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-000555
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0528

Type of problem:

Welding Concrete [1 Other []
Welding Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: SP Stiffener access hole connected to the Side Plate

Procedural [ Procedural [1 Description:

Reference Description:  Segment 8AW, 2 Longitudinal Linear indication discovered with the MT method
after the contractor's NDT acceptance

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment 8AW,

this Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld

joining the side panel access hole stiffener (X28D) to the side panel (SP723B) at panel point 63. Theweld is

designated as SSD11A-PP63-183.

-The OBG Segment 8AW islocated in the repair yard north of the blast shop.

The Notice of Witness Inspection Number (NWIT) is004868. Theindication islocated inside the area that has

been previoudly tested and accepted by ZPMC Quality Control (QC) personnel.

T e «
BE S Segment 8AW

__SSD11As

Linear longitudinal indications
‘before exeavation

0932 12/21/09

0923 12/21/09

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

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:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Chao

Time and method of notification: 12/21/2009, 1000 hours, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 12/21/2009, 1100 hours, Email

QC Ingpector's Name: Wang Wei Ming

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.

I nspected 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: 25-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: 05.03.06-000516
Subject: NCR No. ZPMC-0528

Reference Description:  Segment 8AW, 2 Longitudinal Linear indication discovered with the MT method after the contractor's NDT acceptance

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 the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment 8AW, this Quality Assurance
Inspector (QA) discovered the following issue:
-Two (2) Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld joining the side panel access
hole stiffener (X28D) to the side panel (SP723B) at panel point 63. The weld is designated as SSD11A-PP63-183.
-The OBG Segment 8AW islocated in the repair yard north of the blast shop.
The Notice of Witness Inspection Number (NWIT) is004868. The indication 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 techniciansis a chronic problem. Provide
additional training to the ZPMC technician that missed these two indications and provide evidence of such training to the engineer. A
response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0528

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

ogral " 05.03.06-000516,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: 18-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-000499 Rev: 00
Ref: 05.03.06-000516

Subject:  NCR No. ZPMC-0528

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached
MT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time.
As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached MT training agenda and
attendance roster. The ABF QCM has been discussing missed MT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. Preliminary findings have resulted in ZPMC taking
immediate action by performing 100% overchecks of the previously tested areas beginning the week of 18 January 09 as a means of
preventing future NCR'’s for missed indications. ABF has purchased powder dispensers for all the ZPMC MT technicians as a means to help
control the amount of powder applied during MT testing. ZPMC requests this NCR be placed in the Approved Action Pending status category
until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000499R00;

Caltrans' comments: Status: AAP
Date: 25-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 25-Jan-2010
Attachment(s):
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(AB) B ) yOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety
a.  Safety Glasses
b.  Gloves (if required)
c.  Kbnee 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 Adequate working condition
f. Pie Gage
3. Inspection Technigues
Lighting

@rPo0oTw

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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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: 28-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-000499 Rev: 01
Ref: 05.03.06-000516

Subject:  NCR No. ZPMC-0528

Contractor's Proposed Resolution:
Reference Resolution: ZPMC has repaired the weld and is providing the CWR and associated NDT showing that the weld is acceptable.

ZPMC acknowledges that the indication was missed and issued an internal NCR to document this issue and make the Production and QC
Departments aware of this issue. As a note, the weld joint identified by the inspector as SSD11A-PP63-183, should be SSD11A-PP63-184.
ZPMC has repaired the weld and is providing the CWR and associated NDT showing that the weld is acceptable. To reduce incidents of
missed indication the ABF QCM has conducted refresher MT training with the ZPMC inspectors on December 23, 2009 and previously
submitted documentation. In addition, ZPMC will begin performing 100% verification of tested areas on January 18, 2010 as a means of
preventing future missed indications. ABFJV has purchased powder dispensers for all the ZPMC MT technicians as a means to help control
the amount of powder applied during MT testing. Based on these actions ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000499R01;

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):
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@ No. B-593

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-27
REGARDING: NCR-00555 (ZPMC-0528)

With this letter of response, ZPMC requests closure of CT NCR-00555 (ZPMC-0528) , what
mentioned that CT Inspector observed missed MT indications.
- ZPMC acknowledged this problem and has issued internal NCR. See attached
NCR-B-343(ZPMC-528).
- Please be noticed CT inspector located a wrong weld ID. As confirmed on site, the
correct weld ID should be SSD11A-PP063-184.
- CWR was issued reflecting to the linear indication. See attached B-CWR1010.
- After repair NDT was performed to warrant the weld’s quality. See attached
B787-MT-17017R 1.
Based on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-00555 (ZPMC-0528)
NCR-B-343(ZPMC-528)
B-CWR1010
B787-MT-17017R 1
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‘ | Nonconformance Report
@ TR

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

T B 44 F5%: 3 [F i M) s A HF NCR %i5: NCR-B-343(ZPMC-0528)
Item: Missed indication by MT Item Number: Drawing:

2 AR B R B 5: NA BS: N/A
Location: outside yard Date:

PrE: 5hiz H #: 2009-12-30
Description of Nonconformance:

P TURARIR:

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

-Two Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld
joining the side panel access hole stiffener(X28D) to the side panéI(SP723B) at panel point 63. The weld
is designated as SSD11A-PP63-183.
-The OBG Segment 8AW is located in the repair yard north of the blast shop.
The Notice of Witness Inspection Number(NWIT) is 004868. The indication is located inside the areaL
that has been previously tested and accepted by ZPMC Quality Control(QC) personnel.

IS RAEXTFEE SAW HEAT MT B RI L. T 5.
R AILINGRS (X28D) S54HUEHR (SP723B) FAREME, RAFAKL 10 F] 15mm B9 L1
BRFE, PP 57y 63. JR444 S SSD11A-PP63-183.

- SAW AL T Phib 4 A LT IR 18415

BARS)T 004868, ZBRIGTE ZPMC 2 R B ARl SE B P

~
Work By: repared by: Reviewed by QCE:
Wv‘

T

Eﬁl&)ﬁﬂ:{%
O Drawmg Error / @ Materlal Defect [1  Fabrication Error Ozﬂg'{n Jﬁ

B4R iR HEHELEE HilfEER R HAbJRH
Disposition: O TUseasis 0  Repair U Reject
A RS it & Rz 1ER
Recommendation:
B

~E
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Reason for Nonconformance:
AFFETREA: \
S,
Hsmeicha e IB6- 5 2 4
The daf-ed& WS, ]C-u-w{ ol :7£ .Mf:—uih‘m
Prevention of Re-occurrence:
B i i
I bf{ﬁ&d J
. cen :
dntage suspetin PrT
Approved by/Ht#E: uu \/‘/\93\3 ] Gl = /V;
Technical Justification for Use-As-Is/Repair: [J Attachment O Non-attachment”
(5] FH BGRB8 B AR Ak 373 B4t 7o B
Reviewed /AthE:
Verification: 0  Acceptable [J Unacceptable
ks B2 AR
Verified by QCI//HE A Reviewed by QCA/A# AT & #%:

#R787-QCP-1300




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Qakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 25-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: 05.03.06-000516
Subject: NCR No. ZPMC-0528

Reference Description:  Segment 8AW, 2 Longitudinal Linear indication discovered with the MT method after the contractor's NDT acceptance

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.
I Recurring QC issue that constitutes a systematic problem in quality centrol.
O Non-Conformance Resolved.
Material Location: 0BG Lift: 0§
Remarks:
During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment 8AW, this Quality Assurance
Inspector (QA) discovered the following issue:
-Two (2) Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld joining the side panel access
hole stiffener (X28D) to the side panel (SP723B) at panel point 63. The weld is designated as SSD11A-PP63-183.
-The OBG Segment BAW is located in the repair yard north of the blast shop.
The Notice of Witness Inspection Number (NWIT) is 004868. The indication is located inside the arca that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel.
Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval. Missed MT indications by ZPMC technicians is a chronic problem. Provide
additional training to the ZPMC technician that missed these two indications and provide evidence of such training to the engineer. A

response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0528

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

N2 05.05.06-000516 NCT Page d'af 1




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

DEPARTMENT OF TRANSPORTATION ey,
DIVISION OF ENGINEERING SERVICES i
Office of Structural Materials :
Quality Assurance and Source Inspeclion

et Ao

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Va"E}D, CA 94592-1133 F]Ie #: 69 25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000555
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 21-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPM(C-0528

Type of problem:

Welding Concrete [ Other O
Welding Curing [0 Procedural [0  Bridge No: 34-0006
Joint fit-up [J Coating [] Other [l Component: SP Stiffener access hole connected to the Side Plate
Procedural [] Procedural [] Description:
Reference Description: Segment SAW, 2 Longitudinal Linear indication discovered with the MT method
after the contractor's NDT acceptance
Description of Non-Conformance:
During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment BAW,
this Quality Assurance Inspector (QA) discovered the following issue:
-Two (2) Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld
joining the side panel access hole stiffener (X28D) to the side panel (SP723B) at panel point 63. The weld is
designated as SSD11A-PP63-183.
-The OBG Segment 8AW is located in the repair yard north of the blast shop.
The Notice of Witness Inspection Number (NWIT) is 004868. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel.

[T

[

’ £

y ‘a <o a8
iy £ p iy ;‘!.-‘-'sﬂi!"r- ety B832 12/21/08

0923 12/21/09

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

hL TL-15,Quality Assurance -- Non-Conformance Report Pagelof 2




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

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: Wang Chao

Time and method of notification: 12/21/2009, 1000 hours, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 12/21/2009, 1100 hours, Email

QC Inspector's Name: Wang Wei Ming

Was QC Inspector aware of the problem: L] Yes ] 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 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

ﬁ‘z_ TL-15, erq!ny(fssm'ance -- Non-Conformance Report Pageldof 2




Critical Welding Repair Report (CWR)
WE &% FI— . .
. S gt it eES ssoiin REme
Projecf Name- SFDBB me'ng NO.: REle’t No.: B"CWR.IO'EG l
wES
Cont =t N Siars s NDT $fs4
ontract No.: BT RERS
ltem Name; | Menhele edge plate NDT Report No.: B787-MT-17017
AEES ZP0g-787
Project No.: &
TR R
Description of Welding D[scontinuity:
NI SSD11A-PPOG3-184 5 A B, EDARH ARG, L1=50mm
Welder ID No. (BT #%5):043661 Position:(fz #). 4G
One longiludinal crack was found by use of MT on S8D11A-PP063-184,
This dﬂmmegé is APPROVED
DEPARTIMENT OF NSEORTATION

IR (Inspector) : Sun Gongehang H# (Date) : 2008-12-22

b WW"&— 2%

REEEGTTRE -
Draft of Welding Discontinuity:

WELD NUMBER:SSD11A-PP053-184

1200 20

e e e — i




PR :

Cause:

1. RIGmRT, 7J<ﬁ&%%éﬁ§f%5ﬁ%ﬂ¢ﬁﬁﬁﬁ?ﬂ$%;

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

ERAFA (Foreman): 43 2M0od G (Date): 8. y-22
J (W) {

SEER
Disposition :

1. MKEEN, QCHLeader CWISITEIHTE, B TR S AU T RIS 3 T 28

2. HEABERIEHE, QCHILeader CWIR ZF A CWREY 52 4k,

3. ERRBHEE AR LD E2Smmis A fihe,

b REDARMTRAS BRSBTS MERBTEN S RN, BT Ses o, T SO,
gﬁ{m@ﬂ;%mﬁ%ﬁ—ﬁm%omm, : R, TR ‘ *: 3

5. MSENSHHG, WEE SRR ET . I S T B B IR AR A F S, M43 5
BRSBTS SRR, I B R e i A e S

6. AEIHIRHNREEE T S4B,

7. EfERY, VTTAMT AU AR 15 (I8 3 208y 76 o fb it 7 2, IR A £ 454 B AT, SRR WG I |
. %%Eﬂﬁifiﬂ[&%&s{, MAHSHCWR, HRE %ﬁﬁ%ﬂj&ﬁcwmm?%}ﬁ?ﬁﬁ%gi@{%; w o

8. 1&3%%&&MT?&WME§E@E&%’%SE¥?%, ERWPSHET FisA S, WHERER160" -230° ¢,
9. BERWPSESRM{TSH, ERIREE4230° C—315° ¢, JEBBFEIZE A

. This decument is AppROVED
0. BRSBTS A MBTERE, ORI EE50° Coi, DEPARTMENT OF TAARER o+
L - ” ursuant fo Section 5 ;
1. FHES T AT S B 4T o, Standard Speryie 20! e

lnfﬁaf ST ata:
12. IR A BT 5 D B 48 N LB HHATND TR 2, i 2lzyJpq

13, BEEREEEMITMTRE, H%EES[10-1.59 RS B R EREITHIMTES . 3 FCipimgs,
NDTAHVT, MTHUT.

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 dispasition 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 loose debris including MT powder. Preheat to 65" C before removing cracks
by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repairs.

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

B.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 performed on
the base metal laying abroad cracks to ensure that no cracks were propagated to the base metal, Separate
CWR approval is needed if cracks are found in the base metal, and only after this new CWR's approval can
continue the repair.

8.Clean excavation ares of all loose debris including MT powder after excavation. Preheat and weld according t
0.repair WPS, the preheat shall betwesen 150° C—=230° C.

9. F’erfon*n post weld heating accofding to repair WPS, the postheat shall between 230° C—315° ¢ ang far on
& hour minimum.

10, Allow the weld to cool 0 ambient temperature gradually. Control cooling rate afier PWHT 1o no more than
&0° 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 to ambient temperature before performing NDT,
13. Perform MT inspection to all repair ares according {c Contract Drawings along with all additional NDT regu

ired by the applicable notes Special Provision Section 10-1 -58 'Steel Structure’, subsection ‘inspection testing'.
NDT include VT, MT and UT i it is a CJP weld.

LT e gy

=l : B iZ: 1 -
Technical Engineer: V._uﬂu?j’f"” Appraved By: L/*lzﬁdf‘/“% Date: ~j. (327

L
HOToT AR o AAA
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Critical Welding Repair Report (CWR) 0

ME &7 S s
AR EERAXE | mpms ssoiia R
Project Name: SFOBR Drawing No.: Report No.: B-CWR1010
ERE
Soifliset 1 04-0120F4
ontrac o.: %ﬁﬂ‘ﬁgﬁ; NDT ﬁ%%g
_— ltem Name: Wanhole:tgs plate NDT Report No.: B787-MT-17017
AREE ZP06-787
Project No.:
&) sk
| 53 This ctowmnnusAPPRO\fED
Corrective Action to Prevent Re-occurrence:; EEPARTMES!@EQ%'!TRA ORTATION
” e mns . N 0
TIREET, QCHMATHGTA, AL Int e m’; j&?gf,&g&ﬂgﬁmfg 02 of fhe
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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-000501
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  03-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0528

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  21-Dec-2009

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on OBG Segment 8AW,
this Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) Longitudinal linear indications that measured from 10mm to 15mm in length, in the fillet weld
joining the side panel access hole stiffener (X28D) to the side panel (SP723B) at panel point 63. Theweld is
designated as SSD11A-PP63-183.

-The OBG Segment 8AW islocated in the repair yard north of the blast shop.

The Notice of Witness Inspection Number (NWIT) is004868. The indication islocated inside the area that has
been previously tested and accepted by ZPM C Quality Control (QC) personnel.

Contractor's proposal to correct the problem:

Repair indication and submit required NDT documentation to verify the weld isin conformance with Contract
specifications.

Corrective action taken:

The Contractor submitted records of a CWR along with the follow-up NDT reports verifying the repairs were
made and the weld isin conformance with Contract specifications. The QCM has provided additional training
to NDT technicians and purchased new equipment. An internal NCR was al so issued.

*k%* Note***

The indication noted on weld ID SSD11A-PP063-183 was actually on SSD11A-PP063-184.

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 152.1675.3703, who represents the Office of
Structural Materials for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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