010

Documentation received is sufficient to close this NCR. Panel Point correction accepted.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):

‘R}'I Page 1 of 1



@ No. B-554
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-6
REGARDING: NCR-000527(ZPMC-0500)

With this letter of response, ZPMC requests closure of CT NCR-000527(ZPMC-0500),
what mentioned that QA observed missed MT indication.

ZPMC acknowledged this problem and has issued internal NCR. Attached is documentation
of the repair of the missed indications and subsequent NDT. Training was conducted by ABF’s
QCM with %‘I;}l\;l_ct’s MT inspectors. By the way, CT located a wrong weld ID. SD24-PP62.5-049
in CT’s NCI}\\vas confirmed to be SSD24-PP63.5-049.

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

ATTACHMENT:
NCR-B-354(ZPMC-0500)
NCR-000527(ZPMC-0500)

B-CWR967

B-CWR966

B787-MT-16539

B787-MT-16539R ]

MT TRAINING RECORD (MT-22-DEC-09)

b
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Nonconformance Report
=emcy v—

Project Name: S.FE.0.B.B NCR Number:

T8 25  REMMEE AR NCR % 5: NCR-B-354(ZPMC-0500)

Item: Missed MT Indication | Item ' Drawing:

LR MT F# Number: % : {SD24-PP63.5-049@Panel Point (PP)-062.5
15 :8AE CSD4-PP62-109@Panel Point (PP)-062

Location: outside yard Date:

frE: OBG %z 3 2009-12-31

Description of Nonconformance:

PRETORERR:

During QA Magnetic Particle Testing review of welds located on Segment S8AE, this QA inspector
discovered the following issues:

-Two longitudinal linear indications measuring approximately 8mm and 15mm in length. The
welds are identified as;

ISSD24-PP63.S~049@PaneI Point (PP)-OG;.S (8mm indication)

2. CSD4-PP62-109@Panel Point (PP)-062(15mm indication)

AWS D1.5-2002 Section 6.26.2: Welds that are subject to MT in addition to visual inspection shall
have no cracks.
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

@!Ersms Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 24-Dec-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/ 132
Dear: Mr. Charles Kanapicki Job Name; SAS Superstmclurc\\
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: *05.03.06-00048 N
Subject: NCR No. ZPMC-0500 (‘)(\ #

A T
Reference Description: Longitudinal Indications discovered with MT after the contractor had tested and pépep & 1h13:\ 5 in Segment 8AE
; o

The attached Non-Conformance Report describes an occurrence where the contractor did not comply wit} /J\reg\:(ireme sPof the contract document as
N

indicated below: 2

"y
Material or Workmanship not in conformance with contract documents, <\( 'Y

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

uality Control (QC) not performed in conformance with contract documents. = \:'\,
ty 2 ; N

I\ (2”

iy R

D Non-Conformence Resolved. o ,:\\\\
Material Location: OBG rﬁ"\{\i_\ Lift: 5 8
TN \

Remarks: gy &\) @
oa

During Quality Assurance Magnetic Particle Testing (MT) revie ron Sc@g’ﬁ, this Quality Assurance Inspector
? \/ c @
7 ©

-Two (2) Longitudinal linear indications measuring npp@y 8mmn and ]@‘ih length. The welds are identified ag:
i t

1. SD24-PP62.5-049 @ Panel Point (PP)-062.5 (345m 1) @)
3 'on: 4‘/@

2. CSD4-PP62-109 @ Panel Point (PP)-062 (1§
-The Notice of Witness Inspection Numbe WIT) is 00 he indication is located inside the area that has been previously tested
and accepted by ZPMC Quality 1 (QC) personn

Action Required and/or Actio ake

cer for approval. Missed MT indications by ZPMC QCare a chronic problem. Perform training

ompetency to ensure the quality of MT inspection can achieve consistently accurate results. A

(QA) discovered the following issues:

-The OBG Segment is located at outs;

Submit a repair procedur
with MT technician

response fo Ie 1f of this issue is expected within 7 days.

Transmitted by:  Bill Howe
Attachments: ZPMC-0500

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

Hia
i e O .
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STATE OF CALIFORNIA-B USINESS, TRANSPORTAGTION AND HOUSING AGENCY . Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION it
DIVISION OF ENGINEERING SERVICES f_
Office of Structural Materials Sl

Quality Assurance and Source Inspection

Contract # 04-0120F4 -~

Bay Area Branch
690 Walnut Ave.S1. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 e

. (707) 648.5453 _ - File# 69.25B

(707) 649-5493

QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000527
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 05-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0500

Type of problem:

Welding [J Concrete [J Other

Welding [0 Curing L] Procedural I Bridge No: 34-0006

Joint fit-up [] Coating [] Other Component: Segment 8AE

Procedural [] Procedural [ Description: Missed MT indications

Reference Description; Longitudinal Indications discovered with MT after the contractor had tested and
accepted the welds in Segment 8AE

Description of Non-Conformance:

During Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8AFE, this

Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indications measuring approximately 8mm and 15mm i length. The welds are
identified as:

1. SD24-PP62.5-049 @ Panel Point (PP)-062.5 (8 mm indication)

2. CSD4-PP62-109 @ Panel Point (PP)-062 (15 mm indication)

-The OBG Segment is located at outside yard.
-The Notice of Witness Inspection Number (NWIT) is 004796, The indication is located inside the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel.

B ¥ T s

Sogment BAE
CSDA-PPGZ 109

: : : N
Lorationoi 15mm langitudinal linean

1614182/05/09)

=y r : 2
P TL-15,Quality Assurance - Non-Conformance Report Powe | of 3
e S £




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2)
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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 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks. '
Who discovered the problem:  Chandra Sudalaimuthy
Name of individual from Contractor notified: Tang Youging
Time and method of hotification: 0700 hours, Verbal
Name of Caltrans Engineer notified: Ching Chao and Bill Howe
Time and method of notification: 0800 hours, Verbal
QC Inspector's Name: Wang Xian Pin
- Was QC Inspector aware of the problem: [ Yes 4] No
Contractor's proposal to correct the problem:
N/A
Comments:

burpose 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.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader
Reviewed By: Wahbeh Mazen SMR

j_‘gﬂ’._ TL-13, Quality Assirance - Non-Conformance Report Papednrey




Mg
Rey, No.:

B-CWRQG?

8AE FLOOR BEAM
SPLICE

NDT Report No,: B?B?-MT—-'! 6539

Descriptigp of Wefdlng Discontfnuity:
Eﬁssoz:;-wsa&m%ﬁﬂiw, ﬁﬁ‘lﬂbﬁfﬁ]ﬂﬁ. L=3mm

Position:(ﬁzﬂ): 2F
Cne transverse Crack wag found by use of MT on SSD24-PP63.5~049.
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Cause: :
1. kigimsheg, mﬁ&ﬁﬁé%i&:ﬁﬁiﬁ%ﬁﬂ\ﬂﬁﬁﬁﬁ?%;

1. Moisture wasn’t completely removeq during drying Operation (preheating) or the area wa
sn't Preheateqd suffic!ently.

EFRRA (Foreman):

Cisihig))

Dispositiun :

T g sent, QCHlLeader CWIEB S3t7ss, ﬁﬁﬂﬁ?ﬁ%ﬁﬁﬁﬁif‘p‘Mﬁﬁﬁ&ﬁﬁﬂ&bﬂﬁﬂﬂfﬁ:
2 %’i‘i&gﬂﬁﬂﬁ. QCAlLeader GWIE\ZBJ%?&?‘;ECWRHUEE{J#:
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10. BB AR mrra RN DBE R0 oo, naappmgm @mmm
11, Eﬁﬁ%@&%zamuaﬁ#a‘sw@ﬂﬁmlﬁ; : s SUENG2T Spacs

12, Eﬁﬁ%ﬂﬁﬁ&%ﬁﬁ&%&%ﬂwdxﬂn‘w&:‘i&’ﬁwbﬁﬁﬁ

13, g IMTRE, 5 A R10.1.50 TREHT R R MTH®. sFcipmes,
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1.QC and 3 Lead cwy shall be Present, direct ang Supervisg gl grinding ang welding Operations during this re
pair to ensyre the repair is per the disposition requirements

2.QC and g Lead cw shall have an approved capy of the CWR in hand prior ¢ the repajr,
3. Remove Paint=25mm in all direction of HAZ prior o MT.

4.Clean the excavation area of g loose debris including MT Powder, Preheat (g 65" C befors removing cracks
by grinding, Tepair area ghall extend a minimum of 50mm beyond each end of single crack repairs,

5.If basa metal js damaged by grinding, the damaged areg shall be ground clean prigr to performing weld repa
ir. If i i er grinding, Comply with the notification pp changing fills weld to CJP w
m.

6. Prepare EXxcavation jn accordance with the New Repair Procedure prior to welding,

7.Before thjs Tepair, Verify with /T and MT repair areag are defects freg, and also MT ghay be performed op
the basg metal laying abroad cracks to ensure that no cracks Were propagateq to the basge metal. Separate

approval is needeqd if cracks are found in the base meta), and only after this new CWR's approval cap
continue the repair,

8.Clean excavation areg of all loose debyis including pT powder after eXcavation, Preheat ang weld according t
O repair WPS, the Preheat shall between 160° G-23p° ¢,

8. Perform post weld heating according to repair WPS, the Postheat shaj belween 23p- C—315° ¢ and for on
minimu,

12, Wait 48 hours at Jeast after the repair area has cooleq o ambient temperature before Performing NDT.

13, Perform MT inspection to all repair area according tq Contraci Drawings along with a1 additional NDT requ
ired by the applicable notes Special Pravisjon ngzciion 10-1.59 'Steq| Structure, Subseclion ‘inspection tesling’.
ude \/T,

I #. Cif =4 Fon it 7 =R
/e ' 1 ;
Technica) Engineer, Hﬁ)“‘“w‘ Approveag By: ¢ V7 @“Z"%C\ Data: 7 ra .u7
/
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Critical Welding Repair Report (CWR)

AREH SRR Ak

Project Name: SFOBB Drawing No.: Report No.: B-CWRgg7
_-__—‘—_—_———__-_
'A' =]
S 04-0120F4
Contract No.; BAE FLOOR BEAY NDT .
SPLICE NDT Report No.: | B7B7-MT-15539
Jﬁgﬁ% ZP0B-787
Project No.:

! : This document is APPROVED
Corrective Action to 'Prevent Re-occurrence: . W&%g@ow
3 %msm i
&3, QCang AT, g Sie S FNTY e smmaus%m_ ;
Ihitisl STy 'RRlo9

1. QC shall venlfy sufficient preheat has been applied, 1o femove moisture, prior 1o welding

FRAEN (Foremany; ,A‘J'Uf“‘ﬂ" B3 (Date); ¥ 'b7

7 v 5 -

S W A WpSig = WPS-345-SMAW-2G(2F)-Repa IR e X es [y
Repair Wps No.: ir

Technologlst:
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Preheat Temperature of P
Before Gouging: Discontinuity: Chac

Rur A E E
Birktmip 2 Preheat
Inspection Temperature
Before Welding: Before

"Welding:

/370
?u%r?nﬁ | /4.7 \ﬁﬁaﬁf 234 ff};? /3
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Inspection After Repalyr:

Witnesszeview:
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Jﬂemark : J
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tical Welding Repair Reporyt (CWR)
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Drawing No.:
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RS 04-0120F4 .
L%
BREGpmmn

Description of Welding Dlscontinuity:

%ERa‘CSDx;-PPsz-wamzﬂw, ER 1Y Pag, L=10mm

8AE FLoor BEAM
SPLICE

NDT &4

NDT Report No.; | B787-MT-16530

Welder ID Np, ('}31%%):066163 Posltion:('ﬁtﬂ)z 3F
One longitudinal crack was found by use of MT on CSD4-PP62—1DB.
o e
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Draft of Welding Disconﬂnulty:
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P KiBimsa mﬁ?ﬁ%&%’%ﬂﬁf&%@iéﬁ/ﬁfi@ﬁ%ﬁﬁ%;

1. Moisture Wagp't completely Fremoveg during Grying Operzlion (preheating) Or the areg
SNt preheateq sufficient#y.

FERBEA (Fore

Wa

Mman);
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8. %ﬁ%fﬂ&m&ﬁﬁﬁﬁﬁﬂﬂ@%ﬂ%@- ﬁHHWPSﬂﬁﬁ%ﬁﬁﬁ. Mg 1600 G230’
9. ﬁ&EWPS‘ﬁ%ﬂEﬁE#h BRE B H230° C—315° ¢, Eﬁ&ﬁa‘rﬂgﬂ)ﬂ\d\ﬂﬂ‘;

10, Eﬁsﬁmﬁﬁmm}a@mm, e CH e, b SR s geeroer
DEPARTM NT OF SPORTAT?DN

. Eﬁzﬁ#@ﬁm@m@sﬁmﬁmmﬁ%; - P o Seclou N ORTAT

12. Eﬁ%&ﬂ%ﬂ%ﬁﬁfi&iﬁﬁ@d\wQUE:‘%H?NDT&E; " e B 204 o4

13. ﬁ%ﬁﬁrﬁ@é&%ﬁmﬂ!. %‘&Rﬁﬁﬁmﬁlﬁg R by ‘Bz Eﬁiﬂtﬁﬁﬁ‘mMT@ﬂd. XFCuPtas,

1.QC and 4 Lead cwj shall pe Present, direct angd Supervise aj| grinding ang welding Operationg during this re
Pair to ensyre the repair js per the disposition reguirementsg

4.Clean the EXCavation areq of all lopge debris including MT powder, Preheat o 65° ¢ before 'emoving cragks
on '

by grinding, repair areg shall exiend 4 minimum of 50mm beyond each end of single Crack repajrs,

5.1f base metq) Is damageq by grinding, the damageqy area shal| pg ground clean prig. to Performing weiy repa
ir. If 8ap>5mm jg found during or after grinding, comfply with the Nolification o changing fillet wejg fo CUP'w
hich is submitted for Engineer’s review ang approval fomm,

6. Prepare &Xcavation jp accordance with the New Repair Procedure prior to welding.

7. Before thig Tepair, Verify with VT and MT Tepair areas amp defects freq, and also T shall pe Performed apy

the bage metal lgying abroad cracke to ensure acks were Propagateq 1o the base metal. Separate

R approya) Is needeq if cracks are found in the base metz, and only after this new CWR’s approval cap
continue the repair,

8.Clean EXCavation areg of all Jopse debrig including Mt Powder after Excavation, Preheat and walq according t
O repair WPS, the Preheat sha) between 160" G230 ¢

9. Perform Posl welg heating
e hour minimum,

additiong| NDT requ
Subsectjon 'Inspectjon testing’.
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Corrective Action to'Prevent Re-occurrences:
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ERRIEA (Foreman):
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Drawing No.:
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NDT #igramm

NDT Report No.. | B787-MT-1g539
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1. QC shaj verify sufficient Preheat has been applied, to remove moisture, prior g weliiliigy, SI= E«.}'ﬁ.‘fz }; { A

Repaijr WPS No.: -R

BE (ma) Bl T #438 Be
Preheat Temperature
Before Gouging:
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Inspection
Beforeg Weiding:
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Max, Depth of Gouge:
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Welder:

A&y
Current: # 2 {
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RE]%’ORT OF MAGNETIC PARTICLE EXAMINATION

T B 4R &
REPORT NO. #1542 B787-MT-16539 DATEH#i 2009.12.07 PAGE OFI# 11 Revision No: 0
PROJECT NO. i CONTRACTOR: CALTRANS
IEEE: 0 T
[DRAWING NO. SEG14B/SEG14E/SSD4/SSD24 CALTRANS CONTRACT NO.:
04-0120F4
2R 0 BAE PLATE PANEL SPLICE MM TEEE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
24 HI T4 AT B2 ERnE BESS B E ER B0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER #il3& 7 MODEL NO. B2 SERIAL NO. &z E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT Ko
REfh AT REAE L HL 5
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
HE 2R TRl RS (] B
MATERIAL TO BE J i i
WELDING ﬁ‘ﬁﬂ: Material & thickness ATOSMCIASETSX
EXAMINED O CASTING #:44: R4, JERE
R O FORGING & 30/65/25/14/18/20/8mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B kg
WELD 1D RPN et TENGTH | ACCEPT REJECT REMARKS
. INDICATION TYPE pRi L [t Il Rik
R #R
SEG14B-051 1 longitudinal crack 100 REJ. Y=0
SEG14B-054 1 longitudinal crack 50 REJ. Y=50
SEG14B-052 1 longitudinal crack 100 REJ. ¥=0
SEG14E-152 1 longitudinal crack 25 REJ. =0
CSD4-PP62-108 1 longitudinal crack 10 REJ. Y=30
SSD24-PP63.5- 1 transverse crack 3 REJ. Y=70
049
BLANK
EXAMINED BY £ # REVIEWED BY H &
1
Sun Gongchang {I) i /70’7/‘4 %ﬂ"f/ v 7 )/{/ M/FV o g - (2-9)
LEVEL -1l SIGN %% | DAT FHUI LEVEL-lIl SIGN I DATEB M
HitEm / qem Al FCUSTOMER
%< SIGN/ F W DATE % SIGN / H i DATE

(FORM# ZPQC-MTO1)
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REi?ORT OF MAGNETIC PARTICLE EXAMINATION

BRI R &
REPORT NO. # & %€ B787-MT-16539R1 DATEE | 2009.12.14 PAGE OFI{i& 1M Revision No: 0
PROJECT NO. ———— CONTRACTOR: CALTRANS
TS St B op:
DRAWING NO. SEG14B/SEG14E/SSD4/SSD24 CALTRANS CONTRACT NO.:
04-0120F4
H5: 8AE PLATE PANEL SPLICE ImHTESRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B ERD g BFge B ERM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT %% MANUFACTURER #li& /i MODEL NO, B4 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT o
- Ty - R HH
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
Ry T AT B
MATERI i i
AL TO BE YWELDING #4 Material & thickness AT0SM-345F2IT2.X
EXAMINED O CASTING &4 B, LI
iRl pop O FORGING g1 30/65/25/14/18/20/8mm
ELD
WELDING PROCESS p— TYPE OF JOINT L iBINT
HRHE T kil
DISCONTINUITY A~ &k i1
WELD 1.D. TENGTIIN o) ACCEPT REJECT REMARKS
Pk 2i=R INDICATION TYPE . B HELd ik
EEEN Eit)
SEG14B-051 1R1 ACC.
SEG14B-054 1R1 ACC.
SEG14B-052 1R1 ACC.
SEG14E-152 1R1 ACC.
CSD4-PP62-108 1R1 ACC.
SSD24-PP63.5-
049 R1 ACC.

AFTER B-CWR967 966 964 965

BLANK

EXAMINED BY 4%

LEVEL -]l SIGN %%

Sun Gongchana _$(//] é’ﬂ’”i ﬂéﬁfﬂ"i
DHTER

o7, iy

|

REVIEWED BY 7§

Sl (/1///‘5 2 J1ay

LEVEL-Il SIGN

[}
DATEH 1

FIEET / aom

£ SIGN/ A Jjl DATE

H FCUSTOMER

FF SIGN / H I DATE

(FORM# ZPQC-MT01)
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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-000452
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0500

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:  05-Dec-2009

Description of Non-Conformance:

During Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8AE, this
Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indications measuring approximately 8mm and 15mm in length. The welds are
identified as:

1. SD24-PP62.5-049 @ Panel Point (PP)-062.5 (8 mm indication)

2. CSD4-PP62-109 @ Panel Point (PP)-062 (15 mm indication)

-The OBG Segment is located at outside yard.

-The Notice of Witness Inspection Number (NWIT) is004796. The indication islocated inside the area that
has been previoudly tested and accepted by ZPMC Quality Control (QC) personnel.

Contractor's proposal to correct the problem:

Repair indications, perfrom required NDT, and provide training to NDT Technicians.

Corrective action taken:

Contractor submitted CWR verifying the repairs were made along with NDT records verifying theweld isin
conformance with Contract specifications. The NDT Technicians received training form the QCM in regards
to the missed indications.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

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



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

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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