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-000271
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0245

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Segment 1AAE

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indications by QC, Welds SEG2A-033 and 034

Description of Non-Conformance:

During Final Magnetic Particle Testing (MT) Inspection of OBG Segment 1AAE, Caltrans Quality Assurance
(QA) Inspector performed tests on complete joint penetration welds SEG2A-033 and 034. Two linear
indications were found on weld 033, a45 mm crack and a 15 mm indication. One linear indication 15 mm in
length was found on weld 034. Prior to QA MT, ZPMC Quality Control (QC) stated that 100% MT and Visual
inspection had been performed on the above mentioned welds.

15mm. -
Indication

{

05/16/2009 2149

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

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: No ABF QC Present
Time and method of notification: NA

Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao

Time and method of notification: 05/17/09, 11:30, Email

QC Ingpector's Name: Wang Lu

Was QC Inspector awar e of the problem: [ 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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 22-May-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 Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000236
Subject: NCR No. ZPMC-0245

Reference Description:  Missed MT Indications by QC, Welds SEG2A-033 and 034

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:
Remarks:
During Final Magnetic Particle Testing (MT) Inspection of OBG Segment 1AAE, Caltrans Quality Assurance (QA) Inspector
performed tests on complete joint penetration welds SEG2A-033 and 034. Two linear indications were found on weld 033, a45 mm
crack and a 15 mm indication. One linear indication 15 mm in length was found on weld 034. Prior to QA MT, ZPMC Quality Control
(QC) stated that 100% MT and Visual inspection had been performed on the above mentioned welds.
Action Required and/or Action Taken:
A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0245

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File 05.03.06

H..,,.,w" 05.03.06-000236,NCT
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Ameri[}aﬂ d 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: 27-May-2009
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-000240 Rev: 00
Ref: 05.03.06-000236

Subject: NCR No. ZPMC-0245

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has again been notified of missed NDT indications. ABF have recently transmitted a letter to ZPMC upper
management to further elevate this issue within the ZPMC organization.

ZPMC has again been notified of missed NDT indications. ABF have recently transmitted a letter to ZPMC upper management to further
elevate this issue within the ZPMC organization. ZPMC will submit weld repair and inspection documents at a later date.

Submitted by:
Attachment(s): ABF-NPR-000240R00

Caltrans' comments: Status: AAP

Date: 04-Jun-2009

The response is acceptable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0245 at that time.

Submitted by:  Wright, Doug Date:  04-Jun-2009
Attachment(s): NPR CT Comments

‘E}' Page 1 of 1



Ameri[}aﬂ d 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-Jul-2009

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-000240 Rev: 01
Ref: 05.03.06-000236

Subject:  NCR No. ZPMC-0245

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure
of this NCR.

ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000240R01;

Caltrans' comments: Status: AAP
Date: 15-Jul-2009

The response is acceptable, but the Non-Conformance is not closed. The attached documentation did not include all of the welds listed in the
Non-Conformance.

Please provide the inspection documentation of all of the welds listed in the Non-Conformance. The Department will review the Contractor's
proposal to close Non-Conformance ZPMC-0245 at that time.

Submitted by:  Wright, Doug Date:  15-Jul-2009
Attachment(s):

‘E}' Page 1 of 1



@ No. B-368
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-6-11
REGARDING: NCR-00270/271(ZPMC-0244/245)

With this letter of response, ZPMC requests closure for Caltrans
NCR-00270/271(ZPMC-0244/245). According with the NPR response from the caltrans,
we provide the documentation of the weld repairs the were performed and that the
repairs were acceptable.

So base on the above explanation and attached documentatiohs, ZPMC applies

to close the caltrans’s report NCR-00270/271(ZPMC-0244/245).

Please reference attached documentation for acceptance and closure the
NCR-00270/271(ZPMC-0244/245).

ATTACHMENT:
NCR-00270/271(ZPMC-0244/245)
The critical welding repair report
The final NDT inspection reports

| Z}LMOSWM

}(}’U‘? é‘ //



, #EE.&&!WE&#.L:?M%OM&,@&&. 1< L=10mm; 2. L=g
. L=8mm; 8. L=12mm; 9. L=10mm. 1o. L=14mm;,

Ten transverse ¢racks were found b
1. L=1Dmm; 2 L=Bmm: 3 L=

12mim; 4, L=14mm; 5. L=Bmm; 8§, L=6mm; 7.
10\ L=14mm1 '

O Sua ajﬂ
{2 ) {inspector) :gun gn jcha

3mm: 3, L=12mm; 4, L=14mm; 5, L=Bmm; 6. L=6mm; 7.

Y use of MT in materal afier removing lifting.

L=Bmm; 8.. L=12mm: 9, {=10mm,

B# (Date) ¢ 2009-05.23

| 7 piac — © 24
ZPME o
T Critical Welding £ WK
T e T .
Project Name; SFOBB Drawing No.: ff[ rate 1 V7 /&/\f
-y ik
04-0120F4
Contract No.: 25 7 NDT s o
; ifem Name: TAaw NDT Reporf No.: | B787-MT-11112
ARHS ZP06-787
Project No.: d ,
MR
Description of Welding Discontinuity:

PR R
Draft of Welding Discontinuity:
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FEERE:

Cause: .

1 45 A B, PEARBG, RBEHE, RSGENE 834,
2.Enﬂ'ﬂﬁﬁiﬁﬂ%‘i‘ﬂi%ﬁ%iﬁﬂﬁﬁﬁi&iﬂ&%ﬁtiﬂﬁﬁufﬂ

1. The tack crack was caused during assembly lifiing, and cracks exlended to base meial afier removing lifling,
2. Welding confraction stresses and insufficient preheat and post heat conlrol caused the crack.

E@BHA. (Foreman): A; 2k j‘? ™ B (Date): u7. Bl 5

LAER

Disposition :

1. %,;’EHEE@%‘S{‘.:‘&%.@%& ;

2. ﬁﬁ-ﬁg’“‘i‘ﬂiﬁﬂ’:‘}iﬁ% U, AtEREBNGEEWPS

3. VTﬁMT*ﬂﬁ%%féﬁEﬁ&ﬁﬂﬁc: .

4, BIER M E ERETEGE

S. BB ENRHSF 1000,

8. MH#HGEHE i ¥ & 9% B M 7 1 F 150mm :

7. '###.‘%Ei&ﬂﬁ-‘a‘ﬂﬁﬁ#ﬁ@ﬂﬁ%?@% :

8. MENEBRMYTESMTE N,

1. Remove the crack by means of grinding. 1
2. Prepare excavation according fo the approved repair WPS,

3. Verify with VT and MT repair areas are crack free.

4. Preheat and weld according to the approved repair WPS,

5. Preheat prior to welding to a minimum temperatire of 100T

6. The preheat area shall be a minimum of 150mm in all directions aroynd the repair area,
7. Grind the repaired area Hush with base melal or the adjacent weld,

8. Perform VT and MT of the repair areas.

T % HH: _ B 5
Technical Engineer: {3, T"’f“’? Approved By: ’u }‘f}w Z‘M Date: "7 - £ }

#R787-QCP-800
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1. Enhance supervision and controlling during assembly and welding fo reducs tack welding cracks.

Critical Welding Repair Report (CWR) 0
EEE-2 SERBEH AT HHES _— HERe
Pi‘D}Ect Name: SFDBB Dravving Na.: c REPDﬁ: ND-: B'CWR“O
AEE i
Borittsct Ho: 04-0120F4 kg NDT BEiE
e Jtem Name: L NDT ReportNo.: | B787-MT-11142
LHE&S
Project No.: £F UGSy
B T Hk
Corrective. Action to Prevent Re-oceurrence:
TR R AR Iismis, Bib Sy,

2. Enhance supervision during the post heating operation 1o avoid cracks.

#R787-QCP-900

WPSBAS ~FoAW ~2GE>F> ~RePIY<x  pfiu Tiepord— |
EEHRA {Foreman}: Z.. 2h ‘}W"J/ B ate); . 08,44
' WPS-345-SMAW-1 | ~ ' ! —
# 09 PS4 2 G(1F)-Repair I¥R Neu Tref-4f
Repair WPS No.: WPB-345-FCAW-1 Technologist: 80533
G(1F)-Repair-1 7 |
BE (R WEaEE | 3B 4 ok B4
Preheat Temperatiire Description
Before Gouging: (10 of Discontinulty: craods
|BwaErE R AR E

Inspection Preheat Temperature
Before Welr_ll'ng:‘ Acc Before Welding: 248
5 R ) o _&‘@J B
Wax. Depth of Gouge: Total Length of Gouge:

' FERT | fegees
ﬁIr i Welding REd B

elder: aéﬂsg  Type W _ Pasa_trgn. 7'éf
B0l 5 REdHR B A
,\ﬁ?_‘f‘_’f’ft}f 28 7 .| Voltage: | }CTJ) o Speed: __{_____ A_),q
|eerax

Inspection After Repair;
SARE | Auc #E R
VT Result: Inspector:
NDTH i BER
NDT Resuit: AM/ NDT Person:
WA :
Witness/Review:
&
Remark :

i e
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(ZEMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO R IR 45
REPORT NO. MEHRES B787-MT-11112R1 DATEHR 1 2009.05.29 PAGE OFH® 1/ Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: CALTRANS
TREHS: i A P
DRAWING NO. SEG001 CALTRANS CONTRACT NO.: 04.0120F4
EE: 1AAW mM TEs S ’
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMTERD B BFRS B EHHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER #%i%& % MODEL NO. 53 SERIAL NO. 4852
IMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
BB PR i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
gt FrbH Tk e [ BE
MATERIAL TO BE v WELDING B4 Material & thickness
AT09M-345T2-X
EXAMINED O CASTING #4 R ERE oM
R O FORGING &i& 30 mm
WELDING PROCESS TYPE OF JOINT
FCAW NA
IR 1REEARY
WELD 1.D ORI TV T ACCEPT REJECT REMARKS
v INDICATION TYPE RN (et o £y
Ei-pin it}
3 1R1 ACC.
2R1 ACC.
3R1 ACC.
4 1R1 ACC.
2R1 ACC.
5 1R1 ACC.
2R1 ACC.
3R1 ACC.
6 1R1 ACC.
2R1 ACC.
AFTER B-CWR540
BLANK
EXAMINED BY £# . REVIEWED BY H#
Sun Gongchang <«m WM/ Vl nd A Cé‘ Za%)
LEVEL -l SIGN &£ |/ DATEQE FHU bﬂ,( DI LEVEL-Il J SIGN / JJATEEI% OGI S- lﬁ
FRZE / QCM ' / Fi FCUSTOMER '
£ F SIGN / 5§ DATE ' ZF SIGN/ B DATE

(FORM# ZPQC-MT01)
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9& % i'% % Jé 'L% jﬁ %:I: Rev, No.:
Critical Weldmg
GHAR S EA AT wEme
Project Name: SFOBH Drawing No.: Z/pm (— o L¥F
%ﬁ% : 1 [
Confract No.: i . L% |
e ltern Narme: . o0 /Q
Project No.: ZP%?#? | | Hea b %f e t/7 //‘Ar
LSRRI

Description of Wel ding Discontinulty:

ENSECIAIIMAN, RIMMABL, 1. L=60rm; 2. L=6mm,

Welder (D No. {ﬁlﬁ%) 1066912 Position:({z &)-
We found two longitudinal cracks: In SEG24-033,

Sih Gy

‘Sun_Go¥n 1::'j |

®ER (Inspector) :

M (Date) : 2009<05-17

et

/

PSS RRYE |
Draft of Welding Discontinuity:

WELD NUMBER:SEG2A—033

Fing mctgmenn’t és ﬁPPROVEU
DEPARTMENT F TRANGAS
Pursuant {o. saé:hm 51 QZRFQ%EON

Il g@ﬁ’ Riafca S’fu (cl




TEERE:
Cause:
1. kigmmdhng, rkﬁ'&ﬁ%%%-El%ﬂi%ﬁ’xﬁﬁﬁﬂ%ﬁ;:

1. Moisture wasn't completely removed during drying operation (preheating) or
the area wasn'{ preheated s-ufficient_fy.

| /_fzflgdi:j ) 20
ERARMA (Foreman): ) A# (Date):

09 5, /7

155

Disposition :

VRAIES ARk |
S E-PEMIRLNA, A4S REEGEEWPS ;
S VTAMTHNWAE B R R Ra R ;

4. BEEENEERET SHE

5. ME RN F100T,

E.HHBEH R % BB 7 BT 150mm ¢

T RERERNES B RSB

B MEREABVTSMTE 3,

»
1. Remove the crack by means of grinding. )
- Prepars excavation according to the approved repair WPS, '
3. Verify with VT and MT repair areas are crack free.
4. Preheat and weld according to the approved repair WPS.
5. Preheat prior to welding to a minimum temperature of 100T
6. The preheat area shall be a minimum of 150mm in all directions around the repair area.
7. Grind the repaired area flush with base metal of the adjacent weld.
B. Perform VT and MT of the repair areas,

T .gl;%lqg}lcl:samﬂ‘gsuﬂiu

& omia_ -
. :OF TRANSPORTATION

. eyl o Sctos ST oS TAL
=g 4% 1 5 e itel- P Dater ey (3

T % Nfuﬁ‘-‘fmé}mq,g‘/?' i, [ ‘lvyfrtc«‘dua\ B /7’

Technical Engineer: Approved By: Date:

cffa‘}e’ [‘Zvﬁ‘k f:uin

#R787-QCP-800



) )] 7 s ot ﬁ*
%ﬁﬁ%ﬁ{%jﬁ Rev. Na.;
Critical Welding Repair Report (CWR) , 0
BEER RERALH HGES e REHS
Project Name: SFOBB - Drawing No.: Report No.: B-CWRs33
A
. :ﬁi 04-0120F4 A —
bt B BT L REEY |
. ltem Name: SEG2A NDT ReportNo.; | B787-MT-10936
RERS ZP06-787
Project No.: :
H E ikt

Corrective Action to Prevent Re-occurrence:
14577, QCAHRARKEG TR, iFRA L2,

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

| L izhiqang yong. & 19
ERAFA (Foreman): j J B _{Date)).‘,w7 : T
‘WPS-345-SMAW-2 \ g
% W VPS8 G(2F)-Repalr IZR M“'l'k’e]['e”j
Repair WPS No.: WPS-345-FCAW-2 Technologist:
G(2F)-Repair-1 Qﬂ‘{[ o7
B (RA) WwHhiEs BEBEK
Preheat Temperature Description
Before Gouging: Dﬂ'ﬂ of Discontinuity: Crackles
ST T ' REuRKEE |
Inspection Preheat. Temperature
Before Welding A‘c,c, § Before Weidlng “‘(E
| Bxmums ??ﬁ# M
M Depth of G 3
ax, Depth of Gouge: v otal Length of Gouge: {75

ﬁ :El:d : 56} ﬁfgén% ﬁﬁuﬁcﬁ
| el ‘a:r. " Type: | W sition: 26
B BE W | 19 8 B
cg.rrgnt-:. 29 V.qltage: 30 Speed: o 74
BEEHE '
Inspection After Repalr:
HhARE B R R
VT Resulf: ACG Inspector: Q&hﬁf‘ Date: az»o} 03,24
NDTH £ RER : H M .
NDT Result: AC‘C‘ . _._N'pT_P‘ers?n: ; Cﬁ”‘“j"’ljféﬂ Jate: Vf‘( AN )/‘f:
RE : i & e : (
Withess/Review:
£
‘Remark :

#R787-QCP-900
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(ZPmMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

FF SIGN / A# DATE

RRRWNRE
REPORT NO. %45 B787-MT-10936R1 DATEH 2009.05.24 PAGE OFH® 1M Revision No: 0
PROJECT NO. Ba— CONTRACTOR: BREYRANS
IRES: R P
DRAWING NO. 1AAE CALTRANS CONTRACT NO.:
04-0120F4
z2R=H SEG2A mHITEHS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ZEHBEE BE2iE BEFremys R ERRH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2009
EQUIPMENT #% MANUFACTURER #i3& % MODEL NO, B 52 SERIAL NO. 445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT P
AT B g B
PARTICLE TYPE Dry magnet powder YOKE SPACING -
e ] TR el mm
MATERIAL TO BE v WELDING #E:4 Material & thickness ATOON-345
EXAMINED O CASTING %4t 52 M-
R R O FORGING &% 20/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T~JOINT
BEFS ot Tri]
DISCONTINUITY FEa i
WELD 1.D. TENeT T ] ACCEPT REJECT REMARKS
g e INDICATION TYPE e | B2 i B
‘ Ei-pan -t
SEG2A-033 1R1 ACC.
2R1 ACC.
AFTER B-CWR533
BLANK
EXAMINED BY 45 REVIEWED BY ##
Sun Gongchang Sru/} Geny [}LM A :_P:Wj A\, 6[2@:4:/,\
LEVEL -1l SIGNZ%% ~/ DATEH ~ el LEVEL-I _SIGN  / DATEAW of o8 WY
RESHE / QCM ! H FCUSTOMER !

£ SIGN / H#i DATE

(FORM# ZPQC-MT01)




Ameri[}aﬂ d 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: 15-Jul-2009
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-000240 Rev: 02
Ref: 05.03.06-000236

Subject:  NCR No. ZPMC-0245

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000240R02;

Caltrans' comments: Status: CLO
Date: 04-Aug-2009

The proposed resolution is acceptable. The inspection documents requested in Rev 1 have been provided. The Department concurs that Non-
Conformance ZPMC-0245 is closed.

Submitted by:  Wright, Doug Date:  04-Aug-2009
Attachment(s):

‘h‘}l Page 1 of 1



=PMC
e No. B-395

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-14
REGARDING: NCR-00271 (ZPMC-0245)

With this letter of response, ZPMC requests closure for Caltrans NCR-00271
(ZPMC-0245). As the comments of the NPR we provided the CWR and final MT inspection
report to support the weld repairs that were performed and that the repairs were acceptable, But
we should reminded here that the indication on the surface of SEG2A-034 was removed onsite
by grinding and no necessary to prepared the weld repair report. By the way all final MT
inspections had been completed by ZPMC and verified by CT.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-00271 (ZPMC-0245).

Please reference attached documentation for acceptance and closure the
NCR-00271 (ZPMC-0245).

ATTACHMENT:
NCR-00271(ZPMC-0245)

ZPMC internal NCR

The critical welding repair report
The final MT inspection reports

Lo ] 1y



Nonconformance
Report
NRFETHR S

Project Name: S.F.0.B.B NCR Number:
i H 275 5 B In M A NCR 4i%5: NCR-B-163 (ZPMC-0245)
Ttem: Missed MT Indications | Item Number: | Drawing:

by Quality Control 15 EH5: SEG2

 EBWRR: MT HBGRER OBG 1AAE

Location: OBG 1AATR Date: .
L& SE:R 2009-06-03

Description of Nonconformance:

During Final Magnetic Particle ’I‘estmg(MT) Inspection of OBG Segment 1AAF, Calirans
Quality Assurance(QA) Inspector tests on complete joint penetratlon welds SEG2A-033 & 034. Two
linear indications were found on weld 033, a 45Smm crack and a 15mm indication. One linear
indication 15mm in length was found on weld 034. Prior to QA MT, ZPMC QC stated that 100% MT
and Visual inspection had been performed on the above mentioned welds.

PR REER 1AAE M MT B30, RBIELE SEG2A-033 H4ARIRE 45mm 1 15mm

HIZREL, 7E1R8% SEG2A-034 ERI 15mm KASHEIE (BB, 23, ZPMC FIRS R4
BEDSTEMRT 100%5] VT F1 MT 1.

Work By: Z/\ L\\ML‘LVS/ Prepared by: QA,.,\ )cvb v Reviewed by QCE: Té\%

P ]

iR b A EE: 259 ¢. } JRE T
U0 Drawing Error [0  Material Defect Fabrication Error
B4R ARG VRS
Disposition: O Useasis O Repair O Rejeet
SOEEEE i ' [E)2 B E
Recommendation:
B

f{}-‘iﬁi@ I e SN
_.;7\5};@(/{::0:\ ond *f‘zf)“""

Prepared by: / L~ Ans —~ . Approved by QCA:
‘T"é\ ‘N mEommm

Reason for Nonconformance:

A& RH:

7?‘{; 2 7, 7[{#5% ?/ym] uh

.A‘newr wdication  olula ’f‘u

»




Prevention of Re-occurrence:

T 5 it

Fn it ‘}?{f; a3 747

Edwce 1e-inpeetion and

- cu,wrobj? o f”ww

Approved by/HtE: Le L' ng — o,

Technical Justificatior for Use-As-Is/Repair: [1 Attachment [0 Non-attachment
51 F B3R B AR 3R B - Tl
Reviewed /fil#H:

Verification: 0 Acceptable O Unacceptable
R GIE:3d AR

Verified by QCI/JEHTEA: Reviewed by QCA/JER E/F54%:

#R787-QCP-1300

:JJ\""'7




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

{eHrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL,  ~

To: AMERICAN BRIDGE/FLUOR, A FV Date: 22-May-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000236
Subject: NCR No. ZPMC-0245

Reference Description:  Missed MT Indications by QC, Welds SEG2A-033 and 034

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract documen-t as ’
indicated below:
[ Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a Systematic problem in quality control,
] Noa-Conformance Resolved.
Material Location;: OBG , _ Lifi:
Remarks:
During Final Magnetic Particle Testing (MT) Inspection of OBG Segment 1AAE, Caltrans Quality Assurance (QA) Inspector
performed tests on complete joint penetration welds SEG2A-033 and 034. Two linear indications were found on weld 033, 2 45 mm )
crack end a 15 mm indication. One linear indication 15 mm in length was found on weld 434, Prior to QA MT, ZPMC Quality Contrcl']‘.
(QC) stated that 100% MT and Visual inspection had been performed on the above mentioned welds,
Action Required and/or Action Taken: '

A response for the resolution of this issue i expected within 14 days.

Transmitted by: Stailey Ku Sr. Bridge Engineer
Attachments: ZPMC-0245

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File: 05.03.06

%7 05.03.06-000236nCT Page I of |




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

DEPARTMENT OF TRANSPORTATION A
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: SE/ALARte: 80 PM: 132/13.9
Vallejo, CA 84592-1133 SPRETH
(707) B49.5453 File#: 69.25B
(707) 649-5493 .
QUALITY ASSURANCE -- NON- CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China " Report No: NCR-000271
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 16-May-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxmg Island  NCR #: ZPMC-0245

Type of problem:

Welding [ Concrete [] Other

Welding 1 Curing [0 Procedural Bridge No: 34-0006

Joint fit-up ] Coating [J Other O Component: OBG Segment 1AAE

Procedural [] Procedural [ Description:

Reference Description: Missed MT Indications by QC, Welds SEG2A-033 and 034

Description of Non-Conformance:

During Final Magnetic Particle Testing (MT) Inspection of OBG Segment 1 AAE, Caltrans Quality Assurance
(QA) Inspector performed tests on complete joini penetration welds SEG2A-033 and 034. Two linear
indications were found on weld 033, a 45 mm crack and a 15 mm indication. One linear indication 15 mm in .
length was found on weld 034. Prior to QA MT, ZPMC Quality Control (QC) stated that 100% MT and Visual
inspection had been performed on the above mentioned welds.

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 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 to visual inspection shall have no
cracks™

'IEZ_ TL-15,Quality Assurance -- Non-Conformance Report Popsilaf 2




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

Whe discovered the problem: Larry Viars

Name of individual from Contractor notified: No ABF QC Present
Time and method of notification: NA

Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao

Time and method of potification: 05/17/09, 11:30, Email

QC Inspector's Name: = Wang Lu

Was QC Inspector aware of the problem: [J 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 e
concerning repairs or remedial efforts please contact Eric Tsang, +(86) 1500.042.2372, who represents the '
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: ‘Wahbeh,Mazen SMR

ﬁz_ TL-15,Quality Assurance -- Non-Conformance Repori Page2of 2




lLES

Welder ID No, (R T 4% %):066012

Description of Welding Discontinuity:

TEXTSEG2A-033H i, RI24b 9\ sy, 1.

L=60mm; 2. L=6mm,

Positionl:('ﬁlj'?i): 2G

We found two longitudinal cracks in SEG2A-033.

Spn Gy ¢
WEH (Inspector) : Sun Goj cha

Critical Welding Repair Report (CWR) 0
B A% SEEAFR AR HAE S o
Project Name: SFOBB Drawing No.: B-CWR533
ERE ' )
Contract No.: 04-0120F4 %42 7 NDT e
o Item Name: SEG2A NDT Report No.: B787-MT-10936
AE ZP06-787
Project No.: \Q .
S L
PREEGR S . ‘

HH#l (Date) : 2009-05.17

PRI R TR -
Draft of Welding Discontinuity:

T T T T

WELD NU*BER:SEG2A~033




FARRA:

Cause:

T RHEIn#ART, 7Kﬁ$ﬁﬁ%%%fﬁ%ﬂi%iz¢zﬁiﬁ§%§?ﬁ@§:
1. Moisture wasn't completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently.

2\ | 2009 5,
ERAFTA (Foreréa:j/ \g z{j B8 (DateﬁcJ ? 5 /7

b
Disposition :

TRATEM F R 2Ry
2.%%—¢Em%ﬁ%@ﬁ.Rﬁ%%ﬁ&%ﬁﬁww;
.VT#’(]MTﬁiﬂH}'M}\i&{%Eiﬁ‘&ﬁﬁﬁ i

- BRENEOEERET 2 me

i #8 BE R F 100

(UM VBB 0 3 X 8 R b F 1 50mm -

 RENE BT E S @ T

- RHEA KR VTS MTH 5

O ~Nmo s w

. Remove the crack by means of grinding.

- Prepare excavation according to the approved repair WPS.
- Verify with VT and MT repair areas are crack free.

. Preheat and weld'according to the approved repair WPS,

. Preheat prior to welding to a minimum temperature of 100¢C
- The preheat area shall be a minimum of 150mm in all directions around the repair area.
- Grind the repaired area flush with base metal or the adjacent weld.
. Perform VT and MT of the repair areas.

DN LA WN -

o '
I %, N‘M#'Q]%m?‘ 9‘/7 B /1'717tawdm»&. H3: /(’c /7

Technical Engineer: Approved By: Date:

qé?‘}/ [/mﬁ’a}a:‘ta

#R787-QCP-300



XEEGEE N

ZPRMC Rev. No.;
——— _‘_‘_‘———._
Critical Welding Repair Report (CWR) 0
T E £ EAEtiS e a2 e Misme
Project Name: SFOBB Drawing No.: Report No,: B-CWR533
AR 1 |
5 ;:‘1:%” 04-0120F4 A
edeibined kLR NDT 452
Item Mame: Eean NDT ReporiNo,: | B787-MT-10938
RRRS St I ZP0B.787
Project No.: )
B E ik,

Correctlve Action to Prevent Re-ocecurrence:
TRE159T, QUAMAZ AT, VAR A e

1. QC shall verify sufficient preheal has heen applied, t6 remove moislure, prior to welding.

‘t'zh|
E[RFA (Foremaré:_' g‘“&?

S
B (Date)):w TS 1

2 I M PS4 &
Repair WPS No.:

WPS-345-8MAW-2
G(2F)-Repsair
WPS-345-FCAW-2

L&A
Technologist:

/thfr'eilﬁg

G(2F)-Repair-1 5//7/0? .
B (R W HHE i i 45 /Y B 1y
Preheat Temperature Description
Ing: & : ity:
Before Gogg ng oﬂ. g of Discontlnutty Crack]
BB AL & 2 50 3 8 B
Inspactlon Preheat Temperature
Before Welding: B Before Weldi.ng: 1 {‘,,
B RT3 B B &4
Max, Depth of Gouge: Total Length of Gouge:
9mm DD e
ﬁ - 256} ‘ﬁﬁdﬁ% fﬁigi i
e T Type: ‘Fc,,a(w osition;
Pk R BR&EwmE B
Current: 0, Voltage: 36 Speed: 524
B4 )5
Inspection After Repalr:
SR E B R B
VT Result: AL& Inspecior: %ﬂm’ Date: alaoﬂ oj,%z_
NDTH # w4 R : H
. & i : . ‘ I .
NDT Result: | JI¢ NPT Person; . Coon i/ plpote: ot e o]
- " .'. . : 7 ‘_'J‘fll -J O
Witness/Review:
¥
Remark :

#R787-QCP-900

Tras ucé«:[u?mnflésa! .{!\IFPERUVED
218 O llomia.-
DEPARTMENT OF SP
Pursuam {o Seclion 5-1.0???#1?0“’
Srgg?lg;d S%euﬁmﬁuns

LRI /c?



REPORT OF MAGNETIC PARTICLE EXAMINATION

Bl R 4R

REPORT NO. #{ #4%5 B787-MT-10036 DATEB#1 2009.05.17 PAGE OFEE 11 Revision No: 0
PROJECT NO. —— CONTRACTOR: N——
I&EHRE: H P
D : 1AAE CALTRANS CONTRACT NO.:

GG - 04-0120F4
H5; SEG2A mNIRsS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEMNHT HERIRE BFRS BB ET RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009

EQUIPMENT #& %

_|MANUFACTURER #13& 7

MODEL NO. Bgs

SERIAL NO. #4igE

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ~ A
R bk Wi g R
PARTICLE TYPE Dry magnet powder YOKE SPACING
4 o 70~150mm
Rt TREH i 4 7] £B
MATERIAL TO BE Y WELDING #7354 Material & thickness P
EXAMINED [J CASTING %4 5, JELRE
B FE IJ FORGING &1 20/38mm
WELDING PROCESS TYPE OF JOINT
SAW/FCAW T-JOINT
BT Bapden
WELD I.D DEERIBU ACCEPT REJECT REMARKS
P INDICATION TYPE LENCINTT e ik P
E[i#10 314
SEG2A-032 ACC. 100%MT
SEG2A-033 1 CRACK 60 REJ. 100%MT
2 CRACK 6 REJ. 100%MT
SEG2A-034 ACC. 100%MT
SEG2A-030 ACC. 100%MT
BLANK

EXAMINED BY3:4§

Sun

&Mbm

REVIEWED BY #i#

Jw% 5)\% (%6‘4

|

25 SIGN / [ il DATE

LEVEL -l SIGN &4 IDA'#EEUU} : _;;\ Jx‘) LEVEL-I  SIGN f./DATEE;v; ‘57'5‘0
HREE / QCcM ! A CUSTOMER

/ /

%7 SIGN / HilH DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

HEm R R &
REPORT NO. #4438 B787-MT-10936R1 DATEH#} 2008.05.24 PAGE OFH®M 1M Revision No: 0
PROJECT NO. — CONTRACTOR: —
ITEEHES: A F: .
DRAWING NO, 1AAE CALTRANS CONTRACT NO.; .
= SEG2A nMIrEse
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AR BZiRE BEFES BB EE N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" ,2009
EQUIPMENT &% __ |MANUFAGTURER i Fj MODEL NO. ¥#=X%E SERIAL NO. ZEL:45E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT - -
B F & iR S 26
PARTICLE TYPE Dry magnet powder YOKE SPACING .
AT TR AT IEEE mm
MATERIAL TO BE Y WELDING 14 Material & thickness —_
EXAMINED O CASTING %14 B#, [ AE
frodilb= g =Y O FORGING 483 20/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BT Pt et cpit]
WELD LD DISCONTINUITY AaEat it p— o [ .
.D. E JEC EMARKS
WLENGTH IN mm
B INDICATION TYPE e BZ ady =
P %5
SEG2A-033 1R1 ACC.
2R1 ACC.
AFTER B-CWR533
BLANK
EXAMINED BY i REVIEWED BY ##
Sun Gongchang 'CUWI "V‘/o\ CLﬂ"j o V%"Tﬁ Vdvbi qu(/,’-( =,
LEVEL-Il SIGN %% / DATFEEI}UI} -’-] ;T.W LEVEL-l  SIGN ! DAF!‘EEIJU} 7."-] ‘W
HEZE / QCm { ' FiF CUSTOMER

%5 SIGN / H 1l DATE _

|

¥ ¥ SIGN / Hill 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-000228
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  29-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0245

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:  16-May-2009

Description of Non-Conformance:

During Final Magnetic Particle Testing (MT) Inspection of OBG Segment 1AAE, Caltrans Quality Assurance
(QA) Inspector performed tests on compl ete joint penetration welds SEG2A-033 and 034. Two linear
indications were found on weld 033, a45 mm crack and a15 mm indication. One linear indication 15 mmin
length was found on weld 034. Prior to QA MT, ZPMC Quality Control (QC) stated that 100% MT and Visual
inspection had been performed on the above mentioned welds.

Contractor's proposal to correct the problem:

Contractor shall perform proper repair and NDT to verify that the repair is acceptable.

Corrective action taken:

ABF provided NDT documentation to verify that the repair is acceptable.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Lowry,Patrick Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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