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-000653
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0624

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: OBG Segment 7EW FB to LD Weld

Procedural [ Procedural [J Description: Missed UT Indication by QC

Reference Description: An UT indication (in 7EW FB to LD Weld) found by QA verification at the location
where the contractor has tested and accepted

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder

(OBG) segment 7EW, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) longitudinal linear indication measuring approximately 25mm in length.

-Theindication dBsrating isa+7.

-Material thicknessis 14mm.

-The depth of the indication is approximately 5mm.

-The weld isidentified as SEG041C-013 and located at Panel Point PP59 Cross Beam Side.

-The weld is designated as Non Seismic Performance Critical Material (Non SPCM).

-Theindication is clearly marked on or near the weld.

-The Y distance for thisindication is 230mm from top.

-Theweld isa Complete Joint Penetration (CJP) “T” joint joining Longitudinal diaphragm plate (Non SPCM)

to Floor Beam Plate X48B (Non SPCM).

-The Notice of Witness Inspection (NWIT) No. is005120. Theindication islocated in an area previously

tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC

personnel are required to perform twenty five (25%) percent UT inspection of thisweld.

Applicablereference:

-AWS D1.5-02 Section 6; Table 6.3 specifiesaclass A indication as having arating of 10dBs and under for

material thicknesses 8mm through 20mm.

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

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1830 hours, 01-25-10, Email

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 1330 hours, 01-26-10, Verbal

QC Ingpector's Name: Zhong Wei

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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 26-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: 05.03.06-000612
Subject: NCR No. ZPMC-0624

Reference Description:  An UT indication (in 7EW FB to LD Weld) found by QA verification at the location where the contractor has tested and accepted

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 Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 7EW, this
Quiality Assurance Inspector (QA) discovered the following issues:
-One (1) longitudinal linear indication measuring approximately 25mm in length.
-Theindication dBsratingisa+7.
-Materia thicknessis 14mm.
-The depth of the indication is approximately 5mm.
-The weld isidentified as SEG041C-013 and located at Panel Point PP59 Cross Beam Side.
-The weld is designated as Non Seismic Performance Critical Material (Non SPCM).
-Theindication is clearly marked on or near the weld.
-TheY distance for this indication is 230mm from top.
-Theweld is a Complete Joint Penetration (CJP) “T” joint joining Longitudina diaphragm plate (Non SPCM) to Floor Beam Plate
X48B (Non SPCM).
-The Notice of Witness Inspection (NWIT) No. is 005120. The indication is located in an area previously tested and accepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC personnel are required to perform twenty five (25%)
percent UT inspection of thisweld.
Please see attached NCR ZPM C-624 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

ogral " 05.03.06-000612,NCT
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NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0624

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

05.03.06-000612,NCT
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,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 08-Feb-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000570 Rev: 00
Ref: 05.03.06-000612

Subject:  NCR No. ZPMC-0624

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-000570R00;

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

AAP approved.

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

‘h}'l Page 1 of 1



(8) 85 FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

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

inspection.

1. Safety

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

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

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

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

Two directions

Both sides of weld

Clean and dry surface
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A JOINT VENTURE

UT Refresher Training Agenda

Subject: UT Techniques

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

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

2. Tools

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

Scraper

UT couplant

)

me e o

3. Inspection Techniques

Surface preparation

Location of weld UT from beveled plate

Scanning patterns

Correct choice of Angles

Calibration per ZPMC procedure at regular intervals
Scanning speed

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

© e e oR

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




,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-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

Ref: 05.03.06-000612
Subject:  NCR No. ZPMC-0624

Document No.: ABF-NPR-000570 Rev: 01

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC has repaired the missed indications and is providing the NDT records to show that the weld is acceptable.
Based on this ZPMC requests closure of this NCR..

ZPMC has repaired the missed indications and is providing the NDT records to show that the weld is acceptable. The weld ID identified in the
NCR is incorrect and ZPMC is submitting NDT reports with the correct weld ID. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000570R01;

Caltrans' comments: Status: CLO
Date: 30-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0624 is closed.

Submitted by:  Eagen, Sean Date: 30-May-2010

Attachment(s):

rwaral
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@ No. B-741
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-5-1

REGARDING: NCR-000547(ZPMC-0520), NCR-000581(ZPMC-0554)
NCR-000588(ZPMC-0561), NCR-000653 (ZPMC-0624)

NCR-000547(ZPMC-0520) & NCR-000581(ZPMC-0554)
ZPMC is providing the WRRs and NDT records show these missed indications have been repaired
and retest to be acceptable. ZPMC is requesting closure of these NCRs.

NCR-000588(ZPMC-0561)

ZPMC is providing the NDT record shows these missed indications have been repaired and retest
to be acceptable. Please be noticed the corrected weld IDs should be CSD5-PP67-025 &
CSD5-PP67-051. For detail please look at B-CWR1035. ZPMC is requesting closure of this NCR.

NCR-000653 (ZPMC-0624)

ZPMC is providing the NDT record shows this missed indication has been repaired and retest to
be acceptable. Please be noticed the corrected weld IDs should be CA051-008. For detail please
look at B-CWR1036. ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000547(ZPMC-0520)
B-WR12122
B787-UT-12336 R1
NCR-000581(ZPMC-0554)
B-WR12123
B787-UT-12337 R1
NCR-000588(ZPMC-0561)
B787-MT-16598 R1
NCR-000653 (ZPMC-0624)
B787-MT-16620 R1

QLLM

f/l [W




Y, ¥ L DEPARTWMENT OF TRANSPORTATION - District 4 Toll Bridge
o 333 Burma Road
g OQakland CA 84607

Giltrans Tel: Fax:
NON-CONFORMANCE REP ORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date; 24-Dec-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superslructure\\\
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06- 00050?/—
Subject: NCR No, ZPMC-0520 /?/j
Reference Description:  Missed UT Indication by QC, Segment 7CW ?/

/

The attached Non-Conformance Report describes an oceurrence where the contractor did not comply wr(h \E; Urcnh i0of the contract document as

indicated below:

«
] Material or Workmanship not in conformance with contract documents. (\,((‘
=, \\_\‘.‘.
. Quality Control (QC) not performed in conformance with contract documents, P TS e
O Recurring QC issue that constitutes a systematic problem in quality control, A ( o )’)
LT S

Non-Conformance Resolved, O o~

Material Location: OBG &&\A Lift: \S\'»W\?’

(QA) discovered the following issue:

Remarks:
During the Quality Assurance Ulirasonic Testing (UT) review of @%BG S@c]cw this Quality Assurance Inspector

-A total of one (1) rejectable Class “A” indication mea = roximately Z@ﬁ‘u length.

-The Weld is a complete joint penetration (C, joining Sﬁw@% SP99A 1o SP431A and is identified as SEG37A-001.

-The Segment is located in the repair yag

The Notice of Witness Inspection Nuniker, dication is located inside the area that has been previously tested

and accepted by ZPMC Quality Contro] ( ersonnel, the contract documents, ZPMC’s QC personnel are required to
perform 100% (UT) inspection o plice weld,

Action Required and/or Actiol Take Ay

Submit a repair plan to th# r approval. A response for the resolution of this issue is expected within 7 days.

Transmitted by /I?Howe
Attachments: MC-0520

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

W2 050306000508 nCr Page I of |




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

DEPARTMENT OF TRANSPORTATION N
DIVISION OF ENGINEERING SERVICES é’
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-CONF ORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000547
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 15-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0520

Type of problem:

Welding  [J Concrete [] Other

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

Joint fitup [] Coating [J Other L1 Component: OBG Segment 7TCW

Procedural [] Procedural [] Description:

Reference Description: Missed UT Indication by QC, Segment 7CW

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of weld located on OBG Segment 7CW, this
Quality Assurance Inspector (QA) discovered the following issue:

-A total of one (1) rejectable Class “A” indication measuring approximately 25mm in length.

-The Weld is a complete joint penetration (CIP) Butt Weld joining Side Plate SP99A to SP431A and is

identified as SEG37A-001,

-The Segment is located in the repair yard north of the blast shop.

The Notice of Witness Inspection Number (NWIT) is 004866. The indication is located inside the area that has

been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’s QC personnel are required to perform 100% (UT) inspection of this splice weld.

SegmentzeWW
Weld# Seg37A-001

Platefhickness-16mm
Sound Path-40

4852 25

m_ 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 Contro] (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 specified in this section and to 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 to UT in addition to visual inspection shall be acceptable
if they meet the following requirements:...(1) Welds subject to tensile stress under any condition of loading
shall conform to the requirements of Table 6.3. -.(2) Welds subject to compressive stress shall conform to the
requirements of Table 6.4.”

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1700 hours, 12/15/09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1330 hours, 12/] 7/09, Verbal
QC Inspector's Name: Zhang Wei

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

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 Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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




2% 5 & =

ZEMC }E% Rev. No.
' Welding Repair Report 0
T E &7k REEEAG | FHES SEGU37A RS HT B WR12195
Project Name SFOBB Drawing No Report Na. 2122
A@E. _ .
(\gn:m;N o 04-0120F4 ;JF fr 4 I‘fﬁ 7CW BOTTOM AND SIDE P| NDTHR-& 455
!zﬁ B &5 I LATE SPLICE report No.of NDT| B787-UT-12336
; ZPDB-787 me
Project No.:
AR

Description of welding discontinuity:

Rejected indication found by uitrasonic inspection is less than the maximum

allowance aggregate length.

(UTHRG RSB KENTFRAATRE. )

+

SEGO037A-001

\?
#3 R (Inspector) Jin Fen

B #i(Date) :

2010.04.15

BREMSEE FEH -

Draft of welding discontinuity:

16

+ -
ATE

| \L
e Lo
]

1

N Lo
B

ES

4

WELD NUMBER:  SEGO37A-001




FERER:

Caused:
1. BEXREMNLAEFSE.
1. Did not clear the weld pass completely in time.

%18 59 /\(Foreman):b 7/[;,\3‘”)(’5 g #(Date): T 1

A2 &L

Disposition :

ey

MR FERE B ST B —M (D<X0.65T, DASRIGIRE, TAWLE) RARAUSITENT EERELEHE,
2. ZRBERBETIZEAE (WPS) & EFATHELRN, MadmEs,

3. BERFHEFREETVIRAMRIE BT 2 3E R,

4. HEHEEITEN 5SS R MIEELET,

5. XTREEFEATUTEN, REEDEERELURIFREIEKSOmm.

1. 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 defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4, Grind the repaired area flush with base metal or the adjacent weld:

5. Perform UT inspection to the weld along with 50mm on each end of the repair area;

-E ’Z}L‘WL‘M L;f\

Technical engineer

ik
Approved by

agm /oY

Date

#R787-QCP-900




i - £
' ' ﬁ % ]B {é/)‘; :.FE = R4 Rev. No.
— Welding Repair Report 0
IEE@?’K %Efﬁ"%jtﬁ é{i‘fﬁf-}g‘%‘ SEGD37A ;J;Eh%g%% B_WR12122
Project Name SFOBRB Drawing No eport No.
RS . . :
. £ Fins 04-0120F4 FATLFR | 70w BOTTOM AND SID| NDTZRA 252
ontract No.: ltems Na B787-UT-12336
T E &2 E PLATE SPLICE Report No.of NDT
o ZP06-787 me '
Project No.:
2 E 35

| Correction action to prevent re occurrence:
1. InERE B MEREE.

1. Improve monitoring of welding and interpass cleaning.

Z [ fi Jt A(Foreman): LVL?}% B #8(Date): \T 8 .

& EBMWPSE S
Repair WPS No.

WPS-345-SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1
WPS-345-SMAW-4
G(4F)-Repair

IZR
technologist

et 2
v g

RAE (BRAl) GiAABE
Preheat temperature
before gouging

SE % 09 fik PR
Description
of discontinuity

F

Inspection
before welding

2 BT AR R B
Preheat temperature
before welding

BEABAUEE ‘ mAB K _ _ 2 P
Max. depth of gouging hl Total length of gouging } ymv?
=T Bk BERR
welder 01&1’!’;1 welding type g‘fﬂ /3'1/\./ position ) CT"
12 W o Z BEEE ¢, B EE o
Current ) : g Voltage : 7/5 é Speed /ﬁ 2.
BEERERE
Inspection After repairing:
mik A B
fli-'i’mﬁ-ﬁ?t Inspector  Y7/1=070 ! Date
resu

At - febnt wofo 4.2\
NDTH & FEH R =R —
NDT result NDT person Date re. & >
R /
Witness/Review: '
&
Remark :

#R787-QCP-900




REP@RT OF ULTRASONIC EXAMINATEGN
e E ppe PP o
REPORT NO. #4&45s B787-UT-12336 DATE 2010.04.15 PAGE i OF1 Revision Na:
PROJECT NO. :IT24£% ZP0s-T87 CONTRACTOR : CALTRANS
ITEMS NAME: TCW BOTTOM DRAWING NO!: CALTRANS CONTRACT NO.: 04-0120F4 :
PLATE AND SIDE SEGO037A
B{TEFR PLATE SPLICE Eg nMIEss
REFERENCING CODE &35y

ACCEPTANCE STANDARD#EZ e

PROCEDURE NO. EF4&S

AWS D1.5-2002 |AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 255 JOINT TYPE 1B4s3m CALIBRATION DUE DATE XS8R % 50
SHAW BUTT Dec. 2857 2040
EQUIPMENT &% MANUFACTURER 515 MODEL NO. X455 SERIAL NO. FFoligg
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-48 061405811, orutsants,
CALIERATION BLOCK i3 COUPLANT 2an MATERIALYTHICKNESS r%:UE—’_E
AWS [IW BLOCK TYPE II cM.C AT09M-345T2.X 16/18mm
TRANSDUCER {F3L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER ANGLE | FREQUENCY | sizE
HlEE RE 5 R FETE AE = R=F
Changchao T70° Z.5MHz 18X18mm
Changchao 0° 2.5MHz 20mm Reference Level £ R 20dB
Baée metal inspected par AWS D4.5-2002 Section 6.19.5 0® UT OK.
DECIBELSZ+ I DISCONTINUITY it g
WELD £ |4 |w |l g |5 | E o4
z 18| 2 = iSsl5sE52 P LOCATION OF DISCONTINUITY > | 3k
o r E&.-_: Tl =1 K IE25528|8% e 4 for W
IDENTIFICATION |Elt | SS |=5 |0 B3|2 35888 ESE(mm) =25 =
< Oa o = O <& Z | = = . ' = o
B4 2 A1 e ’ =
RERIAT g g:. = Sound | Depth from 4 5 =
- + | Length From'X | From'Y o
a|b|le|d EE Path Surface EX | @y 2
' PR | meEmmE =l e
SEG0374-001 1 70 A 2 4432 5 |+7| =20 86 5 -18 230 | REJ | 100%
BLANK
EXAMINED BY%@' REV]E‘NEj BY =& 4
\nFerd Yool | } tnfan U, v 14
LEVEL-ll SIGN |/ DATE LEVEL-1l SIGN /\ DATE
FERSE /e F /A CUSTOMER
%5 SIGN/ H#i DATE £F SIGN/HHDATE ', *

- (FORM# ZPQC-UTO1)




@ REPORT OF ULTRASONIC EXAMINATION
‘ UTiRGG IR &

REPORT NO. R&%5 B787-UT-12336R1 DATE  2010.04.27 PAGE 1 OF1 Revision No: 0
PROJECT NO.: T#%% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 7CW BOTTOM DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
PLATE AND SIDE SEGO037A
Hiis a5k PLATE SPLICE E= I TRES
REFERENCING CODE &% ACCEPTANCE STANDARD #2451 PROCEDURE NO. #2549
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS ##/75: JOINT TYPE /R&52 3 CALIBRATION DUE DATE {38 IEF7 %1
SMAW BUTT Dec. 2857,2010
EQUIPMENT %% MANUFACTURER 37 MODEL NO. &34 SERIAL NO. FF3RS
071565311, 061488510,
jUT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #4771 MATERIAL/THICKNESS 4%l ELfif
AWS IIWBLOCKTYPE LI CcM.C AT09M-345T2-X : 16M8mm
TRANSDUCER #g3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
i TS AE b R~ T fABE o R~
Changchao 70° 2.5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level #3534 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY AEEg:iE 5
. b
e (2[4 |e | kR : s
zo|2u|2c | B GEGEEERE LOCATION OF DISCONTINUITY axE | #®
IDENTIFICATION | Bk |SE |2 |5 BE|28EEEE AEAL T (mm) 25| x
<% | piE | O E & F I= 3 el
2SR IET |8 g% | 5
RAEHITES g nn:. - Sound | Depth from . 5 ic
- Length From'™X | From'Y xd
alblc|d i Path Surface e =y ]
PR | ERmFE | ) (=]
SEG037A-001 1R1 70 : 32 ACC. 100%
AFTER B-WR12122
BLANK
EXAMINED BYEE!?-? REVIEWED BY #
e AA_ : "*'JIZ-LA OAAJ\PM
LEVEL - Il SIGN DATE Lo ‘p~ V—] LEVEL -1l SIGN /[ DATE o 3’119_ )/7
RIS / QM / Fi F1CUSTOMER /
425 SIGN/ Hi DATE %5 SIGN / H i DATE

(FORM# ZPQC-UTO01)




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

g Shanghai 201913 PR China
ltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 26-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: 05.03.06-000612
Subjeet: NCR No. ZPMC-0624

Reference Description:  An UT indication (in 7EW FB to LD Weld) found by QA verification at the location where the contractor has tested and accepted

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:;
[ Material or Workmanship not in conformance with contract documents.
| Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 7EW, this
Quality Assurance Inspector (QA} discovered the following issues:
-One (1) longitudinal linear indication measuring approximately 25mm in length.
-The indication dBs rating is a +7.
-Material thickness is 14mm.
-The depth of the indication is approximately Smm.
-The weld is identified as SEG041C-013 and located at Panel Point PP59 Cross Beam Side.
-The weld is designated as Non Seismic Performance Critical Material (Non SPCM).
-The indication is clearly marked on or near the weld.
-The Y distance for this indication is 230mm from top.
-The weld is a Complete Joint Penetration (CJP) “T” joint joining Longitudinal diaphragm plate (Non SPCM) to Floor Beam Plate
X48B (Non SPCM).
-The Notice of Witness Inspection (NWIT) No. is 005120. The indication is located in an area previously tested and accepted by ZPMC
Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC personnel are required to perform twenty five (25%)
percent UT inspection of this weld.
Please see attached NCR ZPMC-624 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials/workmanship and quality control 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

hz_ﬂ 03.03.06-000612,NCT Page of 2




NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0624

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

N7 o5.05.06.000612.807 Page 2o 2




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold 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/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000653
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0624

Type of problem:

Welding 0 Concrete [ Other

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

Joint fittup [] Coating [J Other Component: OBG Segment 7EW FB to LD Weld

Procedural [] Procedural [ Description: Missed UT Indication by QC

Reference Description: An UT indication (in 7EW FB to LD Weld) found by QA verification at the location
where the contractor has tested and accepted

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder

(OBG) segment 7EW, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) longitudinal linear indication measuring approximately 25mm in length.

-The indication dBs rating is a +7.

-Material thickness is 14mm.

-The depth of the indication is approximately Smm.

-The weld is identified as SEG041C-013 and located at Panel Point PP59 Cross Beam Side.

-The weld is designated as Non Seismic Performance Critical Material (Non SPCM).

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

-The Y distance for this indication is 230mm from top.

-The weld is a Complete Joint Penetration (CJP) “T” joint joining Longitudinal diaphragm plate (Non SPCM)

to Floor Beam Plate X48B (Non SPCM).

-The Notice of Witness Inspection (NWIT) No. is 005120. The indication is located in an area previously

tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC

personnel are required to perform twenty five (25%) percent UT inspection of this weld,

Applicable reference:

-AWS D1.5-02 Section 6; Table 6.3 specifies a class A indication as having a rating of 10dBs and under for

material thicknesses 8mm through 20mm.

-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.”

‘Hz_ TL-15,Quality Assurance — Non-Confarmance Report Page I of 2




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

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified; Peter Shaw

Time and method of notification: 1830 hours, 01-25-1 0, Email

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 1330 hours, 01-26-10, Verbal

QC Inspector's Name: Zhong Wei

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

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




ek

ZPMC

7 o B B WG
Welding Repair Report

FE# Rev. No.

0

T H £  EEEELR 5 SEGD1G RELHT e
Project Name SFOBB Drawing No Report No. -WR12123
HRS PR
(\Dn:ad, No - . 04-0120F4 l—fF fr 4 :’i‘ .| 7EW LONGITUDINAL DIAPH NDTHR:
"fﬁ %5 il RAGM Report No.of NDT| B787-UT-12337
: . ZP06-787 me
Project No.:

TSR RAIE

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is le

allowance aggregate length.

UTHRGERABMBEBEKEIATBEAARKE. ) SEG041C-013

#=E i (Inspector) Jin Feng EJfi(Date): _2010.04.15

J;w ey |
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han the maximum
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Draft of welding discontinuity:
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" WELD NUMBER:  SEGO41C-013




e S e s R P i i

FERBE:

Caused:

1. RERENALEF .

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

% 9] fi 9t A(Foreman): L}L ij El $(Date): (f AN

i

4

AHEEL
Disposition :

i

—_

AR FERE BRI UE — (DCO.65T, DASRAIRES, THHRIE) oA kT B r 7 i e it
2. ZEBREEETZHE (WPS) METFHMNELT, MafEs,

3. B ER KTV ARG e e 2 s 12

4, EBEFNEIBATER SEMRANTEL TR,

5. FRLEFATUTRAN, RRTERNEE KR K& ILFEIRE EE50mm.

1. Gouge or grind from nearer side from metal edge (D=<0.65T, “D” is depth of defects, “T” is thickness of

metal) fo remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defécts remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;
5. Perform UT inspection to the weld along with 50mm on each end of the repair area,

Technical engineer Approved by Date

#R787-QCP-900 ;




' Welding Repair Report 0
I B &FR EEEB R HIrEE SEGO41C REHT 5 it
Project Name SFORB Drawing No Report No.
RS : r
c Neics 04-0120F4 ST LA 7EW LONGITUDINAL DIA| NDT#R44% <
o 0w ltems Na B787-UT-12337
In g 22 PHRAGM Report No.of NDT
it ZP06-787 e
Project No.:
& E 355k

Correction action to prevent re occurrence:
1R g IS TIE (A .

1. Improve monitoring of welding and interpass cleaning.

% J& i 3t A(Foreman): , ]/L,,‘ :\D/D 8 #(Date): Kf’ 13

WPS8-345-SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
ZBHIWPSE S G(1F)-Repair-1
Repair WPS No. WP S-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1

IZA/A
technologist

}/‘&/jl 28 1

Nty

B AE (RE) ai W8 B . . B & i kR
Preheat temperature 7"’ Description - F
before gouging 44 of discontinuity £
Inspection /@n—;(_ Preheat temperature /(}/C
before welding 8 before welding
NS A K o (%
Max. depth. of gouging 71'7’7 ) Total length of gouging L
BT ; e BHEED . BEMR
welder QC,LJ_/SE{ welding type 5[’1’?/{’1/&/ position 7’61—
Current /7 z Voltage 7 'g_"g Speed /j\j
EfEERE
Inspection After repairing:
N iR B HA
NRWE Inspector TRV VRN Date
!
VT result _
0 et { {M\Aﬂﬂ, Yolo 4 »3
NDTHE & H4H R B ,
NDT result M NDT person MM Date [0 £l 27
L3 - /

RAE :
Witness/Review:

/

£
Remark :

—

#R787-QCP-900
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= REPORT OF EJEIE‘RASONIC EX A_IVEENATE@N
i UTHRGHE
REPORT NO. %45 BT87-UT-12337 DATE 2010.04.15 PAGE 1 OF1 Revision No: 0
EPRDJECT NO.:TB%HE zZPos-787 CONTRACTOR: CALTRANS
HTEMS NAME: 7EW LONGITUDIN ALDR.’-\WENG NO.: —_— CALTRANS CONTRACT NO.: 04-0920F4"
(5] 1
LT BIARHRACH Bs MM TEES

REFERENCING CODE &%#5E

AWS D1.5-2002

ACCEPTANCE STANDARD S 457

AWS 01.5-2002(Table 6.3)

PROCEDURE NO. ZF4&S

ZPGEC-UT-01

WELDING PROCESS {E#77& JOINT TYPE 1242ER CALIBRATION DUE DATE S EH 3441
FCAW CORNER-JOINT Dec. 2857 2010
EQUIPMENT &£ MANUFACTURER #I:&7 MODEL NO. &RES SERIAL NO. F7l%S
071565311, 061488510,
t "
UT SCOPE PANAMETRICS ‘ EPOCH-4B " |o61485811, 070152011,
CALIBRATION BLOCK i##: COUPLANT #&-&37 MATERIALITHICKNESS HEEE
AWS IIW BLOCK TYPE 1I cC.M.C ATOOM-345T2/F2-% 18/20mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SizE MANUFACTURER ANGLE FREQUENCY SizE
HEETS HE b R~ T RE TS R
Changchao 70° | 2.5MiHz 18%18mm
Changchao .0° 2.5MHz 20mm Reference Level S=5REE 2008
Base mefal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS A1 DISCONTINUITY AEEieiE g
: T
WELD g o i ~5_lg_ I8 s ' 2 =
= Om| iz |= EslEsEER 2 LOCATION OF DISCONTINUITY > 28
oW |Zz|uS| X [E555EcEs TEERE P
IDENTIFICATION § kigs|=2|C - s-E S5 & NELM T (mm) 25 =
=2 B = = = e @
pumnss | S |SF|E |8 = ' £E | ¢
PR 3 |& u . E .2
= = 1 Length faund Dapth-fram From™ { FomY{ §
- alb|lc|d EE Path Surface e =Y a
i R MR - Qo
SEG041C-013 1 70 A 1 36| 32| 1 |+3 25 40 13 +3 1800 REJ. 100%
BLANK

EXAMINED BYZ#E

ARM'W..:M \as o) §

LEVEL -1l SIGN /[ DATE

REVIEWED BY =&
\ Xav\ /[f PW"\

e

LEVEL -1l SIGN I

DATE

FEEE3E / QCM

FF SIGN/ HIE-DATE

FFCUSTOMER

<= SIGN /541 DATE

¢

(FORM# ZPQC-UT01)




(ZBMc) UTHRGRE
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REPORT NO. R%&4H% B787-UT-12337R1 DATE 2010.04.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. : L2425 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 7EW LONGITUDINALPPRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
DIAPHRAGM SEGIRE ‘
B2 B mMITEES
REFERENCING CODE #3533 ACCEPTANCE STANDARD #5477 PROCEDURE NO. B8
AWS D1.5-2002 AWS D1.5-2002(Tabls 6.3) ZPQC-UT-01
WELDING PROCESS 1 73: JOINT TYPE &35l CALIBRATION DUE DATE {¥ 425 IEF7 238
SMAW CORNER-JOINT Dec. 2857 ,2010
EQUIPMENT #%& MANUFACTURER #1357 MODEL NO. E452 SERIAL NO. F5l#5S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #&3%) MATERIAL/THICKNESS #1511
AWS [IW BLOCK TYPE 1I c.MC AT09M-345T2/F2-X 18/20mm
TRANSDUCER #ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hilleiz] Ak s R g AR AEE R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level $% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY FiEsk 5
y w. g i
WELD S |3 |4 |~z |z [5.[¢ = i'i
Z Q <= ® [Es5EEERE LOCATION OF DISCONTINUITY 3= &
IDENTIFICATION | E 1% | i 2 | = = S B EEE TG (mm) 28 | «
- 2 i = 23 [1+]
S*IBE|IR® o & Ex | E
HE 2 fa [m] i -~
REEMHTRS = E = Sound | Depth from 5 r
= Length From'’X | From'Y o
a|lblec|d I Path Surface EiX SEY @
R | Ewmwx | C g a
SEG041C-013 1R1 | 70 32 ACC. | 100%
AFTER B-WR12123
BLANK
IEXAMINED vagr : REVIEWED BY ##
S
‘U\ﬁxr\:‘ HLACnU\_Qr il :
LEVEL - Il SIGN‘-r) DAT&" \ g\P )7[ LEVEL-Il SIGN / DATE (9 -2 >,7
FAHETE / QCM \ Fi A CUSTOMER /
4% SIGN / A DATE A< SIGN / H i DATE

(FORM# ZPQC-UT01)




DEPARTMENT OF TRANSPORTATION - Districi 4 Toll Bridge
. 333 Burma Road

. Oakland CA 84607

ﬁi’fffﬂﬂ,‘«' Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR. A IV Date: 05-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: 05.03.06-000551
Subject: NCR No. ZPMC-0561

Reference Description:  MT indications discovered afier ZPMC had tested and accepted welds on Segment 8BE Camer Assembly

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[] Non-Conformance Resolved.
Material Location: OBG Lift: 08
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 8BE, this Quality Assurance
Inspector (QA) discovered the following issues:
-Two (2} Longitudinal linear indication measuring approximately 22mm and 35mm in length.
-The welds are identified as: CSD5-PP67-052 (22 mm) and CSD5-PP67-026 (35 mm).
-The welds are a Fillet Weld type joining the Side Plate (5P467A) und Edge Plate (EP95A) stiffeners to Corner Assembly (CA524)
web plates.
-The OBG 8BE segment is located outside in front of the Blast Shop.
The Notice of Witness Inspection Number (NWIT) is 004978, 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.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures 1o prevent future occurrences. Missed MT indications
are a chronic issue on the project. Provide the training and equipment required to the ZPMC MT technician to ensure this type of

indication is not missed in the future. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0561

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

W2 o0s.03.06-000551§CT Page I of |




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES .
Office of Structural Materials L

Quality Assurance and Source Inspection e o)
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000588
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0561

Type of problem:

Welding [0 Concrete [0 Other

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

Joint fittup [J Coating [ Other Component: OBG Segment 8BE Corner Assembly

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

Reference Description: MT indications discovered afier ZPMC had tested and accepted welds on Segment
8BE Corner Assembly

Description of Non-Conformance:

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

Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indication measuring approximately 22mm and 35mm in length.

-The welds are identified as: CSD5-PP67-052 (22 mm) and CSD5-PP67-026 (35 mm).

-The welds are a Fillet Weld type joining the Side Plate (SP467A) and Edge Plate (EP95A) stiffeners to Comer

Assembly (CA52A) web plates.

-The OBG 8BE segment is located outside in front of the Blast Shop.

The Notice of Witness Inspection Number (NWIT) is 004978, 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.

‘ﬂi;i TL-15,Quality Assurance — Non-Conformance Report Pagel g 2




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

nEsrongnudinal
indications

Applicable reference:

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

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Man Lee Kit

Time and method of notification: 1700 hours, 01/03/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2230 hours, 01/03/10, Emaii

QC Inspector's Name: Wang Xian Pin

Was QC Inspector aware of the problem: L] 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

ﬁz_ TL-15,Quality Assurance - Non-Conformance Report Pagedof 2




@ REPORT OF MAGNETIC PARTICLE EXAMINATION

LA R

REPORT NO. it %452 B787-MT-16598R1 DATEHIH 2010.04.26 PAGE OFIH 1/1 Revision No: 0
PROJECT NO. S CONTRACTOR: ;"

TEHS: i R P

DRAWING NO. CSD5 CALTRANS CONTRACT NO.:

04-0120F4

zaf=3 OBG CORNER ASSEMBLY mH TESRS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT E2iRnE BFRS B EREM

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
IEQUIPMENT # % MANUFACTURER {31 MODEL NO. R %% SERIAL NO. &5 E

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC

Bk WIS B

PARTICLE TYPE Dry magnet powder YOKE SPACING

o 70~150mm
I3 it TR R A
MATERIAL TO BE VWELDING : i i
B Material & thickness A708M-345T2:X

EXAMINED O CASTING ik B, ELAE

R, O FORGING 5&3% ’ 18/28mm

WELDING PR o [o]

ELDIN OCESS SHAW TYPE OF JOINT T-JOINT
A yoE e il
DISCONTINUITY AL
WELD 1.D. TENGTHIN mm ACCEPT REJECT REMARKS
jRaEge INDICATION TYPE . i iElE By
CSD5-PP67-025 1R1 ACC. 100%MT
CSD5-PP67-051 1R1 ACC. 100%MT

AFTER B-CWR1035

BLANK

~ |EXAMINED BYE#

- ' WREVIEWED BY%"\
Sun Gongchang = 1.5 6 3’:/\7 _Ow we AS&
[o.5R 2%

LEVEL-1l SIGN %4 / DATEH# LEVEL-ll SIGN | DATEE# LS BIP..
| EEEE / QCM _ HFCUSTOMER
%5 SIGN / )l DATE A% F SIGN / Hill DATE
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

' Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Jan-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000544
Subject: NCR No. ZPMC-0554

Reference Description:  Missed MT transverse indication by QC for Segment 8CE Corner Assembly

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
[l Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: 0BG Lift: 08
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner Assembly, this Quality
Assurance Inspector (QA) discovered the following issue:
-One (1) Transverse linear indication that measured approximately 8imm in length.
-The weld is identified as CA051-010 at panel point (PP64.3 in Segment 8BE).
-The weld is a fillet weld joining the Vertical Longitudinal Truss (X74H) to the Side Plate (SP4584)
-The Side Panel plate is identified as; PL1353A.
-The OBG Corner Assembly is located in the outside repair yard, south side of the Bay14.
The Notice of Witness Inspection Number (NWIT) is 004978. The indication is located inside the area that has bean previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform
100% Magnetic Particle inspection of this weld.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Provide training and
equipment as required to the ZPMC MT technician in order to pick up these indications in the future. A response for the resolution of

this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0554

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

N 05.03.06-000544,NCT Vugsdind ]




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

DEPARTMENT OF TRANSPORTATION SR,

DIVISION OF ENGINEERING SERVICES ér Jodet

Office of Structural Materials k%?‘ =

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

Bay Area Branch

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

Vallejo, CA 94592-1133 File #: 69.258B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000581
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0554

Type of problem:

Welding [l Concrete [0 Other

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

Joint fit-up [] Coating [] Other Component: Segment 8CE Corner Assembly

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

Reference Description: Missed MT transverse indication by QC for Segment 8CE Corner Assembly
Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner
Assembly, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) Transverse linear indication that measured approximately 8mm in length.

-The weld is identified as CA051-010 at panel point (PP64.5 in Segment 8BE).

-The weld is a fillet weld joining the Vertical Longitudinal Truss (X74H) to the Side Plate (SP458A)

-The Side Panel plate is identified as: PL1353A.

-The OBG Corner Assembly is located in the outside repair yard, south side of the Bay14.

The Notice of Witness Inspection Number (NWIT) is 004978. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’s QC personnel are required to perform 100% Magnetic Particle inspection of this weld,

Applicable reference:
Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform mspection and testing of each weld joint prior to welding, during

'h/,_ TL-15,Quality Assurance -- Non-Conjormance Report Page 1 of 2




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

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

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1430 hours, 01/02/ 10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2300 hours, 01/02/10, Email

QC Inspector's Name: Wang Xian Pin

Was QC Inspector aware of the problem: [J 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

‘hz_. TL-15,Quality Assurance — Non-Conformance Report Page 2 of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

iRl =g

REPORT NO. #5458 B787-MT-16620R1 DATEE I 2010.04.26 PAGE OFF™® 1/ Revision No: 0
PROJECT NO. Sonmci CONTRACTOR: N

IBHS: ’ A p:

DRAWING NO. CAS51 CALTRANS CONTRACT NO.:

s 04-0120F4

EE. OBG CORNER ASSEMBLY A TE %S

REFERENCING CODE ° ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BEHEHRG H2ind EFss B EREN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° 2009
EQUIPMENT %% MANUFACTURER %37 MODEL NO. X% & SERIAL NO. &5 &
IMT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ac

R B R s ' LT

PARTICLE TYPE Dry magnet powder YOKE SPACING _

e ] TR AT =

MATERIAL TO BE v WELDING ; i

ﬁ_ﬁ'f‘f’- Material & thickness P A

EXAMINED O CASTING 4% 4, R

o AL O FORGING i 18/14mm

WELDING PROCESS PE NT

ROE SMAW TFEOnK T JOINT
BT E 1R
WELD LD ' DSEORTRLITY T ACCEPT REJECT REMARKS
pepspyey INDICATION TYPE A P e
=% i)
CAD51-008 1R1 ACC.
AFTER B-CWR1036
BLANK

|EXAMINED BY=% REVIEWED BY 3’3@_.

Sun gong chang LA "'2\7"’ C s 5 2l A 132_/?

ILEVEL-1I siGN ﬁ% [ DATERH L SN VR ILEVEL-I  siGN ! DATER RN »é
REET / QCM F "CUSTOMER

%< SIGN / Bl DATE 5 SIGN / B DATE .




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-000675
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee 30-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0624

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:  25-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder
(OBG) segment 7EW, this Quality Assurance Inspector (QA) discovered the following issues:

-One (1) longitudinal linear indication measuring approximately 25mm in length.

-Theindication dBsratingisa+7.

-Material thicknessis 14mm.

-The depth of the indication is approximately 5mm.

-Theweld isidentified as SEG041C-013 and located at Panel Point PP59 Cross Beam Side.

-The weld is designated as Non Seismic Performance Critical Material (Non SPCM).

-Theindication is clearly marked on or near the weld.

-TheY distance for thisindication is 230mm from top.

-Theweld is a Complete Joint Penetration (CJP) “T” joint joining Longitudinal diaphragm plate (Non SPCM)
to Floor Beam Plate X48B (Non SPCM).

-The Notice of Witness Inspection (NWIT) No. is005120. The indication islocated in an area previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
personnel are required to perform twenty five (25%) percent UT inspection of thisweld.

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 technicians in addition
to the Contractor purchasing new NDT equipment.

Did corrective action require Engineer's approval ?

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



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

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis , 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



	ABF-NPR-000570R00-ABF-NPR-000570 (ZPMC-0624) attachment.pdf
	MT Training 12-22-09.pdf
	Microsoft Word - MTTechniques rev  1 _2_.pdf
	MT Training Roster.pdf

	UT refresher traning rev. 1.pdf
	UT training roster.pdf
	UT refresher traning rev. 1.pdf



	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off


