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-000630
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 12-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0603

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: East Tower Lift 4 diagonal plates

Procedural [ Procedural [ Description: Missed MT Indication

Reference Description: Missed MT Longitudinal and Transverse Indications by QC located in East Tower
Lift 4: C/D corner diagonal plate to skin C and diaphragm to C/D corner diagonal
plate

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in East Tower lift

4 inside Bay 11, the QA Inspector discovered linear indications on the following welds:

-Weld #ESTL4-2B/L-7: One (1) longitudinal linear indication measuring approximately 20mm in length.

-Weld #ESTL4-2F/L-72: One (1) longitudinal linear indication measuring approximately 30mm in length.

-Weld #ESTL4-2F/L-73: Two (2) transverse linear indications measuring approximately 10mm and 8mm in

length.

-Weld #ESTL4-2H/L-1: Three (3) longitudinal linear indications measuring approximately 12mm, 9mm and

6mm in length.

-Weld #ESTL4-2H/L-70: Two (2) longitudinal linear indications measuring approximately 13mm and 10mm in

length and two (2) transverse linear indications measuring approximately 8mm and 5mm in length.

-Weld #ESTL4-2K/L-1: One (1) longitudinal linear indication measuring approximately 13mm in length.

-Weld #ESTL4-2K/L-2: Two (2) transverse linear indications measuring approximately 8mm and 6mmiin

length.

-All indications are clearly marked on the material near the weld.

-For details, see Magnetic particle Testing (MT) report generated by this QA for this date.

-All material is designated as non-Seismic Performance Critical Member (non-SPCM).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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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 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem: ~ Umesh D. Gaikwad

Name of individual from Contractor notified: Luo Lai Quan

Time and method of notification: 1830 Hrs, 01/12/10, Verbal

Name of Caltrans Engineer notified: Ken Lee, Scott Kennedy

Time and method of notification: 1530 Hrs, 01/13/10, Verbal

QC Ingpector's Name: Lin Xiao Zhong

Was QC Inspector awar e of the problem: [ Yesl4l 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
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

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: Ng,Michagl QA Inspector

Reviewed By: Wahbeh,Mazen SMR

N7 TL-15Quality 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: 13-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: 05.03.06-000593
Subject: NCR No. ZPMC-0603

Reference Description:  Missed MT Indications/ East Shaft Lift 4 Skin C/ Longitudinal and Transverse Indications

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in East Tower lift
4 inside Bay 11, the QA Inspector discovered linear indications on the following welds:
-Weld #ESTL4-2B/L-7: One (1) longitudinal linear indication measuring approximately 20mm in length.
-Weld #ESTL4-2F/L-72: One (1) longitudinal linear indication measuring approximately 30mm in length.
-Weld #ESTL4-2F/L-73: Two (2) transverse linear indications measuring approximately 10mm and 8mm in
length.
-Weld #ESTL4-2H/L-1: Three (3) longitudinal linear indications measuring approximately 12mm, 9mm and
6mm in length.
-Weld #ESTL4-2H/L-70: Two (2) longitudinal linear indications measuring approximately 13mm and 10mm in
length and two (2) transverse linear indications measuring approximately 8mm and 5mm in length.
-Weld #ESTL4-2K/L-1: One (1) longitudinal linear indication measuring approximately 13mm in length.
-Weld #ESTL4-2K/L-2: Two (2) transverse linear indications measuring approximately 8mm and 6mm in
length.
-All indications are clearly marked on the material near the weld.
-For details, see Magnetic particle Testing (MT) report generated by this QA for this date.
-All material is designated as non-Seismic Performance Critical Member (non-SPCM).

Specia 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.”

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

future occurrences.

ol " 05.03.06-000593,NCT
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NCT
( Continued Page 2 of 2 )

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

The response for the resolution of thisissue is requested within 7 days.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0603

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Mark Woods
File 05.03.06

05.03.06-000593,NCT Page 2 of 2



,&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: 19-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-000527 Rev: 00
Ref: 05.03.06-000593

Subject:  NCR No. ZPMC-0603

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has removed the missed indications by grinding and is providing NDT documentation to show that the welds
are acceptable. ABF QCM has conducted refresher MT training with the ZPMC inspectors.

ZPMC has removed the missed indications by grinding and is providing NDT documentation to show that the welds are acceptable. To reduce
incidents of missed indication the ABF QCM has conducted refresher MT training with the ZPMC inspectors on December 23, 2009. In
addition, ZPMC will begin performing 100% verification of tested areas beginning 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 the above actions ZPMC requests this NCR be placed closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000527R00;

Caltrans' comments: Status: CLO

Date: 19-Jan-2010

The propsed resolution is acceptable. The Deaprtment concurs that Non-conformance ZPMC-0603 is closed.

Submitted by:  Lee, Ken Date: 19-Jan-2010
Attachment(s):
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@ No. T-120

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-1-19

REGARDING: NCR-000630(ZPMC-0603)
We ZPMC acknowledged this problem, what our method is to use the light grind
remove the liner indication on the surface .Then we ZPMC issue the notification to the CT
again to make sure no problem on this weld and accepted this weld. Right now green tag is

on the welds.

So ZPMC want to close this NCR.

ATTACHMENT:

NCR-000630(ZPMC-0603)

Report of magnetic particle examinationl: T787-MT-7842,7843,7844,7845
NOTIFICATION:5055




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road /

Oakland CA 94607 f
Glirans Tel: Fax: /

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 13-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: 05.03.06-000593
Subject: NCR No. ZPMC-0603

Reference Description:  Missed MT Indications/ East Shaft Lift 4 Skin C/ Longitudinal and Transverse Indications

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
" [0 Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in East Tower lift
4 inside Bay 11, the QA/Inspector discovered linear indications on the following welds:
-Weld #ESTLA4-2B/L-7; One (1) longitudinal linear indication measuring approximately 20mm in length.
-Weld #ESTLA-2F/L-72: One (1) longitudinal linear indication measuring approximately 30mm in length.
-Weld #ESTL4-2F/L-73: Two (2) transverse linear indications measuring approximately 10mm and 8mm in
length. ~
-Weld #ESTL4-2H/L-] | Three (3) longitudinal linear indications measuring approximately 12mm, Smm and
6mm in length.
-Weld #ESTL4-2H/L-70; Two (2) longitudinal linear indications measuring approximately 13mm and 10mm in
length and two (2) transverse linear indications measuring approximately 8mm and Smm in length.
-Weld #ESTL4-2K/L-1: One (1) longitudinal linear indication measuring approximately 13mm in length.
-Weld #ESTL4-2K/L-2: Two (2) transverse linear indications measuring approximately 8mm and 6mm in
length. F e -
-All indications are clearly marked on the material near the weld.
-For details, see Magnetic particle Testing (MT) report generated by this QA for this date.
-All material is designated as non-Seismic Performance Critical Member (non-SPCM).
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.”
Action Required and/or Action Taken:
Propose a resolution for this non-conformance that addresses the failure of Quality Control to identify the linear indications during
magnetic particle testing of the welds. Provide documentation of the steps/actions taken by the Quality Control Manager to prevent
future occurrences.

hz 13.03.06-000593.NCT Page I of 2



NCT
( Continued Page 2 of 2 )

In addition to the Quality Control non-conformance, address the material/workmanship for the identified non-conformance including
documentation that the deficiencies have been brought into compliance with the contract requirements. Additionally address the

probable causes for the indications and the actions that will be taken to limit future occurrences.

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

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0603

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Mark Woods
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Ofiice of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch , -
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 6925B
(707) 649-5453

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai P.R. China Report No: NCR-000630
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 12-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0603

Type of problem:

Welding [0 Concrete [ Other

Welding [] Curing [ Procedural (1  Bridge No: 34-0006

Joint fit-up [ Coating [0 Other Component: East Tower Lift 4 diagonal plates

Procedural [ Procedural [ Description: Missed MT Indication

Reference Description: Missed MT Longitudinal and Transverse Indications by QC located in East Tower
Lift 4: C/D corner diagonal plate to skin C and diaphragm to C/D comer diagonal
plate

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in East Tower lift

4 inside Bay 11, the QA Inspector discovered linear indications on the following welds:

-Weld #ESTL4-2B/L-7: One (1) longitudinal linear indication measuring approximately 20mm in length.

-Weld #ESTL4-2F/L-72: One (1) longitudinal linear indication measuring approximately 30mm in length.

-Weld #ESTL4-2F/L-73: Two (2) transverse linear indications measuring approximately 10mm and 8mm in

length.

-Weld #ESTL4-2H/L-1: Three (3) longitudinal linear indications measuring approximately 12mm, 9mm and

6mm in length.

-Weld #ESTL4-2H/L-70: Two (2) longitudinal linear indications measuring approximately 13mm and 10mm in

length and two (2) transverse linear indications measuring approximately 8mm and 5mm in length.

-Weld #ESTL4-2K/L-1: One (1) longitudinal linear indication measuring approximately 13mm in length.

-Weld #ESTL4-2K/L-2: Two (2) transverse linear indications measuring approximately 8mm and 6mm in

length.

-All indications are clearly marked on the material near the weld.

-For details, see Magnetic particle Testing (MT) report generated by this QA for this date.

-All material is designated as non-Seismic Performance Critical Member (non-SPCM).

‘hj TL-15,Quality Assurance -- Non-Conformance Report Page lof 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )
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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 DIL.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.” . o )
Who discovered the problem: Umesh D. Gaikwad

Name of individual from Contractor notified: Luo Lai Quan
Time and method of notification: 1830 Hrs, 01/12/10, Verbal
Name of Caltrans Engineer notified: Ken Lee, Scott Kennedy
Time and method of notification: 1530 Hrs, 01/13/10, Verbal
QC Inspector's Name: Lin Xiao Zhong

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

}_h;”_ TL-15,0nality Assurance -- Non-Conformance Report Pape el



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

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: Ng,Michael ' QA Inspector

Reviewed By: Wahbeh,Mazen SMR

R TL-13,Qualiny Assurance - Non- ormarice Repor
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CZBMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

BB R T
REPORT NO. 448 T787-MT-7845 DATEE#1 2010.01.14 PAGE OFT#E 1/ Revision No: 0
PROJECT NO. - CONTRACTOR: _—
y 06-787
TEES: R P
BRAWING NG, CALTRANS CONTRACT NO.:
ERThdsalal . 04-0120F4
[LiR=S MM IR S
* TOWER(E) THE 4TH LIFTING
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
b gkt bRk BFRS B ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT # % MANUFACTURER #3585 MODEL NO. B4 % SERIAL NO. #4: R E
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
REAL T s T T B
PARTICLE TYPE Dry magnet powder YOKE SPACING
i _ 70~150mm
BTy FrEH R ) B
MATERIAL TO BE v WELDING #7844 ) ] AT09M-345T2-Z/AT09M-HPS-
Material & thickness
EXAMINED O CASTING ¥4 485WT2-Z
PRl po R O FORGING $&i% BE#, JE1E 75/45mm
WELDING PROCESS TYPE OF JOINT
) FCAW CORNER-JOINT
P A AR
Sa—— DISCONTINUITY A #E4e it p—
.D. REJECT REMARKS
ey INDICATION TYPE N ™ e sl P
iR FeRy
ESTL4-2K/L-1 ACC. 100%MT
ESTL4-2K/L-2 ACC. 1OO%MT
BLANK

EXAMINED BY 45 REVIEWED BY
XuBing X[, B (9 i Jéuxrn
LEVEL -1l SIGN %4 DATEAN] (o.o0).1\& LEVEL-l  SIGN | DATEEM (o] ik
IS / QCM /\M Jii J*CUSTOMER
%5 SIGN / B DATE 0. )18 %5 SIGN / B} DATE

(FORM{# ZPQC-MTO1)




(ZBMCS

REPORT OF MAGNETIC PARTICLE EXAMINATION

T R B 4R
REPORT NO. iR #5455 T787-MT-7844 DATEA} 2010.01.14 PAGE OFI& 1/ Revision No: 0
PROJECT NO. 2006787 CONTRACTOR: J—
THEHS: i Ao
SERRENS, o CALTRANS CONTRACT NO.:
Esiliak] , 04-0120F4
Eg: mHITERS
: TOWER(E) THE 4TH LIFTING

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EHPTYRY be i BRreS B ERERN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT ##% MANUFACTURER |35 7 MODEL NO. %5 SERIAL NO. #4455
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke CURRENT P
ik B R TR 2 L3
PARTICLE TYPE Dry magnet powder YOKE SPACING

; - 70~150mm
MR TrREE R 4E ) EE
MATERIAL TO BE J WELDING ##4: . . A709M-345T2-Z/A709M-HPS-

) Material & thickness
EXAMINED O CASTING %t 485WT2-Z
FogilE 7Rl O FORGING 4fift B+, B HE 75/45mm
WELDING PROCESS JOINT
FCAW i CORNER-JOINT
B poks il
WELD 1.D DLCONTINUT PR S ACCEPT REJECT REMARKS
ey INDICATION TYPE SR e i1 P
Ik A5y
ESTL4-2H/L-1 ACC. 100%MT
ESTL4-2H/L-70 ACC. 100%MT
BLANK

EXAMINED BY:4§ REVIEWED BY ##
XuBing X, [iae (ni )(In;ﬁh
LEVEL-Il SIGN%% / DATEAMI /o-9/, (y LEVEL-l  SIGN ! DATEFAH# TR
Fit&H / QeMm L«X/\/I’"\ P CUSTOMER ‘ :
2 SIGN / A DATE N 4 < SIGN / H i DATE

(FORM# ZPQC-MTO1)




C(=ZPMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

Bk k&
REPORT NO. %436 T787-MT-7843 DATEE ] 2010.01.14 PAGE OFI{{® 1M Revision No: 0
PROJECT NO. E_— CONTRACTOR: CALTRANS
TEHE: i A
e _— N CALTRANS CONTRACT NO.:
L4-2FiL 04-0120F4
e MM ITEES
’ TOWER(E) THE 4TH LIFTING

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EoE 50 kT 2R BFES {0 SRR IE AT RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #:4 MANUFACTURER 4§ MODEL NO. 435 SERIAL NO. #isERE
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke CURRENT A
e T e IR WU s s FE it
PARTICLE TYPE Dry magnet powder YOKE SPACING

I 70~150mm
A FrEH AR P
MATERIAL TO BE Y WELDING # 454 . . A709M-345T2-Z/AT09M-HPS-

Material & thickness
EXAMINED O CASTING %t 485WT2-Z
fogilyr g O FORGING i BEH JERE 75/45mm
WELDING PROCE
OCESS _— TYPE OF JOINT —
BT JREEARY
WELD 1.D DIRGRNTINUTY R ACCEPT REJECT REMARKS
Pl INDICATION TYPE i [t i Hak
ESTL4-2F/L-72 ACC. 100%MT
ESTL4-2F/L-73 ACC. 100%MT
BLANK

EXAMINED BY £ REVIEWED BY #i g
LEVEL -1l SIGN % DATERM so~¢) I\ LEVEL-l  SIGN ! DATEEM to-2(~ 1Y
JEItEH / QCM LA,M Fi /" CUSTOMER
%5 SIGN / Hill DATE el %< SIGN / Bl DATE

(FORM# ZPQC-MT0O1)




(ZBMCT

REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R B4R
REPORT NO. {45438 T787-MT-7842 DATEHE i 2010.01.14 PAGE OFTL& 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: T_—
IEHS: i oA
—— iy CALTRANS CONTRACT NO.:
ESil42al 04-0120F4
[IE=H InNIESS
: TOWER(E) THE 4TH LIFTING
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
SHEMIERT BE BR&S Y B IER AN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #%- MANUFACTURER 41 #j MODEL NO. 245 SERIAL NO. 44 S
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke CURRENT AC
Ak R A A L
PARTICLE TYPE Dry magnet powder YOKE SPACING
o 70~150mm
TR TR W4 e PR
MATERIAL TO BE v WELDING 284 . .
Material & thickness AT09M-345T2-Z
EXAMINED O CASTING #44:
A1l O FORGING 4&i% o, FLAE 90/45mm
WELDING PROCESS R TYPE OF JOINT CORRERIINT
P e Yo A y b gl
WELD 1.D PISHOR LR e ACCEPT REJECT REMARKS
.D. — AR
. INDICATION TYPE NG e i
iR iy
ESTL4-2B/L-7 ACC. 100%MT
BLANK
EXAMINED BY =i REVIEWED BY #71E;
Xu Bing Yu ],},‘Q
LEVEL-Il SIGN %% | DATEFAM ,0-0/: ¥ LEVEL-l SIGN ! DATEBRM

Jiit£ 3 / QCM

foe Joniln.

E SIGN/ H DATE

(0, (¥

M FCUSTOMER

%5 SIGN / Al DATE

(FORM## ZPQC-MTO1)




with skin plate

for green tag

T " ——— m.w.nr 25 .
ZPMC NDT 2 /= K B i 4 86 PRSI | g 2005055
S NDT I ti Notificati Sheet Stilanid. Hioes Document No
nspection Notitfication Sheet 2010-01-14 09:45 g
s ; A TA 3 i For g it T R 5 CT &b [a
el RBAE R Py WAL by | O RN
. ‘ . Inspection N ; CT Estimated
No Inspection Inspection part Section Inspection Time . .
Place , Inspection Time
o estld~gifi-11, 72,1, | ,, FHFE & sast fover 2010-1-14 10:15
1 |final vt,mt for welds (143m diaphragn area) diaphragm with corner cd bay 11 . ¥or reen ta
prEnae diagonal stiffener . g
lift 4 east tower
2 |final vt,mt for welds mmwﬂmw am“\““%.squwmmv diaphragm with corner cd bay 11 wo%oo& ! M%m:#oﬁ.mwm
phres diagonal stiffener i & &
—— lift 4 east tower ! ey .
3 |[final vt,mt for welds %MMMWAWM\M:HWNMNWHWW diaphragm with corner cd bhay 11 NJMMWHHmﬁﬁwmmmm
SRS diagonal stiffener BEER &
lift 4 east tower corner .
4 |final vt,mt for welds est14-2b/1-7,3 cd diagonal stiffener bay 11 2010-1-1¢ 10:15

Co |1 |C |en

Lo WAEESERME, DGR R H it assrah, waEaEsh, I5mEe.
1. When ZPMC give this table to AB/F, Zpmc will do the inspection in 35 minutes. If we
change the plan, we will inform AB/F in the shop.

2. ZPMCAR4E B A IS A (HOLD POINT) #EAT HI WS,
2, ZPMC will do any inspection according to the HOLD PQINT.

oo

o UEL O IRI AT 8L, AGE T 5 TR A2 RINDTH BS AT SR 4n.

3. This table is a temporary one, just for final NDT inspection notification
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4. When ZPMC QC muzum: NDT inspection,Caltrans QA can decide if they want to retest it.
ZPMC QC will not inform Calirans again. The waiting time is 24 hours ordinarily .

5. AB/FFIZYCT )& < 1ERIHEMT [A] P i S0 ZPMC B AACTER 15797 86 115 4]
5. AB/F to notify ZPMC in the same shift that CT will attend and at what time.

B, NI IR SENE S5 HIAB/FRIMG S5 B2, AB/FETE24 /M 1R & 5ZPMCHN M Lk 5 4L,
6. CT to notify AB/F that the work has been completed and the result. AB/ to notify ZPMC
that the work has been completed and the result within 24 hours

ZPMC BEER A

Requested By:

AB/F W A

AB/F Receiver:

Ml i)

Time:

A

CT Receiver:

S AL 1] «

Time:




(8) 85 FLUOR.

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

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

MT Powder. Red for ambient, Yellow for High Temperature.
Powder Bulb

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

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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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-000479
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0603

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-Confor mance Report waswritten: 12-Jan-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located in East Tower lift
4 inside Bay 11, the QA Inspector discovered linear indications on the following welds:

-Weld #ESTL4-2B/L-7: One (1) longitudinal linear indication measuring approximately 20mm in length.
-Weld #ESTL4-2F/L-72: One (1) longitudinal linear indication measuring approximately 30mm in length.
-Weld #ESTL4-2F/L-73: Two (2) transverse linear indications measuring approximately 10mm and 8mm in
length.

-Weld #ESTL4-2H/L-1: Three (3) longitudinal linear indications measuring approximately 12mm, 9mm and
6mm in length.

-Weld #ESTL4-2H/L-70: Two (2) longitudinal linear indications measuring approximately 13mm and 10mm in
length and two (2) transverse linear indications measuring approximately 8mm and 5mm in length.

-Weld #ESTL4-2K/L-1: One (1) longitudinal linear indication measuring approximately 13mm in length.
-Weld #ESTL4-2K/L-2: Two (2) transverse linear indications measuring approximately 8mm and 6mmiin
length.

-All indications are clearly marked on the material near the weld.

-For details, see Magnetic particle Testing (MT) report generated by this QA for this date.

-All material is designated as non-Seismic Performance Critical Member (non-SPCM).

Contractor's proposal to correct the problem:

Repair indications, conduct training.

Corrective action taken:

ZPMC removed indications by grinding and provided documentation to show that the welds are acceptable
(T787-MT-7842,7843,7844,7845). Welds were verified by QA (green tag #12027). MT refresher training was
conducted on 12/22/09. Documentation for this training was provided. ABF purchased MT powder dispensers
for ZPMC MT technicians to enhance their performance.

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 Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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