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-000712
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 20-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0679

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: East Tower, Lift 1, Skin C, Cable Tray Support

Procedural [ Procedural [J Description:

Reference Description: Missed MT Indication by QC, East Tower, Lift 1, Skin C, Cable Tray Support
Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on East Tower, Lift-1, Skin ‘C’ Cable Tray Support,
Caltrans Quality Assurance (QA) discovered the following issue:

-Two (2) transverse linear indication measuring approximately 5mm and 3mm in length.

-The member isidentified as Cable Tray Support BK22-1-EL 8.000M-1.

-Theweld isidentified as BK22-1-EL 8.000M-1-1-E.

-Theweld isa Tack weld (fillet) T-joint joining the cable tray support to the stiffener of skin’C’.
-The member is Non-Seismic Performance critical Member (SPCM).

-The member islocated in Vertical Trial Assembly.

The Notice of Witness Inspection Number (NWIT) is005558. The indication islocated inside the areathat has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are
required to perform 100% MT inspection of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

" .EAST TOWER LIFT-1SKIN'C"

MT TRANSVERSE IS B - %
INDICATIONS . - . .

~ CABLETRAY-SUPPORT

e

WELD IDENTIFICATION:

BK22-1-EL8.000M-1-1-E 04/20/10

Applicablereference:

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

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

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Chen Wen Liang
Time and method of notification: 15:00 - 04/20/10 - Verbal

Name of Caltrans Engineer notified: KenLee

Time and method of notification: 18:00 - 04/21/10 - Email

QC Inspector's Name: Ma Qian Bi

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

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-Apr-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: 05.03.06-000669
Subject: NCR No. ZPMC-0679

Reference Description:  Missed MT/ East Tower / Lift 1 Skin C/ Cable Tray Support

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
During Magnetic Particle Testing (MT) review of welds on East Tower, Lift-1, Skin ‘C’ Cable Tray Support, Caltrans Quality
Assurance (QA) discovered the following issue:

-Two (2) transverse linear indication measuring approximately 5mm and 3mm in length.

-The member isidentified as Cable Tray Support BK22-1-EL 8.000M-1.

-Theweld isidentified as BK22-1-EL 8.000M-1-1-E.

-Theweldisa Tack weld (fillet) T-joint joining the cable tray support to the stiffener of skin'C’.
-The member is Non-Seismic Performance critical Member (SPCM).

-The member islocated in Vertical Trial Assembly.

The Notice of Witness Inspection Number (NWIT) is 005558. The indication islocated inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. ZPMC’'s QC personnel are required to perform 100% MT inspection of this
weld.

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

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

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

ol " 05.03.06-000669,NCT
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NCT
( Continued Page 2 of 2 )

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

The response for the resolution of thisissueis requested within 7 days.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0679

cc: Rick Morrow, Gary Pursell, Mark Woods
Filee 05.03.06
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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: 12-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-000657 Rev: 00
Ref: 05.03.06-000669

Subject: NCR No. ZPMC-0679

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications and is providing the repair reports as well as the NDT to show that the
weld is now acceptable. Based on that ZPMC requests closure of this NCR.

ZPMC has repaired the missed indications and is providing the repair reports as well as the NDT to show that the weld is now acceptable.
Based on that ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000657R00;

Caltrans' comments: Status: CLO

Date: 16-May-2010

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0679 is closed.

Submitted by:  Lee, Ken Date: 16-May-2010
Attachment(s):
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@ No. T-137

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-5-12
REGARDING: NCR-000712(ZPMC-0679)

ZPMC received NCR-000712(ZPMC-0679), it mentioned that CT inspector discovered
linear indications when they carried out MT for the Skin’C’ Cable Tray Support of East
Tower lift 1.

ZPMC acknowledged that and went about taking the repairing work. And then we
asked CT to re-check again and now it is accepted. Here attached the NDT and welding
repair report to show the weld is sound.

So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000712(ZPMC-0679)
T787-MT-8828

T-WR3205
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Welding Repair Report 0
7 AT
TREE | emmr mEe et £
Project Name: SFOBB Drawing No.: B22 T-WR3205
&M
=R 04-0120F4 Rt — Rk _.
Contract No.: A2 TR HiTower (E) 1% NDT#R% 455
HE&E ltem Name: | electric cable | Report No.of NDT NA
) . ZP06-787 notch
Project No.:
JRERG EHA .

Description of Welding Discontinuity:

R — MY R 4EB22-1-EL8. 000M-1-1-EX Bl —Ab 6 B 6k 0 . 0 [&] 5

The linear defect was found at east tower 1°' lifting electric cable notch, weld ID: B22
-1-EL8. 000M-1-1-E, sees the following draft.

/\/\m'@{ar\ &

K FE (Inspector) : _Ma Qianli

BRERBATREE :
Draft of Welding Discontinuity:
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FEREAE:

Cause:

T KIS, AVRERTE SE A R o X R S T RS,

1. Moisture wasn't completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently.

@ HFA (Foreman): L(/‘-\((?'(‘@‘ H#A (Date): &IL s

AbEERE I,

Disposition :

1. QC/CWI shall monitor and direct all grinding and welding during the repair procedure.
2. Grind the repair area smooth

. Verify that no defects are présent by VT and MT prior to welding

- Weld according to the approved WPS:

. Preheat and maintain interpass temperature control according to the approved WPS
- QC shall monitor all welding passes being deposited:

. QC shall ensure all slag has been removed prior the deposition of next pass;

. Perform VT, MT and UT inspection on the repaired areas.
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. FERBEERTHT VT, MT B {3 S maLeG

. TRIEALEERT WPS #HTia R

- ARTEHLAERT WPS 51T 1548 5l TR 188 3 i e 2

- QC 17 24 o 4 N = fge ot

- QC AR RERIE T — @R BT RE TS B TS

. FHREREHEATVT, MTHRUT.
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Technical Engineer: Approved By: Date:

#R787-QCP-900
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Welding Repair Report

[

Rev. No.:

0

i ab g O
F = s wmEHT
Ll EEGHAE | WHEEE s
Project Name: SFOBB Drawing No.: B22 T-WR3205
e 04-0120F4
Contract No.: Rig—m i g b
k25 1 Tower (E) | NDTHRE %5 i
REGE ltem Name: | 1" electric c | Report No.of NDT
m. ' ZP06-787 able notch
Project No.: _
Y EHF:

Corrective Action to Prevent Re-occurrence:
18454, QCHIAR MAGTAM, LA oEER,

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

EEFEFA (Foreman):

RES

HA#f (Date):

ey =

WPS-345-FCAW-1 .
G(1F)-Repair . |h 1
WPS-345-FCAW-2 L‘ { f(j

2 M WPSHR B G(2F)-Repair IZA

Repair WPS No.: WPS-345-SMAW-1 | Technologist:
G(1F)-Repair \f B L
WPS-345-SMAW-2 .
G(2F)-Repair

B (B A HAERE i 1 B

Preheat Temperature Description

Before Gouging: N/'\ of Discontinuity: ﬁﬂ ‘é'& &é

B ERE 157 T iR B

Inspection VT, MmT Preheat Temperature ?O"C .

Before Welding: A o Before Welding:

B KA B E AR K

Max. Depth of Gouge: NA Total Length of Gouge: N/X

Moo | opnyl [Sewme | gua |BREE | o

: , { Types /UV_)W osition: 2

BEER R R E BEEE

Current: /52» * Voltage: _Zfzf',l__, Speed: II5 !

BEF&EE

Inspection After Repair:

SR E vT % R An QinaXign H #

VT Result: A,,. Inspector: ‘27’“‘5’ Date: _w/a. ok, 22.

NDTHE & #1455 SR

NDT Result: T A~ NDT Person: Gfbt- Xr‘fl.xr"'l- Date: 70\ 0-45.,31_,

RAE : '

Witness/Review:

& :

Remark :

#R787-QCP-900




REPORT OF MAGNETIC PARTICLE EXAMINATION
 EBRimE 2

REPORT NO. iR & 45 T787-MT-8828

DATEH# 2010.04.22

PAGE OFW# 1M

Revision No: 0

PROJECT NO. S CONTRACTOR: —
IR el ==
ORAWTNG i, - CALTRANS CONTRACT NO.:
04-0120F4
me: TOWER(E) FIRST LIFTING CABLE [ T4 S
SLOT
REFERENCING CODE |ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEMARD 2R BFRS { S B IE A5
AWS D1.5-2002 AWS D1.5-2002 - ZPQC-MT-01 Dec. 2857 ;2010
EQUIPMENT #% MANUFACTURER il MODEL NO. #:5E SERIAL NO. 442
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AR
AL B gk :Ei)
PARTICLE TYPE Dry magnet powder YOKE SPACING —_
B RA FRi T GIE o
MATERIAL TO BE VWELDING #3:4 Kiitarial i S——
ateria CKness - -

EXAMINED O CASTING %44 '
B O FORGING 1% &4, LB 4/70 mm
WELDING PROCESS E OF JOIN

. o SMAW TXREQE ¥ T JOINT
A B RERER

WELD 1.D DIERONTNIT RS ACCEPT REJECT REMARKS '
i = F -
ey INDICATION TYPE S et P el

(B22-1-ELB.000M-1-

& 1-E ACC. 100%MT

AFTER T-WR 3205

BLANK

EXAMINED BYEif ng,/\_' %J‘v\%ﬁ-\

{LEVEL - lI

SIGN £ |

DATE A i te.olzy

REVIEWED BY &

ILEVEL:I  sieNn

s @“rjmm_

{ DATEH#

FI£EE / QCM

2 SIGN / B} DATE

HFCUSTOMER

%5 SIGN / Bl DATE

(FORM# ZPQC-MT01)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000621
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 17-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0679

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten: ~ 20-Apr-2010

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on East Tower, Lift-1, Skin ‘C’ Cable Tray Support,
Caltrans Quality Assurance (QA) discovered the following issue:

-Two (2) transverse linear indication measuring approximately 5mm and 3mm in length.

-The member isidentified as Cable Tray Support BK22-1-EL 8.000M-1.

-Theweld isidentified as BK22-1-EL 8.000M-1-1-E.

-Theweld isa Tack weld (fillet) T-joint joining the cable tray support to the stiffener of skin’C’.
-The member is Non-Seismic Performance critical Member (SPCM).

-The member islocated in Vertical Trial Assembly.

The Notice of Witness Inspection Number (NWIT) is005558. The indication islocated inside the areathat has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are
required to perform 100% MT inspection of thisweld.

Contractor's proposal to correct the problem:

Repair weld and verify with NDT.

Corrective action taken:

Weld was repaired on 4/22/2010 (T-WR3205) and verified by MT (T787-MT-8828).

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

Inspected By: Guest,Skyler Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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