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-000477
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0450

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: OBG Segment 6CE Deck Plate Stiffener Weld Joint

Procedural [ Procedural [1 Description: Missed MT indication by QC and Repair without CWR
Reference Description: Missed MT Indications by QC on Segment 6CE and weld repair without CWR
Description of Non-Conformance:

During arandom verification of Magnetic Particle (MT) Testing of the OBG Segment 6CE welds, Caltrans
Quality Assurance (QA) inspector discovered atotal three (3) linear indications approximately 12mm to 20mm
in length located at welds SEG32H-065, 123 and 023. These welds have been previously tested and accepted
by ZPMC Quality Control MT technicians. Also, ZPMC personnel completed these weld repairs without prior
Engl neer approval or utilizing an approved critical weld repair procedure (CWR).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

eg032H065

12 mm long
linear indication

1413 10/13/09 S ol S 1532 10/13/09

Weld repair completed
without CWE '

Weld repair completed without CWR

o “
Seg032H-065

Linear indication found -
at the toe of the weld : heag

L2

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 6.26.1.1; “Welds shall have no Cracks”.

AWSD1.5 (02) Section 6.26.2; “Welds that are subject to M T in addition to visual inspection shall have no
Cracks”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Special Provisions Section 8.3; In addition to the provisionsin AWS D1.5, Section 3.7.4 and Section 12.17,
Third-time repairs of welds or base metals, regardless of NDT method, and all repairs of cracks require prior
approval of the engineer.

AWSD1.5 (02) Section 12.17.4 Approval; All critical repairs to base metal and welds shall be approved by the
Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Man Kit Lee

Time and method of notification: 1600 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1730 hours, Email

QC Ingpector's Name: Zhang Wel

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

I nspected By: Carreon,Albert Lead Reviewer/Task Leader

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: 17-Nov-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: 05.03.06-000440
Subject: NCR No. ZPMC-0450

Reference Description:  Missed MT Indications by QC on Segment 6CE and weld repair without CWR

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: 06
Remarks:
During arandom verification of Magnetic Particle (MT) Testing of the OBG Segment 6CE welds, Caltrans Quality Assurance (QA)
inspector discovered atotal three (3) linear indications approximately 12mm to 20mm in length located at welds SEG32H-065, 123 and
023. These welds have been previously tested and accepted by ZPMC Quality Control MT technicians. Also, ZPMC personnel
completed these weld repairs without prior Engineer approval or utilizing an approved critical weld repair procedure (CWR).
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Provide training and certification verification to the engineer. Use the correct
CWR.

Transmitted by: Bill Howe
Attachments: ZPMC-0450

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

Y/ 05.03.06-000440,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: 11-Jan-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-000474 Rev: 00
Ref: 05.03.06-000440

Subject:  NCR No. ZPMC-0450

Contractor's Proposed Resolution:

Reference Resolution: ZPMC NDT personnel acknowledge the missed MT indication. These indications have subsequently been repaired
and re-inspected.

ZPMC NDT personnel acknowledge the missed MT indication. These indications have subsequently been repaired and re-inspected. This
NCR also describes these indications were repaired without a CWR. As these indications are located where the weld joins the base metal and
at the end of the weld in a difficult to access area where it is difficult to “tie the weld into the base metal and properly clean, these indication
were not interpreted as a “Crack” nor are they indicated as a “Crack” in the body of the NCR. ZPMC will forward the WRR, MT report and
training records at a later date to close this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000474R00

Caltrans' comments: Status: REJ
Date: 11-Jan-2010

The response letter contradicts the NCR and does not address the requested information in the NCT. Therefore it is rejected.

Submitted by:  Howe, Bill Date: 11-Jan-2010
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: 17-Mar-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000474 Rev: 01
Ref: 05.03.06-000440

Subject:  NCR No. ZPMC-0450

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications, and is providing both the repair reports and NDT after repair to show
the welds are acceptable.

ZPMC has repaired the missed indications, and is providing both the repair reports and NDT after repair to show the welds are acceptable.
Since the increase of missed indications, ZPMC has conducted training to improve inspector technique and there has been a corresponding
decrease in missed indication NCRs. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000474R01;

Caltrans' comments: Status: CLO
Date: 24-Mar-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0450 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):
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@ No. B-691
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-17
REGARDING: NCR-000477(ZPMC-0450)

ZPMC is providing the CWRs and NDT records show the repairs for missed MT indications are
acceptable. After NDT verification this issue has been removed from punchlist by CT’s
representative. Based on this, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000477(ZPMC-0450)
B-CWR1329
B787-MT-20555 R1
B-CWRI1328
B787-MT-20554 R1
B-CWRI1330
B787-MT-20556 R1
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 17-Nov-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: 05.03.06-000440
Subject: NCR No. ZPMC-0450

Reference Description:  Missed MT Indications by QC on Segment 6CE and weld repair without CWR

The attached Non-Conformance Report describes an occurrence where the contractar 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 systemnatic problem in quality control.
L] Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During a random verification of Magnetic Particle (MT) Testing of the OBG Segment 6CE welds, Caltrans Quality Assurance (QA)
inspector discovered a total three (3) linear indications approximately 12mm to 20mm in length located at welds SEG32H-065, 123 and
023. These welds have been previously tested and accepted by ZPMC Quality Control MT technicians. Also, ZPMC personnel
completed these weld repairs without prior Engineer approval or utilizing an approved critical weld repair procedure (CWR).
Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval. Provide training and certification verification to the engineer. Use the correct
CWR.

Transmitted by: Bill Howe
Attachments: ZPMC-0450

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 oA
(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000477
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0450

Type of problem:

Welding [ Concrete [ Other

Welding U Curing [J Procedural [J  Bridge No: 34-0006

Joint fittup [] Coating [ Other Component: OBG Segment 6CE Deck Plate Stiffener Weld Joint
Procedural [] Procedural (] Description: Missed MT indication by QC and Repair without CWR
Reference Description: Missed MT Indications by QC on Segment 6CE and weld repair without CWR
Description of Non-Conformance:

During a random verification of Magnetic Particle (MT) Testing of the OBG Segment 6CE welds, Caltrans
Quality Assurance (QA) inspector discovered a total three (3) linear indications approximately 12mm to 20mm
in length located at welds SEG32H-065, 123 and 023. These welds have been previously tested and accepted
by ZPMC Quality Control MT technicians. Also, ZPMC personnel completed these weld repairs without prior
Engineer approval or utilizing an approved critical weld repair procedure (CWR).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )

12mm long &
linear indication

e

Linear indication founds 1
inside gopeha !

1413 104137089,

Linear indication fouht
at the toe of the weld'

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform 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 6.26.1.1; “Welds shall have no Cracks”.

AWS D1.5 (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 3 of 3 )

Special Provisions Section 8.3; In addition to the provisions in AWS D1.5, Section 3.7.4 and Section 12.17,
Third-time repairs of welds or base metals, regardless of NDT method, and all repairs of cracks require prior
approval of the engineer.

AWS DL.5 (02) Section 12.17.4 Approval; All critical repairs to base metal and welds shall be approved by the
Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Man Kit Lee

Time and method of notification: 1600 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1730 hours, Email

QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: L] Yes[] No

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

"Hz_ TL-15,Quality Assurance - Non-Conformance Report Page 3 of 3




. ﬁ@ %%E%l@1§ﬁ% —_Rev, Wo.:
Critical Welding Repair Report (CWR) 0
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Project Name: SFOBE Drawing No.: Report No.: B-CWR1328
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ltem Name: NDT Report No.: B787-1T.20555
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Project No.: . :
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Description of Welding Discentinuity:
I SEGO32H-0658 R, EB1RHEEL, 1, L=1zmr.
| Weider ID No. (RIT%5):066258 Position:(4z F): 3r
' One longitudinal crack was found by use of MT on SEG032H-08=.
Please see the detail dafa from MT report!
BER (Inspector) : Sun Gnn:?chan H3A (Date) : 2010-03-13

REREMERER
Draft of Welding Discontinuity:

WELD NUMBER'SEGO32H-065
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4.Clean the EXxcavation areg of all loose debris including MT powder, Preheat tg 65° C before 'emoving cracks
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ir. If 9ap>5mm ig found during or after grinding, comply with the nofification op changing fillet weld to CUP w
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8. Prepare excavation in accordance with the New Repair Procedyre prior to welding.
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Corrective Action to Prevent Re-occurrence;

184597, QC%-L}\Q RAGTRA, RAMERIE 42

S

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

REPORT OF MAGNETIC PARTICLE EXAMINATION

< SIGN/ BB DATE

B R IR &
REPORT NO. #fl 452 B787-MT-20555 DATEH#i 2010.03.13 PAGE OFW® 1M Revision No: 0
PROJECT NO.. CONTRACTOR:
ZP06-787 CALTRANS
TE4HE: H F:
DRAWING NO. SEG032H CALTRANS CONTRACT NO.:
04-0120F4
e 6CE CORNER ASSEMBLY AT RS S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMEHT R BFEE B ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2687 2010
EQUIPMENT %% MANUFACTURER |35 MODEL NO. #4352 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNET]ZING METHOD CDﬂtinUOUS magnetic yoke CURRENT
AC
T 4h A i R B
PARTICLE TYPE Dry magnet powder YOKE SPACING
- - 70~150mm
AL TR etk
MATERIAL TO BE v WELDING 4 ; i
Material & thickness A709M-345T2-X
EXAMINED O CASTING #44: B, L
B E O FORGING i 25/30mm
WELDING PROCESS TYPE OF JOINT
FCAW T- JOINT
B 1R
WELD DISCONTINUITY A&k ACOERT EJECT R
1.D. CCE REJE EMARKS
sy INDICATION TYPE S P el
i Eil)
SEG032H-065 1 longitudinal crack 12 REJ. Y=0
BLANK
EXAMINED BY X REVIEWED BY # &
3 b *
Sungongchang gw"‘l G C/M?, /a d},/} X o R f/; d Lr&
LEVEL-Il SIGN%% |/ DATE Elt;ﬁ] LEVELl  SIGN / DATEH
JEIEZ I / QCM HFCUSTOMER

%EF SIGN/ Bl DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION |

REPORT NO. $1 %45 B787-MT-20555R 1~ =

"|DATEE#§ 2010.03.17°

PAGE OFIIG 11

" |Revision No: ¢~

PROJECT NO. CONTRACTOR:

TERE. ZP06-787 oY CALTRANS

DRAWING NO. SEGO032H CALTRANS CONTRACT NO.:

s 6CE CORNER ASSEMBLY A TEES 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B R B BFERS WEREHRRM

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28%7 ,2010

L

EQUIPMENT %4

MANUFACTURER i3T5

MODEL NO. #4582

SERIAL NO. 2448

MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
BAL s iR BT
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
ez e FREH R AP
MATERIAL TO BE VWELDING #4845 : i .
Material & thickness A709M-345T2-X
EXAMINED O CASTING &4 B
o FiE O FORGING #&1% 25/30mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
BEFE ok i)
b DISCONTINUITY A&t - - EMAR
WELD 1.D. ACCE REJECT REMARKS
ks INDICATION TYPE e e= il P
= e -
SEG032H-065 1R1 ACC. 100%MT
AFTER B-CWR1329
BLANK
EXAMINED BYX:§# REVIEWED BY ## R
Sungongchang §l/lﬂ W %@7“ u), [7 /gf,/‘ghe__‘, /\5 § \2 7
LEVEL -l SIGN &% / DATEEHU} LEVEL-l  SIGN / DATEEI el
JEHEE / QCMm HFCUSTOMER
% SIGN / Bl DATE %< SIGN / B DATE

(FORM# ZPQC-MTO1) .
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Contract No.: I: | H{F4% | 6CE CORNER ASSE  NDT RERES
: ' - " | B787-MT-2055¢
P | item Name: | MBL NDT Report Ro.; !
AR ZP06-787 ! i :
Project Nao.: ' i
pesdndie
Descripiion of Welding Discontinui¢y:
X SEG032H-023#: s, R4y mRs, 1, L=20mm
Weider ID No. (2T 4% 2):066258 Position:(fL &): 3F
| One iongitudinai crack was found by use of MT on SEGD32H-02: .
Please see the detail data from MT repori
;W] é.m@ Cheh
®EBR (Inspector) : Sun Congchang H%i (Date) : 2010-03.13

REEREMERER
Draft of Welding Discontinuity:

WELD NUMBER:SEG032H-023

This ducument is APPRGVED

te of Caliio .
NT OF TRAhSPORTATIDI\a
E%ﬁs@% to Section 5-1.02 of the
Standard Spacifications

Initial Date: / t‘r// 0
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Cause.”
T k&, ﬂcﬁ&ﬁ%%%%ﬁ%ﬂ%ﬁzﬁ‘ﬁﬁiﬁﬁﬁiﬁr .:‘
I 1. Moisture wasn' Completaiy Fémoved during drying Operatjon (preheat’ing; or
}an'r‘ Preheaied sur’r’icfeniiy

75 A (Foreman}:

the area wz .

ﬁfm -“'ffbévr.

| sem
| Dispositiop
1 EREEN, QCHieage CWISIB 3747 g, ﬁ%&ﬁ?ﬁ%ﬁ%ﬁif’ﬁuﬁﬁﬁﬁ%fﬁﬁﬁﬁféﬁﬁa:‘i&‘:‘-:
> EMEEMTE, aCHLeade CWIRT R S CWR g g e *’
3, a’:—ﬂﬁa%m@fzm&%ﬁ\ﬁ@iJﬁfmtz‘ammmﬁpaﬂmss;: /

4 Yz MR ma RER T sy ENTASEes: o, HFEABaae, - |
%ﬁ%ﬁ%ﬁ%mﬁsﬁ%ﬁ“—ﬁﬁom, SR HNER B

5. WRITBH g e T yu%*r@mmgm%wmﬁmm, MUZE 4535 sy s
ﬁ%)t#f—%Ii‘éﬁ%ﬁ‘H%&ﬁt?&F #mwwgaammﬁ%amcmﬁ% s

6. ﬁ?z‘%ﬁﬁﬁﬁﬁ?f&ﬁﬁ%ﬁﬁlﬁﬁéﬁﬁﬁﬁ%%ﬁ:

7. e, vmwmmmf@z@e&ﬁﬂmmafemm, PR Bty RERA Ny
. ?ﬁ%&ﬁﬁii‘%ﬂﬁ%& ey S ﬂﬂﬁé‘j&fﬁ:‘:’%&iE!}CWRJﬁ:?%E?fé‘Eﬁ%&iﬁﬂé; =

8. #@%%u&w@@u:ﬁigﬂﬁﬁg%ﬁ‘ﬂ$éa EﬁEWPSiﬁﬁﬁﬁﬁﬁiEE, B K160 G-230° ¢,
8. E%ﬁwpsgﬁﬁtﬁﬁ%‘.s, R B 230 C—315° ¢, Eﬁmﬂﬁlgm/f\fl\ﬂ?:

=

5

Tnis'dncumenf is AFPROVED

T RN R T 50" gy D%ggggﬁff?i{ﬁﬁiﬁ?fgﬁﬁpor

11, E%}E#ﬁ%ﬁ!&‘ﬁﬂ%»’%ﬁﬁ&“*ﬁé‘ﬁﬁ%ﬂiﬁ: , Iy > 200 S%%",E“_ﬁ"/“f? /u

12 Eﬁ%%‘iﬂiﬁﬁi&&%b’\%ﬁ%d\Ha‘l;‘U'E‘:‘EH:'rNDTﬁ’é:

1S B SR sy e FFERRL 101,60 «gus s P R ERETH M T, SFCIpass,
NBTSVT, MTILT.

1.QC and g Lead cw shall be Present, diract and superyige all grinding and welding Operations during this re
pair to ensyre the repair js per the disposition fequirements

2.QC ang a Lead cwy shall haye an approved Copy of the CWR in hand prior to the repair,
3. Remove pPaint=225mm in all direction of HAZ prior g MT.

4.Clean the Excavation areg gof all loose debris fncludfng MT Powder, Prehggt to 65° ¢ before 'émoving crackg
by grinding, Tepair area gha| extend g minimum of 50mm beyond each end of single crack repairs, '

5.If base metal g damaged by grinding, the damaged area shajl pe ground clegn prior o Performing weld repa

Ir. If gap>&mm is found during or after gﬁnding, Comply with the Notification g changing fillet welg to CJP w
hich fs Submitted for Engineer’s review ang approval fomm,

7. Before this repair, Verify with VT and pmT Tepair areas gre defects free, angd also MT shall be Performed op
the base metal laying abroad cracks to ensure that ng Cracks werg Propagated to the base metg|, Separate
\ : ; ] 3

13. Perform MT INspection to gy repair areg according {g Contract Drawings along with all additiona| NDT re
Ired by the applicable nopteg Pecial Proyision Section 10-1.59 eel Structyre’ Subsaction Inspection testing'
include » MT and ifitis a gy weld,

T . HE, w s T / = _
1 Technical Engineer: xblgpj!;’,ﬂ'um Approved By: W v fisn B s n% N 5
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Critical Welding Repair Report (CWR) , 0
AEEH SEMEAR mEES | RERE i
Project Name: SFOBE Drawing Nao.: ! SEG032H

Report Ng. 'I B-CWR1328

; i R B
| t H
04-0120F4 ! I :

i Y

| | i
] [~ 1 P g =]
ltem Name: I MBLY / B787-MT—20_554

= =
RS

NDT Report No.:
| mEss S0gay °
Project Na.: g '

f

B EHGkE.
Corrective Action to Prevent Re-occurrence:
1B 4837, Qc%ikfﬁ‘a"fcéﬁﬁ?iﬂ, »2-‘}%7}15%/%313%%‘.2

EEARA (Foreman): Mq [-14.4.,‘? dan, R (Date): fo. n% 3 ié
i -
ZHEm WPs& & WPS~345-SMAW-3G(3F)—FCM ITER Xu D,,.#«/’-&v',
Repair wps No.: ~-Repair ; Technologist:

{n.né P 15

B 5 1 B g

Description

BE (B4 BT RGE

Preheat Temperature

iy of <
Before Gouging: A Discontinuity: C /1 g
Rl MAE E
Eﬁffﬂ@ﬁtfﬁj Preheat
Inspection Temperature 7 =7-C
Before We[ding: Before [ {
\ Welding:
prmums Teie) Lawan
ax. Depth o ouge: A 4‘ of Gouge: “
BI Rk R G 7
Welder: 0&% 08 Welding Type: Position: 3(f
B — B#EwE RERE
Current: l) 5/ Voltage: I’/ 7 Speed: l'“/z
BEER=
Inspection After Repair:
ST &
VT Result:

Inspector:

#H R
NDT Person:

JLIE -

Witnesiseview:

£ ' -
Remark :

" #R787-QCP-900 ‘

NDTH &
NDT Resuit:

oy SUBLE OF Callformis
- ERARTMENT OF FRANDE R raTo)
FPursuart to Saction 5.1.05 ofthe
Standarg Spacifications

initial %“ Date;

1]

.B/r-)/ln
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REPORT OF MAGNETIC PARTICLE EXAMINATION

RO R IR 2
|REPORT NO. iR %435 B787-MT-20554 DATEH#1 2010.03.13 PAGE OFTG 1/1 Revision No: 0
PROJECT NO. , CONTRACTOR:
— ZP06-787 A A CALTRANS
DRAWING NO. SEGO032H CALTRANS CONTRACT NO.:
me: 6CE CORNER ASSEMBLY I TE% S 04-012074
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
EoE bttt BRI BEFE&S BB EREN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT %% MANUFACTURER #l3%if MODEL NO. #2455 SERIAL NO. H4EES
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
BT AT i R ac
PARTICLE TYPE Dry magnet powder YOKE SPACING
e FRB RIS s
B s U FORGING i 25/30mm
WELDING PROCESS - TYPE OF JOINT ——
REET yoEL E ]
DISCONTINUITY ARiZ it
VX;&%; ' INDICATION TYPE W‘T%Tm Ac;;;m R?ésﬁm REE;?KS
SEG032H-023 1 longitudinal crack 20 REJ. Y=0
BLANK

EXAMINED BY £

Gne (g oy

REVIEWER BY T 5
E/),/_\__a,,‘ [e520 5

% SIGN / H Il DATE

_Sungongchang /3 \»), ]} -
LEVEL -1l SIGN%#%# |/ DATERN LEVEL-Il  SIGN ! DATER
T2 / acM H FCUSTOMER

5 SIGN / il DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

J&F SIGN / B4 DATE

2y el Eie=
REPORT NO. iR 42 B787-MT-20554R1 DATEEJU} 2010.03.17 PAGE OFW#3 1M Revision No: 0
PROJECT NO. - CONTRACTOR:
ZP06-787 CALTRANS
TERE: =N =E
DRAWING NO. SEG032H CALTRANS CONTRACT NO.:
, s 04-0120F4
aB= 6CE CORNER ASSEMBLY M TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Eo bt BZini BFRE B EFTRMN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
[EQUIPMENT &% MANUFACTURER #i&15 MODEL NO. #3455 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNET'ZING METHOD ContinuoUS magnelﬁc yoke CURRENT
i AC
Wb H AR S BT
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
RN TFrREM B
MATERIAL TO BE VWELDING #8844 i i
Material & thickness A709M-345T2-X
EXAMINED O CASTING 544 B R
B E 0O FORGING i 25{30mm
WELDING PROCESS TYPE OF JOINT
SMAW T- JOINT
BT byl
5 DISCONTINUITY E4sit — REJEC MARKS
WELD 1.D. TLENGTH M o] ACCEP T REMA
ey INDICATION TYPE LENGTRINmm s Bk e
i s
SEG032H-023 1R1 ACC. 100%MT
AFTER B-CWR1328
BLANK

EXAMINED BYZ 1 %4‘ REVIEM
_Sungongchang Uﬁ’mjj (4\_4"6 /a. 93,7 S //u‘ d L, r)
LEVEL -1l SIGN %4 | DATEHN LEVEL-I SIGN I DATEHM
JRITE T / QCM FFCUSTOMER

(FORM# ZPQC-MTO1)
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Critical Welding Repair Report (CWR) 0
ki ST RS N REGS
Project Name: SFORR Drawing No.: Report No.: B-CWR1330
\
A 5=
sk 04-0120F4
Contract No.: B R SCE CORNER ASSE NDT BEHES
. . B?BT—MT-ZDSSG
1 i ltem Wame: MBLY NDT Report No.:
HHA ZP06-787
Project No.:
_‘_‘—‘—‘_-___-
B e

Description of Welding Discontinuity;
EXTSEGO32H-123% i, ERI%Y R, 1. L=15mm,

Welder ID No. (BT 4 S):066258 Position: (L &) 3¢

| One longitudinal crack was found by use of MT on SEGD32H-123,

Please see the detajl data from MT freporti

Sin ﬁa’?jdf/a:j

iR (Inspector) : syn Gonbcha

H#5 (Date) : 2010-03-13

REEEMTREE
Draft of Welding Discontinuity:

WELD NUMBER:SEGO32H-123
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Causs.

T KIBIART, KREEESMEREE x4 DT

NI

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

ZMAFEA (Foreman): A {‘L&\'j btn  gam (Date): (o142 ‘;ﬁ
RERIE f
Disposétion_ :
1. EPEER, QCHiLeader CWIZIZLIA%HT B2, Eiﬁi&?ﬂ&%%ﬂﬁﬁl{’ﬁuﬁ%&ﬁi&&ﬁﬁﬁﬁéﬁﬂﬁéﬁ:
BN EENEE, QCHLeader CWIRT 27 % CWR B 5 B4,

TR LR MT 38 B MBRBYIEETS, ®E TR BT ERRNY, TETREss’ ., WFEAMUGEE, 47
B IR B A B P R 25— I50mm.
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5. WMAITENBHHY, mﬂﬁﬂﬂ%ﬁﬁ%‘m’ﬁigiﬁﬂﬁ?é: 0 SRAT B I AT 2 = AR 2R T B2 A F-5rmm, ke 2o 3 -l
BATTCHHS TREINF LU S e, #ﬁﬁ%ﬁi’éﬂ:?ﬁﬂﬁﬁ?ﬁ%%?‘-‘?-—%EEEJZCJM%%:

6. E%ﬁ?ﬁﬂﬁ%ﬁﬁﬁ?ﬁﬁ@li?ﬁ%ﬁ%éﬁﬁ%%iﬁ:

ﬁ@ﬁ,vmmmﬁwmuﬁﬁaﬁ&%ﬁaﬁxmwmﬁg,ﬁw%ﬁﬁﬂﬁﬂﬁmﬁﬁmn-ﬁm&*ﬁﬁﬂﬁﬂﬁ
%,mgaawiﬁmﬁ&,m%%%wm,ﬁﬂégﬁw%ﬁm&mm@ﬁtﬁﬁﬁﬁ%= b

8. RWRULEMTEALBHEBHEETE, ERWPSEATHIANAE, BHERA160' 030" Ci
9. REBWPSERETEH, FHBREN230° C—ais5 C, BRAMBES14 /N, " hiss document Is APPROVED

= Lais A s e i i State of Califomnia e
10. FRSHIZLFTEA 23R TR, FERR HEE TR0 CH/M, ; [gﬂwﬁqufgnﬁﬁ%gﬁ%go-
ursuant i =Clon. 2>-1.4 SRk
M. BERARHEIEEITE SRH R ESETF. : Sl S Seciinginy

it W N=te: 2 (7/(0
12 &ﬁ%@%ﬂﬁﬁﬁéﬁﬁﬁ&%ﬁwfJ\WHEJ‘EE«TTNDTTﬁ%;

13, B2 EREELTMTRN, FEB4E10-1.50 “HET T Ry BRI ERBETHMMTAN. xFcipas,
NDTZAVT, MTHIUT.

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

2.QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair,
3.Remove paint=25mm in all direction of HAZ prior to MT,

4.Clean the excavation area of al| loose debris including MT powder. Preheat to 65° C before removing cracks
by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repairs.

5.If base metal is damaged by grinding, the damaged area shall be ground clean prior to performing weld repa

ir. If gap>5mm is found during or after grinding, comply with the nofification on changing fillet weld to CJp w
hich is submitted for Engineer's review and approval form.

6. Prepare excavation in accordance with the New Repair Procedure prior to welding.

7.Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be performed on
the base metal laying abroad cracks to ensure that no cracks were propagated io the base metal, Separate

CWR approval is needed if cracks are found in the base metal, and only after this new CWR's approval can
continue the repair.

8.Clean excavation area of all loose debris including MT powder after excavation. Preheat and weld according t
0 repair WPS, the preheat shall between 160° G230° ¢,

9. Perform post weld heating according o repair WPS, the postheat shall between 230° C—315° ¢ and for on
e hour minimum,

10. Allow the weld to cool to ambient temperature gradually. Congtrol cooling rate after PWHT fo no more than
50° C per hour.

11. Grind the repaired area flush with base metal or the adjacent weld after post weld heating.
12, Wait 48 hours at least after the repair area-has cooled to ambient temperature before performing NDT,
13. Perform MT inspection to all repair area according to Coniract Drawings along with all additional NDT requ

ired by the applicable notes Special Provision Section 10-1.59 ‘Steel Structure’, subsection ‘inspection testing'.
NDT include VT, MT and UT if it is a CJP weld. .

Iz - H / SE R T
Technical Engineer: \f(ca Q“"{f‘W1 Approved By: L/‘f'-/]w:)/u Aln Date: (2- ﬂ} ’ '5
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. : A\ eE » - for. A= . Fﬁ—.:f?i' :
GE’.ZB %‘@}&F‘%ﬁ{g?ﬁ Rev. No.:
—_— .. . ; !
Critical Welding Repair Report (CWR) 0
b‘ - H
HEH S AN T REEe ;
Project Name: SFOBBE Drawing Na.: ! Report Na B-CWR1330
&R : | |
04-0120F4 i F
Contract No.: #i45 | 6CE CORNER AssH NDT $&Es |
- ltem Name; i MBLY NDT Report No.: | B787-MT-20556
laald ZP06-787 5
Project No.: e
B & H#Hgk

Corrective Action to Prevent Re-occurrence:

1R8], QCHIAA 3L b4 T4

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

b, A 'l%"?J’\J"L F.‘L ©

F@|AFA (Foreman): MLP&«'q i E3 (Date): X "5 3 ‘%
ZRBVPSE S WPS-345-SMAW- BG(SF) FCM | T% R X a Dovj}‘wl
Repair WPS No.: -Repair Technologist:
] b ﬂ5 1! %
B (B BWME it
Preheat Temperature SECTIREN
; A of C\R
Before Gouging: N Discontinuity:
Rl BARE
Bt E &= Preheat
inspection Temperature o
Before Welding: /&7/‘# Before l 81‘0 L
Welding:
. BRUEE
ﬁajimégup%hﬁof Gouge: Tofal Length
) ; /\[A of Gouge: /\/4-
BT BREET REMT
| Welder: Om om Welding Type: Sy Position: ;é]
|
X L é BEsE REE
Current: ( 5 Voltage: 3’}‘ Speed: / O{
BERR=E
Inspection After Repair:
SR E BER B
VT Result: A"Z/\. Inspector: L‘ {WAAM Date: [0 . J; { 7
NDTH & 45 R H M
NDT Result: [”"I?LA””L NDT Person: S-avw | Date: [e \.a}u>
i J <J 7
JAE :
Witness/Review:
o
Remark :
#R787-QCP-900 Jhiis dnsmmgftci:s f-!:FROVEEJ
“ﬁ%ﬂ%ﬁ%ﬁﬁﬁ“
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REPORT OF MAGNETIC PARTICLE EXAMINATION

T RHRR S
REPORT NO. it 545 5 B787-MT-20556 DATER# 2010.03.13 PAGE OFW®G 11 Revision No: 0
PROJECT NO. CONTRACTOR:
— ZP06-787 . CALTRANS
DRAWING NO. SEGO032H CALTRANS CONTRACT NO.:
RN 6CE CORNER ASSEMBLY InH TR %S 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMTHEE EZRR BRFESE BHERRY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT ##% MANUFACTURER Hl& 1 MODEL NO. #X5%% SERIAL NO. &5 E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
BT RATAE G i i
PARTICLE TYPE Dry magnet powder YOKE SPACING
Rty e TR R S
MATERIAL TO BE v WELDING ##:4 Material & thickness ,
EXAMINED O CASTING %14 R, ; ATOSM-345T2X
HRiHE O FORGING &% 25/30mm
WELDING PROCESS T TYPE OF JOINT T JOINT
BB et L]
WELD I.D. St AR O TEReTIT ] ACCEPT REJECT REMARKS
e INDICATION TYPE e g By BiE
fa E]
SEG032H-123 1 longitudinal crack 15 REJ. Y=0

BLANK

EXAMINED BY3:#

Sungongchang QA’I @0”"4— (ﬂ/f

LEVEL -1 SIGN %z‘é /

DATE H JEH

g forsi] e Loy 3

DATEH i

LEVEL-II SIGN

7

JEEZ3 / QCM

25 SIGN / Hili DATE

F FCUSTOMER

% SIGN/ Hijl DATE

(FORM# ZPQG-MT01)




REPORT OF MAGNETIC PART.LC'LE LXAMINA.LJ.O

T@E%#&'Hﬁi
REPORT NO. % ﬁ%‘ B787-MT-20556R1 DATEH}§ 2010.03.17 PAGE OFI& 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS -
TEES: A P
DRAWING NO. SEG032H CALTRANS CONTRACT NO.:
= 04-0120F4
Ee: 6CE CORNER ASSEMBLY A TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BHHFERD BEIRE BF&% T g e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285 2010
EQUIPMENT % MANUFACTURER #ii 7§ MODEL NO. #R #% SERIAL NO, #4438
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
B4k A BRS g A
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
.l TR B4R fE] R
MATERIAL TO BE Y WELDING #4544 i i
Material & thickness A700M-345T2-X
EXAMINED DO CASTING #+ B, B
wF R O FORGING i 25/30mm
WELDING PROCESS TYPE OF JOINT
; SMAW T- JOINT
T pitcs il
EiLE DISCONTINUITY Frig 4 1t — IR -
WELD 1.D. EP EJECT REMARKS
LENGTH IN
Py INDICATION TYPE N as s &iE
B CS3i)
SEG032H-123 1R1 ACC. 1000%MT
AFTER B-CWR1330
BLANK

EXAMINED BY 4§ REVIEWED.BY #H#% '
Sungongchang g&“ (;&—e'f:i /ﬁ ﬂ% /\3 \} W/ ) 1 f/r.) g b -.m)
LEVEL -1l SIGN &%& | DATEEUB!J LEVEL-II SIGN { DATEB#
REE / QecMm FFCUSTOMER
FF SIGN / Bl DATE % SIGN/ Hii DATE

(FORMi 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-000565
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 23-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0450

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-Confor mance Report waswritten: 14-Oct-2009

Description of Non-Conformance:

During arandom verification of Magnetic Particle (MT) Testing of the OBG Segment 6CE welds, Caltrans
Quality Assurance (QA) inspector discovered atotal three (3) linear indications approximately 12mm to 20mm
in length located at welds SEG32H-065, 123 and 023. These welds have been previously tested and accepted
by ZPMC Quality Control MT technicians. Also, ZPMC personnel completed these weld repairs without prior
Engineer approval or utilizing an approved critical weld repair procedure (CWR).

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted approved CWRs used to perform indications along with subsequent NDT records
verifying welds are now in conformance with Contract specifications.

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

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152. 1675.3703, 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
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