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-000644
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0615

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: 7DW Floor Beam to Deck Panel Diaphragm

Procedural [ Procedural [1 Description: Missed MT transverse indication by QC

Reference Description: MT Transverse Crack discovered after ZPMC tested and accepted thisweld (7DW
floorbeam to deck panel diaphragm joint)

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7DW, this

Quality Assurance Inspector discovered the following issue:

-One (1) Transverse linear crack measuring approximately 15mm in length.

-TheY location is 4500mm from corner of the Panel Point PP57 at Cross Beam side.

-Theindication is clearly marked on the material near the weld.

-Theweld isidentified as: SSD11A-PP57-003.

-Thisweld is a Complete Joint Penetration (CJP) weld joining the Deck Panel Diaphragm (X 1H) to Floor

Beam Flange (X7G).

-The Deck Panel Diaphragm (X1H) isidentified as Non-Seismic Performance Critical Member (SPCM).

-The Floor Beam Flange (X7G) isidentified as Non-SPCM.

-OBG segment 7DW is located outside North side of Bay 13.

The Notice of Witness Inspection Number (NWIT) is 005086. The indication is located inside an area that has

been prevlously tested 100% and accepted by ZPMC Quality Control (QC) personnel

s Tl ,Le;n;gﬂj:_lg;&iggro); A1 5mm
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X7G (Non SPCM)
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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.

Who discovered the problem:  Vibin Kumar Selvanayahan

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1415 hours, 01-20-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe and Ching Chao

Time and method of notification: 1230 hours, 01-21-10, Email

QC Ingpector's Name: Whnag Xian Pin

Was QC Inspector awar e of the problem: [ Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

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



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-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: 05.03.06-000606
Subject: NCR No. ZPMC-0615

Reference Description:

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as

indicated below:

L] Material or Workmanship not in conformance with contract documents.

Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.

Material Location: OBG Lift: 07
Remarks:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7DW, this Quality Assurance
Inspector discovered the following issue:

-One (1) Transverse linear crack measuring approximately 15mm in length.

-TheY location is 4500mm from corner of the Panel Point PP57 at Cross Beam side.

-Theindication is clearly marked on the material near the weld.

-Theweld isidentified as: SSD11A-PP57-003.

-Thisweld is a Complete Joint Penetration (CJP) weld joining the Deck Panel Diaphragm (X 1H) to Floor Beam Flange (X7G).
-The Deck Panel Diaphragm (X 1H) isidentified as Non-Seismic Performance Critical Member (SPCM).

-The Floor Beam Flange (X7G) isidentified as Non-SPCM.

-OBG segment 7DW is located outside North side of Bay 13.

The Natice of Witness Inspection Number (NWIT) is 005086. Theindication is located inside an area that has been previously tested
100% and accepted by ZPMC Quality Control (QC) personnel.

Please see attached NCR ZPM C-615 for details.

Action Required and/or Action Taken:

Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future

occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0615

CC:

ogral " 05.03.06-000606,NCT

Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Howe

Page 1 of 2

MT Transverse Crack discovered after ZPMC tested and accepted thisweld (7DW floorbeam to deck panel diaphragm joint)



NCT
( Continued Page 2 of 2 )

File: 05.03.06

05.03.06-000606,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: 08-Feb-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-000569 Rev: 00
Ref: 05.03.06-000606

Subject:  NCR No. ZPMC-0615

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-000569R00;

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

Submitted by:  Howe, Bill Date: 08-Feb-2010

Attachment(s):

‘E}' 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




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: 12-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-000569 Rev: 01
Ref: 05.03.06-000606

Subject: NCR No. ZPMC-0615

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has issued an internal NCR for this incident and where necessary issued a WRR or CWR and performed
NDT to show the weld is acceptable. Enclosed are all documents

ZPMC has issued an internal NCR for this incident and where necessary issued a WRR or CWR and performed NDT to show the weld is
acceptable. Enclosed are all documents, based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000569R01;

Caltrans' comments: Status: AAP
Date: 15-Feb-2010

Indication was found after repair. Write a new CWR or do revision 1 of the submitted CWR.

Submitted by:  Howe, Bill Date: 15-Feb-2010
Attachment(s):

Page 1 of 1



@ No. B-610
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-2-11

REGARDING:

NCR-000583,594 1002,603,625,626,627,628,644,651 (ZPMC-0556,567,575,576,598,599,600,601,
615,622)

With this letter of response, ZPMC requests closure of CT NCR-000582, 304, 602, 603, 625,
626, 627, 628, 644, 651 (ZPMC - 0556, 567, 575, 576, ,-999, . 50, 615, 622), what
mentioned that CT' Inspector observed missed MT/UT indications by ZPMC QC.

- ZPMC acknowledged these issues and has issued internal NCRs.

- The missed indications were confirmed by ZPMC and related WRRs/CWRs were

issued reflecting these rejections.

< After repair, NDTs were performed to warrant the welds quality.

- Refresh training has been performed by ABF QCM, to improve QC’s technigue.

Based on the taken action and anached documentations, ZPMC requests withdrawal of these
NCRs,

ATTACHMENT:

NCR-000583, 594, 602, 603, 625, 626, 627, 628, 644,651 (ZPMC - 0556, 567, 575, 576, 599,
615, 622)

NCR-B-396, 401, 394, 393, 408, . 429, 426

B-CWR1029, 1043, 1044, 1108, i 1167, 1151

B-WR10060,

B787-MT-17496R1, 17605R1, 17606R1, I17999R1, 17997R1, . Lt

17930R1

B787-UT-10854R1,



(L 129

@TS—B Nonconformance Report
e — PFE TR &

Project Name: S.FO.B.B NCR Number:

T H 4 H: SRR M E K _ | NCR %ii5: NCR-B-396(ZPMC-0556)
ltem: Missed MT indication Item Number: Drawing:

FFRHA: MT Hith | 5 Bike Path 545

Laoeation: Bay 5 Date:

(A% 5 % [d] H 4 2010-01-18 |

Description of Nonconformance:

During Magnetic Particle Testing (MT) review of welds on Bike Path Cantilever Beams, this
Quality Assurance Inspector (QA) discovered the follewing issues;

One (1) transverse linear indication measuring approximaiely 8mm in length.

The member is identificd as Bike Path Cantilever Beam BK001-032.

The weld is identified as BK001-032-008.

The weld is a Partin]l Joint Penetration (PJP) T-joint joining the Web Plate (BKX4A) to the
Diaphragm Flange Plate (BKX3C).

The member is non-Seismic Performance critical Member (SPCM).

The member is located in OBG Bay 5.

The indication is located inside the area that has been previously tested and aceepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC personnel are required {o
perform 100% MT inspection of this weld.

TEBUHLAT BT AR SEHEAT T RXBONS, ARG 5 B LA T

— A P LRI R B 8Mm.

AL BK001-032.48458: BK001-032-008,
ZRLER PIP H4E1S BKX4A F1 BKX3C . %47 & SPCM.
SO Z T B ZPMC MT A AFTRES L.

Work By: /p:y X Prepared by: ;,/ We' Reviewed by QCE: L__rvv A /u d
i T Y6/o. o 3. HEZ: ser0. 118 mﬁilﬁlﬁ!mﬁ?ﬁ: ‘ /
O  Drawing Error [0 Materinl Defect [ Fabrication Error Oll:cr C} lo
B R iR HAbER
Disposition: [0 Usensis O Repair [J Reject
Ab T I 518 plagizd R
Recommendation:
FhilL: L
7 ) ~ . (W4 p
AP IL I AR B
Y
Prepared by; (/V M Approved by QCA:
etk Lne 0.0\~ SAREE:
Reason for Nonconformnnce: ;
FHERE:

50 % 7oA e L,

=




Prevention of Re-oceurrence:

Tk it ﬁ“‘ - 7}:@‘5%‘ 8.9 "ﬁwé% W

s,

Approved byt ("‘-/té )

Techuical Justification for Use-As-Is/Repair: [0 Attachment O Non-attachment

VB0 P BB s 1 A A FH Pl
Reviewed Aik7E: e
Verification: [0 Acceptable [0  Unacceptable
ks LiE: S PR
Verified by QCI/JIEA A Reviewed by QCA/Jith T80 8::

#R787-QCP-1300
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é.% DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

333 Burme Rond
Oakland CA 84807
(alrens Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A IV Date: 03-Jun-2010
375 BURMA ROAD
OAKLAND CA D3607 Contraet No: (4-0120F4
04-5F-B0-13.2/ 13,9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstruclure
Attention: Mr. Thomas Nilsson  Project/Fabrication Munnger Document No: 05.03.06-000546

Subject: NCR No. ZPMC-D556
Reference Deseription:  Missed MT transverse indication by QC for Bike Fath Cantilever Benm BKO01-032

The attached Non-Confonnance Repont deserdbes ny oceurrence where the contmctor did not comply with u requirement of the controct document a5
indicated below;
Material or Workmanship not in conformance wiih coniract documentis,
Quality Control (QC) not performed in canformanee with contract documenis.
O Recurring QC issue that constituies a systemutic problem in quulity control,
Il Non-Conformance Resolved,
Mauterinl Location: Bike Path Lift:  N/A
Remarks;
During Magnetic Particle Testing (MT) review of welds on Bike Path Cantilever Beams, this Quality Assurance Inspector (QA)
discovered the foliowing issues;

~One (1) transvarse linear indication measuring approximately Bmm in lenpih,
~The member is identified as Bike Path Cantilever Beam BK001-032,
=The weld is identified as BK001-032-008,
~The weld is n Partis] foint Penctration (PIP} T-joim joining the Web Plate (BKX4A) to the Disphragm Flange Plate (BKX30),
~The member is Non-Seismic Performance critieal Member (SPCM).
~The member is located in OBG Bay 5.
The Notice of Witness Inspection Number (NWIT) is 004981, The indication is located inside the srea that hus been previously tested
and accepted by ZPMC Quality Control (QC) persanncl. Az per the cantmet documents, ZPMC's QC personnel are required 1o perform
160% MT inspection of this weld.

Action Required and/or Action Taken:
Propose n resolution for the Identified non-conformance with revised proceduires 1o provent fulure occurrenees. Provide iining and
equipment o required 1o the ZPMC MT technician lo ensura these types of indications are ientified in the e, A response for the
resolution of this fssue is expected within 7 days;

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments:  ZPMC-0556

e Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ky, Brinn Boal, Jusan Tom, Coniract Files, Ching Chao
File: 05.03.05

W, wsesvsanssoncr Rl



STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Gavermor

DEPARTMENT OF TRANSPORTATION P20y,
DIVISION OF ENGINEERING SERVICES Lk,
Office of Strictural Matariais g
Calily Assursnce and Source Inspaciion ”
Contract #: 04-0120F4
Bay Area Branch -
890 Walnut Ave, St 15D Cty: SE/ALARte: 80 PM: 13.2/13.9
Valiojo, CA M582-1133 S
(707) 6495453 File # 69.258B
(707) 64p-5403
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghui, P.R. China Report No: NCR-000583
Prime Contractor: American Bridge/Fluor Enterprises, o JV Date: (2-Jan-2010

Submitting Contractor; Zhenhua Port M achinery Company, Ltd (ZPMC), Chengxing Island ~ NCR #: ZPMC-0556
%
Type of problem:

Welding [0 Concrete [0 Other |

Welding [ Curlng [ Procedural I Bridge No: 34-0006

Jointfit-up [ Coating [0 Other & Component: OBG Bike Path Cantilever Beamn BK001-032
Procedural [0 Procedural O Deseription: Missed MT transverse indication by QC

Reference Description: Missed MT transverse indication by QC for Bike Path Cantilever Beam BK00]-032
Description of Nen-Conformance;

During Magnetic Particle Testing (MT) review of welds on Bike Path Canlilever Beams, this Quality

Assurance Inspector (QA) discovered the following issues;

=

-One (1) transverse linear indication measuring approximately §mm in length.
~The member is identified ns Bike Path Cantilever Beam BIC001-032,

-The weld is identified as BK001-032-008.

-The weld is a Partial Joint Penetration (PTP) T-joint joining the Web Plate (BKX4A) to the Dinphragm Flange
Plate (BKX3C).

-The member is Non-Seismic Performance critical Member (SPCM).

~The member is located in OBG Bay 5.

The Notice of Witness Inspection Number (NWIT) is 004981, The indication is located inside the area that hus
been previously tested and accepted by ZPMC Quality Contral (QC) personnel. As per the contract documents,
ZPMC's QC personnel are required to perform 100% MT inspection of this weld.

= BKO01-032-008

END PLATE
(BKX3C)

03702410

B 115, 0uatey dssurnnce ~ Non-Coformnce Report Aot



QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT
( Cantinned Page 2 of 2 )

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As &
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contrect documents,”

AWS D15 (002) Section 6.26.2 — “Welds that are subject to MT in sddition to visual inspection shall have no
cracks.

Who discovered the problem; Naddi Sandeep Kumar

Name of individun! from Contractor notified: Wang Wen Bin

Time and method of nofification: 1500 hours, 01/02/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notifieation: 1000 hours, 01/03/10, Email

QC Inspector's Name: Zhong Chong Biso

Was QC Inspector aware of the problem: 0 Yes [ No

Contractor's proposal to correet the problem:

N/A

Comments:

This repart 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

e T —_—

Inspected By:  Tsang,Eric SMR
Reviewed By:  Wahbeh,Mazen SMR

.M TLad5, Guality Assurcnree - Nos-Confarmante Report Poge 2uf 2
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Critical Welding Repair Report (CWR)

BHES i et f
Project Nama; SFORE S
M
LIRS
" 04-0120F4 a
Contract No.: | OBG CANTILEVER NDT segigg
"
HEEE BOX BRACKET NDT Report No: | B787-MT-174gg

Project No.:

k. )

Corrective Action 1o Prevent Re-occurrence:
1384857, QCHAAT #ah T, AR A Lip st

1. QC shaji Verily sufficlent breheat has beap applied, to remoye molsture, prior to welding,

EMMAFA {(Foremany): He 5{,;1.3_} B3 (Date); {501, 06
' v
S vPSS B WPS-345.5 MAW-36(3F)-Repa I¥R :
Repair WPS No.; Ir Technologiet; X D"?'f“"
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B¢ (pa) WH g
Preheat Tgrng_mratura Mr\ g’:s‘:”Pﬂ““ C}’Q‘i}&
Before Guugmg: ;I:;nn;::nu!ty:
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U 4k 4 = A Preheat
Tnspection ‘ Temperatyre )7/
Before Welding: Before
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BB 5 g B g4
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—— ! aa————— | °FGolge: —
b Sund - HERn 5)-%4“/ Wi frw .
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Current: m Voltage: Speed: JB
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REPORT OF MAGNETIC PARTICLE EXAMINATION

BF SIGN ! B DATE

B R 4
REPORT NO. #1445 % B787-MT-17495R1 DATEFI N 2010.01.08 JPAGE OF [ & 111 Revision No: g
PROJECT NO. e CONTRACTOR; —
TR . m pe
DRAWING NO. - CALTRANS CONTRACT NO.-
04-0120F4
1R OBG CANTILEVER BOX BRACKET I TR
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
240 e ) 32 U B L2 W AT
AWS D1,5.2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT Q4 MANUFACTURER it i MODEL No, Histigh SERIAL ND. #ispig s
MT YOKE PARKER 83108 5395 5617 S620
MAGNETIZING METHOD Continuous magnatic yoke |CURRENT K
LA AL iE ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
s i T0~150mm
R T4 48 BE g
MATERIAL TO BE YWELDING Uz i
w TR 1 Material & thicknpas A709M-345T2.x
EXAMINED 0O CASTING 4t a4, mn
il O FORGING 45t 10/116mm
WELDING PROCESS T TYPE OF JOINT CORNER JOINT
Sy A Mg
WELD 1.0 SSEONTNUIT IR ACCEPT REJECT REMARKS
RBX =
B INDICATION TYPE ms L s i P
iEs H )
BKOO1-032-008 1R1 ACC. HOD%MT
AFTER B-CWR1029
BLANK
EXAMINED BY:L: ¥ REVIEWED BY i 5
Lfn fan tin X ie Suin GPW‘%VhM
LEVEL-UIl SIGN%% / paTe W W .09 8’ LEVEL-l  sigN / { /DATEEIRU 30/ J]. v §.
Fill& /7 qcm /A CUSTOMER

¥ SIGN / [ ) DATE

(FORM# ZPQC-MTaY)




@_;:_Q Nonconformance Report
—T— A& T

Project Name: S5.F.O.B.B NCR Number:

TWH B KRB RE _| NCR %5 : NCR-B-401(ZPMC-0567)
Item: Missu(I-M’l'iudicaﬁun (ltum Number: Drawing: T
FFE: MT F | 15 A5

Loceation: BAY 14 Date;

fir B 14 7= iy F0: 2010-01-19 ]

Desceription of Nonconformance:

During random 10% verification Ultrasonic Testing (UT) of OBG Crossbeam 16, this Quality
Assurance Inspector (QA) discovered the following issue:

One (1) Class “A” non conforming longitudinal indication measuring approximately 30mm in
length.

The weld is a complete joint penetration (CJP) corner joint, joining Side Plate SP203A (0 Deck
Plate DP204A and is identified as CB202A-016-002,

The discontinuity rating is +3, Class “A” reject

Depth of the discontinuity from face A is approximately 13mm, and Y location was 1920mm when
measured from the north end of the crossheam.

The Material thickness is 18mm.

The member is located in fabrication Bay 5.

The indication is an aren previously tested and accepled by ZPMC QC UT technicians,

X OBG CB16 #H4THIHL UT #uend, NS B B8 LA F (A

— A" BT EMAFGMACRHEE 30mm. AL —S= R pIp Mk, EE SPa03A F
DP204A, 4iSJ& CB202A-016-002.

DB {43, “A” ZHEI. A TH&IELERITHE 13mm, MIBRFREEE S L BT ¥ 152 1920mm.
PRTEER 18mm. HM:2E 5 Efn RIS BTAL B2 1 B84 2PMC QC UT A\ R4
.

Work By: L-:/ i Prepared by: z,{ lfiég' Reviewed by QCE: Lw\/ jvq'lfum_@;
T e (oo N> Wef: 2ofo s 117 SR TRt ];/g_/fﬂo
O Drawing Error [ Material Defect  [J  Fabrication Error [J Other

EiEigy e HEsHR HoA R
Dispaosition: O Useasis L1 Repnir [0 Reject
Sy T [51 & FE
Recommendation:

Bl

Fidh A INTe 35 i o o

o
Prepared by: L‘\? i Approved by QCA:

e P A TR T
Reason for Nonconformance:
AMF&ERE:

G L3218 ddn B 4




Prevention of Re-occurrence:

FH 6 ﬁw;«%m%/ém{,ﬁ%jé TR 34

Y
Approved by/tte: b‘\/ L\W\/a

Technical Justification for Use-As-Is/Repair: [0 Attachment

O Non-attachment
[55] FE A 4 45 A A4 Bt FHHF
Reviewed fAHEHE:
Verification: O Acceptable O Unaceeptable
WiiA: GIE:374 U RLIET 2
Verified by QCU/JE#HiA: Reviewed by QCMM&E‘-%ﬁL_H

#R787-QCP-1300



Lt DEPARTIMENT OF TRANSPORTATION - District 4 Toll Bridge
{ - 333 Burma Road
Oakland CA 24807

Wgﬂﬂr Tel: Fax;
NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGE/FLUDR, A JV Dute: 05-Jan-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-8F-H0-13.2/ 13,9
Denr: Mr. Charles Konopicki Job Nome: SAS Supersinieture
Attention: Mr, Thomus Nilsson — Project/Fabrication Manager Document Nag (15.03.06-000556
Subijeet: NCR No. ZPMC-0567

Reference Description:  Missed UT Indication by QC in Crossbeam 16 Deck Pluie ta Side Plate Joim

The nuached Noa-Conformance Report deseribes an ozcurrence where the contrucior did not comply whtis o requirement of the contracy document ag
indicated below:
Material or Workmanship not in conformanes with contraci decuments.
Qunlity Control (QC) nat performed in conformance with contrict documenls,
O Recuming QC Issue that constitules n systemntic problem in quality control,
O Non-Conformance Resolved.
Material Locotion: Xbesm Lifir 11
Remarks:
During random 10% verification Ulirasonié Testing {UT) of OBG Crossbeam 16, 1hig Quality Assurance Inspecior (QA) discovered the

following issue:
One (1) Class "A" non conforning longitudingl indication mensuring approximntely 30 mm in length.

~The weld s & complete joint penctration (CIP} comer jolnt, joining Side Plute SP2034 to Deck Plate DP204A und is identified ns
CB262A-016-002.
=The discontinuity mting is +3, Clasg “A" roject
-Depth of the discontinuity from fce A is approximntely 13 mm; and Y locution was 1920mm when measured from the north end of the
crassbean,
~The Material thickness is 18 mm.
~The member is located in fabrication Bey 5.
~The indication i in en area previsusly tested and nceepted by ZPMC QC UT technicians,
~The Nolice of Witness Inspection Number (NWIT) i 004990,

Action Required andfor Actlon Taken:
Propose 4 resalution for the identified non-conformance with revised procedures o prevent future oceurrences. Provide training
required 10 enable the ZPMC UT technician to find these types of indications Ju the future, A response for the resalulion of this fssue
expected within 7 days, -

Transmitted by:  Bill Howe Sr, Transportation Engineer
Attnchments:  ZPMO.0567

WL wsosoeno0ssancr Page ] of 2
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{ Contimeed Page 20f'2 )

—— e —

ee:  Rick Morrow, Gary Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal. Jason Tom, Controct Files, Ching Chuo
File:  05.03.06

W 050508000556 nCT
Page 20f 2



STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegper, Governpr

DEPARTMENT OF TRANSPORTATION s
DIVISION OF EMGINEERING SERVICES # '
Office of Sttuctural Moteriale _ -

Cunlity Assurance and Source Inspeciion
Contract #: 04-0120F4

Bay Ares Branch

B850 Walnut Ave 5t 150 Cry: SE/ALARte: 80 PM: 13.2/13.9
vallejo, CA 54502.1133 e 2

(707) 45-5453 File #: 69.25B

{707} 646-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Chungxing Island, Shanghai, P.R. China Report No: NCR-000594
Prime Contractor: American Bridge/Fluor Enterprises, a IV Date: 04-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0567

- — = _——

Type of problem:

Welding 1 Concrete [ Other

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

Jointfitup [ Coating [ Other Component: Crossbeam CB16 DP 10 SP
Procedural [ Procedural ] Description: Missed UT indication by QC

Reference Description: Missed UT Indication by QC in Crossbeam 16 Deck Plate to Side Plate Joint
Description of Non-Conformance:

During random 10% verification Ultrasonic Testing (UT) of OBG Crossbeam 16, this Quality Assurance
Inspector (QA) discovered the following issue:

One (1) Class “A™ non conforming longitudinal indication measuring approximately 30 mm in length.

-The weld is a complete joint penetration (CIP) comer joint, joining Side Piste SP203A to Deck: Plate DP204A
and is identified as CB202A-016-002,

-The discontinuity rating is +3, Class “A" reject

-Depth of the discontinuity from face A is approximately 13 mm, and Y location was 1920mns when measured
from the north end of the crossbeam.

-The Material thickness is 18 mm.

-The member is located in fabrication Bay 5.

-The indication is in an area previously tested and accepted by ZPMC QC UT fechnicians.

~The Notice of Witness Inspection Number (NWIT) is 004990,

ﬁl TL- 13, Chnality Assurance — NoweCanfarnemer Repart Page 1 of 2



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

LOCATION OF | CROSS BEAN Kb

SCoREINGITY
= m_;_w_r.-'im

e

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 fo ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5 Section 6.26.3.1; “Welds that are subject 1o UT in addition to visual inspection shall be acceprable
i they meet the following requirements:...(1) Welds subject (o tensile stress under sny condition of loading
shall conform to the requirements of Table 6,3...(2) Welds subject to compressive stress shall conform 1o the
requirements of Table 6.4.”

AWS D1.5-02 Section 6; Table 6.3

Who discovered the problem:  Nrddi Sandeep Kumar

Name of individual from Contractor notified: Wang Wen Bin

Time and method of notification: 1600 hours, 01/04/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1830 hours, 01/04/1 0, E-mail

QC Inspector's Name; Zhong Chong Biao

Was QC Inspector aware of the problem: O Yes No

Contractor's proposal fo 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 Eric Tsung, 15000422372, who represents the Office of
Structural Materials for your projeet,

——— —— — —————
Inspected By:  Guest,Skyler SMR
" Reviewed By:  Walibeh,Mazen SMR

ﬁ TL-13.Guality dssuramee - New Conforniance Repore Page 2of 2



R (Inspector) ﬁ

Description of welding discontinuity:

FE%GZB i(Date) : _2010.01.18

s
E—E{T—:—B ﬁg % R {g El&ﬁ % 14 Rev. No.
S Welding Repair Report 0
ME &% REWWIHE | FAET chooon | RERE
Project Name SFOBR Drawing No Report No, B-WR10080
£F8
04-0120F4 e
__Contragt No - A& AR NDTHR-4 45
A 45 liems Name [ ¥ STRUT | oo No.of npT | B78T-UT-10854
—.—E@lﬁc‘ NG.I 2P05—7B7
BrAEak Medthak

Rejected Indication found by ultrasonic inspection [s less than the maximum

allowance aggregate length.
(UTHEHEAMKEBEREMFRAAWRE, ) CB202A-016-002

PP

REES TR
Draft of welding discontinuity:

730

290

290

o

TN

(0,

20) len
4 cF 3




FrRR: BE
Caused:

1. BERBHLEFS.

1. Did not clear the weld pass completely in time,

EAT §] ﬁ-A(Foremag)Mw’m:r—@ Hi(Date): /- / 7
REEL d d /
Disposition !

1. WNRBEERRIEEE—N (D<O0.85T, DA, ThIgm T B BT IR A 77 e e A
BRESRETEME (WPS) WA EMANSS L, T,

TN A AR VTR RS IS S 2 i R

ﬁﬁ%ﬁzﬁﬂfﬁﬂﬁﬁmzﬁmﬁﬁﬁﬁﬂﬁ:

GG 2 (M e Er e

mos e

-
s

Gouge or grind from nearer side from metal edge (D<0.65T, “D* is depth of defects, “T” is thickness
of metal) to remove all defecls;

Follow repair WPS for Joint preparalion, preheal, and weld deposit!
Verlly with VT no defecls remain in the weld joint prior to welding;

Grind the repaired area flush with base metal or the adjacent wald;

moh owoN

Check the welds according to the working drawings;

Tachmaalanggb Wj ,f’"‘ ke M !“:«7[, Bm ¢ {S’ [ﬁ’

Approved by Data

#R787-QCP-900



1. imER A s Ak fa

Correction action to prevent re occurrence;

1. Improve monitoring of welding and interpass cleaning.

£ WEYWPSH &
Repair WPS No !

WPE-345-8MAW-2
G(2F)-Repair
WPS-345-SMAW-=4 |
G{4F)-Repair
WPS-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair

TER

techrologist

¥
G_E_:—“B ﬁ%ﬂ‘fgjﬁ% li# Rev. No,
— Welding Repair Report 0

ME#H St 1 A 8 5 B2 ot b5

Project Name SFOBB Drawing No W Report No. B8-WR10060
TS5
04-0120F4 ; o

Contract Nao.: A4 45 ND T4 5

;?ﬁ; tems Name | P8 STRUT | oot No.of DT | B787-UT-10854
Praject No.: ZP08-787

] E

(17

& fi] fi fhﬁomman)%ﬂgﬁ W(Date):
d

funy

|

ER (WA mMmEE
Preheat temperature
before gouging

i 1 BY G ke

Description

%

of discontinuity

M

]i#ﬁﬁﬁt;‘.:ﬁ&ﬁ' .ﬂﬁf‘ﬁ%iﬁﬁf
nepection Preheal lemperature Q
before welding A ( < before welding [7)" (‘I
BRuMEE Buge
Mai. deptli ofigouging P VWi Totalilength of gouging "1 gy
HI MR 2 2
welder )/,S-‘Q,Br,g welding type .S‘/"’)AW position 2~ g
4 i | mEeE a2 104 3 e
Current 4o Voltage 23410 Speed |2
BEREE
Inspection After repairing:
B¥R s H
NEBE W L,
VT fa it lnspectqr@{m’% | Date ;J'D]& 0;‘}/
NDTE & WER TE W
NDT result Af/./ NDT person ]W Date 'I/%-. /~ P/
T ' /
Witness/Review: \
&
Remark :

#R787-QCP-800




(ZBMC)

UTHRAGHR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. {ili5%Y  B787-UT-10854R1 DATE 2010.01.21 PAGE 1 OF1 Revision No: 0
PROJECT NO. : [{4ii %} ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
CB16 STRUT ) CB202A ey s
il ts HE MIALLE S

REFERENCING CODE .4 M

AWS D1.5-2002

ACCEPTANCE STANDARD £ 47Mk
AWS D1.5-2002(Tablo 6.3)

PROCEDURE NO. /i %}
2PQC-UT-01

WELDING PROCESS M #ik

JOINT TYPE i 1y

CALIBRATION DUE DATE ¥ 3

b i i

SMAW CORNER -JOINT Dec. 28%7 2010
EQUIPMENT i % MANUFACTURER i i MODEL NO. {3l 9 SERIAL NO. 15 &
071565311, D61488510,
UT SCOPE PANAMETRICS EPOCH-48 061495811, 070152011,
CALIBRATION BLOCK i1t COUPLANT Hi{r MATERIAL/THICKNESS {147 1F
AWS IIW BLOCK TYPE Il c.M.C AT0IM-345T2 -X 18/22mm
TRANSDUCER ¥k
MANUFACTURER ANGLE FREQUENCY 51ZE MANUFACTURER| ANGLE FREQUENCY SIZE
i M £l Jest i it Lk ot
Changchao 70" 2.5MHz 18x18mm
Changchac 0" 2,5MHz 20mm Relerence Lavel #2631 20dB
Base melal inspecled per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
DECIBELS4}H DISCONTINUITY “RikieRfk &
. i
(=] w =3 =3 o
WELD = = i ~ls |8 [8 g = el
z. |82 |3 Esiic2s8e LOCATION OF DISCONTINUITY 8. 5
Q= %;—-__:' w8 | e EZE%@HEE Tape b da et W=
IDENTIFICATION |E 16 | 52 |=2 | g3E 3585 & EH: (L T (mm) 2| =
e | T <& = 4od e =T
DUk AR PN =] o = E &
= o Length Sound | Dapth from From™® | Framy 8
alb{lc|d i Path Surface Hix fily o
% mep | R | " ‘ =
CB202A-016-002 | 1R1 | 70 a2 acc, | 1o0%
2R1| 70 32 ACC. | 100%
3R1 | 7D 3z ACC., | 100%
AFTER B-WR10060
BLANK
EXAMINED BY REVIEWED BY il &
Mg hoo | ij %;hZQ}IM'j
LEVEL -1l SIGN ATE EL-
/! D 70/0-0!-7/1 LEVEL -1 SIGN /-/ DATE ) 0 0]V
JITEATR / QoM Tl /\CUSTOMER
%5 SIGN | B IV DATE -7 SIGN / FI i DATE

(FORM# ZPQC-UT01)
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Nonconformance Report
@ T4 4R 45

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

T E 2% 5 [l H AR AR | NCR ## %1 NCR-B-394(ZPMC-0575)
Item :missed MT indieation | ttem Number: Drawing:

HFE: MT R 5. 7DW LD

Location: Outside yard . Date:

AL 4+3% A 2010-01-18

Description of Nonconformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment
7DW, this Quality Assurance Inspector (QA) discovered the following issucs:

One (1) Longitudinal linear indication measuring approximately 20mm in length,

The welds are identified as: SSD10-PP56-108,109,

These welds are a Fillet Weld type joining the Bottom Plate (BPY2A) to Floor Beam (FB5B) web
plate,

These welds are designated ag Seismie Performanee Critienl Member (SPCM) on the approved
drawing (SEGSD10)

The OBG segment 7TDW is located outside in the Trial Assembly area.

The Notice of Witness Inspection Number (NWIT) is 004993, The indication is located inside the
area that has been previously tested and nceepted by ZPMC Quulity Control (QC) personnel, ZPMC’s
QC personnel are required to perform twenty five (25%) percent MT inspection of this weld.

T34 TDW HEAT MT BIMADEORT, A4S & B T0LLF -

— 4 MRS R 20mm.

ZHEEJE: SSD10-PP56-108,109

IERIREER A MEEERIRIR (BP92A) EWAR (FBSB) JUiR.

IE LA D 2 7E SPCM AR L.

Tig P45 AL 004993 X SEOLIE 2 T E L3 ZPMC MT A BB 8% 140,

Work By: L}JL\_.:,SQ) Prepared by: ZAMJ W'g,;' Reviewed by QCE: L""/":‘Z .,w/\
l/ 119 Kf

ijJ-: ;"Qr’d_ 0!. ?ﬂ-—?&- 2afo. |, ¢t 5‘ v ﬂﬁﬁtiﬁ%ﬁ’ﬂiﬁt?‘fﬁ-
0O  DrawingError O  Materinl Defect [0 Fabrication Error [ Other
BI4ERHR b HERAR Feflh B
Disposition: O Uscasis O Repair O Reject
AL TR =0 Bk g

Recommendation:

Bl A% G o, i 'P;M&%i

b

~ N~
Prepared by: (/\j L‘ fer] Approved by QCA:

W& o) na i ] LD JTfit 2 B
¥ \

Reason for Nonconlormance:
eSS ECTE YV RS

ATFE i E:




Prevention of Re-oceurrence:

Tlai

ﬁ ot {m/ R 2% R

(-ﬁ,} N

Approved byAttHE:
Technical Justification for Use-As-Is/Repair: [0 Attachment 0 Non-attachmént’
(51 e A s A B R 8 Fif: oM
Reviewed AtHE: ” —
Verification: O  Acceptable [0  Unacceptable
Wik Wik AT HESE
Verified by QCUJR#iA: Reviewed by QCANF# EHERE:

#R787-QCP-1300




B s DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
[ b 5 333 Bunne Rond
TN Oakland CA 94607

{afirpns Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Tue AMERITCAN BRIDGE/FLUDR, A JV Dute: O6-Jun-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-8F-80-13.27 13,9
Dear: Mr. Charles Kanapicki Jdub Name: SAS Superstructure
Attention: Mr. Thomus Nilssan  Project/Fabriention Mannger Document No; 05.03,06-000565

Subject: NCR No. ZPMC-0575
Reference Deseription:  Missed MT Indication by QC on 7DW on TB 10 BP Joint

The uttached Nop-Conformance Report describes in occurrence where the contretor did not comply with o requirement of the contract document as
indicated below:
Materinl or Worimanship not in conformance with contraet documents,
= Quallty Contrel (QC) not performed in conformanee with cantract documents.
£] Recurring QC issue that constitutes sysiemutic problem in quulity control,
[ Non-Conformanse Resolved,
Muterial Location: OBG Lift: 07
Remnrks:
Dutring the Quatity Assurance Magnetis Particle Testing (MT) review ol welds locmed on Segment 7DW, this Quality Assurance
inspector (QA) discovered the following issues:
-One (1) Longitudinal lineor indication messuring approximtely 20mm in length.
-The welds are identified ns: SSD10-PPS6-108, 109.
~These welds are o Fillet Weld type joining the Bottom Plue (BP92A) 10 Fisor Beam (FBSH) web plate,
~These welds are designated ag Selsmic Performunce Criticnl Member (SFCM) on the approved drowing (SEGSD10).
~The OBG segmenal 7DW is located owside In the Trin) Assembly arew.
The Notice of Witness Inspection Number (NWIT) is 004993, The indication is localed inside the arca that has besn previously tested
and nceepted by ZPMC Quality Control (QC) personnel. ZPMC's QT persannel are required 10 perform twenty five (25%) percant MT
inspection of this weld,
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent fiture occurrences. Provide the training o
equipment required for the ZPMC MT technician such that these indications are found, A response for the resolution of this issue is
expected within 7 doys.

Transmitted by: Bill Howe Sr, Transportation Engineer
Attnchments:  ZPMC-0575

eez  Rick Morrow, Gary Pursell, Peter Siepenthaler, Stanley Ku, Brinn Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghei, P.R. China Report Ne: NCR-000602
Prime Contractor: American Bridge/Fluor Enterprises, n JV Date: 05-Jan-2010
Submifting Contractor: Zhenhua Port Machinery Company, Ltd (ZFMC), Changxing Island ~ NCR #: ZPMC-0575

P— B p——

Type of problem:

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

Jointfit-up [J Coating [J Other Component: 0BG Segment 7DW FB 1o BP
Procedural [ Procedural [ Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC on 7DW on FB to BP joint

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7DW, this
Quality Assurance Inspector (QA) discovered the following issues:

Lungitudinal linear indication measuring approximately 20mm in length,

~ThEvelds are identified as: S8D10-PP56-108, 109,

~These welds are » Fillet Weld type joining the Bottom Plate (BP92A) to Floor Beam (FBSB) web plate.
-These welds are designated as Seismic Performance Critical Member (SPCM) on the approved drawing
(SEGEDI0).

-The OBG segment 7DW is located outside in the Trial Assembly ares.

The Notice of Witness Inspection Number (NWIT) is 004993, The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are
required to perform twenty five (25%) percent MT inspection of this weld,
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 0f 2 )

I
i

Applicable reference:

Specinl Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As o
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, durin g
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents,”

AWS DI1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition 10 visua) inspection shall have no
cracks.

Approved Drawing; SEGSD10 (SPCM Welds)."

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified:  Peter Shaw

Time and method of notification:  1/5/2010, 17:00; Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notifieation:  1/6/2010, 07:00: Verbal

QC Inspector's Name: Wang Xinn Pin

Was QC Inspector aware of the problem: O Yest No

Cantractor's proposal te 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 Wabheh, +(86) 134.7247.7571, who represents the
Ofiice of Structural Materials for your project.

Inspected By:  Sinevod,Serge " ASMR o
Reviewed By:  Wahbeh,Mazen SMR

BE 115,00ty Asnirace — Non-Conformance Regeort . dedas
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Critical Welding Repair Report (CWR) 0
M
ARLH YT WHES o HEaE
Project Name; SFOBR Brawing No.: Report No.; E-CWR1043
M
%njazgm 04-0120F4 %i{.— " OBG FLOOR BEAM T S k
o.; s
ltern Namp: ) BOTTOM PLay NBT Repori No,; BT87-MT-17605
Ta®S ZPOG-787 E
Profect No.; :
—————
ARSI,
Description of Welding Discunt!nufty:
Eﬁssnw-;npse-wamm. ERIRYRRL, L1=18mm
Welder ID No, (BRI %2):037705 Posltion: (42 %), 2F
One longitudinel crack was foung by uss of MT on 8sD10-PREG.108,
S &-réh
BER (Inspector) =M_f% H¥i (Date) : 2010-01.07

Draft of Welding Discontinuity;

—WELD NUMBER:SSDip- PP3E-108




FERR:
Cause:

1. KIEm#E, Kﬁ&ﬁ%ﬁﬁ?%ﬁﬁﬁﬁ%ﬁ&ﬁ*&ﬁﬁﬁ%ﬁ';&

1. Moisiure wagsn't complelely removed during drying operation (preheaiing) or the area wg
sn't preheated sufficiantly.

EEAWA (Foreman): £ 2hiy ﬁ-;f B3 (Date): g0 . ! 7
RIER R, Y : =
Dispogition :
1. EWREN, QCHLeader CWIETEN T, MRS MR TGRS SR E s L,
2. BEENME QCTLeader CWIRSTHAECWRAE Enpt,
8 HEARBESEEEH A LN S EA i,
d,

ERPLRNTENSROBEGNETY . BRI e, 4 HTHECS G W F LWL,
sﬁgﬁgﬁmm&fﬁﬁmﬁm&%ﬁsnmms ; N NTRTHLRE, 41

5. g W ER TR TS, 0TI T S F s,
st L %ﬁ%ﬂﬁﬁ%&ﬂ&%&gﬁﬁamMngﬁ ARATemm, MEREE 7

B. ﬁ%ﬁ#ﬁﬁ%ﬁ%ﬂ%ﬁﬁﬂ:ﬁ&%#ﬁ&ﬁdﬁﬂ:

. i B4R R4y FLlBGhESTE e, [Endans R BEEMT, Bikn T
%gﬁaﬁmﬁ mﬂﬁﬁﬁlﬁ Kﬂ%ﬁ%ﬂ%g&ﬁﬂ{%fﬁﬁ&mmﬁﬁgﬁ n&%&gﬁs kS

& RERGLENTEMERNRTGRDTE . RAWPSLE TR, TAAMLBE 35160 G-230° G,

O BEBEWPSERMETES, EARE320" C—s15° C, REMMES M i dommmentia APPROVED
V10, BRI EE S S A MR, FEBIR R RTEN60" O, DEP %&W
1. BRES S TS R i R, @'ﬁ%sﬁ% /1o
12. RN BT S b S48 BN T

13. 4 SHEMAF10-1.59 “4ugisy A “fr I ma m 8. FCIPMLE,
%{%ﬁ%\/ﬂ?ﬁ M%uﬁrf:"mq THY “ffr BT mMTIesl. o #E

1.QC and 2 Lead CWI shall be present, direct and supervise all grnding and welding operations during this re
to ensure the repair Is per the dispesition requirements

2.0C and & Lead CWI shall have an approved copy of the CWR in hand prior to the repalr,
! 3.Remove paint=25mm i all diraction of HAZ prior o MT.

4.Clean the excavation area of all loose debris including MT powder. Prehest 10 65° ¢ before removing cracks
by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repalrs,

§.1f base meta| ls damaged by grinding, the damaged area shall be ground clsan prier {o petforming weald repa
It If gap>&mm is found duﬁnrp or after grinding, cmngy with the nofification on changing fillet weld {5 CJP w
hich is submitted for Engineer's review and approval fom,

6.Prepare excavation in accordance with the New Repair Prosedure prior fo welding.

, 7.Befors this repalr, Verify with VT and MT Tepair areas are defects free, and also MT shall be perdormed on

i the base metal laying ebroad cracks {o ensure that no cracks were propagated to the base metal, Separals

! CWRtf gp%mval is ;&deﬂ if cracks are found in the base metal, and only after this new CWR's approval can
continue the repair,

8.Clean excavation ares of all Inose debris. including MT powder after excavation. Preheat and weld accarding
© repaic WPS, the preheat shall batwaen 160° G-230' ¢

8. Perform post weld hezling according 1o repalr WPS, the postheal shall betwsen 230° C—315° C and for an
& hour minimum,

TD.EGAHEW lhehweld to coal o ambleni temperaiurs gradually. Control cooling rate efier PWHT to no more than
" C per hour,

1. Grind the repaired ares fiush with base melal or the edjacent weld after post weld heating,
12, Well 48 tiours at leas! afier the repair aree has cooled g ambiznt lemperature befors periorming NDT,

13. Perform MT inspection 1o zll repalr arez accarding to Contract Drawings alang with 201 additional NDT requ
Ired by the Epsg_cabba notes Bpeclal Fravision Section 10-1.58 'Stzel Structure’ subesciion ‘Inspsction {ssting’.
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Critical Welding Repair Report (CWR) 0
ARER BB AR REES . Fens
Project Name: SFORB Drawing No,: Repart No.: B-CWR1043
et
A 04-0120F4 086 FLOOR BEAW :
Confract No.: e 2= N Bo‘l‘l‘r;m prarl DT SREHE
ltsm Name: | AV NDT Report No.: | B787-WT-17505
AR&S ZP0B-787 £
Project No,:

L E=

EMRAFA (Foraman):

Corrective Action to Prevent Re-otcurrence:
T, QOAIAA M9 T4, AR e,

1. QC shall veriy sufiiclent preheat has been appliad, to remove moisture, priar o welding.

Li 2Nj~4 B (at): 19 1.7
- i

e RSy s | WPS-345-SMAW-2G(2F).FCM | TR Xt ijf’-ﬂ‘
Repair WPS Na.: -Repair Technologist: M“"‘7
B (e WHHEE ifcagﬁl%n B
Preheat Tem’pstature P of E l) a)
Before Gouging: 73? L Dlscontinufty:

2 ' AWHAEE |
B0 b T i 3 Precheat '
{inspzction _ Temperature
Before Welding; A . Before rfﬂLé’
Welding: .
B :
RABasy | . . Total Length

| Max, Depth of Gouge: /VA of Gouge: ﬂ@
AT Resin B 5
Welder: 04-£12 3 Welding Type: QAAW s Position: ‘2 F
REGRR RERE A
Current; 16y Voltage: 2% { ‘| Speed: /@ ?
EEERE |
Inspection After Repair:

AR 20 Litanhiw g !

VT Result: ACC Inspector: a?lw?a[ Date: }O‘m' 2

NDTZ# i A 2 |

NDT Result: M NDT Person: S‘quqg@@g:e: wfa v /
RE:

Wiiness/Revisw:

£

Remark :
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(ZPMC"

REPORT OF MAGNETIC PARTICLE EXAMINATION

REHH Y TR
REPORT NO. il % {5 B787-MT-176065R1 DATEEI W] 2010.01.31 PAGE OFUE 11 Revlsion No: 0
PRQJECT NO. T CONTRACTOR: AT
THiRG: iR
DRAWING NO. 35010 CALTRANS CONTRACT NO.:
LYY FRUUK BEANM ARNU DU U0 04‘01 elFs
Hy: e MM TS
REFERENCING CODE ACCEPTAMNCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BHREMO {&2 b BiFEas jrdet it~ 3]
AWS D1.5-2002 AWS D1.5-2002 ZPQAC-MT-01 Dec. 287 2010
EQUIPMENT 44 MANUFACTURER it iff MODEL NO. Hii 8 SERIAL NO. i£H:5 9
MT YOKE PARKER B3105 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke  |[CURRENT A4
LAk A R Ay
PARTICLE TYPE Dry magnet powder YOKE SPACING
4.0 29 i — 70—-150mm
s TR L e E
JF 1Y i N
MATERIAL TO BE ¥ WELDING M} Material & thickness T
EXAMINED O CASTING it U,
HsiH O FORGING Bi 2012mm
WE‘LDiNG PROCESS SMAW TYPE OF JOINT T-JOINT
pARTFINA HRERM
WELD I1.D DISCONTINUITY 45 ot ACCEFPT REJECT REMARKS
c sk = 1 =
WO INDICATION TYPE U:NEE?,:N i g THV ik
5T Feqy s
S5D10-PP56-108 IR1 ACC.
AFTER B-CWR1043
BLANK
EXAMINED BY:L REVIEWED BY Wi i
-7 =
Sun Gongchan ey u[n'r'\ ]—gﬂlh"tf"/g
LEVEL -1l SIGN%#% / DATEAH solo- -3 ) LeVELY® siGN /1 DATEEN v jo. 0/. 3)
FRITERE / Qem NI /*CUSTOMER

%5 SIGN / Bl )] DATE

W SIGN/ B )1 DATE

(FORMA ZPQC-MTD1)
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@ Nonconformance Report
_ AFFE TR S

Project Name: S5.I'O.B.B NCR Number:
ERELSS 2 B e kAR - NCR #%5: NCR-B-393(ZPMC-0576)
Item: MTs—s;-d MT indieation l ltem Number: Drawing:
LRFHE: MT f) g oW B
Loeation; Outside yard Daie:
iz it AR EEGE 2010-01-18

Description of Nonconformance:

During Magnetic Particle Testing (MT) review of welds on OBG Segment 7DW deck panel
diaphragm components, this Quality Assurance Inspector (QA) discovered the following issues:

One (1) longitudinal linear indication measuring approximately 10mm in length.

The member is identified as FL2-2 Floor Beam FB005-025.

The weld is a fillet weld T-joint, joining FB005-025 to Seismic Performance Critical Material
(SPCM) bottom panel identified as BPO92A.

The weld is identified as SSD11A-PP57-084.

The approved shop drawings, detail this weld as a Fracture Critical Weld (FCW).

The Notice of Witness Inspection Number (NWIT) is 004993, The indication is located within the
area that has been previously tested and accepted by ZPMC Quality Control (QC) personnel. ZPM(C's
QC personnel are required to perform twenty five (25%) percent MT inspection of this weld.

LEREATR TDW TUREPSF MT RIBVARIENT, InJHRES BRI ELF 1 E-

— IR 10mm 94 HEB.

ARl FL2-2 Witk FB005-025.

PR — M4, #E FB005-025 51 SPCM JGAR BPO92A.

BRI, 2SR Fow 4.

PR B 004993, UK Z MBS ZPMC MT A SiHas k.

Work By: L‘-;-/z,_ v-wav Prepared by: 2/ 1;,.2{)1/8; Reviewed by QCE: L,{/Lz Ay ,U

T -7 S Jﬁﬂlﬁﬂl?tﬁ?ﬂa q L
0 Dm\ﬂng’E’r” ror Material Defeet [0 Fabrication Error Dtllc
B 1 EE lAEHHR AR E
Disposition: 0 Uscasis O  Repair O Rejeet
LUELE i &1 B Bl
Recommendation:

?J«Mﬁ: ATy 4 1 %M?’
Prepared by: L/‘L\/(/:\ Mo~ A Approved by QCA:

% N T JE i Stk
Reason for Nonconformance:
A4 RIA:

Gt dom #oald




Prevention of Re-occurrence:

Bk B Tl 155/ M

okl
Approved by/kaE: [’:’ Z/&Wﬁff

Technical Justification for Use-As-Is/Repair: [0 Attachment 0 Non-attachment
[B1 R BB g Rt AR 4 3iE:: P44 T

Reviewed Al

v

Verification; O Aceceptable 0  Unaceeptable
iik: BIE24 I
Verified by QCI/JRETA: Reviewed by QCA/iH 40w

#RT787-QCP-1300



’/ ek DEPARTMENT OF TRANSPORTATION - Digtrict 4 Toll Bridge

;":_“-_,——, 333 Burma Road
h Oakland CA 94607
Efirons Tel: Fam
NON-CONFORMANCE REPORT TRANSMITTAL

Ta: AMERICAN BRIDGE/FLUQR, A JV Date: 6-Jun-2010

375 BURMA ROAD

OAKLAND CA 95607 Cantract No: (:-0120F4

04-8F-80-13.2/13.9

Denr: Mr. Charles Kanapicki Jab Name: SAS Superstructure
Attention: Wr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000566
Subject: NCR No, ZPMC-0576

Reference Description: Missed MT fndication by QT on Segment 7CW Floorbenm

The attoched Non-Canformence Report deseribes an oceurrence where the contracior did not comply with o requirement of the contract document s
indicated below:
Muterinl or Warkmanship sat in conformanee with eontret documents,
Quality Control (QT) not performed In conformance with contract documents,
(| Recurring OC issue that constiues o systematic problem in quality control,
[J Nen-Conformance Resolved.
Material Location: 0BG Lin: o7
Remarks:
During Magnetic Panticle Testing (MT) reviow of welds on OBG Segment TDW deck panet diophregm companents, this Quality
Assurmnes Inspecior (QA) discovered the following issues;
One (1} longitudinal linear indication mensuring approximately 10 mm in lenpth,
-The member is identified as FL2-2 Floor Beam FBOGS-025
~The weld is & fillet weld T-join, joining FB005-025 {0 Selsmic Pecformance Critical Material (SPCM) bottom pumel identified ss
BPODZA,
~The weld is identified as SSD1 1 A-PP57-D84,
~The approved shop drawings, deinil this weld o8& Fracture Critical Weld (FCW),
-Segment 7DW is Jocated ot outsids yard, north end of bays 13 and 14,
The Notice of Witness Inspection Number (NWIT) is 004993, The indication is located within the mrea that lins been previously tested
and accepled by ZPMC Quality Control (QC) personnal. ZPMC's QT perronnel are wequired (o perform twenly five (25%) pereent MT
inspection ol this weld,
Action Required and/or Action Taken;
Propose u resolution for the identified non-conformance with revised procedures 1o prevent fulyre occurrenses. Pravide the required
training nnd equipment (o the ZPMT MT technicion such that indicntions such as this are found. A response for the resolwion of this
issue is expected within 7 days,

Transmitied by:  Bill Howe Sr. Transportation Engineer
Attachments:  ZPMC-0576

ec:  Rick Momow, Gary Pursell, Poter Sicgenthaler, Stanley Ku, Brisn Boal, Jason Tom, Contract Files, Ching Chaa
File; 05.03.06

12, 0s.05.06000580ncT Pagelaf 1
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Quality Assurance and Source Inspaclion _ B B
Contract #: 04-0120F4
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690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000603
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Litd (ZPMC), Chnngmng Island  NCR #: ZPMC-0576

Type of problem:

Welding  [J Concrete [0 Other

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

Joini fit-up [ Conting [J Other Component: Segment 7CW Floorbeam

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

Reference Deseription: Missed MT indication by QC on Segment 7CW Floorbeam

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on OBG Segment 7DW deck panel diaphragm
components, this Quality Assurance Inspector (QA) discovered the following issues:

One (1) longitudinal linear indication measuring approximately 10 mm in length.

-The member is identified as FL2-2 Floor Beam FR005-025

~The weld is @ fillet weld T-joint, joining FB005-025 to Seismic Performance Critical Material (SPCM) bottom
panel identified as BP092A,

-The weld is identified as SSD11A-PP57-084,

~The approved shop drawings, detail this weld as a Fracture Critical Weld (FCW).

-Segment 7DW is located at outside yard, north end of bays 13 and 14

The Notice of Witness Inspection Number (NWIT) is 004993, The indication is located within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel, ZPMC’s QC personnel are
required to perform twenty five (25%) percent MT inspection of this weld.

SEG 7OW i Elhor Beam

o ¥
Weld NpiSsD11 mrwm;f?
‘\_‘:‘! v

WL 7215 Qvality Arsurance — Non-Conformonce Report Page l of 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 of 2 )

I

Applicable reference;

Special Provisions Section 8.3 - “Quality Control {QC) shall be the responsibility of the Contracior. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding. during
welding, and afier 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:  Shailesh Vasan! Wadkar

Name of individual from Contractor notified:  Peter Shaw

Time and method of notification: 1/5/2010, 17:00; Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 01/06/ 10, 09:00; Verbal

QC Inspector's Name: Wang Xian Pin

Was QC Inspector aware of the problem: L1 Yes 2] No

Cantractor's proposal to correct the problem:

N/A

Comments:

This repert is for the purpose of determining conformance witl 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:  Sinevod,Serge ASMR
Reviewed By:  Wahheh,Mazen SMR

m 1115, Oicality Asxuronce — Non-Conformance Report Page2of 2



KEBEL B

s Kz
D Critical Welding Repair Report (CWR) 0
HRER | mwn BHES . Resis
Profect Name: SFOBB Drawing No.: Report No.: B-CWR1044
tHE N
04-01120F4 0B& FLODR BEAM
Confract No.: WYL AND BOTTOM pLay NDT eas
ltem Name; - NDT Report No.: | B787-MT-175¢
HERE E :
Profect No.: ZPO6-787 DI,
s,

Description of Welding Discontinu!ty:
EXSSD11-PP57-0B4ERI,
Welder D No, (RI&%5):037705
| One longitudingl cragk was found by use of

ZTN BB, 11=10mm

Position: (14 ): 2F
MT on 8SD11-PP57-064.

(
BER (Inspector) : S’::g %gg(c%ng

BiE (Date) : 2010.-04-07

REE SRR

Draft of Welding Discontinuity:

11)_'_.._

—=WELD MUMBER:SED1I-PPS7-054
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FERE:
Cause;
1. kB, ?Kﬁﬁ:#%éﬂﬁﬁﬁﬁmﬁ‘gﬁﬁﬁixﬁ:

1. Moislure wasn't compleiely removed during drying operation {prehesting) or the ares wa
 sn't preheated sufficlently.

ERAFEA (Foreman): L lg\-if'—(:}‘ B (Data): 2tlo -/ . )

AEEE

Dlspnaitioq! ¢ .
WL, QCTLeader CWIRBERITSE, AR RENAST FUMEES SRS LT,

1.

2. BAEEHTE, QCHLeader CWIREHAECWRITE L,
3. ENHRBRELEESAH A LT mmiE A i,
4,

RUBBONETS. SERBIMNTEAMNL, TENTSES C. T D,
it e R AL L WERNEY. 4
o ERIRUREAS, NEREEERTEES, R TR R ARATSm, MR
bt e e el Ly LI i R
6 ISR TSR RS,
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1.QC and a Lsad CWI shall be present, direct and supewise all grinding and welding operations during this ra
pair to ensure the rapair e per the disposition requirements

2.QC and a Lsad OWI shall have en approved capy of the CWR in hand ptior to the repair,
3.Remave palnt=25mm in all direction of HAZ prior o MT,

4. Clean the excavation area of all looss. debris including MT powder. Preheat o 85" © before removing cracks
by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repairs,

5.1f base metal & damaped by grinding, the damaged area shall be ground clean prior to performing weld
aite

i If gap>5mm is found during or aiter grinding, comply with the potification on changing fillet weld 1o mrpe;a:
hich 1s submitted for Engineer's review snd approval form,

B.Prepare sxcavation In accordance with the New Repair Procedurs prior io walding.

7.Before this repalr, Verity with VT and MT repair areas are defecls free, and also MT shall be pedormed on
the base meial laying abroad cracks o ensure that no cracks wera propagated {o the base mefal. Separate

CWR approval Is needed if cracks are found in the base metal, and only afer this new CWR's approval can
continue the repalr,

8.Clean excavation area of all loose debds includin MT powder afier excavation. Prehesl and weld according t
o repair WPS, the preheat shall between 150° 0—330 G

8. Perlorm poet weld hesiing zccording 1o repair WPS, the postheal thall between 230° G—315° C and for an
& hour minimurm.

10.5 é&u%w the hvgeld fo cool fo ambient temperature gradually, Control cooling rate afler PWHT fo no more than
* G per hour,

11, Grind the repaired sres fiush with base melal or the sdjzcent weld afier posi wald heating.

12, Wali 48 hours 2 leest after ths repair arée has cooled to ambient izmperaiurs before perfoming NDT
12. Perom MY inspsction to ell repair 2réz eooocding to Contract Drewinge elong with 2ll =d
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T Critical Welding Repair Report (CWR) 0

HEEH 2 BN KA I it B

Froject Name: SFOBE Drawing No.: Reportio: + E-CWR1044

A%
04-D120F4 " | OBG FLOOR BEAN
Contract No.: 2T S aow:m siar NDT MREKE ]
ltem Name: NDT Report Ho,: | B7E7-WT-17608

HE&S 2P06-767 E

Project No.:

R

Corrective Action fto Prevent Re-occurrance:

TIEAS . QUAMIAH a0 T, A A, e il

1. QC shall verify sufficlent prehest has been applied, fo remove moisture, prior 1o welding,

Remerl ¢

EMAFA (Foreman): L 21‘;7“%" A Date): 34901, 7
£ W B VPS8 WPS-345-SMAW-2G(2F)-FCM | T# B He Xies bu
Repair WPS No.: -Repair Technologist: Lo fad

zelo |y
B (B WRALE bttt
Preheat Temperature !\] /AI of R Z. ):_
Before Gouging; Discontinuity:
AW T A A
B Ei Preheat 8
In_spanﬁnn . [l P Temperature 7 7 &
Before Welding: Before
Welding:
B0 809 drdte 5
Wax. Depth of Gouge: Z,L'{m‘ﬂ’) ::t;;;;;:;th 7 I 7m
BT e | mERm kR0
Welder: O(‘d’l ?’3 Weiding Type: {Mﬁ“ﬂ/ Position: ?"F
Himu 4 MERE ok Y ;
Current: 1 D? Voitage: M Speed: / f 2
EgERhE _
Inspectlon After Repeir:
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HREE ' 8 R LiYenhl] g g5 2
VT Result: ACC Ingpector: p)irojo] | Date: -2"2”0‘0} J/?
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i 2010.01.29
Visual Weld Inspection Report Girder/ 3 : OBG PlatePaneiSplice
JEEEH AR B IR Tower/ & :
Calirans Contract No.  Jij Representative:
. 04-0120F4 o
HE TG E SR i
Project No.: HiH | San Francisco Oakland Bay Bridge S5/ CWi: L} Yo fule Qw N1} \ :
i MERAHF AER
: : = i
Project Ec.n AH ZP06-787 Quallly Assurance Manager ~Approval !
i T |
’ Accept or |
ar Rajsct
Welder Arc Reject aller
Weld No. 1 |L.D# 8| Location | Welding consumables |Undercu| Porosity|Over lap| Crater | strikett |Spatters| Crack | f&24% | Repair | repair
EEE RS I FRESE R R MR i e WAL ) WG | RER | e | dhid ZEE | sk
SSD11-PP57-084 045133 2F TL508H4 (® 4. 0) J W 4 J J J 4 ACC NA A ,_
:
Ll After root weld L] After cover pass
M After CWR or WRR No. :B-CWR1044 [l After HSR No. : {0 Others

+ BR787-QCP-603

"+ "isnodefects. " X" is defects. "NA" is not applicable.




@E@ REPORT OF MAGNETIC PARTICLE EXAMINATTION
e R
REPORT NO. L5 4 % B787-MT-176506R1 DATER W 2010.01,31 PAGE OF¥T& 11 Revislon No: 0
PROJECT NO. SR CONTRACTOR: o
TRIRE: 5 ICE
DRAWING NG. P CALTRANS CONTRACT NO.:
TUW FLUUR BEAN AN BUT UM 9 2 04‘0120[""
95 ey TR
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE ND. CALIBRATION DUE DATE
BHWEHN R B Y (B ETERT S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT 2% MANUFACTURER it iy MODEL NO. [t s§ SERIAL NO. &g 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetlc yoke |CURRENT s
LA e iTE e L 7 i
PARTICLE TYPE Dry magnet powder YOKE SPACING
a3t 70~150mm
M T BT
MATERIAL TO BE VY WELDING #il4E4f: icknes
LDING #E4 Material & thicknesa AT0SM-345T2-X
EXAMINED O CASTING 1} e W g}
HrEtH Y O FORGING B 20/12mm
WELDIING PROCESS P TYPE OF JOINT ik
LR 0y Pt z3it]
WELD 1D SO A ACCGEPT REJECT REMARKS
B INDICATION TYPE Gl e il
ik Bl -
SSD11-PP57-084 1R1 ACC.
B-CWR1044
BLANK
JEXAMINED BY:: 8¢ REVIEWED BY Vi ts
Sun Gonachang  Cun G U'}‘lj 0"0 J n /ff e A, g
LEVEL -1l SIGN 4% / DATEA >2/0 . 0). ) LEVEL-I  SIGN J! DATERN  »Y/)o. o). 3)
MtEsE / Qem M/ CUSTOMER
2% SIGN / H ) DATE B SIGN | E ] DATE

(FORM# ZPQC-MTO1)
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@ Nonconformance Report
RRA TR s

Project Name: 5.1.0.B.B NCR Number:

RS 5 [l it A . | NCR 455 NCR-B-408(ZPMC-0599)
ltem: Missed MT indieation Item Numhu l)rzlwing - ]
AFsHA: MT Wi {5 LR

Location: Date:

fir 3 : BRI 2010-01-28

Deseription of Nonconformance:

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

Four (4) Transverse linear indications measuring approximately from 2mm to 6mm in length. The
weld is identified as: SSD11-PP69-004. This weld was furned into a Complete Joint Penctration (CJP)
T-joint weld joining the upper floor beam flange to the deck panel diaphragm previously. The
indication is located in an 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% Magnetic particle Testing (MT) of this weld,

LRI 8CW MT I, IS 52 RT LT .

4 KPS R BEROE 2mm % 6mm. FEE. SSD11-PP6O-004 X KNSR CIP 545,
FEFTEEAL L SENT B R4 ZPMC MT A A BTH R F430l5
Work By: L—‘s-.""{——-\ S V\\/ Prepared by: A » ‘j’h/g Reviewed by QCE: vy né

T 2.0Lp 2 2000, Yo f . SR AR it v VB’ )
O  Drawing |LIIOI‘ 00/ Materinl Defeet [0 Fabrication Error  [J Other

EiEi% it A kBl i 4R AL R
Disposition: O Useasis O Repair O Reject
LisE I [B1H EfE fEk
Recommendation:

Bl

Al ajﬁ%@
Prepared by: LA LAM}\ \/Al Approved by QCA:

e Lote 72 79 IR T
Reason for Nonconformance:
A TEA:

RO BLpG IR A

Prevention of Re-occurrence;

T ii: /g’_\q-‘/‘,.%’qm/l] ;}7{1”9‘@,@? ' ’ﬁﬂ/{;&%
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Approved by/AiiHE:
Technical Justification for Use-As-Is/Repair: [0 Attachment [0 Non-atischment
[51 P BE e I AR - P FobE
| Reviewed AlE: -
Verification: [0 Aceeptable 0 Unacceptable
ik GIEi 3 ERTE: 4
Verified by QCI/FHHiiA: Reviewed by QCA/F# E4Ew8::

b ,D}

#R787-QCP-1300




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Dakland CA 84607
Gaftrans Tel: Fax;
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A 1V Date: 13-Tan-2010

375 BURMA ROAD

OAKLAND CA 95607 Cantract No: 04-0120F4

04-8F-80-13.2/ 139

Denr: Mr. Chorles Kanapicki Jub Nnnte: SAS Superstrusture
Attention: Mr. Thomos Nilsson  Project/Fabrication Manuger Document No: 05.03.06-000589
Subjeet: NCR No. ZPMC-0599

Reference Description:  Four Transverse linear indications discovered with MT after ZPMC NDT had previously tested and aceepted this weld in Segme

The atached Nen-Conformance Report describes an oceurrence where the contractor did not comply with o requirement of the contract document as
indicated below;
1 Material or Waorkmanship not in conformanee with contract documents.
Quality Coutral (QIC) not performed in conformanes with cantraet documents.
O Recurring QC issuc that constiutes a systemntic problem in quality contral,
O Not-Conformance Resolved.
Material Location: 0BG Lift: 08
Remnrks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds Iotated on-Segment BCW, this Quality Assuranee
Inspector (QA) discovered the following issues:
-Four (4) Transverse linear indications measuring approximately from 2 mm to 6 mm in length.
=The weld is identified ns: SSD11-PPG9-DD4 @ Panel Point 069,
~This weld was tumed into o Complete Joint Penctration (CIP) T-joint weld joining the upper Aoor beam Mange to the deck panel
dinphragm previously.
~This OBG Segment is located af outside yard.
~The Notice of Witness Inspection Number (NWIT) is 005037,
~The indication Is Jocated in an area that hus been previously tested and aceepted by ZPMC Quality Control (QC) personnel. According
to the contract documents ZPMC Quality Control (QC) is required to perform 100% Mugnetie particle Testing (MT) of this weld.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedurcs (o prevent future oceurrences. Provide the required
training and equipment to the ZPMC MT technician in order to r&eagnim these sorts of indications. A response for the resolution of
this issue is cxpeeted within 7 doys,

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments:  ZPMC-0599

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

K. os.0s.0600ss0.neT Page 1 of |



STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HDUSING AGENCY Amaold Schwarzanegger, Governas

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Cilice of Structural Materials

Qualitly Assurance and Soutcs Inspection

Bay Area Branch

Contract #: 04-0120F4

50 Walnut Ave,St 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 s PRETH
Tl Ghading Filei: 69.25B
{707) 6485483
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R, Chinn Report No: NCR-000626
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 11-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-0599
= = e ——
Type of problem:

Welding [0 Concrete [0 Other
Welding [ Curing [ Procedural [0 Bridge No: 34-0006
Joint fit-up ] Conting [0 Other Component: Segment 8CW DP Diaphragm to FB flnage weld
Procedural [0 Procedural [ Deseription: Missed MT indications by QC
Reference Description: Four Transverse linear indications discovered with MT after ZPMC NDT had
previously tested and accepted this weld in Segment SCW
Description of Non-Conformance:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8CW, this
Quality Assurance Inspector (QA) discovered the following issues:
-Four (4) Transverse linenr indications measuring approximately from 2 mm to 6 mm in length.
~The weld is identified as: SSD11-PP69-004 (@ Panel Point 069.
~This weld was turned into a Complete Joint Penetrution (CJP) T-joint weld joining the upper floor beam
flange to the deck panel diaphragm previously.
-This OBG Segment is located at outside yard.
~The Notice of Witness Inspection Number (NWIT) is 005037,
~The indication is located in an 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% Magnetic particle Testing (MT) of this weld.

B BV el SSDT1-FPS

f
V Dack Panel Diaphragni to FL2 Flod H
SSO-PPES-004

01/11/2010 1563,

NE 7215wty dssurace  Non-Conformance Report Page duf 2



QUALITY ASSURANCE ~ NON-CONFORMANCE REPORT
{ Continned Poge 2 of 2 )

Applicable reference:

Special Provisions Section 8.3 - “Quality Contral (QC) shall be the responsibility of the -Contractor. As s
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 1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visun] inspection shall have no
cracks.

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified:  Peler Ferguson

Time and method of notification: 1830 hours, 01-11-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0700 hours, 01-12-10, Verbal

QC Inspector's Name; Zhang Wei

Was QC Inspector aware of the problem: O 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 il 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 vour project,

Inspected By:  Carreon,Albert Lead Reviewer/Task Leader

Reviewed By:  Wahbeh,Mazen SMR

ﬁ TL- 15, Quatity dssurance - Non-Conforsanee Report Page2of 2
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R Critical Welding Repair Report (Gl
0
AR S THEE — RS
Project Nam: SFOBR Drawing Ne.: et Report No.: B-CwRr1
HEE
04-D120F4 '
| Coentract No; B ES | 5CW FLOOR mEaw NDT fittsins
TEES ! ltem Name: | gopipe NOT ReportNo.: | B787-Miry
Project No.: ZP0g-T87
fEREaER,

Description of Welding D{ncuntinuity:
E?s*ﬁsﬂﬁ-PPﬁB—Uﬂd&ajna"r S e, L1=Bmm

Welder ID No, (BT &%) 058559 Position:(fL ). 3¢
One longliudinal crack Was found by use of MT ont S8D11-PPEE-pY,

G Potosbon Sfre]

HER (Inspoctor) : Sup_Gongchang E# (Date) : 2p4p.01.

| MR EREE -

Draft of Welding Discunﬂnnfty:

e -

— : '
\—weLn wunarzrassmz-—wosa-um

This o ROVED
n«%mf_:sr oF %&ESP{JFTETI:JR
I ?m ard Q"'"‘ﬁﬁ
l

Lo S g e /(-,/,



FEERE: *
Cause:

T KIEmMAN, KABHTANERREE/ ERTATY,

1. Moisture wasn'l compietely removed during drying oparation (preheating) or the ares wa
sn't preheated sufficiantly.

FEMABA (Foreman) Li2biqed  m3 atey: 0.0 b
£33 0. g F
Disposition : '
T BRESH, QCRLeadsr CWISIEUERITE, MEUHTRENLS T FEEESILEE L85,
2. ETECWHHE. Qcfileadsr CWIREHEHNECWRATS M.
3. ZRMEBAELEEEITRERNF2EmmE i fih,
4

. R BT EOREETTE. RERDTEG LMD, TH HEBS" L MTF R BLEE,
EERRTEA RO ARRATE. & IS MR,

" R R TS SR o, memasus
6. NEITSRGOMRES TE R AR,

7. ﬁ& v VTﬂ ﬁ 3 % .55 2 'i;. g’ &MT! HiE
G o e e e

B. ISy RMTH R RIR B SRS, FIRWPSHATTIMTINE, Tl %160 O-280°
8. REREWPSEGHTES, FHMER290° c—als' C. B EED1 At Trisdosu %?m

0. BEREFIEERCOBMBFSEE, JHOS R TEN50" O b, Da’m,&,m B0 SHON
1. EEEHE AT S RT3k, incal "%ﬁw

12. ERR SRS SN AR B S HTNDTIOS,

13 ﬁggﬁmmw&w. FHERATI10-1.50 "4a5" o) “H0 A" TR TS, T CIPEEE,

1.QC and a Lead CW] shall be present, direct and supervise all grinding and welding operations during fhis ra
pair to ensure te repalr is per the dlgpnaiﬁan requiremenis 9 N .

2.QC and a Lead CWI shall have an upprovad copy of the CWR in hand prior fo the repain
S.Remova paint=25mm in all direcfion of HAZ prior to T,

4.Clean the excavation area of all Inose debris including MT powder. Prehaat to 857 C before remeving cracks
by grinding, repair area shall exiand &8 minimum of Sra,nm' beyond each end of single crack repairs.

5.1F base metal is dameged by - , the. damaged araa shall be ground clean prior {0 pafnnm»;al&[ rgpa
w

Ir, If gap>5mm |s found during or afier gri ding, comply with the' notification on changing fillet
hich gagubmfﬁm}s for Engmeer‘gs review a%‘én ‘appraval aér’a_ Gl

B.Prapare. excavation In accordance with the New Repair Procedure prior to waldind— B

7.Before this repair, Verify with VT and MT repair areas are defects fres, and also MT shall ba périormed on
the base metal laymeg{fﬁbmad cracks {o ansft;'; that no. cracks wers r ted fo the base mgla!. Soparate
cwili? ap;anr::vat is needed If cracks are found in the bass metal, and only this new CWR's approval can
continus the repalr, .

B.Clzan excavalion area of all lopse debris inclu%}ggsamapuwar after excavation. Preheal snd weld sccording t

o repalr WPS, the preheat shall between 160°

8. Parform post weld heating according fo repair WPS, the postheat shall between 230° C—315* C and for on
& hour minimum,

10. Allow the wald {o cool o amblent temperalure gradually. Control cooling rate efier PWHT s no more than
50° C per hour,

1. Grind the repaired araa fiush with base melal or the adjacent wald after post weld heating,
12, Wail 48 hours st lesst sfisr the repalr area hes coolad fo amblent iemparature before parforming NDT,
13. Perlorm MT inspection to all repalr area eccording fo Contract Drawings slong with all additional HDT requ

fred by the =pplicabls noles Spaclel Provision Seciion 10-1,58 ‘Stes) Struclure', subsection 'Inspaction testing'.
NDT Include VT, MT and UT i K is & CJP wald.

| ) 1 ; g%
LA ve s gl o . A M iz - ,
sohnice! Enchnzer;  Awg Jiegee Apmroved By LA : Dzta: [s.clt {E
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Critical Welding Repair Report (CWR) 0
WA= S EAH WS o i
Project Name: SFOBE Drawing No.: Report No.: B-CWR1108
s 04-01420F4 '
Contract No.: #ifE£s | OCW FLODR BEAM | NDT H&as
; ltem Name: | spiice NDT ReportNo.: | B787-MT-17898
ARMS ZP06-787
Project No.:
¥ EgllEe;
Corrective Action to Prevent Re-ocourrence:
TESW, QUADARATHR, Wi aipdm,
1. QC shall verify sufficlent preteat has been appled, to remove moisture, prior o welding,
EffAMA (Foreman): i} 2h ‘["‘7’ B¥ (Date) o .vl 1
vV u
£ FL A VPSR F WPS-345-SMAW-2G(2F)-Répa | T 5 Xu Dﬁl-w
Repair WPS No.: ir Technologist: i J€
Be@F 0
B CHUD HBHER i o8
Preheat Temperature N /A\ n;scr REaR
Before Gouging: Discontinuity: c‘ {l
' . P10 T2 88 BE
A sb e Preheat
Inspection Temperature e
Before Welding: /é’k Before (g‘D o
Welding:
2 B 4 S I ol hes
Max. Depth of Gouge: N A ::i;:,b;:fm N A ‘
BT Hamden HELE
Welder: 17 Lr}{f/ Welding Type: S’Mkvu Posltian: 'L é}
: R |
AEni RiEwm o o 3l e
Current: lth_ Voltage: 7T sﬂ v Speed: Ifo W}l_.g:h
EEERE ‘
Inspection After Repalr:
SR BEn g B M
VT Result: A-\M Inspector: (4' b.&LMg\ Date: VW l;, . D" 1l
NDTHE i #uR H M
NDT Resuli: f!pf- NDT Person: Sum qmlim ate: }Bﬁ; ; , 7,1,'-,
JOEE T -
Witness/Raview:
e
Remerk :

#RTE7-QCP-500

TR S0ien ] b s OV
izle of Dpltorms




(ZEMCS)

REPORT OF MAGNETIC PARTICLE EXAMINATION

T a4
REPORT NO. {585 B7B7-MT-17999R1 DATER W 2010.01.24 PAGE OFIEY 1H Revision No: 0
PROJECT NO. — CONTRACTOR: SR
IRS: é m o
|oRAWING NO. S5D11 CALTRANS CONTRACT NO.:
04-0120F4
44 OBG FLOOR BEAM SPLICE MM EES
REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE NO. CALIBRATION DUE DATE
L RN Y B2 IRE i 4 QS HEE R W
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-M1 Dec. 26°' 2010
EQUIPMENT & # MANUFACTURER i ifi MODEL NO. 08¢ SERIAL NO. 5%
MT YOKE PARKER B310S 5305 6617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
[ A (ELE it bR it
PARTICLE TYPE Dry magnet powder YOKE SPACING
. " T70~150mm
X T Bt mRsEm A
MATERIAL TO BE Y WELDING P44 i
g Material & thickness ATOSM-345F2.X
EXAMINED O CASTING &) 10#
B O FORGING 1REY 14/20mm
WELDING PROCESS S TYPE OF JOINT = JOINT
BMES Tk Plaiasny
WELD 1.D LD ACCEPT REJECT REMARKS
[~ 4,
B INDICATION TYPE e e e il
tiit S 8
$5D11-PPD&Y-0D4 1Rt ACC.
AFTER B-CWR1105
BLANK
EXAMINED BY:: {4 REVIEWED BY Wi
Sun Gongehana  Cup  Cgons C/‘D"ﬁf :rfn :ri&n £ind
LEVEL - Il SIGN %4 QATJEEHUJJ olo. ol Vi LEVEL-l  SIGN { DATERW +pjo. 0)- vV

JRMERE / QCM

A5 SIGN/ Al DATE

N CUSTOMER

225 SIGM | B )Ml DATE

(FORM# ZPQC-MT01)
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@ Nonconformance Report
AR TR &

Project Name: 5.F.O.B.B NCR Number:

TR 4 e I M A AAF | NCR %i5: NCR-B-429(ZPMC-0615)
Item: Miss indication Item Number: Drawing: 7DW

L RS i) B &

Location: Date:

(AR Sh35 FL: 2010-02-03

Deseription of Nonconformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment
7DW, this Quality Assurance Inspector discovered the following issue:

One (1) Transverse lincar crack measuring approXimately 15mm in length. The Y location is
4500mm from corner of the PP57 at Cross Beam side, The weld is identified as :SSD11A-PP57-003.
This weld is a Complete Joint Penctration (CJP) weld joining the Deck Panel Diaphragm (X1H) to
Floor Beam Flange (X7G). The Deck Panel Diaphragm (X1H) is identified as Non-Seismic
Performance Critical Member (SPCM). The Floor Beam Flange (X7G) is identified as Non-SPCM. The
indieation is located inside an area that has been previously tested 100% and accepted by ZPMC
Quality Control (QC) personnel.

ZEX] TDW HEAT MT USRS, B R AT T

— BT IR R 15mm.Y R 4500mm M PPS7 FRVESLSEOUTFLG. ek
JE:SSD11A-PP57-003. X 4 AR CIP MG X1H Fl X7G. X1H, X7G #F£1E SPCM. fepshr i
ZH B4 ZpMC MT A BT IFIL.
WorkBy: | - (. - Prepared by: 7*4 e Reviewed by QCE: \_2,, Y2

HIT: ) ofouD)oR M#: o023 | ACTEHE £/
O Drawing Error [  Mnterinl Defeet [0 Fabrication Error  [J Other
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing {sland
Shanghal 201813 PR Chinn

@lians Tol: 021-56856656 oxt 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Dates 24-Jon-2010

375 BURMA RDAD

OQAKLAND CA 95607 Contract Mo: 04-0120F4

(4-SF-B0-13.2/13.9

Dear: Mr. Charles Kanapicki Job Mo SAS Superstructure
Attention: Mr. Themas Nilsson  Project/Fabrication Mamgper Document No: 05,03.06-000606

Subjeet: NCR No, ZPMC-Dals
Reference Deseription:  MT Transverse Cruck discovered after ZPMC tested and aceepted this weld {7DW floorbeam 1o deck panel diaphragm joint)

The attnched Non-Conformance Report describes nn occurrenee where the contractor did nol comply with o reguirement of the contraet document as
indicated below:
[ Matesiat o Workunship nat in confarmance with contract documents,
[} Quality Control (QC) not performed in conformanee with contract documents.
Recurring QC isstie that constitutes o systematic prablem in quality control,
I Non-Conformance Resolved,
Material Location: 0BG Lift: 07
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located an Sepment TDW, this Qualily Assurance
Inspector discovered the following issue:
-One {1} Transverse linear crack measuring approximaiely [3mm in length.
~The Y Tocation is 4500mm from comer of the Panel Point PP57 at Cross Beam side.
~The indication i clearly marked on the materinl near the weld.
“The weld s identified us: SSD11A-PP57-003.
~Thiz weld is a Complate Juint Penctration (CIP) weld joining the Deck Panel Dinphrogm (C1H) 1o Floor Beam Flange (X7G).
-The Deck Panel Disphragrm (X1H) s idenlified as Non-Seismic Performance Critienl Member (SPCM).
~The Floor Beam Flange (X70) is identified as Non-SPCM,
-OBG segment 7TBW is located outside Nonh side of Bay 13,
The Netice of Witness Inspection Number (NWIT) is 005086, The indication is located inside an area that has been previously tested
10034 and accepted by ZPMC Quality Control (QC) personnel.
Please see sitoched NCR ZPMC-615 for details.
Action Required and/or Action Taken:
Propose a resolition for the identified recurring non-cosformance which constitutes o systemutie problem on both
materialsfworkmnnship and quality centrol issues with revised procedures to remedy the defected work and to prevent future
occurrences. A response for the resolution of this issue is expected within 14 days,

Transmitted by: Ching Chao
Attuchments:  ZPMC-0615

ec:  Rick Morow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Howe

N7 os.0n.06-0m606.8CT Poge lof 2
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STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENGY Ameld Schwarzenegger, Govemor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malenals

Quplity Assurance and Source Inspection

Bay Area Branch

Contract # 04-0120F4

890 Walnul Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/139
Vallejo, CA 84581133 f o il
(707) 6485453 File#: £9.25B
(707) 848-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000644
Prime Contractor: American Bridge/Fluor Enterprises, n JV Date: 20-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0615
B —————
Type of problem:
Welding O Conerete [0 Other
Welding [ Curing [0 Procedural [0 Bridge No: 34-0006
Joint fit-up [ Coating [ Other Component: 7DW Floor Beam to Deck Panel Disphragm
Procedural [] Procedural [ Description: Missed MT transverse indication by QC
Reference Description: MT Transverse Crack discovered after ZPMC tested and accepted this weld (7TDW
floorbeam 1o deck panel diaphragm joint)
Description of Non-Conformance;
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment TDW, this
Quality Assurance Inspector discovered the following issue:
~One (1) Transverse linear crack measuring approximately 15mm in length.
-The Y location is 4500mm from comer of the Panel Point PP57 at Cross Beam side.
~The indication is clearly marked on the material near the weld.
-The weld is identified as: 5SD1 1A-PP57-003.
~This weld is « Complete Joint Penetration (CJP) weld joining the Deck Pane! Diaphragm (X1H) to Floor
Beam Flange (X7G).
<The Deck Panel Diaphragm (X1H) is identified as Non-Seismic Performance Critical Member (SPCM).
~The Floor Beam Flange (X7G) is identified as Non-SPCM.
-0OBG segment 7DW is located owtside North side of Bay 13,
The Natice of Witness Inspection Number (NWIT) is 005086. The indication is located inside an ares that has
been previously tested 100% and aceepted by ZPMC Quality Control (QC) personnel.

- SSD11A-BP575003 (78W)
e . T "l Ay T f,‘.‘
X1H(Non SPcm) ~ 220
3 ; \I'}
f\ﬁ"l'_-_'l_’t-::_l nsve rs_e’ Crack

A

e ], -~

Lgi:f; Ai:_l_";;rox 15mm

SSD11A-PP57-003 TR X7G (Non SPCM)

L2000 1403

N7 71-15.0utity Assuironce - Non-Conformimee Bepart Page 1 of 2



QUALITY ASSURANCE ~ NON-CONFORMANCE REPORT
{ Continned Page 2 of 2 )

Applicable reference:

Special Provisions Section 8.3 ~ “Quality Control (QC) shall be the responsibility of the Contractor. As &
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 DL5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Vibin Kumar Selvanayahan

Name of individual from Contractor notified:  Peter Shaw

Time and method of notification: 1415 hours, 01-20-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe and Ching Chno

Time and method of notification: 1230 hours, 01-21-10, Email

QC Inspector's Name: Wnag Xian Pin

Was QC Inspector aware of the problem; [J Yes No

Contractor's proposal ta correct the problem:

N/A

Commenis;

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 ar 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:  Walibeh Mnzen SMR

hL TL-1 5, Qusality Assurance - Non-Conforusance Report Page2of 2
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Oraft of Welding Dlsrl:antlnulty:

Welder D No, (i T &2 B):047858

ng Discontin uity:
e, &ﬂ‘.‘!&.&ﬁ‘:ﬂ& T

L=15mm

Fas!tfon:(&ﬂ}: 2F

One iransvarss crack Wat found by uss of MT on SSD'i‘lA-FPS‘MfDa.

g (Inspector) : Wang Waej
g gt

4

AREE Bk BHEE —— Rt
Project Name: SFOBR Drawing No.: 03 Report No.: B-CWR11g7
i 04-020F4 . »
Contract No.: MR | 086 DECK pLATE NDT fitrig s
e ltem Name: | gppice NDT ReportNo.: | BT87-MT-18475
AEHE ZPOBTRY
Profect No,: 5 7 }5\‘\/
—
A,
Description of Weldj

B {Date) : 2010-91-@
/QD lg/ r"? k
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;"‘Eﬁ@: Cause:

1. Jigmm#n, ﬂiﬁ&ﬁﬁ%ﬁﬁ%%ﬁﬁﬁﬁ’i‘@ﬁﬂﬁﬂ‘@:

1. Moisture wasn't complelely removed during drying operation (rreheeting) or the ares wp
&n'{ prehezisd sufficiently,

118 &m&ﬂﬁm@%ﬂmmwumﬁmm&&

1 4.Clezn the excavation ama of al] loose debris including MT powder. Praheat to 85° C before removing cracks b

EMAIA (Foreman); ,Z_? .zld? ‘»,4- BM (Date):  [o, o). :.%
HAER T e
Disposition :
13EME kAT, QCHILeader CWISTELES 4TI, #ﬁﬁﬁ?ﬁ&iﬂ!ﬁ*ﬂf’ﬁ#ﬁﬁﬁﬁﬁﬁﬁﬁtﬁﬁm&ﬁ:
2. 8RR, OCTLeader CWIEBATIECWRA 3 51, .

X a‘sﬂmﬁmﬁ,t&ﬁﬁmaczs~%25mmrﬁmmam

4. ZRGL BNTRNE RHA SN ETS, IR TN iR SIS, 85950 4 1 e EEE G, WA
it L T R L S 3 tHitam B4

5 IRATHV B, MRS RS E T T,
6 R T AREST LEgRI R,

7.l A B SRR i o TR i b 3 v BRiE .
o HR ﬁ?lﬁ HHCWR, ﬁ%%fmmmwmmﬁm AR
B. AL RMTHE U RS R T, ERWPSETIAME, FHEES180° 0-230° G,

a.mwngm 5 mgw%f. N LTS, ﬁﬁngrsj : M&%ﬂé&!iﬁrﬁﬁg‘ﬁ; 3
(AR RAE WS T — e, i b0 ey TR H et Wiy,
%&%}iﬁ%gﬁﬁ& PSR RT, SIE T DTS gg‘aﬁm& 13291 G,
10, BEEWPSERETES, EIMENIA230° C—215° C, BHMEEA 14 A0, :n. i ,E:;“ S
1. EREAERASNNTIRL, SHOMNERTEES0 O, eSS

2. ERERENERTES B R, ¥ e

14. BEERMBREETVT, UTRIMTION, #5142 B10-1.50 PRI R BN BRIV,

1.QC and a Lead CW] shall be presant, direct and vise all grinding and welding operafions d this repal
f Io ensure the repair is per the disposition raquhemf& = uring ”

2.QC and a Lesd CWI shall have an @pproved copy of the CWR In hand prior to the repair,
3. Remove paint=256mm in all ‘direction of HAZ prior (o MT.

y grinding and il applied 10 all the repalr process. Repair aren shall extend @ minimum of S0mm beyond each
&nd of single crack repairs,

5.If base matx,:l Is dpmaged by grinding, the damagsd area shall bs ground clean prior to perorming weld repalr,

6. Prepare excavafion in ccordanca with the New Repair Procedure prior to welding.

7.Before this tepalr, Verily with VT &nd WMT fepair areas are dsfecls fres, and also MT shall be performed on th
& base melal !kyingeggmaﬂ cracks {0 ensure that no cracks were prc;pgﬁ:ted fo the base melal, § tz CW
a

R @pproval is needed If cracks =re found In the base metal, and on r this new CWR's approval can confi
nug the repair,

B.Clean excavation area of all loose debris including MT powder mfier excavation, Preheat and weld according {o
‘repair WPS, the preheat shall between 180" C—230° cp g

8.)f a crack siil present and excavafion have reached (2/3T+2)mm maximurm, the gringing work shall be pegged.
Prepare excavation {hat all metal is owd clean 1o & smooth, shiny metal finish and slarls and slops are tape
rad o a 1:4 sk:gs‘. Weld first side of repain according fo epproved \WPS, and the preheat temperaturs be 160"
C at least. Grind frofn the opposite side untll sdund wald metal is reached and periorm 100% MT of excavation

lo ensure nb crack exists. Prepare excavation thal sl melal is ground clzan fo a smooth, shiny metal finish &
nd starls and slops ere tepered fo a 144 slopie. Weld opposite sids of repair according o approved WPS. -

10. Pariom post weld healing according (o repaic WRS, the postheat shall between 230° C—315" C and for on
& hour minimum, :

116 Alcruw ﬁ;‘a weld [o coul o ambient temperaiurs gradually. Conirol cosling rate after PWHT to nio more then 5
* C: per hour.

12. Grind the repaired area flush with base metal of the adjacent weld alter post wald heating.

13. Wail 48 hours al lesst afier the repelr erea hes coolad o smbisnt tsmpereilure bsfore perfarming NDT,

& Parform VT, UT and MT ins}:ac‘ﬁon 1o &l repsjr area agoording fo Contracl Drawings glong with 2l edditional
NOT required by the zppliceble notes Special Pravision Baction 10-7.59 'Stesl Stucturs’, suheaciinn ‘nspaclion
iszting’, '
scnll 7
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Critical Welding Repair Report (CWR) 0
ABERK BRI AL #mS Mt
Praject Name: SFOBBE Drawing No.: SEGO3? Report No.: B-CWR1167
(ol % 04-0120F4 ’
Contract No.: . fiifi45% | 080 DECK PLATE | NDT MERE
= ltarn Name: | spuice NDT Report No:: | B787-MT-18475
RS 7b06.787
Froject No.
# a4,
Corrective Action to Prevent Re-occurrence:
TIEEI, QUAAIA e, R S o T
1. QC shall varily sufiicient preheat has been appliad, 10 remave moislure, prior {o wellding,
ERMTA (Foreman): L -1-]41‘7{ A (Date): {s oL ?§
£ RATESIH 5 WPS-345-SMAW-2G(2F)-Repa | T e Xiealey
Repair WPS No.: ir Technologist:
I )
i (RAD WHEARE N podn ol
Preheat Temperature 7 o P 2T
Before Gouging; ( Discontinuity: [“
ELE Ty
AlTLERE Preheat
Inspection Temperature [ g 0“
Before Welding: AL Before <
Welding:
e , s
e 10E Y
Max. Depth of Gouge: 17" momy Z?i;:u‘l;;:?m gb ™ Y|
ML EEED R ‘
Welder: o “B Lél Welding Type: EMJ&W Position: E -ZG:’I
miEax MEHE REE N '
| Current: { [79 f“’i Voltage: 1§ el K/ Speed: { }v-?wm/:.,f
BfFEiE
Insg&lcﬂpn Afier Repair:
5 i3 ‘ R R NEE :
VT Résult: A‘L - Inspector: L:\/u-!""*ﬁ Date: 2ol 2] 1)
NDTH 38 B R B #
NDT Result: /‘Srf/‘\.. NDT Person: SG“S\ wjdﬁ?ate: laof2a | |
JE : WY
Witness/Raview:
&3
Remark :
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REPORT OF MAGNETIC PARTICLE EXAMINATION

(SRR lE Ay

REPORT NO. #1456 % B787-MT-179587R1 DATER} 2010.01.24 PAGE OFITR 1/1 Revision No: 0
PROJECT NO. P— CONTRACTOR: BT AN

LRSS i m

RAWING NO. SatitA CALTRANS CONTRACT NO.:

04-0120F4

[ OBG FLOOR BEAM SPLIGE TR

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
E TR 1305 2 Ui (8 BE AT W)

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2877 2010
EQUIPMENT 8t% MANUFACTURER 1|3 T3 MODEL NO. §sthas SERIAL NO, #EHiH e
M7 YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnotic yoke  |[CURRENT AC

A7tk AR RS 1L

PARTICLE TYPE Dry magnet powder YOKE SPACING —

B g Frn T84 ) ‘ o

MATERI BE B

ERIAL TO ¥ WELDING g4 Matorial & thickness AT00M-345F2-X

EXAMINED O3 CASTING # LRV A

R A O FORGING IRi% 42120mm

PROCES INT
WEL?_ING CESS e TYPE OF JO -
iz puli -3l
WELD I.C DEOORTNICP A ACCEPT REJECT REMARKS
e INDICATION TYPE e s Wi ik
BT Skl =
SSD10A-PPES-083 1R1 ACC.
AFTER B-CWR1104
BLANK

EXAMINED BY:E# REVIEWED BY ili

Sun Gon 'j :[fh J f()«ﬂ’{; /'r\%

LEVEL-1I SIGN%% /| DATERH /0 g] 7 |LEVEL-l  SIGN /! DATERII  >7/0 . o) - V)é
FiMHER3 / Qem M CUSTOMER

%3 SIGN / H ¥ DATE % SIGN/ B ) DATE

(FORM# ZPQC-MTO1)




O RS\

@ Nonconformance Report
A& TR

Projeet Name: S.F.O.B.B NCR Number:

TR ZF5: > B R | NCR %5 NCR-B-426(ZPMC-0622)
Tter;:-_Miss MT indication [tem Number: ' Drawing: 7EW

FFdE: MT Fid 5 SRR

Location: Date:

frF: Bay 2 FA: 2010-02-03

Description of Nonconformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on
LID3022-001, this Quality Assurance (QA) discovered the following issues:

One (1) linear indication measuring approximately 6mm in length. The weld is identified
as :LD3022-001-014 for Lift 12. The area was previously repaired by ZPMC using Critical Weld Repair
(CWR) 1151. The fillet weld size is 12mm. This Fillet Weld joins longitudinal diaphragm stiffener to
longitudinnl dinphragm web plate. This weld is designated as Non-Seismic Performance Critical
Member. The indication is located inside the area that has been previously tested and accepted by
ZPMC Quality Control (QC) personnel. ZPMC Quality Control (QC) has performed 100% Magnetic
particle Testing (MT) of this weld.

FEXT LD3022-001 HE4T MT BB D, A 5 RILLLF @ .

— SR LRSI 6mm. ZHREEAE 12 BHAY LD3022-001-014. 23K 2 i 23 ZPMC
BUE{E. AEERTE 2mm, BEAHTMEMEYPRTRAR . SIRLE R SPCM #{E, SUGAHZ 3
2£¥ ZPMC MT A RATRSH-HIL.

Work By: | oLy Prepared by: 7,4{‘,0,1,/3; Reviewed by QCE: Lw
e

M1 Qﬂ 161 e 2000, 2.3 ﬁﬁl:{lﬁﬂ‘ﬁt#&
O Drawing Error D Material Defect [0 Fabrication Error Oth
SR A EHBI A TR HAbFE A
Disposition: O Useasis O Repair O Reject
b 3R it Bl BiE ELELLS
Recommendation:

B gp ek Bt @4-1

Prepared by: L“"' L\\: AN Approved by QCA:
et U Lo/iol .o \amitemig
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Prevention of Re-occurrence:
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Rpom 708, Changxing Island
Shanghal 201913 PR China

ltrans Tel: 021-56856666 oxt 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUCR, A IV Dnte: 26-Jan-2010
375 BURMA ROAD
OAKLAND CA 93607 Contraet No: 04-0120F4
(4-SF-H0-132/139
Dear: Mr. Churles Knnapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Muamager Document No: {15,03.06-000615

Subject: NCR No. ZPMC-0622
Reference Description:  Missed MT Indization by QC for n weld joint on the Lift 12 Longitudinnl Shear Plute

The minched Non-Conformance Repont describes an ocenrrence where the contmetor did not comply with o requirement of the comrmet dogcument as
indicated below:
O Muteriat or Workmunship not in eonformanee with contract documents,
I Quality Control {QC) not perfonmed in conlormance with contract documents.
Recurring QC issue that constitules o systematic problem in quality control.
3 Non-Conformnnce Resolved.
Material Location; OBG Lin: 12
Remarks:
During the Quulity Assurance Mognetic Particle Testing (MT) review of welds [ocated on LD3022-001, this Quali ty Assurmnee
Inspector (QA) diseovered the Tollowing issies;
~One: (1) lincar indication measuring approximately 6mm in length.
~The weld s identified as; LD3022.001-014 for Lift 12.
-The area was previously repaired by ZPMC using Criticnl Weld Repair (CWR) HS1.
-The fllet weld size is 12mm.
~This Fillet Weld joins longitudinal dinphrmgm stiffener to longitudinal dinphragm web plate.
~This weld is designuted a5 Non-Seismic Performance Criticn] Member,
~The Notice of Witness Inspeetion Number (NWIT) is 005124, The indication is located inside the area that has been previously ested
and nceepted by ZPMC Quality Control (QC) personnel, ZPMC Quality Control (QC) has performed 100% Mugnetic particle Testing
(MT) of this weld,
Please see attached NCR ZPMC-622 for detnils.
Action Required and/or Action Taken:
Propose n resolution for the identificd recurring non-conformance which constitutes o systematic problem on both
muterinlsiworkmunship and quality control issuca with revised procedures to romidy the defected wark and 1o pravent future
orcurrences. A response for the resolution of this issue is expected within 14 days,

Transmitted by: Ching Chao
Atlachments: ZPMC-h22

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

K2 oss.on-000605.8Cr Page 1of 1



STATE OF CALIFORNIA-BUSINESS TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govemor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Struciural Materials

Quality Assumance and Source nspection

Bay Area Branch

Contract #: 04-0120F4

690 Walnut Ave.8t, 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Veilgjo, CA 845921133 . i
(707) 649-65483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000651

Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 24-Jan-2010

Submitting Contractor: Zhenhun Port Machinery Comprny, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0622
== — S ——

Type of problem:

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

Jointfitup [J Coating [ Other Component: Lift 12 Longitudinal Shear Plate
Procedural [0 Procedural [0 Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC for a weld joint on the Lift 12 Longitudinal Shear Plate
Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on LD3022-001, this
Quality Assurance Inspector (QA) discovered the following issues:

-One (1) linear indication measuring approximately 6mm in length.

-The weld is identified as: LD3022-001-014 for Lift 12,

-The aren was previously repaired by ZPMC using Critical Weld Repair (CWR) 1151,

-The fillet weld size is 12mm.

-This Fillet Weld joins longitudinal dinphragm stiffener to longitudinal diaphragm web plate.

~This weld is designated as Non-Seismic Performance Critical Member,

~The Notice of Witness Inspection Number (NWIT) is 005124, The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC Quality Control (QC)
has performed 100% Magnetic particle Testing (MT) of this weld. |

¥ per Natif

Applicable reference:

ﬁ TLal 3, Qunlity Axsurnmee = Non-Conformmice Report Page | of 2



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

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 afier welding as specificd in this section and to ensure that materials and workmanship conform

to the requirements of the contract documents.”

AWS D1.,5 2002, Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Stefan Holmes

Name of individual from Contractor notified: Chen Ji Wei
Time and method of notification: 1600 hours, 01/24/10, Verbal
Name of Caltrans Enginecr notified:  Bill Howe, Ching Chao
Time and method of notification: 1400 hours, 01/25/10, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [J Yes No
Contractor's proposal io 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:  Tsang,Eric ' SMR
Reviewed By:  Wahbeh Mazen SMR

ﬁz_ TL-15,Gunlity dszurance « Non-Cenformppner Report Page2of 2
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Critical Welding Repair Report (CWR) (i
NG sEErs FEES BEaE
Project Name: SFORB Drawiri No.: e Report No.: B-CWR1184
bkl 04-0120F4
Contract No.: kL 12" Iifting longitudinl  NDT 4588
WMESE liem Name: | g disphragm NDT Report No.: BTB7-MT-17230
ZP0B-TBT ' '
Project No.:
FHEGREER,
Description of Welding Dlscontinulty:
ERLD3022-001-006HMAf, BI1AS(IL T2 sy,
FRILD3022-001-0078R KR4 BBLRAL By,
ENLD3022-001-010%RARS, RIEALTILA1LI Sz,
ENLD3022-001-018%MRF, BIALNF 2L s,
TENLD3022-001-014585N, RI1A RS Sy,
ERLD3022-001-019HMAT, RJAL-TLA Ll ArEay,
| Welder ID No, (8 T4 %):045208 Position:(fr &) 2F
One pors end two fransverss cracks were found by usa of MT on LD3022-001-008. .
COne longtiudingl crack and four transverse cracks wers found by use of MT on LD3022-001-007.
One pore end one fransverss crack were found by use of MT on LD3022-001-010.
One pore and two transverse cracks wera found by use of MT on LD3D22-001-013,
One longitudinal crack and one transvarse crack were found by use of MT an LD3022-001.014.
One pore and one iransverse crack wers found by uss of MT on LD2022-001-019,
Please see the detzll data from MT report!

WEA (Inspector) : Jin Jianting _ H3¥ (Date) : 2010-01-10

AEEENTREE :
Draft of Welding Discontinuity:

WELD NUMBEE:LD3DEE—~_001-OD-7—\

VELD NUHBERLD3022-001-006—" . ¢
 WELD NUMBERILD302E-001-010

P
WELD NUMBERLD3022~001-p14—"
WELD NUMBERLD3022-001-013

i <>

WELD NUMBERanana&um—ms_/ Y

il
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ERE: '
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Cesa:
KIETmEeT, KREARENEHRELIIER AT,

Moisiure wasn' completely removed during drying opsration (prehesting) or the gree
n't prehested sufficisnily.

1
1 wa
s

EMABTA (Foremen): Wi ﬂd‘}"‘ﬁ B¥E Date):  jo. 0. 1§
HARR ’ /
Disposition :

1. HEPUEEN, OCTLsader CWISIELE TS, B TR B R RS T R B RS Tt
2. EAREHTEE, QCHileader CWIRL 7 S HECWRE! 2 £t
3. ERABNRYEESAHE ER AT mmEE R,

4. WEELLENT: BERENETN. RERBIBNAESEEY, TEIITASZS C. R TEANSLEE,
Eﬂgﬁﬁﬁ‘ 5 ﬁﬂ—gmﬁﬂmm. Sf%i‘i‘iilﬂﬂﬁiﬁﬁ, H&ﬁﬁﬂgh§+ﬁﬁ%ﬂ5§ﬁﬁmﬁﬁumﬁ: =

 SEIRIERS, RN MACELLETL, AT m e o, Necann
REWERSNSSEET S EsmaEsd st -
RIS R M. sesimamine
8 AR EMTERE AR HRETE. ERWPSHT IR, Behileesh 160" 0-230° 0,

8. MEEWPSEGRIETEH, FHMES230° C—215° C, B EE D149

10. BEEHIESESS R R B e, FEMFATESETEITE0" O/,

1. BREREN 4TS SR RATS AT,

12, RS T D B 4 LS B ND TR

13. s FF B10-1.59 “4Rg " oy = " RBR « HTCIPIRE,
%%E@%W FFEIR £ Ay SRR TR M B

N oo

1.QC and a Lead CW) shall be resent, direct and supervise all ding and welding operations during this re
palr to ensurs the rapalr is parpﬂ')e disposition requirements e nope

2.QC and a Lead CWI shall have an approved copy of the CWR In hand prior to the repair,
8.Remove paint=25mm in all direction of HAZ prior to MT.

4. Clean the excavafion area of all looss debris including MT powder, Preheat tn 65* © befors removing cracks
by grinding, repalr area shall extend a minimum of beyond each end of single crack repairs. snd 50m
m beyond the outermost cracks for mulfiple crack repairs

§.If base mefal i damaged by gﬁr&dtggérme, damagad erea shall be ground clean prior to performing weld repa

ir. if gap>5mm Is found during or grinding, mmgy with the nofification on changing fillst weld to CJP w -
hich 15 submitied for B & review and approval form.

6. Prepare excavation in accordance with the New Repalr Procedurs prior fo welding,

T.Befcremlsrapadr.\faﬁfywﬂh\frandmmpatrmm defects free, and alsp MT shall be performed on
the base metal laying abroed cracks to ensurs thal no cracks were propapated fo the base meisl, Ssparate
approve

CWR | s nesded if cracks are found In the base metzl, snd only sfter this new CWR's approval can
confinue the repair, .

B.Clean excavafion area of all loose debris including MT powder after excavafion, Prehest and weld zccording 1
0 repair WPS, the preheat shall betwesn 160" G-230° ¢

8. Petiorm mipost veld hzeling according o repair WPS, the postheat shall between 25&' C—316" C and for on
& heur minimum.

10, suml%w the h\geid to"cool i ambient temperature gradually, Control cooling raiz after PWHT to no more than
. per Lm

11, Grind the repaired ares flush with base metal or the adjacent weld sfer post wald hesting.

12, Walt 48 hours et least afer fhe repair area has cooled io ambisnt iamparature befors performing NOT,

13, Perform MT inspection to all repair 2rea eccording to Contract Drawings slong with all additional NDT
ired by the applicable noles Speclzl Provision Section 10-1.59 'Steal Structurs', subsaclion ﬁgsq@ggunggﬂ
NOT includs VT, MT end UT H K is 2 GJP weld. R~ T

=z i L2 ~ = ‘

‘ LR
i Oy i - e
weohanleal Snginesry Y, Jacheal Lnproved S L A

e e e s e d
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Criticel Welding Repair Report (CWR) 0

ARER B RS - s )

Project Name: SFORE Drawing No.: Repart No.: B-CWRi151

b 04-0120F4
Contract No.; b 12 Ufting longitudinl NDT R4s68-8-
ltem Name: | g diaphragm. NDT Report No.: | S787-MT-17830

WERS ZP05-787

Project No.; i

HEdbk

Caorrective Action to Prevent Re-octurrence:
TRIEH, QUARARSTHR! AR LT,

1. QC shall verify suficlent preheat has been applied, to remove moisturs, prior io welding.

LEFMTA (Foreman): i} JJU'qv[ E# (Date): {01
L™ I
SE WSS WP S-345-SMAW-2G(2F)-Repa | TR » X puah.‘
Repair WPS No,: ir Technologlst: i
A RS
=% /
8 (BA) WEARE eyl
Preheat Temperature : of ' ' afn
Befare Gouging: 70 il Discontinuity: c/g
EN Y TS
BErkERF .| Preheat
Inspsction Temperature - -
EBefore Welding: IL’&" Before 7/-5‘5(/
Welding:
‘ BB
3 o @ 40l b e :
Max. Depth of Gouge: Wmm ) thgikggf:th /."T?f’m
ar - maEnm REME
Welder: 530, Weldi-ng Type: 5’"4’""/' Position: 'PF-
i3t : AEaE -~ | REHE
Current: 75 | voltage: 231 Speed: (23 e
B R '
Inspection After Repair:
ShmaE el ] B i
VT Result: /&"w Inspector: cfiﬁﬂ&f Date; : 30/0 i }, ?.ﬁ
NDTH # T =45 R ~ A sl B OB -y
NDT Result; #*% | NDT Person: 7.;‘! ]':"-'“7 L "'jig Date: el
JUE :
Withess/Revievn
-3 -
Remeark !

FR7ET-QCP-000




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

Rk A £ AR o
REPORT NO, #l{4id B787-MT-17930R1 DATEH Y 2010.01.26 PAGE OFB{# 1/2 Revision No: 0
PROJECT NO. - CONTRACTOR: ——
LY . g
DRAWING NO. B CALTRANS CONTRACT NO.:
04-0120F4
Y 121h lifting longitudinal dinphragm | TEM 3
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
245N AL stiE BEFESY {88 T
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 2010
EQUIPMENT @& MANUFACTURER ifi M MODEL NO. itz s SERIAL NO. 408
MT YOKE PARKER B310S 5395 5617 5820
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
(3 AR/ R A s e 34 i
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—
EERT T e e i
AL T G HMEMF P 5
MATERIAL TO BE ¥ WELDING #ME Material & thicknes ATOOM.B4ET2:X
EXAMINED O CASTING Wit (125921414
¥ O FORGING i1 it 3212514/18mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
stk WEER L
WELD LD QISCoNTINUT Yt ACCEPT REJECT REMARKS
U oy
NiEE ) INDICATION TYPE G fi it
HiTH R :
1.D3022-001-006 1R1 . ACC.
2R1 ACC.
3R1 ACC.
LD3022-001-007 1R1 ACC.
2R1 ACC.
3R ACC.
4R ACC.
BR1 ACC.
LD3022-001-010 1R1 ACC.
2R1 ACC.
LD3022-001-013 1R1 ACC.
2R1 ACC.
3R1 ACC.
LD3022-001-014 1R1 ACC.,
EXAMINED BY:h:3 REVIEWED BY il
Jin Jianting :”n ;T? an-t ira gW’] (ﬂ L2 oflﬂmﬂ
LEVEL-Il SIGN %% | nm‘EE( W _p10 . 0l- vh LEVEL-I snsf'u ;/ DATERN]  ~g/0.v]. )/(’7

Flt2IL / QcMm

%5 SIGN{ Bl DATE

NFCUSTOMER

534 SIGN | E1 ) DATE

(FORM# ZPQC-MT0O1)




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
R4 B SR 44
REPORT NO. il {5 % B7B7-MT-17830R1 IDATEEIJUI 2010.01.26 IPAGE OF L& 2/2 |Revrsion No: 0
PROJECT NO, CONTRACTOR:
2P06-787 CALTRANS
T R o
DRAWING NO, LD3022 CALTRANS CONTRACT NO.:
04-0120F4
31558 12th lifting longitudinal diaphragm | TR &
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NQ. CALIBRATION DUE DATE
BHIMTBEM R ATE B B RET S
AWS D1.5.2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT @+ MANUFACTURER ik iff MODEL NO, ftis SERIAL NO. jER:HGS
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continucus magnetic yoke |CURRENT &
BE 4 it WAL EE il A
PARTICLE TYPE Dry magnet powdor YOKE SPACING
2 i i et 70~150mm
E B T 14445 ) 413
MATERIAL TO BE v WELDING R &4 Materfal & thicknoss
AT09M-345T2-X
EXAMINED O CASTING %14 B
Rarn D FORGING it 22/25M4/1Bmm
WELDING PROCESS | SHAW TYPE QF JOINT £.50iH
% ik Pl B x|
DISCONTINUITY {iF Lk,
WELD 1.0 ‘ ACCEPT REJECT REMARKS
ki INBEATION G T R it ik
: T ARy i
2R1 ACC.
1.D3022-001-019 1R1 ACC.
2R1 ACC.
LD3022-001-020 1R1 ACC.
LD3022-001-024 1R1 ACC.
LD3022-001-027 1R1 ACC.
AFTER B-WR10082,CWR1151
BLANK
EXAMINED BYZEH REVIEWED BY Il
Jin Jianting J:‘n Ufiﬂm -+,1n2 S f)7 R )
[LevEL-1 siGN2& 1 paTERW i) U yip o Y LEVEL-Il  SIGN ! DATEEW /0. ») .o %
HiERE 7 QoM JI/"CUSTOMER
2 SIGN / 1)) DATE 25 SIGN | Bl DATE

(FORM# ZPQC-MTO1)




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: 13-May-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-000569 Rev: 02

Ref: 05.03.06-000606
Subject:  NCR No. ZPMC-0615

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indication and is submitting this NDT report to show that the weld is now
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the missed indication and is submitting this NDT report to show that the weld is now acceptable. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000569R02;

Caltrans' comments: Status: CLO
Date: 18-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0615 is closed.

Submitted by:  Eagen, Sean Date: 18-May-2010
Attachment(s):

‘h‘?l Page 1 of 1



C?E—M_;_@ No. B-755
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-13
REGARDING: NCR-000644(ZPMC-0615)

ZPMC acknowledges one indication was missed during NDT inspection. ZPMC is providing the
NDT record shows this indication has been removed after repair. Please refer to B-CWR1167 fro
detail. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:

NCR-000644(ZPMC-0615)
B787-MT-18475 R1

1~

€115 [
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govemor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch o e

69D Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 o 4
(707) 648-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE - NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000644
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0615

Type of problem:

Welding (1 Concrete [J Other

Welding L] Curing L1 Procedural (]  Bridge No: 34-0006

Joint fit-up [] Coating (] Other Component: 7DW Floor Beam to Deck Panel Diaphragm

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

Reference Description: MT Transverse Crack discovered after ZPMC tested and accepted this weld (7TDW
floorbeam to deck panel diaphragm joint)

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7DW, this

Quality Assurance Inspector discovered the following issue:

-One (1) Transverse linear crack measuring approximately 15mm in length.

-The Y location is 4500mm from corner of the Panel Point PP57 at Cross Beam side.

-The indication is clearly marked on the material near the weld.

-The weld is identified as: SSD11A-PP57-003.

-This weld is a Complete Joint Penetration (CIP) weld Joining the Deck Panel Diaphragm (X1H) to Floor

Beam Flange (X7G).

-The Deck Panel Diaphragm (X1H) is identified as Non-Seismic Performance Critical Member (SPCM).

-The Floor Beam Flange (X7G) is identified as Non-SPCM.

-OBG segment 7DW is located outside North side of Bay 13.

The Notice of Witness Inspection Number (NWIT) is 005086, The indication is located inside an area that has

been previously tested 100% and accepted by ZPMC Quality Control (QC) personnel.

SSD11A- Pgsvfuda( ;B'W’
X1H(Non SPcm). - L”" {
MI—&Trn'ﬁ""éf' :

= Length Approx 15mm

SSD11A-PP57-003 " "~ - Gipronians “H1°X7G (Non SPCM)

'ﬁ?:_ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2




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

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 DL1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Vibin Kumar Selvanayahan

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1415 hours, 01-20-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe and Ching Chao

Time and method of notification: 1230 hours, 01-21-10, Email

QC Inspector's Name: Wnag Xian Pin

Was QC Inspector aware of the problem: (] Yes[4] 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

1’42‘_ TL-15,Quality Assurance - Non-Conformance Report Page 2 of 2




(ZPMcS

REPORT OF MAGNETIC PARTICLE EXAMINATION

B R R

REPORT NO. #1#&5 B787-MT-18475R1 DATEH#1 2010.01.31 PAGE OFW# 11 Revision No: 0
PROJECT NO. — CONTRACTOR: e

IRHS: A A
IorAWING NO. —— CALTRANS CONTRACT NO.:

04-0120F4

Ee: OBG DECK PLATE SPLICE mHITRSS

REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BHTERT bk BFRs e Tidst =g el

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT ## MANUFACTURER 37§ MODEL NO. %5 SERIAL NO. H&iiR5

MT YOKE PARKER B310S 5395 5617 5620
WMAGNETIZING METHOD Continuous magnetic yoke |CURRENT A6

BEfh ik B R g HLHL

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

Rk A R TE® B4 I

MATERIAL TO BE v WELDING # i i
I M Material & thickness R ——
EXAMINED O CASTING #4 B T

g O FORGING #ift 14/15mm

WELDING E

ELDING PROCESS S % TYPE OF JOINT BN
B Pk i)
DISCONTINUITY A&tk
WELD I.D. T ENCTH N o] ACCEPT REJECT REMARKS
HER T INDICATION TYPE it 2 i #iE
b #n
SSD11A-PP57-
003 1R1 ACC.

AFTER B-CWR1167

BLANK

EXAMINED BY %45
Sun Gongchang jﬂ éﬂ

g . -3
o] 7es) 5

REVIEWED BY ¥

SU Weq 20/0. o,/.j J

4 SIGN / Bl DATE

LEVEL -l SIGNZXEZ | LEVEL-I  SIGN /| DATEHM
Fit&a / QCcM H F"CUSTOMER

¥ SIGN [ A il DATE

(FORM# ZPQC-MTO01)




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-000630
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0615

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:  20-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7DW, this
Quality Assurance Inspector discovered the following issue:

-One (1) Transverse linear crack measuring approximately 15mm in length.

-The Y location is 4500mm from corner of the Panel Point PP57 at Cross Beam side.

-Theindication is clearly marked on the material near the weld.

-Theweld isidentified as: SSD11A-PP57-003.

-Thisweld is a Complete Joint Penetration (CJP) weld joining the Deck Panel Diaphragm (X 1H) to Floor
Beam Flange (X7G).

-The Deck Panel Diaphragm (X1H) isidentified as Non-Seismic Performance Critical Member (SPCM).
-The FHloor Beam Flange (X7G) isidentified as Non-SPCM.

-OBG segment 7DW islocated outside North side of Bay 13.

The Notice of Witness Inspection Number (NWIT) is 005086. The indication is located inside an area that has
been previoudly tested 100% and accepted by ZPMC Quality Control (QC) personnel.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor submitted post repair NDT documentation verifying weld has been repaired and isin conformance
with Contract weld quality requirements. Supplemental training was provided to NDT techniciansin addition
to the Contractor issuing an internal NCR in regards to thisissue.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?

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



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

[] 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 , 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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