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-000375
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 30-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0349

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other [J]  Component: OBG Side Panel

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Transverse Indication by QC on Side Panel 3022 (Seg 12CE)
Description of Non-Conformance:

This Quality Assurance Inspector (QA) performed random verification of Magnetic Particle Testing (MT) on
weld joint identified as SP-3022-001-048 between T-Stiffener to Side Plate for OBG Segment 12CE. This QA
Inspector discovered one (1) rejectable Transverse Indication measuring approximately 5 mm in length. This
weld was previously tested and accepted by ZPMC QC MT technicians.

SP-3022-001-048

Transverse Indication Length
appr.5mm (After grinding 5mm )

07/30/09 16:53

Applicablereference:

AWSD1.5 (02) Section 6.26.2 - “Welds that are subject to MT in addition to visual inspection shall have ho
cracks.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Hu Guihua

Time and method of notification: 1630 hours, verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0930 hours, verbal
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

QC Ingpector's Name: Liu Famen

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

I nspected By: Tsang,Eric 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: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 16-Aug-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: 05.03.06-000338
Subject: NCR No. ZPMC-0349

Reference Description:  Missed MT Transverse Indication by QC on Side Panel 3022 (Seg 12CE)

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
This Quality Assurance Inspector (QA) performed random verification of Ultrasonic Testing (UT) on weld joint identified as
TR1E-PP28-009 for OBG Traveler Rail Bracket. This QA Inspector discovered one (1) class“A” rejectable indication measuring
approximately 25 mm in length. Thisweld was previously tested and accepted by ZPMC QC UT technicians.
Action Required and/or Action Taken:
Submit repair procedure to engineer for review.

Transmitted by: Bill Howe
Attachments: ZPMC-0349

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

ol " 05.03.06-000338,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: 24-Aug-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-000343 Rev: 00
Ref: 05.03.06-000338

Subject:  NCR No. ZPMC-0349

Contractor's Proposed Resolution:

Reference Resolution: ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF is also
conducting an investigation of why ZPMC is experiencing cracking of welds.

ABF has notified ZPMC of the missed MT indications and ZPMC has completed the necessary repairs. ABF has taken action by hiring several
MT technicians to perform overchecks of several types of welds due to the amount of missed indications. ABF is also conducting an
investigation of why ZPMC is experiencing cracking of welds. This investigation is being performed by both onsite ABF personnel as well as
welding experts hired by ABF for this purpose. Recently CT has brought in their own welding consultant to discuss ABF findings and
preventive actions. Preventive actions such as increased preheats have been discussed with ZPMC. When the investigation is completed,
ABF will submit the findings to ZPMC and CT. ABF will continue to perform overchecks until we are sure this issue is corrected and preventive
actions are implemented. ZPMC will submit the repair documents at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000343R00

Caltrans' comments: Status: AAP
Date: 09-Sep-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-0349 at that time.

Submitted by:  Wright, Doug Date: 09-Sep-2009
Attachment(s):
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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: 09-Dec-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-000343 Rev: 01
Ref: 05.03.06-000338

Subject:  NCR No. ZPMC-0349

Contractor's Proposed Resolution:

Reference Resolution:  Attached is documentation of the weld repairs and the NDT showing the weld is acceptable. Furthermore ABFJV
has conducted training with the MT inspectors to improve inspections.

Attached is documentation of the weld repairs and the NDT showing the weld is acceptable. Furthermore ABFJV has conducted training with
the MT inspectors to improve inspections. Based on this ZPMC is requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000343R01,;

Caltrans' comments: Status: CLO
Date: 13-Dec-2009

The documentation submitted has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 13-Dec-2009
Attachment(s):
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No. B-523

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-08
REGARDING: NCR-000378(ZPMC-0352) NCR-000375(ZPMC-0349)

With this letter of response, ZPMC requests closure for CALTRANS NCR-000378(ZPMC-03 52)
& NCR-000375(ZPMC-0349), what mentioned that QA observed missed MT indication.

ZPMC acknowledged these issues and has written internal NCRs, CWR & WWR. After the
repairing NDT were done to warrant these welds quality,

To enhance our MT inspection, training was performed to all the MT inspectors by ABF’s QCM.
So ZPMC provide internal NCRs, CWR, WWR, NDT documentations and Training Record,
hoping CALTRANS could take a review and consider close these NCRs.

ATTACHMENT:
NCR-B-242

NCR-B-244
NCR-000378(ZPMC-0352)
NCR-000375(ZPMC-0349)
B-CWR-652

B-WR-6628
B787-MT-12728
B787-MT-12728R1
B787-12546R 1

2
\L/O% [>




Nonconformance Report

NSRS

Project Name: S.F.0.B.B NCR Number: NCR-B-244

| BB £&7: v 32 BN HEE A NCR 45 (ZPMC-0349)
Item: Missed MT Indication Item Number: Drawing;
BB MT R 5 NA EE: sp3022
Location: BAY 7 Date:
frE: H#: 2009-08-21
Description of Nonconformance:
AEFETRAHR:

During random MT on weld joint identified as SP3022-001-048 between T-stiffener to Side Plate for
OBG Segment 12CE. This QA Inspector discovered one rejected Transverse Indication measuring 7
approximately 5 mm in length. This weld was previously tested and accepted by ZPMC QC MT technicians.,

TEXS SRR 4 SP3022-001-048 (0BG 12CE) HHT MT # A0, A R BT —& Smm 1
BEH) MT S8 G0F T MR SRR )54t

SEIRHE: AWS D15 E 6.26.2.

Work By: , Prepared bﬁﬂ Reviewed by QCE: {4 W A,{
W MAM L ShiifmTrime. © hais wvﬁ

0O Drawifig Errar \ Material Defect Fabrlca{lon Error [ Other
B | R B R HAbER
Disposition: O Useasis O Repair ' O Reject
A iE 51 F B it
Recommendation:

B 7“@ }Lé\j/&%ﬂ?‘?) p/-l)“jfrf"\ CM“—A  $Sue H’/r/&n'r’ *’T"V-C ;

Prepared by: (x Lﬂ‘/‘?’—‘ ?AD“’(\- ‘JS VL’ Approved by QCA:
wE 0 [ RS

Reason for Nonconformance:

TR Wt e
,p*\_Sw Ved  (inear o{efaﬁt et u7( ;A_qj;a;{.bq N0
g ' |
VE’EWW}%%F" RRVBRYe,
Dlge gt Lo i, 5O g g5

Technical Justification for Use-As-Is/Repair: [1 Attachment [0 Non-attachment
(5] F BB B AR e 3

~_ M
Reviewed /ALHE:
Verification: " O Acceptable [l Unacceptable
A BiE: 34 ZLIE: 3
Verified by QCL/tHiiA: Reviewed by QCA/ff E{FH#::

#RT787-QCP-1300




/ - e DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
by |2 e 333 Burma Road
Oakland CA 94607

MW Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 16-Aug-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
' 04-8F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Nam_e':. SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000338
Subject: NCR No. ZPMC-0349

o

Reference Description:  Missed MT Transverse Indication by QC on Side Panel 3022 (Seg 12CE)

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a Tequirement 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 contral.
J Non-Conformance Resolved,
Material Location: OBG Lift: 12
Remarks: 1
This Quality Assurance Inspector (QA) performed random verification of Ultrasonic Testing (UT) on weld joint identified as
TRIE-PP28B-009 for OBG Traveler Rail Bracket. This QA Inspector discovered one (1) class “A" rejectable indicatian measuring
approximately 25 mm in rngth This weld was previously tested and aceepted by ZPMC QC UT technicians,
Action Required and/or Action Taken:

Submit repair procedure to engineer for review.

Transmitted by: Bill Howe
ichments: ZPMC-0349

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

7 05.03.06.000338NCT Page 1 of |




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor
DEPARTMENT OF TRANSPORTATION o~

DIVISION OF ENGINEERING SERVICES ‘6{:

Office of Structural Materials E’_

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

Bay Area Branch — )

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

Val!ejo CA 945982-1133 ,
y ile #: ;
(707) 649-5453 File# 69.25B

{707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China ' Report No: NCR-000375
Prime Contractor;: American Bridge/Fluor Enterprises, a TV Date: 30-Jul-2009
Submitting Contractor; Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0349

Type of problem:

Welding O Concrete [J Other

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

Joint fitup [ Coating [J Other [0 Component: OBG Side Pane]

Procedural [J Procedural [] Description:

Reference Description: Missed MT Transverse Indication by QC on Side Panel 3022 (Seg 12CE)
Description of Non-Conformance: r

This Quality Assurance Inspector (QA) performed random verification of Magnetic Particle Testing (MT) on
weld joint identified as SP-3022-001-048 between T-Stiffener to Side Plate for OBG Segment 12CE. This QA
Inspector discovered one (1) rejectable Transverse Indication measuring approximately 5 mm in length. This
weld was previously tested and accepted by ZPMC QC MT technicijans.

07/30/08 16:53

Applicable reference:
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:  Subhasis Bera
Name of individual from Contractor notified: Hu Guihua
Time and method of notification: 1630 hours, verbal
Name of Caltrans Engineer notified: Bill Howe
Time and method of notification: 0930 hours, verbal

ﬁlz_ TL-13,0uality Assurance - Non-Conformance Report Pogelof 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 of 2 )
QC Inspector's Name: Liu Famen
Was QC Inspector aware of the problem: O Yes[¥ Ne
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

ﬁz__ TL-15,Quality Assurance - Non-Conformance Report Pagedof 2
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Welding Repair Report o |
&% EEA I it B 5 Ty —;g[\-i
l Drawing No Bl Report No |  B-WRes2g ;

‘_-_1%——-_____

Project Name SFOBB ) ]

—t

EES
Contract No.: 04-0120F4 bt 4 OBG SIDE PLATE NDT4R4 4,2
I B 4E ltems Name 12B-D6 Report No.of NDT | B787-MT-12546
. ZP06-787 |
Project No.:

RAEH TG

Description of welding discontinuity:

One pore was found by use of MT on SpP3p -001-048.
(MTERGZ R 1457, ) )

N Huncpl)
IR (Inspector) 4 Xu_Huaxian H(Date) : _09.07.29
BatiR 54 8 ~EH

Draft of welding discontinuity:

P3022~001-p48

P3022-001-045




e e

| A RE:
Caused:
U= i S O e e

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

$ f‘ﬂ j'nq ﬁk{gégﬂjag)w’ M !\"Lj B éiﬂ(D)a—tgé;j‘ 7“17

EER

Disposition :

RRITEWMAEERS .,

i—%?%ﬁ'ﬂﬁﬁ?.i—?—-?ﬁﬁf%l'Eﬂi‘%(WPS)?E%E%?%%?BEt:

fE100% VT SMTHE, TR s =k,

?ﬁiﬁﬁi‘ﬁz?’%Eﬁﬁ%i@ﬁl‘i}ﬁ‘EMPS)iﬁﬁﬁﬁ&ﬁﬁﬁ:

TERERBSH5HHEF, '
FHEFNEIHAE100% VT SMTH i,

U T

-

Remove the defects by means of grinding cleanly.

Prepare excavation in accordance with an approved repair WPS prior lo welding.
Perform VT 100% of the repair area to insure removal of the defects.

Preheat and weld according to the relevant repair WPS,

Following welding grind the weld flush with base metal.

Perform 100% VT and MT of repair area.

S

I % /thﬁf% w, 5% Lw\ A

Technical engineer Approved by Date sz g //
1

e s

#R787-QCP-900




ZPMC

R 4% R 1B 3‘[31 . 14 Rev No

: . I
Welding Repair Report 0 |
B 2 EE R N B S PG4 RAEHT I
Project Name SFOBB Drawing No Reporl No.
ERE ‘ .
Contract No.; el o StH44f | OBG SIDE PLATE | NDTIRL %2
0B %5 Items Name 12B-D6 Report No.of NDT | B787-MT-12546
S ZP06-787
Project No.:

B {6

Correction action to prevent re occurrence:

1 INERIR B I T A)ys am

1. Improve monitoring of welding and interpass cleaning.

' . 0 . L
00 fi 13‘1‘,’\(130remalvj GM' ﬂﬂ Ellf}](Date 7 'T

WPS-345-FCAW-1 N
(Uhre+es
SBEWPSHEH 2 G(1F)-Repair-1 I%4a N f@y
Repair WPS No. WPS-345-SMAW-2 technologist

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

G(2F)-Repair MU?- 757

WPS-345-FCAW-2
G(2F)-Repair-1

EiE (W) simangE B & By

Preheat temperature Description rve
before gouging /I/A of discontinuity /)0

SR (SR A2 BT i

Inspection Preheat temperature &/
before welding A,M'/ before welding ?0 c

3 K Tk U 3 B A A K

Max. depth of gouging 2 Mm Total length of gouging SDmom,
L BEEgD | BERE —
welder Omféi'iz? 5 welding type Q/?‘\W position )//--
BERRE BEBE B EEE '
Current { 60,4 Voltage 7'[?(/ : Speed f)@w’/'}hfqﬂ_
BERHE ¢

Inspection After repairing:

MR
VT result A‘w

B A = oA
InspectorLfD{'F'VU Date 07,&5-0/{"

08 17643 )
NDTE #& EN R ~ LER
NDT re:u!t A/M’ NDT person Xb\jb‘(’&l/\ Date Q% RS ,,E:T
RAE :
Witness/Review:
&E
Remark :

#R787-QCP-900




REPORT OF MAGNETIC PARTICLE EXAMINATION

e R U
REPORT NO. #1445 B787-MT-12546R1 DATER 1 2009.08.05 PAGE OFW 1/1 Revision No: 0
PROJECT NO. i CONTRACTOR: —
THRERS: ) A P
DRAWING NO. SP3022A CALTRANS CONTRACT NO.:
04-0120F4
k=5 OBG BOTTOM PLATE 12B-D6 hMIBRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SARTEHID Hesini BFSS SR EREW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2009
EQUIPMENT 4 MANUFACTURER #|# 7§ MODEL NO. #x4% SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC:
B4k B WS 8
PARTICLE TYPE Dry magnet powder YOKE SPACING TS0
REm FiH R IR T
MATERIAL T ING i i
TERIAL TO BE v WELDING #4E4% Material & thickness ATOEINaaE T
EXAMINED O CASTING #4 B JERE
B E O FORGING &1 10/20/22 mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
B P i)
WELD I.D Sl URORL st ACCEPT REJECT REMARKS
e INDICATION TYPE PR i s P
HR Fn
SP3022-001-048 1R1 ACC. . 100%MT
AFTER -WR6628
BLANK
1EXAMINED BYZ:=# REVIEWED BY #1#
1 * [ 1]
Xu_hal Yu g _ &\ bLyrtin e
b
LEVEL-Il SIGN%4%& / DATERM ‘5‘7"5/ 29 [LEVEL-1  siGN { DATERH ‘)r] L
HE3E / QCM ‘ Rl FCUSTOMER ]
% SIGN / Bl DATE % SIGN/ B i DATE

(FORM# ZPQC-MTO01)




Nonconformance
Report
ANFE TR E
Project Name: S.F.0.B.B NCR Number:
T B A FR: 5 B AN A KA NCR 4i%5: NCR-B-242 (ZPMC-0352)
Item: one longitudinal linear Item Number: Drawing;
indication on LD002- 15 S OBG LD002-039-011
039-011 0BG
EFFHA:  7E LD002-039-011 £ & | Longitudinal
MBLLL Diaphragms
Location: OBG LD Date:
frE: BAY 3 H 3 2009-8-5
Description of Nonconformance:
Z?ﬁ%mﬁ?ﬁéﬁﬁ: |

During random verification Magnetic Particle Testing (MT) for the OBG Longitudinal Diaphragms af]
Bay #3. The Caltrans Quality Assurance Inspector (QA) observed one (1) longitudinal linear indication
approximately 11 mm in length in the weld metal on LD002-039-011. Linecar Indication was discovered|
after ZPMC QC MT acceptance.
=2 R OBG HH EHHLA MT Bt 2, A% R R T—% 1IMM K R 47 LD002-039-011]
L. BRI ZPMC QC MT #82 J5 2.

e
Work By: [,ktq \f’;j Prepared by: bl Reviewed by QCE: ’Zdwﬁ%
o3 .

e T Sl & wﬂyﬁ;l. i i W‘;{?’L
L Drawing Error [0  Material Defect B  Fabrication Error ] Other /

B AREER 4R R IR HibFEHA
Disposition: [0 Useasis [J  Repair 0 Reject
LT3 el 5 sl
Recommendation:

= %ﬁ\%ﬂ%&?ﬁ%ﬁ%ﬁ Cb‘" fr Gnd e H%IPM} H?DWT'

N : 1
Prepared by: Z/l wa : Approved by QCA:
-z z,eﬂs (é/gg )7@ R T

Reason for Nonconformance:

TR BT Bl POyl o] )

Prscoer  Lipear olejiwf’: o yf rhs/)e‘*t""" we.\é:

Prevention of Re-occurrence:

T ) ]

L % M%iﬁgﬁﬂ
o’




/ Sncl fon Yparent )
Frhonce 5“’[)“"”Vr3'1“"‘ wwﬁ ond  rasslm  rag prorcentage

Approved by/'?ﬂﬁf%é:(/\S LJ %
A7 ?@

Technical Justification for Use-As-Is/Repair: ] Attachment O Non-attachmént
5] F BB IE BB A B4 7 B4
Reviewed /L #E:

Verification: 0 Acceptable [0 Unacceptable

ik QIE: 34 ZNGIE: -4

Verified by QCI/R i A Reviewed by QCA/F # F{E &

#R787-QCP-1300




DEFARTMENT OF TRANSPORTATION - District 4 Toll Bridge
% 333 Burma Road ‘
Oakland CA 94607

m;ﬁfl.‘ Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 16-Ang-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
, 04-8F-B0-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000341
Subject: NCR No. ZPMC-03352

Reference Description:  Missed MT Longitudinal Indication by QC on Longitudinal Diaphragm

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

indicated below:
] Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
- Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
During random verification Magnetic Particle Testing (MT) for the OBG Longitudinal Diaphragms at Bay # 3. The Caltrans Quality
Assurance Inspector (QA) observed one (1) longitudinal linear indication approximately | 1mm in length in the weld metal on
LD002-039-011. Linear Indication was discovered after ZPMC QC MT acceptance.
Action Required and/or Action Taken:

Submit repair procedure to engineer for approval.

Transmitted by: Bill Howe
‘achments: ZPMC-0352

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

File: 05.03.06

;V 05.03.06-00034] NCT

Page ]l of 1




STATE OF CALIFORNIA--BUSINESS.TRANSF'ORTACTION AND HOUSING AGENCY Amocld Schwarzenegger, Governar

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

650 Walnut Ave.SL. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 o -
(707) 649-5453 File# 69.25B
(707) 649-5493

QUALITY ASSURANCE -- NON-CON FORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000378
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0352

Type of problem:

Welding L] Concrete [J Other

Welding O Curing 7 Procedural Bridge No: 34-0006

Joint fit-up [ Coating [J Other 0 Component:

Procedural [J Procedural [J Description:

Reference Description: Missed MT Longitudinal Indication by QC on Longitudinal Diaphragm
Description of Non-Conformance:

During random verification Magnetic Particle Testing (MT) for the OBG Longitudinal Diaphragms at Bay # 3.
The Caltrans Quality Assurance Inspector (QA) observed one (1) longitudinal linear indication approximately
11mm in length in the weld metal on LD002-039-011. Linear Indication was discovered after ZPMC QCMT
acceptance.

LDOO2-039-011

’h}_ TL-13,Quality Assurance - Non-Conformance Report Bage d off 8




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

INDICATION MEASURED IS APEROXIMATELY 100N

1D002 -039-0114

Applicable reference:

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks. 4
Who discovered the problem: Sandeep Kumar Naddi

Name of individual from Contractor notified: Zeng Jian Ping

Time and method of notification: 1100 hours, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 0700 hours, Verbal !

QC Inspector's Name: Zhang Yaxu

Was QC Inspector aware of the problem: [J Yes 1 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

‘m_ TL-15,Quality Assurance -- Non- Conformance Report Page 2 of 2
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ZPME Re Nos
Critical Welding Repair Repori (CWR) A
HmHEH KB T MiEEE Risas
. . : . Lb2 ; B-CWR652
Project Name: SFOBH Drawing No.: Report No.:
ERE
04-D120F4 .
Contract No.: BifF4% | OBG PLATE PANEL| NDT jfisis
. Item Name; SPLICE NDT Report No.: | B787-MT-12728
ARG ZP06-787
Project No.: #
HRAGISHIR,

Pescription of Welding Discontinuity:
We found one longitudinal crack on the LD0D2-033-014
Y=2200m | =20rm

Welder ID No. {18 T. & Js?‘):2080fis}'-’isasi’ti::un:(ﬁjE): 2F

KXo
BRR (Inspector) : Xu hua x1

HIA (Date) : 2009-08.04

AREEEERRER
Draft of Welding Discontinuity:

LD002-039-011

This documen) Is APPRDVED

le of G

Galifom
D OF TPANSPDR ATION
e o

Initial ¢y ’15. B [n’lm




F=&ERE:

Cause;

1. KISy ?—aémfﬁ%ﬁiﬁﬁfrﬁﬁﬂm%ﬁﬁ:

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

& N .0
EEARA (Foreman): ré‘ ll”?“;; B (Date): ‘7' * )

Py v

Disposition :

1. EREEN, QCHLeader CWIZIIR B4 47 I35, ﬁ%ﬁﬂfiﬁﬁ%iﬁl}lﬁ?ﬁlﬁ’-Uﬁiﬁi@ﬁ%ﬂ!&lﬁ!ﬂtﬂ_ﬂﬁﬂﬁéﬁ:

2. SAREMUE QCHLeader CWIRESHIECWRITS I,

3. i‘l%%?‘:’éfﬁﬁiﬂi&%’J\FWJ:HT'J\?ZSmm?éZﬁBWﬂﬁiﬂ!ﬁé:

4. RAHTHERF 3, 1T lﬁi@ﬁéﬁi@ﬂ]i&ﬂl&%ﬁ%ﬁﬁ*?ﬁéﬂnmmm:

5. iluéﬂi‘]’lﬁiil‘fﬁ}?:ﬁﬂ{ﬂ?,_ PUTEIR A MR AT T 1 I L3T I sl 4T Ié%fﬁ%ﬁﬁﬂf@lﬂ?tjﬁ‘é’:mm. f:'%iECWR?R%f-%iJHm
TR, ?Jiiﬁ?fizﬁ‘ﬁfﬁﬂﬁi%?ﬁﬁ’:ﬁimpi%éﬁ- %%fﬁ%?‘!ﬁi‘l%ﬁ%!ﬁﬁﬂ‘iﬁﬁﬂthwaﬁﬂ:

B. '%‘-?ﬁﬁ'mfﬁﬂﬁliﬁ:‘@ﬁl‘ﬁiﬂE{WPS)?IE%ﬁ:‘E%ﬂJE%ﬂ::

7. BAEN, VT?ﬂMT%iﬂJWﬂi@f&ﬁiﬁ?ﬁﬁﬁﬂf—i&m&w&ﬂﬁﬁiﬁ:

8. BE{ETT, MTHlA RIS S F S B 1541, WRERIEEMNTD4, ':‘E"JECWR%I%%D’IHJEB?!E:

8. Tﬁf!ﬂi[ﬁ?fﬁﬂﬂi’i’-é&ﬁ{ﬁl*&I?}EE(WPS)HHT‘E?:EH%%:

10. TR IRITIS S H ol b 4 e e T i

M. BB EIETI00%VTAMTR ), il 47 e [ ek (BB mR: F—3iiN50mm) BIIETA R I3 s, Hotpzit
TCJPHE, NDT/5i: 8 UTHIMT.

1. QC and a Lead CW| shall be present, direct and Supervise all grinding and welding operations during this re
pair to ensure the répair s per the disposition requirements

2, QGC and a Lsad CWI shall have an approved copy of the CWR in hand prior fo the repair,

3. Remove pant=25mm in all direction of HAZ prior to MT,

4. Remove cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
Bpairs; '

5. If base metlal is damzged by grinding, the damaged area shall be ground clean prior 1o performing weld repa
Ir. If gap>85mm s found during or after grinding, @ separate CWR 1o make the weld joini a CJP ig required i
n thal localion, and perform MT afier performing grinding lhe defecis away.

B. Prepare excavation in accordance with an approved Fepair WPS prior io welding.

7. Before this repair, Verify with VT and MT repair areas are defecls free: . )
Perform MT on the weld melal adjacent {o the Tepair area to ensure that erack did nat propagate inio base
melal. If crack is discovered in base melal , approval of a separale CWR is required befora continuing  with
repair work ,

9. Preheat and weld according to the approved repair WPS.

10. Grind the repaired area flush with basa melal or the adjacent weld.

11. Perform 100%VT and MT inspection lo all repaired welds (along with an additional 90mm at each end
of the weld repair) which include the near side and far side on the upper Perform UT and MT inspectio
n lo CJP wald,

This d%%?éear}tés aﬂPPRUVED
DEPARTMENT OF THANSRORTATION
Pursyan! tn Sedllon 5-1.02 of the
... -Slandam Speciications
Inifiel ¢ = %eé?a;@"[‘,ym
I % B E198:

: by A
Technical Engineer: l[\/;(. 7‘#% Approved By: (7/7)1-’»-—* A Date: d)’ Bl 0)

’/m/ ﬁ'gem ]:)hq

#R7B7-QCP-g0p




e m— ~ pE L ) H- e
Z@M@ 9‘% % )::F %(% Jg {% ?ﬁ Rev. No.:
e —— e ——————
Critical Welding Repair Report (CWR) 1
B £ 25 E A I E n T N
Project Name: SFORE Drawing No.: z Report Na.: B-CWR652
2 (&
. :ﬂi‘ 04-0120F4 :
ShkRel Noi H{FE% | OBG PLATE PANEL | NDT #i%me
ltem Mame: SPLICE NDT ReportNo.: | B787-MT-12728
ABRG ZP0B-787
Project No,:
B EHhah:

Corrective Action to Prevent Re- -0CCLUITENce:

1TRA$H], QCHIAAL ey Tk, EAAG AR 14,

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

£ 2kiqm

ERAFEA (Foreman);

S,

A5 (Date):

\-T.“& . B

WPS-345-SMAW-2
G(2F)-Repair

AMiu 7‘“5‘%

2 HATwPSE & WPS-345-FCAW-2 | T %5

Repair WPS No.: G(2F)-Repair-1 Technologist:
WPS 345-SMAW-4 (8)
G{4F)-Repair '7

B (B frmsE g B 0 8k 5

Preheat Temperature
Before Gouglng:

NA

Description
of Discontinuity:

Crack

AL E . BT W8 B &

Inspection Preheat Temperature

Before Welding: zé(ffé— Before Welding: }37 <

Io AR B i 6 5

Max. Depth of Gouge: MA Total Length of Gouge: NA
BREgdny

BT ; BEMR

Welder: 04.4.830 _\l’.ﬁ:g:ﬂg F{;{{W Position: D—F

1R o , ok 30Y: L | mEaE

Current: /é’(_’ - Voltage: -:-)i-\-l Speed: “4—

BEFHE

Inspection After Repair:

oh A BB R - 1B W :

VT Result: =4£ ¢ Inspector: [[@ﬁ X | Date: .}2‘35‘2 0(5/- L

~ P

NDTH # o HqEGEH 2 7/2371 """j = Rl

NDT Result: AL{ NDT Person: 7 Date: (P/’ﬁy

BAE :

WitnessiReview:

&8

Remark :

#R787-QCP-300

This dommm is APPROVED

DEPPARTMENT

lnm&l &TE

ar TG%ELORTAH CN

to Seclian 5-1,02
e Spenfia

Dale; 9{]1/
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REPORT op MAGNETIC pARTIOLE EXAMINATT on

REPORT NO. fgipm BYBT-MT-12725 DATER N 2009.08.04 PAGE OFR® 171 Ravision fp. 0
PROJECT NO. CONTRACTOR: .
PUB-787
TEE ZPUB-70 B A CALTRANS
DRAWING ND. LDz CALTRANS.CONTRACT ND.: "
B, FLATE PANEL SPLICE I TEee. P120F4
REFERENCING COpg CALIBRATION DUE paTE
St dmiiam REREr gy
AWS D1.5.9002 2 ZPQC-MT-1 Dec. 2585 2000
EQUIPMENT &% MANUFACTURER g MODEL Ho, fiZE g SERIAL RO, BT
MTYOKE PARKER Bados $385 5617 smpp
MAGNETIZING METRop Continuous magnatic yoke CURRENT -
B b B
PARTICLE TYPE Dry magnet powdar YOKE SPACING Toi5p
R 24 TR B LR ,
' 0 ING 3
MATERIAL 70 BE YWELDIN ﬁ?—#ﬁ Material & thicknase AT09Mag5T2x
EXAMINED O CASTING f:p B HE
s D FOReING ipi T4R5mm
WELDING PROCESS TYPE OF JOINT
FCAW TIOINT
B, . . _ . - e o s 2ovi s
DISCONTINUTY v itk
WELD 1D, = T | ACCEPT | gejeor REMARIc
Bibpe INDICATION TYPE £ =8 Bl Ei
= 24 i
LD002-039-001 *
—_
LD002-pag-0p2 %
LDDR2-039.0p3 ACcC, 10%MT
LDOb2-039-004 | Acc, 10%MT
LD002-p38-005 ACC, 100%MT
LDO0D2-039-0pg .
LD002-039-0p7 *
LDaD2-n38.0n8 &
LDOD2-039-009 ACC. 100%MT
LD002-038-01p "
LD002-038-012 AcCc, 10%MT
*LB0D2-035.0p3, LDODZ-D35-0pd, LD002-038.0p5, LD002-pa5-pga, LD002-033-042 wera 7 inspectian and ACC, which js the resut of
required 10% M.
*LD0D2-038-003, LD002-D359-004, LDOn2-03p-po5, LD002-g3g.00p, LD002-038-012 RESWTER Ly 'ﬁiﬂ&ﬁi&&ﬁ%ﬁiﬂﬂﬁ!ﬁﬂfaﬂ
109633y,

LD002-p3g-014 LGNGFTUDINALGRACK
AFTER HSR1(B)-7250
BLANK

EXAMINED BY33g ’REWEWED BY ffix
XU hua xiang Zn A Fhf Ay Xi'@%
LEVEL -l sleN &g DATER}R p, ag L LEVEL-l gy ! DATERH cofi oL
Et&m 7 qom - . 0?/ W HAcUsTONER . )

L L
&5 SIGN/ B pATE 7 EBESIGN T By DATE
(FORM# ZPQC-MToT)




REPORT OF MAGNETIC PARTICLE EXAMINATTION

BWAS JR S
REPORT NO. #5458 B787-MT-12728R1 DATEHI} 2009.08.15 PAGE OFHIE 1M Revision No: ¢
PROJECT NO. o CONTRACTOR:
TRE4S: H B CALTRANS
DRAWING NO. LD2 CALTRANS CONTRACT NO.:
B, PLATE PANEL SPLICE M TESE 04-g2F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEFTET Er L gt BREE BB EAHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2000
EQUIPMENT # % MANUFACTURER &3/ MODEL NO. #X55 SERIAL NO. &5 E
hMT YOKE PARKER B310S 5395 5617 5620
*MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
AL B ok M ¢
PARTICLE TYPE Dry magnet powder YOKE SPACING
el TR B 70~150mm
[MATERIAL TO BE VWELDING ##4# Material & thickness
) AT09M-345T2-X
EXAMINED O CASTING %4} 34, EE
Lok b O FORGING 3% 14/25mm
WELDING PROCESS — TYPE OF JOINT .
B BEER
T DISCONTINUITY A iEge it
.D. —p==———{ ACCEPT REJECT REMARKS
Py INDICATION TYPE B g i e
R S
LD002-039-011 1R1 ACC. " 100%MT
AFTER B-CWRB52
BLANK -

EXAMINED BY =54 REVlEV\ﬁE‘ir Wi
|
Jin jian ting ;z‘a ! SOrnty "‘J (N
EL-1I N - -
LEV SIGN &£ | DATEE{ 67: of! \ LEVEL-l  SIGN jf DATER} 5:)”?;? -
FIEEE / QCM FF"CUSTOMER
#F SIGN / il DATE #F SIGN / B DATE

(FORM# ZPQGC-MT01)
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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-000423
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  28-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0349

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:  30-Jul-2009

Description of Non-Conformance:

This Quality Assurance Inspector (QA) performed random verification of Magnetic Particle Testing (MT) on
weld joint identified as SP-3022-001-048 between T-Stiffener to Side Plate for OBG Segment 12CE. This QA
Inspector discovered one (1) rejectable Transverse Indication measuring approximately 5 mm in length. This
weld was previously tested and accepted by ZPMC QC MT technicians.

Contractor's proposal to correct the problem:

Perform weld repair with NDT verification.

Corrective action taken:

Contractor provided documentation of the weld repairs and the NDT showing the weld is acceptable.
Furthermore ABFJV has conducted training with the M T inspectors to improve inspections.

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: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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



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


