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-000424
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0398

Type of problem:

Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006

Joint fit-up [J Coating L1 Other Component: Segment 10AE SEG0O60A-011

Procedural [ Procedural [1 Description: Missed UT Indication on Bottom to Side Plate Weld
Reference Description: Missed UT indications by QC on SEGO60A-011
Description of Non-Conformance:
During random verification Ultrasonic Testing (UT) of the Bottom to Side Plate weld identified as
SEGO060A-011 in OBG segment 10AE. Caltrans Quality Assurance (QA) Inspector discovered atotal of (1)
one linear rejectable indication that measured 20mm in length.
Thisweld has been previously tested and accepted by ZPMC Quality Control (UT) Technicians.

_ Ag‘r‘:-f}i,v 3 i

.:q“b-‘l_\aﬁm';l.ength=20mm
‘I W\ 0814 09/03/09

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 D1.5-2002 Table 6.3.

AWS D1.5-2002 section 6.261.1; The welds shall have no cracks.

Who discovered the problem:  Chandra Kumar Sudalaimuthu
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of individual from Contractor notified: Man Kit Li

Time and method of notification: 1730 hours, Verba

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1900 hours, Verba

QC Inspector's Name: Tao Lei

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.

Inspected By: Tsang,Eric 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: 28-Sep-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: 05.03.06-000389
Subject: NCR No. ZPMC-0398

Reference Description:  Missed UT indications by QC on SEGO60A-011

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: 10
Remarks:
During random verification Ultrasonic Testing (UT) of the Bottom to Side Plate weld identified as SEGO60A-011 in OBG segment
10AE. Caltrans Quality Assurance (QA) Inspector discovered atotal of (1) one linear rejectable indication that measured 20mm in
length.
Thisweld has been previously tested and accepted by ZPMC Quality Control (UT) Technicians.
Please see the attched NCR No. ZPMC-398 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0398

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

ol " 05.03.06-000389,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: 16-Oct-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-000390 Rev: 00
Ref: 05.03.06-000389

Subject:  NCR No. ZPMC-0398

Contractor's Proposed Resolution:

Reference Resolution: ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide
documentation showing attendance by ZPMC QC inspectors and the subject of training.

ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide documentation showing
attendance by ZPMC QC inspectors and the subject of training. Topics to be covered during the instruction are: inspection of equipment prior
to use, proper conditions for inspection, proper technique for MT, and UT. In addition, ABFJV has committed to perform overchecks in both
the Tower and OBG. This will serve two purposes, first to monitor if the training is effective at reducing the number of missed indications and
second to ensure missed indications are prevented.

Documentation of repairs and subsequent NDT specific to this report will be transmitted through Daily Welding Reports and will be available in
the documentation data base. Based on this course of action, ZPMC is requesting that this proposed resolution be approved with action
pending. Once training records are available to be transmitted, ZPMC will request closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000390R00

Caltrans' comments: Status: REJ
Date: 19-Oct-2009

The proposed resolution for training the QC inspectors is acceptable. However, documentation of repairs and subsequent NDT specific to this
NCR should be submitted, along with the training records, for the Department's review prior to closure of the NCR.

Submitted by:  Chao, Ching Date: 19-Oct-2009
Attachment(s):

‘B}’I 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: 14-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-000390 Rev: 01
Ref: 05.03.06-000389

Subject: NCR No. ZPMC-0398

Contractor's Proposed Resolution:

Reference Resolution:  Attached is document of the repair ZPMC has performed as well as the NDT after repair. Based on this ZPMC
requests closure of this NCR.

ZPMC QA has issued an internal NCR for the missed indication. In addition, the ABFJV QCM has conducted refresher training with ZPMC UT
inspectors and has previously submitted the training agenda and sign in sheet to the Department for verification to show the steps ABFJV is
taking to address the missed indications. In addition, ABFJV has implemented NDT verification of welds to ensure that welds are acceptable
prior to being inspected by the Engineer. Attached is document of the repair ZPMC has performed as well as the NDT after repair. Based on
this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000390R01,

Caltrans' comments: Status: CLO

Date: 27-Dec-2009

The documentation received closes this NCR.

Submitted by:  Howe, Bill Date: 27-Dec-2009
Attachment(s):
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No. B-528

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-11
REGARDING: NCR-000424 (ZPMC-0398)

With this letter of response, ZPMC requests closure for CALTRANS NCR-000424 (ZPMC-0398)
what mentioned that QA observed missed UT indication by ZPMC QC Technicians..

ZPMC acknowledged this problem and has issued internal NCR. ZPMC has confirmed the UT
indication and issued WRR to repair. A fier that NDT was performed to warrant weld’s quality.

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

ATTACHMENT:
NCR-B-269

NCR-000424 (ZPMC-0398)
B-WR§139

B787-UT-9106
B787-UT-9106R 1



Nonconformance
Report
NMEE TR

Project Name: S5.F.0.B.B ' NCR Number:
Ti B 4 7k: 3 W Mt AcHR NCR 4i5: NCR-B-269 (ZPMC-0398)
Item: Missed UT Indication Item Number: Drawing: 10AE
B UT /i | 15 B5:
Location:  BAY 14 Date:
VAR 14 FE (g H#: 2009-10-1
Description of Nonconformance:
A ETURASHR:

During random verification Ultrasonic Testing (UT) of the Bottom to Side Plate weld identified as
SEG060A-011 in OBG segment 10AE. Caltrans Quality Assurance (QA) Inspector discovered a total of
(1) one linear rejectable indication that measured 20mm in length. This weld has been previously tested
and accepted by ZPMC Quality Control (UT) Technicians.
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DEPARTHERT OF TRANSFORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing lsland
Shanghai 201913 PR China

(ol Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV . Date: 28-Sep-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: 05.03.06-000389
Subject: NCR No. ZPMC-0398

Reference Description:  Missed UT indications by QC on SEGO60A-011

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
O Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents,
Recurring QC issue that constituies a systematic problem in quality control.
(] Non-Conformance Resolved.
Material Location: OBG Lift: 10
Remarks:
During randoin verification Ultrasenic Testing (UT) of the Bottom 1o Side Plate weld identified as SEGO60A-011 in OBG segment
10AE. Caltrans Quality Assurance (QA) Inspector discovered a total of (1) one linear rejectable indication that measured 20mm in
length.
This weld has been previously tested and accepted by ZPMC Quality Control (UT) Technicians.
Please see the attched NCR No. ZPMC-398 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a syslematic problem on both
materials/workmanship and quality control issues with revised procedures to remedy the defected work and 1o prevent future

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

Transmitted by: Ching Chao
Attachments: ZPMC-0398

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

'lh)’ 05.03.06-000389,NCT Page 1 of |



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

DEPARTMENT OF TRANSPCRTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspeclion

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo, 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-000424
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0398

Type of problem:

Welding [J Concrete [ Other
Welding I Curing O Procedural (0 Bridge No: 34-0006
Joint fit-up [J Coating [0 Other Component: Segment 10AE SEG060A-011

Procedural [ Procedural OJ Description: Missed UT Indication on Bottom to Side Plate Weld
Reference Description: Missed UT indications by QC on SEG060A-01 1
Description of Non-Conformance: :
During random verification Ultrasonic Testing (UT) of the Bottom to Side Plate weld identified as
SEG060A-011 in OBG segment 10AE. Caltrans Quality Assurance (QA) Inspector discovered a total of (1)
one linear rejectable indication that measured 20mm in length.
This weld has been previously tested and accepted by ZPMC Quality Control (UT) Technicians.

- —_—

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 D1.5-2002 Table 6.3.

AWS D1.5-2002 section 6.261.1; The welds shall have no cracks,

Who discovered the problem:  Chandra Kumar Sudalaimuthu

W_ TL-13,Quality Assurance -- Non-Conformance Report Page 1 of 2
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QUALITY A SSUTA NCE -- NON-CONFORMANCE REPQRT.
( Continued Page 2 of 2 )

Nzme of individual from Contractor notifieg: Man Kit Li

Time and method of notification: 1730 hours, Verbal

Neme of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1900 hours, Verbal

QC Inspector's Name: Tao Lei

Was QC Inspector awzre of the probiem: [J Yes ] Ne

Contractor's proposal te correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations ‘
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

‘E‘?‘_ TL-15,Quality Assurance -- Non-Conformance Report Pgs 2of 2



B EREBERE
Welding Repair Report

W% Rev. No.
_‘—‘—!_——__

0

W E 25 by v i HTEE : HEHS
SEGOG60A B-WR
Project Name SFOBB Drawing No Report No. 8139
aRE 04-0120F 4 . e o

o — E#F 4 #k | 10AE BOTTOM AND | NDT4R4 25 &

A E -5 oo ltems Name | sipe pLATE spuice | Report No.of NDT | B787-UT-9106
Project No.: 0e-757

BB A

Description of welding ciiscontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.

(UTRGRA M RERENTFBRAGTEE. ) SEGO60A-011

#5R (Inspector) :Huang Jin H #(Date) : 08.10.11

Huw\fjﬂﬂq

FEEESE & E
Draft of welding discontinuity:

20

s

BE

11
5

)))

=

WELD NUMBER: SEG060A-011




FERA:

Caused:

1. BRExREH AT,

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

% 1% 5 ft A(Foreman): LZZ,. ”’1 B #i(Date): 0? -1l

AEZFR
Disposition :

—_

MBS BIRTEEE— 0 (D<0.65T, DAGRIGREE, Tohinm) SRRSO o B2 S
2. BREERETEME (WPS) A EMIELIN, Hammes,

3. REIHER KB TVTR BTG 2 e,

4 SIS B SRR T,

5. RIBMEMEREBLLZTIES.

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” g 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. Check the welds according to the working drawings.

ra ban =i, Pl
Techmc:al engmeer Approved by Date
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REPORT OF ULTRASONIC EXAMINATION
UTHR5#2 4

REPORT NO. ##4% B787.UT-9106 DATE  2009.10.11 PAGE 1 OF 1 m

PROJECT NO. : TRz E ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 10AE BOTTOM AND PRAWING NO.: — CALTRANS CONTRACT NO.- 04-0120F4
Ty SIDE PLATE SPLICE | 2 IR
REFERENCING CODE #4013 ACCEPTANCE STANDARD #5171 PROCEDURE NO. /54 &
AWS D1,5.2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 2§ JOINT TYPE J24t 3¢ CALIBRATION DUE DATE BB EA e
SMAW FCAW ' CORNER-JOINT Dec. 257 2009
EQUIPMENT &% | MANUFACTURER #1i575 MODEL NO. #stme SERIAL NO. 7z
: 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 07015201
CALIBRATION BLOCK it COUPLANT 4553 MATERIALTHICKNES S #1215
AWS IW BLOCK TYPE TI c.M.C AT09M-345F2-X 16/20mm
TRANSDUCER #tsL
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER] ANGLE | FREQUENCY SIZE
i R 5= Rt HiliEiE i H= R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0 2.5MHz 20mm Reference Level B Ry 20dB
Base metal inspected per AWS D1.5-2002 Section 6,19.5 0° UT OK.
DECIBELS4 Il DISCONTINUITY g £
' B
(@] w w o =3 = e
-l —~ = o = = o
S Z x| & = | B EESsREE e LOCATION OF DISCONTINUITY . &
oh =g 4 3 ] 5 5] = =
IDENTIFICATION | 21k [SE (S5 (X 85 ol R LA B (mm) 25 |«
< 93 I{H =10 <& S | z |= & £
O™ | g & 2 EX E
#atEE |0 s = = g
# o 2 & Length | Sound | Depth from FromX | Fromy | §
a b c d B Path Surface 85X sy a
FE | Exmgm ]
SEGO6DA-011 1 70 Al ez]3]+7| 20 58 17 5 350 | REJ. | 100%
BLANK
EXAMINED BY 45 _ REVIEWED BY w7k
Huomg Tin, : o [e
- D
LEVEL - Il SIGN DATE P10, [ LEVEL- Il SIGN / E Lo w
RAEBE / QCM ' Fl/*CUSTOMER
S= SIGN/ DATE BF SIGN/ @ #5 Doty

e

{(FORM# ZPQC-UT01)




REPORT OF ULTRASONIC EXAMINATION

UTHRGHRE

REPORT NO. H#&4%&% B787-UT-9106R1 DATE 2009.12.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : LF2{ES ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 10AE BOTTOM AND PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SEGO060A
2T SIDE PLATE SPLICE g g M IEES

REFERENCING CODE &#31ii

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD 3£ 45

PROCEDURE NO. Ef:#2
ZPQC-UT-01

WELDING PROCESS ##i£/#: JOINT TYPE #4821 CALIBRATION DUE DATE {23 R EF 2 )
SMAW CORNER-JOINT Dec. 287 2009
EQUIPMENT ## MANUFACTURER #Ii&1 MODEL NO. #3R8 SERIAL NO. F3liR%E
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT # &7 MATERIAL/THICKNESS #7 %} /= ¥
AWS lIW BLOCK TYPE I C.M.C AT08M-345F2-X 16/20mm
TRANSDUCER #:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HET yjilid e R & 75 FiBE eI R+t
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ R #ifF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4+ DISCONTINUITY At £
: B
WELD = = o ~ |5_18 _|[§ _Is ' 2 £
Z i 2 Sz | B ESEeEdRE LOCATION OF DISCONTINUITY RN o
= = 5] = de gt HT
IDENTIFICATION | E 1k | 2 8 | =iz s g2 el - AL (mm) 25 | =
< 93 25 B - == )
oFI8¥ EF o & iz |
B LA - & i
REHMRS % E ~ Sound Depth from 5 @
- Length From’X | From'y o
alb|c|d K Path Surface EEX By @
R | aExmsg | : o
SEGOGDA-011 1R1 70 a3 ACC. 100%
AFTER B-WR8139
BLANK
EXAMINED BYZE#R REVIEWED BY #
g
ﬂ\;’rﬂ 0@:/@;(& M ‘?_!Z./D
LEVEL - Il SI.LJN i DATE LEVEL - II SIGN I
MiEIE / QeM FFCUSTOMER
34 SIGN/ B DATE 37 SIGN / Bl DATE

{FORM# ZPQC-UTO1)
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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-000434
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0398

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:  02-Sep-2009

Description of Non-Conformance:

During random verification Ultrasonic Testing (UT) of the Bottom to Side Plate weld identified as
SEGO060A-011 in OBG segment 10AE. Caltrans Quality Assurance (QA) Inspector discovered atotal of (1)
one linear rejectable indication that measured 20mm in length.

Thisweld has been previously tested and accepted by ZPMC Quality Control (UT) Technicians.
Contractor's proposal to correct the problem:

Repair indication, perform the required NDT, and provide training for the NDT Technician.

Corrective action taken:

Contractor submitted WRR aong with NDT reports verifying the repairs are in conformance with Contract
specifications. NDT Technician also received additional training.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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