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-000616
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0589

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Segment 5AE and 5BE Side Panel

Procedural [ Procedural [ Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC on 5AE/SBE Side Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of base metal and welds located on
Segment 5AE 5BE weld splice, this Quality Assurance Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 60mm and 30mm in length.

-The Notice of Witness Inspection Number (NWIT) is 005023. The indication is located inside the area that has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. According to the contract
documents ZPM C Quality Control (QC) isrequired to perform 100% MT of temporary attachment removal
areas.

-Theindications were found at temporary attachment removal areas on two (2) side panels.

-The Side Panel on 5AE isidentified as: SP304A

-The Side Panel on 5BE isidentified as: SP359A

-Length and Y location of the MT indication on SP304A (5AE) is as followed: 60mm in length and 1800mm
off corner assembly weld splice on the bike path side of segment.

-Length and Y location of the MT indication on SP359A (5BE) is as followed: 30mm in length and 5555mm
off corner assembly weld splice on the bike path side of segment.

-The CJP splice weld # is designated as OBE5A-004.

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

MT indication on
SAE side of segment

segment S5E
0813/2010/01/09

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during

welding, and after welding as specified in this section and to ensure that materials and workmanship conform

to the requirements of the contract documents.”

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

cracks.

ZPMC temporary attachment removal procedure TA100 “100% MT will be performed on the surface where

the attachment has been removed.

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Shen Ruzhun
Time and method of notification: 1020 hours, 01-09-10, Email
Name of Caltrans Engineer notified: Wang Lu

Time and method of notification: Bill Howe, Ching Chao

QC Inspector's Name: 2300 hours, 01-09-10, Email

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

N/A

Comments:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations

concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

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: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 10-Jan-2010
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: 05.03.06-000579
Subject: NCR No. ZPMC-0589

Reference Description:  Missed MT Indication by QC on 5AE/SBE Side Panel

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: 04
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of base metal and welds located on Segment 5AE 5BE weld
splice, this Quality Assurance Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 60mm and 30mm in length.
-The Notice of Witness Inspection Number (NWIT) is 005023. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. According to the contract documents ZPMC Quality Control (QC) isrequired
to perform 100% MT of temporary attachment removal areas.
-Theindications were found at temporary attachment removal areas on two (2) side panels.
-The Side Panel on 5AE isidentified as: SP304A
-The Side Panel on 5BE isidentified as: SP359A
-Length and Y location of the MT indication on SP304A (5AE) is as followed: 60mm in length and 1800mm off corner assembly weld
splice on the bike path side of segment.
-Length and Y location of the MT indication on SP359A (5BE) is as followed: 30mm in length and 5555mm off corner assembly weld
splice on the bike path side of segment.
-The CJP splice weld # is designated as OBE5SA-004.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed MT indications
areachronic issue. Provide the ZPMC technician training and equipment required so the technician can find the types of indications
previously missed. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0589

ol " 05.03.06-000579,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000579,NCT
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AmEI’iE}aﬂ < 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 YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 18-Jan-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000505 Rev: 00
Ref: 05.03.06-000579

Subject:  NCR No. ZPMC-0589

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-000505R00;

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):

‘h‘? Page 1 of 1



(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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AmEI’iE}aﬂ < 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 YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 17-Mar-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000505 Rev: 01
Ref: 05.03.06-000579

Subject:  NCR No. ZPMC-0589

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the CWR and associated post NDT to show that missed indications were repaired and the welds
are now acceptable.

ZPMC is providing the CWR and associated post NDT to show that missed indications were repaired and the welds are now acceptable. To
limit further incidents of missed indications, ZPMC and ABFJV has conducted training with the inspectors to improve their technique. Since
this training has occurred there has a been a decrease in the number of NCRs related to missed MT indications. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000505R01;

Caltrans' comments: Status: CLO
Date: 24-Mar-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0589 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):

‘h‘? Page 1 of 1



@ No. B-690
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-17
REGARDING: NCR-000616(ZPMC-0589)

ZPMC is providing the CWRs and NDT records show the repairs for missed MT indications on
base metal are acceptable. After NDT verification this issue has been removed from punchlist by
CT’s representative. Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000616(ZPMC-0589)
B-CWRI1174
B787-MT-18541 R1
B-CWR1237
B787-MT-19657 R1

%Mﬁa




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

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 10-Jan-2010
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: 05.03.06-000579
Subject: NCR No. ZPMC-0589

Reference Description:  Missed MT Indication by QC on 5AE/5BE Side Panel

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.
O Non-Conformance Resolved.
Material Location: OBG Lift: 04
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of base metal and welds located on Segment SAE 5BE weld
splice, this Quality Assurance Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 60mm and 30mm in length,
-The Notice of Witness Inspection Number (NWIT) is 005023. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Centrol (QC) personnel. According to the contract documents ZPMC Quality Control (QC) is required
to perform 100% MT of temporary attachment removal areas.
-The indications were found at temporary atiachment removal areas on two (2) side panels.
-The Side Panel on 5AE is identified as: SP304A
-The Side Panel on 5BE is identified as: SP359A
-Length and Y location of the MT indication on SP304A (5AE) is as followed: 60mm in length and 1800mm off corner assembly weld
splice on the bike path side of segment.
-Length and Y location of the MT indication on SP359A (5BE) is as followed: 30mm in length and 5555mm off corner assembly weld
splice on the bike path side of segment.
-The CJP splice weld # is designated as OBE5A-004,
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed MT indications
are a chronic issue. Provide the ZPMC technician training and equipment required so the technician can find the types of indications

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

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0589

-
K. 05.05.06.000579.8CT Page 1 of 2




NCT
{ Continued Page 2 of 2 )

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

b : .
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch e
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, 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-000616
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 09-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0589

Type of problem:

Welding [l Concrete [J Other

Welding [0 Curing [J Procedural [1  Bridge No: 34-0006

Joint fit-up [ Coating [] Other Component: Segment SAE and 5BE Side Panel
Procedural [ Procedural [J Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC on 5AE/5BE Side Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of base metal and welds located on
Segment SAE 5BE weld splice, this Quality Assurance Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 60mm and 30mm in length.

-The Notice of Witness Inspection Number (NWIT) is 005023. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. According to the contract
documents ZPMC Quality Control (QC) is required to perform 100% MT of temporary attachment removal
areas.

-The indications were found at temporary attachment removal areas on two (2) side panels.

-The Side Panel on 5AE is identified as; SP304A

-The Side Panel on 5BE is identified as: SP359A

-Length and Y location of the MT indication on SP304A (5AE) is as followed: 60mm in length and 1800mm
off corner assembly weld splice on the bike path side of segment,

-Length and Y location of the MT indication on SP359A (5BE) is as followed: 30mm in length and 5555mm
off corner assembly weld splice on the bike path side of segment.

-The CIP splice weld # is designated as OBE5A-004.

Jh'}i TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )

R 3
Bike PATRGIEBE - Bikaside of
segment i Segment 5E

0813/201¢

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.

ZPMC temporary attachment removal procedure TA 100 “100% MT will be performed on the surface where
the attachment has been removed.

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: Shen Ruzhun

Time and method of notification: 1020 hours, 01-09-10, Email

Name of Caltrans Engineer notified: Wang Lu

Time and method of notification: Bill Howe, Ching Chao

QC Inspector's Name: 2300 hours, 01-09-10, Email

Was QC Inspector aware of the problem: L] Yes[4] No
Contractor's proposal to correct the problem:

N/A

Comments;

ffz‘_ TL-15,Quality Assurance -- Non-Conformance Report Page 2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 3 of 3 )

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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

‘h}_’_ TL-13,Quality dssurance — Non-Conformance Report Page 3 of 3
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Critical Welding Repair Report (CWR) 0 |

S 4z N
e S A wES . REme
Project Name: SFOBB Drawing No.: Report No.: B-CWR1174
|
RS
_ 04-0120F4
Contract No.: WEEH | Temporary attachl NDT g
HEGE ltem Name: ment NDT Report No.: BT87-MT-18541 3
Project No.: ZP0o-787

Description of Welding Discontinuity:

EXTSPI04AR TN,
TEXSP305AR IR,
TEXDPE33AR RIS,
Welder ID No. (J8 T & #):048659

One transverse crack was found by use of
One transverse crack was found by use of
Two transverse cracks were found by use

BHR (Inspector) :

EIRE ey, 1, L=15mm
ZWR AR, 1. L=20mm
EW2LH ALy, 1. L=10mm;2. L=15mm

Positlon:({iﬁ.ﬁ): 1G
MT on SP304A./
MT on SP305A,

of MT on DP633A,

7S chén
Dria%g /ﬁch en g?/

19.7.23
H#3 (Date) : 2010-01-23

BB RRE
Draft of Welding Discontinui’ty:

5BE

oAE
OBE

This document is ﬁ}PPRGVEfJ
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 EEE:

Cause:

1.
1.

KIG T, JJ(ﬁ&%i’E%EHE%ﬁ%ﬁﬁ‘@ﬁ?ﬁfﬂﬁ‘%:

Maisture wasn't completely removed during drying operation (preheating) or the areg wa

sn't preheated sufficiently.

ERHIA (Foreman): M Rui s Eigy L L .
ABER /

Disposition :

Powop oA

10.

1.

12.
13.
14.

EREHN, QCHLeader CWIZITLE T, PRERIATH SRS T4 U (B R i r e
BAEEMILE, QCHlleader CWINEAHECWRE ST 1k,
EIRAE WAL AP LR F25mmis i sz,

ﬁﬂ%i‘f AR LR P95 & In50mm, HTF B, ﬂ%"ﬂ%éﬁ@ﬁ'ﬂ?‘r—?ﬂ%%ﬂ‘ﬁﬁ SR ME R ity g —
SR 50mm;

#%Eé‘%u&i\dﬁ&iﬂﬂiﬂ%'ﬂﬁﬁ%%%ﬂ%#. RRITENTEE a7 EfTm#Eess C;

ML LR Lh SEBH G BRI 3mmE RE S AT £ B SERE T I3 T 45,
E%ﬁﬁﬁiﬁ%ﬂﬁﬁ%iﬁtﬁél‘é}&%ﬂﬁﬁ%&%iﬁ;

RER, WﬂMTﬁﬁd@ﬁiﬂﬁﬁEiﬁﬁﬁﬁ&&Ji;ﬂ!;weﬁﬁ@?f:

REAHILL BMTH R B 0938 B s B, ?ﬁﬂﬁ?ﬂ:?&EﬁWPSiikﬁ"ﬁ?iﬁﬂ:L%ﬁ?.iﬁ_!ﬁﬁnﬂn§$ﬁiE-};1 60° C—230° ¢;

- REEEWPSERBTER, FABEN230° c—a15° C, I ED RSN TS
 RANERREE A WA RATIAR, oM s e o 2N
- BTN IR S R A AR g T3, This d%”“@‘g}%iﬁ’;&gm‘m

ep AR Al Dl Cali )
. Eﬂ%?ﬁﬂ_’Efﬁiﬁiﬁfi‘gpﬁgﬁﬁd\Id‘UE:‘iH?NDTﬁﬁ: ‘ki;;?%m :[;g ggg‘,’;ﬁﬁg,gﬁﬂﬁm
RO B SRR B B TND T (VT MT,UT e L s S s e i %?a"fﬁ;’fj? fro

QC and a Lead CW| shall be present, direct ang supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

QC and a Lead CW] shall have an approved copy of the CWR in hand prior to the repair.
Remove paint=25mm in al direction of HAZ prior to MT

Clean the excavation area of all loose debris including MT powder. Remove defects by grinding. Preheat to 8
5% C before removing cracks by grinding;

Perform base metal repair work prior o performing joint repair work when crack removal procedures result in
damage than 3mm,

Prepare excavation in accordance with the New Repair Procedure prior to welding,
Perform vT and MT prior to welding to verify no defects exist;

Clean excavation area of all loose debris including MT powder after excavation, Preheat and weld according t
0 repair WPS, the minimum prehéat shall not less than 160° C—230° ¢;

Pej’fo:‘m post weld heating accarding io repair WPS, the postheat shall between 23p° C—315°'C and for one
hour minimum, : :

Allow the weld to coal to ambient temperature gradually. Control cooling rate after PWHT tg no more than 50
" C per hour

Grind the repair area flush with base metal or {he adjacent weld:
Wait 48 hours at least after the repair area has cooled to ambient temperature before performing NDT,

Perform VT, MT and UT on repair area to ensure no defects exist.

I . H: 7 H
Technical Engineer: He X '5‘-'[!“1 Approved By:L}"/Y}-/M/W Date: Je.pr.2 5

#R787-QCP-200
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Critical Welding Repair Report (CWR) , 0
1
H £ R g . e
Project Name: SFOBB Drawing No.: Report No.: B-CWR1174
A
=R 04-0120F4 ]
Contract No.: I WEZ % Temporary attachl NDT HEHE
. ftem Name: ment NDT Report No.: B787-MT-18541
etctald ZP06-787
Project No.;
] EHgh.,
Corrective Action to Prevent Re-occurrence:
TR0, QCHHIAF ey Tk, KA KR Rk

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

ZEFAFA (Foreman): Ma Rt v H# (Date): fo. oy, .5
WPS-345-5MAW-1G(1'#)~Repa
2R WPSE ir IZR e Xl
Repair WpPs No.: WPS—345—SMAW-4G(4F)-FCM Technologist: ‘
-Repair {3
BE (BED WmsE g ks ol
Preheat Temperature 706 of P Cj%ck
- Gouging: Disco_ntinuity: '
R m#AE
Rirh=e Preheat
Inspection A} Temperature .
Before Welding: C’& Before /74 C
Welding:
—_—
WA & &
mk&ﬂ"%ﬁ ] [ Total Length
Max. Depth of Gouge: éhh? of Gouge: ém’""'l
AT mExm (msEam o
Welder: ‘ 0;4!,‘57 Welding Type: QMW Position: Z/’ {- H/—
BREadg EERE o3y
Current: I ! E //{g’ Voltage: ?2’/1/9 Speed: /ff"’ //Df
EHE S -

Inspection After Repair:

VT Resulf: Inspectar:

i 2 AJ ey
L

7

NDTH & #1457

NDT Result; \ NDT Person:
p-?,. e

RAE :

Witness/Review:

&

Remark :

This di ant i =
#R787-QCP-900 DEPARTM;S%T’IE D"Eﬁ?’:g?g; - ;
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REPORT OF MAGNETIC PARTICLE EXAMINATT ON
1 JR &
REPORT NO. iR %545 B787-MT.18541 l?ATEE!.&ﬂ 2010.01.23 PAGE om
PROJECT NO. —— CONTRACTOR: — ' I
TREE: B P ALTRANS
DRAWING NO. SAE/SBE CALTRANS CONTRACT NO.-
04-0120F4
e temporary aftachmeant nHIzmse
REFERENCING cODE ACCEPTANCE STANDARD PROCEDURE HO. CALIBRATION DUE DATE
SRS ERiEn Brae BRI
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26 2019
EQUIPMENT B4 MANUFACTURER #H%m MODEL NO. g2 SERIAL NO, &5
MT YOKE PARKER B3108 5395 5617 sg2p
MAGNETIZING METHOD Continuous magnetjc yoke |CURRENT AC
B4 AR - BIFL
PARTICLE TYPE Dry magnet powder YOKE SPACING Ghismar
R Faiy MR mm
TERIAL TO BE VWELDING #& ; i B
MATERIAL T WE f’%ﬂi’f* Material & thickness ATOSM-345F2
EXAMINED O CASTING &4 44, E e
R B FORGING i 18/20mm
WELDING PROCESS - TYPE OF JOINT -
B g
WELD 1.D D SCONTINUITY et AGCCEPT REJECT R
.D. C EMARKS
Bt INDICATION TYPE LENG*RT,HIE“ ™ s ik %g
i pn Bt
SP304A 1 transverse crack 15 REJ. Y=6300
5P305A 1 transverse crack 20 REJ. Y=1000
bP633A 1 transverse crack 10 REJ, ¥=400
2 transverse crack 15 REJ. ¥=530
BLANK
EXAMINED BY 4R REVIEWED BY CE73
Ding Achen ) e 52, l/l/f /
LEVEL-Il SIGNZZ DATEBN (g, 122 LEVEL-I  sign ! _DATEE# /p. (5 2
FEfHEE / Qom -~ HFCUSTOMER 7
EZF SIGN / Hl5 DATE EF SIGN/ Bl DATE - -

(FORM# ZPQC-MTD1) Y
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REPORT OF MAGNETIC PARTICLE EXAMINATION

FEF SIGN / Hill DATE

READ R 4R 45
REPORT NO. i} % %S B787-MT-18541R1 DATEB i 2010.03.14 PAGE OFJTR% 1M Revision No: 0
PROJECT NO. —— CONTRACTOR;: e
TR - A oA
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
£3R=H temporary attachment mMHIERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SRS B2 EFHRs B ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT 4 MANUFACTURER | 7§ MODEL NO. #3452 SERIAL NO. #4E45E
AT YOKE PARKER B310S 5395 5617 5620
|[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
R RS L B3 A
PARTIGLE TYPE Dry magnet powder YOKE SPACING -
el TR BAEIIE -
MA BE w G M i i
TERIAL TO v WELDING £t Material & thickness AT09M-345F2
EXAMINED O CASTING #%{4: B4, JLHE
pogilp gl O FORGING i 18/20mm
J
WELDING PROCESS — TYPE OF JOINT A
Bk JREER
DISCONTINUITY gt
WELD I.D. TENET ] ACCEPT REJECT REMARKS
bR INDICATION TYPE W i E Bk oo
bt it
SP304A 1R1 ACC. 100%MT
SP305A 1R1 ACC. 100%MT
DPB833A 1R1 -ACC. 100%MT
2R1 ACC. 100%MT
AFTER B-CWR1174
BLANK
EXAMINED BYE#5 j REVIEWED BY & N
Ding Acheng D MI’JM 2ole «2% ) l( % 25 Do %, ;.?g
LEVEL-Il SIGN &% f\" DATEE}U}\'{ LEVEL-l  SIGN ! DATEHRl
TS / QCM M CUSTOMER

FF SIGN / B i DATE
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. Rev, No..: |
Critical Welding Repair Report (CWR) I )]

HrEE RERS
Drawing No.: SP35eAY/ Report No.: B-CWR1237

WE 43 -
A5 i”* % B
Project Name: SFOBB
“HE
04-0120F4
Contract Na.:

Praject Na.- ZPO&TST
BREE R

Welder ID No. (/2 T 4#E5):NA
One longitudina| crack was found by

= | EWEEm | NDT #&8s
F\’ ;f:m Name: | SIPE PLATE NDT ReportNo.: | B787-MT-19657
d“jl e —-: = . " ‘ ,' - .

i
]

Descriptian of Welding Discontinuity:
X BHPLO12AR ARy, KR sy, 1. L=50mm

Position:('ﬁiﬁ:): NA&
use of MT on base metal PL9124.

T8 5 (Inspector) : Ding

Acheng H3 (Date) : 2010-02.25

Py hrthzy—

BERER T g

Draft of Welding Discontinuity:

Item No:PL912A




EERE:
Cause:
1. kIGhn#aTt, 7kﬁ&7§%éﬁﬂf&%ﬁ%ﬁ/ﬂzﬁtﬁ%$%:

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

ZEMAFA (Foreman): Ma {iu;q‘\ﬁm B (Date): (e 922
HEFRE f

Disposition :

1. XREER, QCHLeader CWIBITH 34T 5, RER TSR T UG R G R mE s,
ETEENTE, QCTiLeader CWIREH #IECWR FEs:.
SRR MR L2 A LN 25mmi e i g,

%@@g&mn@mmgmﬁg@w@$@nﬁﬁ%mﬁgm*&fgﬁg,ﬁ@%ﬁﬁg&wxﬁ%$¢ﬁaﬁ.
Y PR oty W R ’ sl

5. WRAEMEHEG, iR R KA ST S, T BN S SRR AT S, W e 5
LA TR S G IR T ok 8 A G o ]

E%ﬁ&ﬁﬁ%ﬁﬁﬁ%ﬂ{ﬁlﬁ?&%ﬁﬁéﬁ%ﬁﬂ:

RAEHT, VT%ﬁMTﬁ?ﬁMﬁtkﬁ‘[%IZiﬁ&%ﬁé‘ﬁi&ﬁﬁfﬂ&ﬁ%ﬁ%{, I ST 118 5} th 28 T, PRUESH A FE (R 5] 15
e MRESH FRIDLG, %5 ECWR, ER’E%E%%&H@CWR&?&EZ‘EE%@EE{%:

%?&%M&W&Miﬁﬁabﬁa%%ﬁﬁ?#n ERWPSHET Mitciad: BUAGR BE %160° ¢-230° ¢
REEWPSERMT E#, JERAREE4230° C—315° o, R B ZE D14 e

10. ERJE S IR LT M4 1 5 AR i S H1 = R i 50° Cig/hit;

11, Jﬁﬁﬁ#ﬁ{%ﬁEﬁﬂi@%ﬁﬁﬁzﬁaéﬂﬁ%ﬁzﬁ;

12. Eﬁ%‘ﬁ:‘%ﬁlEﬂ?@%ﬁiﬁ§¢%ﬁ4ad\ﬁa‘uﬁz‘zEﬁNDTf&E:

13, BREERE B REATMT R, HEREFT0-1.59 <9957~ ET TR EREEATIE M TR 51 MFCIPRLE,
NDTAVT, MTHUT.

Sl L

T

1.QC and a Lead CWI shall be present, direct and supervise a| grinding and welding operations during this re -
pair to.ensure the repair is per the disposition requirements

2.QC and a Lead CWiI 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, :

ir. If gap>5mm is found during or after grinding, comply with the notification on changing filet weld to CJp w
hich Is submitted for Engineer's review and approval form.

S.If base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa

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

7.Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be 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 area of all loose debris including MT powder after excavation. Preheat and weld according t
0 repair WPS, the preheat shall between 160° G-230° ¢

9. Perform post weld heating according to repair WPS, the postheat shall between 230° C—315° C and for on
e hour minimum.

13.  Perform MT inspection to all repair area according to Contract Drawings along with all additional NDT requ
ired by the applicable notes Special Provision Section 10-1.59 ‘Steel Structure’, subsection fiqﬁgggﬁ@m:g{esﬁng’.
NDT ‘include VT, MT and UT f it is a CJP weld, fi ¢ QbR

] 4 'Y

: 2 OF TRAN .

a ey
T %, T, o i - B/C\_/n

Technical Engineer: e Xiau (1 Approved By: Date: fo K03,
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Critical Welding Repair Report (CWR)

0

Tﬁﬁ‘gﬁ‘ A Siter SP359A RERT
Project Name: SFOBB Drawing No,: Report No.: B-CWR1237
TRS
o : i T 04-0120F4
et R G NDT Higsme
o ltem Name; | S'PE PLATE NDT Report No.: | B787-MT-19657
o ZP06-787
" Project No.: PR
B Efrt

J-‘\

EFARFA (Foreman):

Corrective Acfion to Prevent Re-occurrence:

v BRI e

1. QC shall verify sufficient preheat has been applied, to remove moisture, ;ﬁrior to welding.

#R787-QCP-900

/U\Q-RMA‘C/[\QW-] B Daty 593,59
Z2RBVPSE 2 WPS-345-SMAW- 4G(4F) FCM [T &R HeoXieo Un
Repair WPS No.: -Repatr . Technologist: .
T EEBRE '
-qF"& CER ,rﬂ* "'ﬂ' )‘qx!_
Preheat Temperature é\gﬁ—t/ cl?:scrlptlon crac éf
Before Gouglng Discontinuity:
pE BT WA E A

12T b Preheat
Inspection /Q/‘/V Temperature ! é/&d}?c’/
Before Welding: Before

Welding:

B Ul & 4
B KB A3 B

Total L th
Max. Depth of Gouge: ‘]L L 0? éou;::? /&\O M
T w9 | BExn nEww
Welder: (94(.8’6 &? Welding Type: <M/ Position: CL 67
BREwH / RERE BB A
Current: i(,L:.’/ Voltage: X 9[ Speed: 9 7
BEERE '
Inspectlon After Repair:
SRR Ty (& 7
VT Result: Inspector: L/J"j&'ﬂj Date: 20(2.0%.0
NDTH & HéGR H
NDT Result: ",éru/ NDT Person: W‘-ﬂate: @l

al ! s 23:%)

RAE : /
Witness/Review: :
# ¥
Remark :




G: "" REPORT OF MAC?—NE,’I'I C PARTICLE EXAMINATION
Bt R AR S
REPORT NO. 14548 BTBT-Mf-‘IQEST DATER 2010.02.28 PAGE OFW®E 1/ Revision Ng: g
PROJECT NO. - CONTRACTOR; CALTRANS
TEHE: A R
DRAWING NO. SP359A CALTRANS CONTRACT NO..
04-0120F4
m2 SIDE PLATE M TR%S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
EERERE X5 Birgs BB EH LR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-AT-01 Dec. 287 2010
EQUIPMENT &4 MANUFACTURER &3 MODEL NO. #&5 SERIAL NO. EgEEE
MT YOKE PARKER B310S 5395 5617 Sg2g
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
R IR G:E
PARTICLE TYPE Dry magnet powder YOKE SPACING S saren |
e mm
Bek2ka TFREH RemlEeE
G 0} -
MATERIAL TO BE YWELDING g .|Material & thickness AT00M-345F 2.
EXAMINED Ol CASTING #4 B, R
B O FORGING g 18mm
WELDING PROCESS o TYPE OF JOINT Bk
RN ok el
DISCONTINUITY AR a4
WELD 1.D. e TENSTT ] ACCEPT REJECT REMARKS
Baee INDICATION TYPE - uif:Ef_ oz Cidlig Zik
Eiy sl
PLIT2 . 1 [ longitudinal crack 50 REJ. Y=5050
BLANK
Zo e
-PARTHENT OF TRANS ;-
ursuanfite Serdian B4 09 Atk
"y landard Sp-, fjeotie «
EXAMINED BY:3F REVIEWED BY B
__Ding Acheng '_IH"ML\“ C Oﬂ’lg Xu H[M xm
ILEVEL-1 siGgN / DA@J@ 2919.57. 29 LEVELYl  sigN — |_DATEEH Yoln.n 2 ~ 3"
E1E3E / QoM / s o A CUSTOMER i of ek -
s Al Lot g / [ / [e By : : :
¥ SIGN / @#if DATE / % SIGN / B i DATE

(FORM ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATTON

REPORT NO. iR %45 B787-MT-19657R1

DATEE#§ 2010.03.07

- |PAGE OF®E 1M1

Revision No: ¢

PROJECT NO. — CONTRACTOR: "
ITE&%S: ) A p:
DRAWING NO. SP359A CALTRANS CONTRACT NO.:
) 04-0120F4
EE: SIDE PLATE mMIEse
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR 2R EfFReS B ETHH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #4# MANUFACTURER #i37 MODEL NO. #3415 SERIAL NO. g S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT £
BT MR B ELHT
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm

Iy i TR B R LR

ERIAL TO BE LDI " i i
MATERIAL TO VWELDING 4% Material & thickness A708M-345F2.X
EXAMINED O CASTING %1% B4, JERE
R B O FORGING &% 18mm
WELDING PROCESS — TYPE OF JOINT N
REEN i)

DISCONTINUITY REELE ¢
WELD 1.D. TEneT] ACCEPT REJECT REMARKS
e a INDICATION TYPE i BE 1Bl £
_ i E]
PL912A ACC. after repaired
AFTER B -CWR1237
BLANK
EXAMINED BYE#f REVIEWED BY ##
Prol o ‘

__Ding Acheng iy L 0"4 ,_(\VV\-“‘-—W
LEVEL -1l SIGN &4 \} DATEdE,I L] SN olo. 37 LEVEL-I  SIGN | DATEB#I D9 L0, ; . 7
EEEM / QCM A FCUSTOMER /
FF SIGN / B Jif DATE |EF SIGN/ A3 DATE

(FORM: ZPQC-MTO1)




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-000603
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0589

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:  09-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of base metal and welds located on
Segment 5AE 5BE weld splice, this Quality Assurance Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 60mm and 30mm in length.

-The Notice of Witness Inspection Number (NWIT) is 005023. The indication is located inside the area that has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. According to the contract
documents ZPM C Quality Control (QC) isrequired to perform 100% MT of temporary attachment removal
areas.

-Theindications were found at temporary attachment removal areas on two (2) side panels.

-The Side Panel on 5AE isidentified as: SP304A

-The Side Panel on 5BE isidentified as: SP359A

-Length and Y location of the MT indication on SP304A (5AE) is as followed: 60mm in length and 1800mm
off corner assembly weld splice on the bike path side of segment.

-Length and Y location of the MT indication on SP359A (5BE) is as followed: 30mm in length and 5555mm
off corner assembly weld splice on the bike path side of segment.

-The CJP splice weld # is designated as OBE5A-004.

Contractor's proposal to correct the problem:

Repair said indication and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted approved CWR used during repair along with subsequent NDT documentation verifying
repairs are in conformance with Contract specifications. Supplemental training was providedto MT
techniciansin regards to this matter.

Did corrective action require Engineer's approval ?

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



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

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152.1675.3703, who represents the Office of
Structural Materials for your project.

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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