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-000631
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0604

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Segment 8CW LD and FB

Procedural [ Procedural [ Description: Missed MT indication by QC

Reference Description: Missed Longitudinal and Transverse MT Linear Indications by QC in Segment 8CW
LD and FB

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW,

this QA Inspector discovered the following linear indications:

-Weld #SSD10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and
4mm. Members are identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm.
Members are identified as FB19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm.
Members are identified as LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM.

-Weld #SP447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members
are identified as FB19B (X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #SSD10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximately 13 mm.
Members are identified as FB19B (X12C) SPCM to Deck Plate ‘I’ Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1)
Transverse linear indication measuring approximately 17 mm. Members are identified as Drip plate (329M)
Non SPCM to Floor Beam FB27A (X12D) Seismic Performance Critical Material (SPCM). This weld does not
appear to be identified by number on the contractors weld maps.

-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.

-OBG segment 8CW islocated outside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037. The indications are located inside an area that
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

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

F;f

it

RS62GA
Non SPCM

01/13/10 10:16

X46B
Non SPCM

RS91GB
Non SPCM

01/13/10 09:52 01/13/10 08:25

Longitudinal linear

indication Appr.15mm
Non SPCM

01/13/10 09:11 01/13/10 09:08

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 M T in addition to visual inspection shall have no

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



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

cracks.

Who discovered the problem:  Sabhasis Bera

Name of individual from Contractor notified: Wang Chao

Time and method of notification: 1630 hours, 01-13-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0845 hours, 01-14-10, Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector awar e of the problem: [] Yeslvl 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

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: 14-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: 05.03.06-000594
Subject: NCR No. ZPMC-0604

Reference Description:  Missed Longitudinal and Transverse MT Linear Indications by QC in Segment 8CW LD and FB

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 (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW, this QA Inspector
discovered the following linear indications:

-Weld #SSD10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and 4mm. Members are
identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm. Members are identified as
FB19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm. Members are identified as
LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM.

-Weld #SP447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members are identified as FB19B
(X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #SSD10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximately 13 mm. Members are identified
as FB19B (X12C) SPCM to Deck Plate ‘I’ Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1) Transverse linear
indication measuring approximately 17 mm. Members are identified as Drip plate (329M) Non SPCM to Floor Beam FB27A (X12D)
Seismic Performance Critical Material (SPCM). Thisweld does not appear to be identified by number on the contractors weld maps.

-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.

-OBG segment 8CW is located outside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037. The indications are located inside an area that has been previously tested
by ZPMC Quality Control (QC) personnel.

Y/ 05.03.06-000594,NCT

Page 1 of 2



NCT
( Continued Page 2 of 2 )

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed Mt indications
are achronic problem. Provide training and equipment as required to ensure that these indications are found by the ZPMC MT
technician that missed them. Provide documentation of such training to the engineer. A response for the resolution of thisissueis
expected within 7 days.

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0604

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

05.03.06-000594,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: 08-Feb-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-000557 Rev: 00
Ref: 05.03.06-000594

Subject:  NCR No. ZPMC-0604

Contractor's Proposed Resolution:

Reference Resolution: The ABFJV QCM has instituted training sessions for ZPMC inspectors. In addition to training, ABF has purchased
new equipment to standardize both ABF and ZPMC with the equipment used by Caltrans.

ZPMC and ABFJV have taken steps to reduce the number of both MT and UT missed indications. The ABFJV QCM has instituted training
sessions for ZPMC inspectors to reinforce key points of performing UT and MT, the most recent was held in December 2009. The ZPMC Level
11l has conducted training with the inspectors as well. In addition to training, ABF has purchased new equipment to standardize both ABF and
ZPMC with the equipment used by Caltrans. Examples of this are the powder bulbs with magnetic caps, and the same transducers used by
Caltrans. Documents of the acceptable NDT will be provided when they are available at a later date. Based on this ZPMC requests that this
NCR be approved with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000557R00;

Caltrans' comments: Status: AAP
Date: 08-Feb-2010

AAP approved.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):

‘h}'l Page 1 of 1



(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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A JOINT VENTURE

UT Refresher Training Agenda

Subject: UT Techniques

Reason for Training: Several CT NCR’s for missed UT indications

1. Safety
a. Safety Glasses
b.  Gloves (if required)
c. Knee Pads
d.  Electrical Shock

2. Tools

Calibrated UT Machine condition of machine
Coaxial cable condition of cable
Transducer condition of transducer
IIW Block

Scraper

UT couplant

)

me e o

3. Inspection Techniques

Surface preparation

Location of weld UT from beveled plate

Scanning patterns

Correct choice of Angles

Calibration per ZPMC procedure at regular intervals
Scanning speed

Know where your sound is at.... First leg. second leg etc...

© e e oR

4. Inspection Criteria
a.  Table 6.3 or Table 6.4
b.  Are surface inspections complete VT and or MT should always occur before
UuT
c.  Scanning Levels
Criteria dictated by the thinner of the two members
e.  Planar flaws




,&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: 20-May-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-000557 Rev: 01
Ref: 05.03.06-000594

Subject:  NCR No. ZPMC-0604

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC has repaired the noted indications and is providing NDT reports to show that the welds are acceptable.
Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the noted indications and is providing NDT reports to show that the welds are acceptable. Based on this ZPMC requests
closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000557R01;

Caltrans' comments: Status: AAP
Date: 26-May-2010

This proposed resolution is accepted, action pending. Please provide NDT results for the repair of the weld connecting the drip plate to the FL3
floorbeam.

Submitted by:  Eagen, Sean Date: 26-May-2010
Attachment(s):

‘E?I Page 1 of 1
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@ No. B-764
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-20
REGARDING: NCR-000631(ZPMC-0604)

ZPMC is providing the NDT records show the indications have been removed and repaired and
the welds are now acceptable. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-00063 1(ZPMC-0604)
B787-MT-22774 R1
B787-MT-22775 R1
B787-MT-18002 R1
B787-MT-22773 R1

{4 2
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Qakland CA 94607
Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A TV Date: 14-Jan-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-8F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000594
Subject: NCR No. ZPMC-0604

Reference Description:  Missed Longitudingl and Transverse MT Linear Indications by GC in Segment 8CW LD and FB

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.
| Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: OBG Lift: 08
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW, this QA Inspector

discovered the following linear indications:

-Weld #85D10-FP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and 4mm. Members are
identified as FB11C (X46B) Non SPCM 10 SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm. Members are identified as
FBI19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm. Members are identified as
LD4 (X75G) Non SPCM to FBI9B (X7M) Non SPCM.

-Weld #5P447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members are identified 25 FB19B
(X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #3SD10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximalely 13 mm. Members are identified
as FB19B (X12C) SPCM to Deck Plate *I" Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plale to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1) Transverse linear
indication measuring approximately 17 mm. Members are identified a5 Drip plate (329M) Non SPCM to Floor Beam FB27A (X12D)
Seismic Performance Critical Material (SPCM). This weld does not appear to be identified by number on the coniractors weld maps.

-All indications ure clearly marked on the material near the weld, For details, see Magnetic particle Testing (MT) report generated by
this QA for this date.

-OBG segment 8CW is located outside west of the Blast Shop arca.

~The Notice of Witness Inspection Number (NWIT) is 005037. The indications are located inside an area that has been previously tested
by ZPMC Quality Control (QC) personnel.

02.02:1 Received
%; ”"3"’%’”""5”"'”” NCT-000594 14 Jan 10 Paselor 2




NCT
{ Continued Page 2 of 2 )

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 2 chronic problem. Provide training and equipment as required (o ensure that these indications are found by the ZPMC MT
technician thal missed them. Provide documentation of such lraining to the engincer. A response for the resolution of this issue is

expecied within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments; ZPMC-0604

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

‘N 05.03.06-000594NCT
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENGY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION e

DIVISION OF ENGINEERING SERVICES F 4

Office of Structural Materials ¥

Quality Assurance and Source Inspection h
Contract #: 04-0120F4

Bay Area Branch = Y=ir

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

VB"QJG. CA 94592-1133 Flle #. 69.258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Isiand, Shanghai, P.R. China Report No: NCR-000631
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Tan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0604

Type of problem:

Welding  [J Concrete [0 Other

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

Joint fit-up [ Coating [J Other Component: Segment 8CW LD and FB

Procedural [] Procedural [J Description: Missed MT indication by QC

Reference Description: Missed Longitudinal and Transverse MT Linear Indications by QC in Segment 8CW
LD and FB

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW,

this QA Inspector discovered the following linear indications:

-Weld #S5D10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and
4mm. Members are identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm.
Members are identified as FB19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm.
Members are identified as LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM,

-Weld #SP447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members
are identified as FB19B (X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #S5D10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximately 13 mm.
Members are identified as FB19B (X12C) SPCM to Deck Plate ‘I’ Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1)
Transverse linear indication measuring approximately 17 mm. Members are identified as Drip plate (329M)
Non SPCM to Floor Beam FB27A (X12D) Seismic Performance Critical Material (SPCM). This weld does not
appear to be identified by number on the contractors weld maps.

-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.

-OBG segment 8CW is located outside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037, The indications are located inside an area that

}ﬁz_ TL-15,Quality Assurance ~ Non-Confarmance Report Page 1 of 3




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

has been previously tested by ZPMC Quality Control (QC) personnel.

£ '-1 e 0

RS62GA
Non/SPGM

RS9GB
Non SPCM

Longitudinallinear
indication Appr.15mm

01/13/0

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

m TL-15,Quality Assurance ~ Non-Conformance Report Page2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE, REPORT
( Continved Page 3 of 3 )

cracks.

Who discovered the problem:  Sabhasis Bera

Name of individual from Contractor notified: Wang Chao

Time and method of notification: 1630 hours, 01-13-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 0845 hours, 01-14-10, Verbal

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: 0O Yesi4 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

hz_ TL-15,Quality dssurance — Non-Conformance Report Pagedof 1




(ZPMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION

R R AR &
REPORT NO. #4545 B787-MT-22774R1 DATEH# 2010.05.20 PAGE OFJ#E 1M Revision No: 0
PROJECT NO. —— CONTRACTOR: Laiewe=
ITEEE: ) A A
DRAWING NO. SSD10{A) CALTRANS CONTRACT NO.:
04-0120F4
aR=H 8CW FLOOR BEAM SPLICE MHIBGE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMHEHRD R BRFHE B IEHT A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT #% MANUFACTURER #3715 MODEL NO. #=%% SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke  |[CURRENT A
Wbk R B
PARTICLE TYPE Dry magnet powder YOKE SPACING N o
BHKE FRH R mm
MATERIAL TO BE VWELDING 124 Material & thickness ATOOM-345
EXAMINED O CASTING %44 B4, JLRE
tEEE O FORGING 4% 8/12/22/30mm
WELDING PROCESS OINT
SMAW TEPE O] T JOINT
B pLE il
' DISCONTINUITY R gtk
WELD 1.D. TENGT ]  ACCEPT REJECT REMARKS
Bme INDICATION TYPE i 2 Eilg £E
Eipy 1]
SSD10-PP68-101 1R1 ACC. 100%MT
2R1 ACC. 100%MT
SSD10A-PP68-
144 1R1 ACC. 100%MT

AFTER B-CWR1516 REV0,B-CWR1517 REV0

BLANK

EXAMINED BY=Xif

LEVEL -1l SIGN

REVIEWED BY B
Sun Honn //i{mw Zv/ 057

LEVEL-Il  SI

ATER i

S E / QCM

%5 SIGN / Biif DATE

HFCUSTOMER

% SIGN / Hill DATE

(FORM# ZF’QC MTO‘])




———
[ ZPMC ]
|

REPORT OF MAGNETIC PARTICLE EXAMIi\TATION

B R RR &
REPORT NO. if# %455 B787-MT-22775R1 DATEH#§ 2010.05.20 PAGE OFT/E 1M Revision No: 0
PROJECT NO. ———_— CONTRACTOR: CALTRARS
TRHE: " A P
DRAWING NO. SP447 CALTRANS CONTRACT NO.: .
5= 8CW CORNER ASSEMBLY mMIERES :
IREFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
AP ST i35 i BFas B EH %A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT # % MANUFACTURER I3 MODEL NO. #3455 SERIAL NO. EE&E4RE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
| [t B L BT
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm

R AR TR HARMEE
MATERIAL TO BE Y WELDING & i i

R Material & thickness AT aaE
EXAMINED O CASTING B4, JELAE
Fgpr g O FORGING & 22/18mm
WELDING PROCESS SMAW TYPE OF JOINT T JOINT
FRE T yobT TR

DISCONTINUITY AEE4Eft
WELD I.D. TENGTHIN o) ACCEPT REJECT REMARKS
JR s 2 INDICATION TYPE e = JEIlE £
Eitony Bzl =5
SP447-001-063 1R1 ACC. 100%MT

AFTER B-CWR1522 REV0

BLANK

EXAMINED BYX:#

REVIEWED BY

¥ SIGN / B DATE

Ding a cheng p 164 E‘g }a/ 051 Gdﬁéwm&%mﬂd Jofo o510
LEVEL - Il S(GN DATEE LEVELAI N DATEEU?!}
JEfTET / QCM FAFCUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R A 3 o

REPORT NO. #1543 B787-MT-18002R1 DATEHH 2010.01.24 PAGE OFTT/G 1/1 Revision No: 0
PROJECT NO. —— CONTRACTOR: i AN

THR4S: ) AP

DRAWING NO. SEGO047F CALTRANS CONTRACT NO.:

; 04-0120F4

E= 8CW FLOOR BEAM M TR% S

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
25 HEET ERIRE BFEs B ER RN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT ##% MANUFACTURER #i&#§ MODEL NO. 52 SERIAL NO. #4652
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .

LAk M AE B L

PARTICLE TYPE Dry magnet powder YOKE SPACING

. 70~150mm
2R FREH T ) R
MATERIAL TO BE vV WELDING # i i
Bt Material & thickness i —

EXAMINED O CASTING ¥4 L HE

B3+ kL O FORGING &% 24/20mm

Wi

ELDING PROCESS = TYPE OF JOINT I
B e ok Rl
WELD |.D LLAE e Do ACCEPT REJECT REMARKS
e INDICATION TYPE [REE e il ik
SEG047F-014 1R1 ACC.
AFTER B-CWR1109
BLANK

EXAMINED BYE# |REVIEWED BY i

Sun Gonachang ¢ . %a/o _o/, Z)L ;() M/ﬂé Z‘f,’/ﬂ F:/' ?ﬁL
JLEVEL-Ul SIGN %% | DATEAM LEVEL-l SIGN ! DATER}i
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T SIGN / Hll DATE

R F CUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

|EF sioN/ BYipaTE

TE R W HR
REPORT NO. il 445 B787-MT-22773R1 DATEE#1 2010.05.16 PAGE OFI® 1M Revision No: 0
PROJECT NO. - CONTRACTOR: P
TESS: " A A
DRAWING NO. SEGO47F CALTRANS CONTRACT NO.: Fiir
HE-: 8CW LONGITUDINAL DIAPHRAGM  |[ImMIB4GE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHGRY 2R BFEHS BB IEF Rl
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT #% MANUFACTURER 3% MODEL NO. =55 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
Mk e e i Hi3
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70~150mm
BEH AR TR AEAIEE
MATERIAL TO BE v WELDING #3544 Material & thickness P—"
EXAMINED O CASTING &t B, B
ik EZE O FORGING 455 25/30mm
F JO
WELDING PROCESS SHA TYPE OF JOINT i
HEE B Pt echic)
WELD I.D 2RI A e ACCEPT REJECT REMARKS
e INDICATION TYPE e == e e
e Egidl]
SEG047F-002 1R1 ACG, LO0%MT
AFTER B-CWR1520 REVD
BLANK
EXAMINED BYZEHR / REVIEWED BY iR
Ding a cheng p?ﬁf"i /(& &M }7/0 5. IL SU W’F Wﬁ oJ, /l
ILEVEL -1l SIGN &é DA Ei;u} LEVELI  SIGN ! DATEHR#I
FIREE / QCM A FCUSTOMER

FEF SIGN / Al DATE
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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: 12-Jul-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-000557 Rev: 02
Ref: 05.03.06-000594

Subject: NCR No. ZPMC-0604

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is including previously omitted NDT documentation. Based on this and previously submitted NDT
documentation, ZPMC requests closure of this NCR.

ZPMC is including previously omitted NDT documentation. Based on this and previously submitted NDT documentation, ZPMC requests
closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000557R02;

Caltrans' comments: Status: CLO
Date: 13-Jul-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0604 is closed.

Submitted by:  Woo, Laraine Date: 13-Jul-2010
Attachment(s):

Page 1 of 1



@ No. B-818
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-7-11
REGARDING: NCR-000631(ZPMC-0604)

Based on the attached NDT record and the previously submitted reports, ZPMC is requesting
closure of this NCR. 8

ATTACHMENT:
NCR-000631(ZPMC-0604)
B787-MT-24458 R1

g

[u




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

M Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 14-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: 05.03.06-000594
Subject: NCR No. ZPMC-0604

Reference Description:  Missed Longitudinal and Transverse MT Linear Indications by QC in Segment 8CW LD and FB

The attached Non-Conformance Report describes an occurence where the contractor did not comaply 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.
[J Non-Conformance Resolved.
Material Location: 0BG Lift: 08
Remarks:
During the Quality Assurance (QA) Magnetic Pasticle Testing (MT) review of welds Jocated on Segment 8CW, this QA Inspector

discovered the following linear indications:

-Weld #8SD10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and 4mm. Members are
identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm. Members are identified as
FBI9B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm. Members are identified as
LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM.

-Weld #5P447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members are identified as FB19B
(X12C) SPCM to Side Plate ‘T’ Stiffener (RS91GB) Non SPCM.

-Weld #85D10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximalely 13 mm. Members are identified
as FB19B (X12C) SPCM to Deck Plate ‘I" Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 {Cross Beam Side) (SPCM): One (1) Trensverse linear
indication measuring approximately 17 mm. Members are identified as Drip plate {329M) Non SPCM to Floor Beam FB27A (X12D)
Seismic Performance Critical Material (SPCM). This weld does not appear to be identified by number on the contractors weld maps.

-All indications are clearly marked on the material near the weld, For detils, see Magnetic particle Testing (MT) report generated by
this QA for this date.

-OBG segment 8CW is located cutside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037, The indications are located inside an area that has been previously tested
by ZPMC Quality Control (QC) personnel.

02.82:1 Received
R R smsscr NCT-000594 14 Jan 10 Fasetor2




NCT
{ Continued Poge 2 of 2 )

Action Required and/or Action Taken;
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed Mt indicalions

arc a chronic problem. Provide treining and equipment as required to ensure that these indications are found by the ZPMC MT

technician that missed them, Provide docutnentation of such training to the engineer. A response for the resolution of this issue is

expecied within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments; ZPMC-0604 )

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

N 05.03.06.00050¢nCT
£ Page 2of 2




STATE OF CALIFORNIA-BUSINESS, TRANSPCRTACTION AND HOUSING AGENCY Arnald Schwarzensgger, Governor

DEPARTMENT OF TRANSPORTATION T
DIVISION OF ENGINEERING SERVICES

.
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Office of Structural Materials =

Quality Assurance and Source Inspection "»‘l‘zjg‘,:iﬁ,_*_. 3
Contract #: 04-0120F4
Bay Area Branch T D s
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallefo, CA 94592-1133 b ¢ =
(707) 649-5453 File#  69.25B
{707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000631
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 13-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0604

Type of problem:

Welding [ Concrete [ Other

Welding [J Curing O Procedural [J  Bridge No: 34-0006

Joint fit-up [J Coating [0 Other Component: Segment 8CW LD and FB

Procedural [] Procedural [J Deseription: Missed MT indication by QC

Reference Description: Missed Longitudinal and Transverse MT Linear Indications by QC in Segment 8CW
LD and FB

Description of Non-Conformance;

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW,

this QA Inspector discovered the following linear indications:

-Weld #SSD10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and
4mm. Members are identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm.
Members are identified as FB19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm.
Members are identified as LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM.

-Weld #SP447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members
are identified as FB19B (X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #SSD10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximately 13 mm.
Members are identified as FB19B (X12C) SPCM to Deck Plate ‘I’ Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1)
Transverse linear indication measuring approximately 17 mm. Members are identified as Drip plate (329M)
Non SPCM to Floor Beam FB27A (X12D) Seismic Performance Critical Material (SPCM). This weld does not
appear to be identified by number on the contractors weld maps.

-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.

-OBG segment 8CW is located outside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037. The indications are located inside an area that

hz_ TL-15.Quality Assurance — Non-Conformance Report Pagelof 3




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

has been previously tested by ZPMC Quality Control (QC) personnel.

e ot el i £ % L
i

RS62GA
Non SPCM

01/13/10 10:16

RS91GB
Non SPCV

01/13/10 09:52 01/1310 08:25

R
B Aransvarse linear

indication Appr. 15mm/

e .
LDa : MonsPCm & ¢ Longitudinal linear
A25G i

indication Appr.15mm
Non SPCM

01/13/10 09:11 01/13/10 09.08

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

W TL-15,Quality Assurance - Non-Conformance Report
P Pagelof 3




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

cracks,
Who discovered the problem:  Sabhasis Bera
Name of individual from Contractor notified: Wang Chao

Time and method of notification: 1630 hours, 01 -13-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0845 hours, 01-14-10, Verbal

QC Inspector's Name: Zhang Wei

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
conceming 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;’i TL-13,Quality Assurance -- Non-Conformance Report
. Pagelof 3
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B R B3R 25
REPORT NO. # %545 B787-MT-24458R1 DATER# 2010.07.11 PAGE OFIB 1A Revision No: 0
PROJECT NQ. CONTRACTOR:
ZP06-787 CALTRAN
TR%S: RSP .
DRAWING NO. OBWSE CALTRANS CONTRACT NO.:
04-D120F4
EHE: 8CW DRIP PLATE WM ITERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
| oy ke BT IRE EF%S (B EFT N
{Aws D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT ##% MANUFACTURER i 7§ MODEL NO. #s&%2 SERIAL NO. #4658
HMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magneﬁc yoke CURRENT
- AC
T4k 77 i AR EUE A RiHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~
A FREE B4R Al B 150mm
MATERIAL TO BE VWELDING #4544: Material & thickness
AT09M-345T2-X
EXAMINED O CASTING #4 15, JE i
Wy fH O FORGING @i 8/16mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
1R ik DA
5 DISCONTINUITY it
WELD 1.D. ACCEPT REJECT REMARKS
. INDICATION TYPE W"ENGEEN i [ P, oo
R Jexn!
OBWS8E-026 1R1 ACC. 100%MT
AFTER B-CWR1673
BLANK
EXAMINED BY 3 REVIEWED BY ##;
_Sun Gongchang }oﬁ LE <|v) We ?/o/a Y }
LEVEL -1l SIGN %% / DAFEHR LEVEL-  SIGN ! DATER#I
&3 / QCm FFCUSTOMER
%< SIGN / F il DATE T SIGN/ Bl DATE

(FORM# ZPQC-MT01)




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-000724
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  13-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0604

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: 13-Jan-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 8CW,
this QA Inspector discovered the following linear indications.

-Weld #5SD10-PP68-101 (SPCM): Two (2) Transverse linear indications measuring approximately 15mm and
4mm. Members are identified as FB11C (X46B) Non SPCM to SP158A (PL548A) SPCM.

-Weld #SEG047F-002 (SPCM): One (1) Longitudinal linear indication measuring approximately 15 mm.
Members areidentified as FB19B (X49F) SPCM to LD4 (X75G) Non SPCM.

-Weld #SEG047F-014 (non SPCM): One (1) Transverse linear indication measuring approximately 15 mm.
Members areidentified as LD4 (X75G) Non SPCM to FB19B (X7M) Non SPCM.

-Weld #SP447A-063 (SPCM): One (1) Transverse linear indication measuring approximately 8 mm. Members
areidentified as FB19B (X12C) SPCM to Side Plate ‘I’ Stiffener (RS91GB) Non SPCM.

-Weld #SSD10A-PP68-144 (SPCM): One (1) Longitudinal linear indication measuring approximately 13 mm.
Members areidentified as FB19B (X12C) SPCM to Deck Plate ‘I’ Stiffener (RS62GA) Non SPCM.

-Weld Connecting Drip plate to Floor Beam (FB27A) at Panel Point PP70 (Cross Beam Side) (SPCM): One (1)
Transverse linear indication measuring approximately 17 mm. Members are identified as Drip plate (329M)
Non SPCM to Floor Beam FB27A (X12D) Seismic Performance Critical Material (SPCM). Thisweld does not
appear to beidentified by number on the contractors weld maps.

-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.

-OBG segment 8CW is located outside west of the Blast Shop area.

-The Notice of Witness Inspection Number (NWIT) is 005037. The indications are located inside an area that
has been previoudly tested by ZPMC Quality Control (QC) personnel.

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



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

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality. Purchase new equipment to parallel
the quality of equipment used by the Department and institute additional training to QC NDT technicians.
Corrective action taken:

Contractor has purchased additional equipment and provided refresher training to NDT technicians to reduce
future occurrences. NDT reports were supplied verifying said indications were repaired and welds are in
conformance with Contract weld quality requirements.

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

If so, name of Engineer providing approval: Date:

|s Engineer'sapproval attached? [] Yeslvl No

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

I nspected By: Simonis,Jim Quality Assurance | nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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