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, PRC Report No: NCR-000485
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 26-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0458

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: East Shaft

Procedural Procedural [ Description: East Shaft, Lift 4, CD corner seam weld

Reference Description: East Shaft, Lift 4, CD corner seam weld repair without Engineer approval
Description of Non-Conformance:

During in-process visual inspection of East Tower, Lift 4, CD corner seam weld repair excavation, QA
observed a crack-like linear indication, transverse to the weld axis, approximate 6 mm in length. This
excavation was for the repair of arejectable indication found by ZPMC Ultrasonic Testing (UT) technicians.
ZPMC NDT personnel performed Magnetic Particle Testing (MT) on the excavated area, confirmed the
crack-like indication, and continued to perform Shielded Metal Arc Welding (SMAW) on the excavated area
without prior approval of the Engineer.

East Shaft, Lift 4, C/D Corner seam. ~—
ESTL4—ZB/L 57A

East Shaft, Lift 4, ClD Corner seam.
ESTLA4-2B/L-57A.| e

b ,f

ZPMC Excavating (Grinding) for UT Repair.

1
11-26-09 1500
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

East Shaft, Lift 4, C/D Corner seam.

East Shaft, Lift 4, C/D Carfier s
ESTL4-2B/L-57A. >

ESTL4-2B/L-57A. & =33

Temporary Attachment at 123M Elevation
11-26-09 1400

Applicablereference:

Special Provisions, Section 8-3 Welding - “ The Engineer shall be notified immediately in writing when
welding problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair procedures to correct them. For requests to perform repairs, the
Contractor shall include an engineering evaluation of the proposed repair. The engineering evaluation, at a
minimum, shall include what is causing the defects, why the repairs will not degrade the material properties,
and what steps are being taken to prevent similar defects from happening again in the future.”

AWS D1.5-2002, Section 3.7.4 - "Prior approval of the Engineer shall be obtained for repairs to base metal,
repair of major or delayed cracks, or for arevised design to compensate for deficiencies.”

Who discovered the problem:  Amit Juvekar

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 11-26-2009, 16:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 11-27-2009, 8:00; Verbal

QC Inspector's Name: An Qin Xiang

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

Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

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: 29-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: 05.03.06-000448
Subject: NCR No. ZPMC-0458

Reference Description: CWR - Weld Repair Performed Without Engineer's Approval / East Tower Lift 4, CD Corner Seam / Transverse Indication

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During in-process visual inspection of East Tower, Lift 4, CD corner seam weld repair excavation, QA observed a crack-like linear
indication, transverse to the weld axis, approximate 6 mm in length. This excavation was for the repair of a rejectable indication found
by ZPMC Ultrasonic Testing (UT) technicians. ZPMC NDT personnel performed Magnetic Particle Testing (MT) on the excavated area,
confirmed the crack-like indication, and continued to perform Shielded Metal Arc Welding (SMAW) on the excavated area without
prior approval of the Engineer.

Specia Provisions, Section 8-3 Welding - “The Engineer shall be notified immediately in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the proposed repair proceduresto
correct them. For requests to perform repairs, the Contractor shall include an engineering evaluation of the proposed repair. The
engineering evaluation, at a minimum, shall include what is causing the defects, why the repairs will not degrade the material properties,
and what steps are being taken to prevent similar defects from happening again in the future.”
AWS D1.5-2002, Section 3.7.4 - "Prior approval of the Engineer shall be obtained for repairs to base metal, repair of major or delayed
cracks, or for arevised design to compensate for deficiencies.”

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance, documenting that the repaired weld isin compliance with the contract
requirements. Documentation provided for the Engineer’ s review of the acceptability of the weld repair shall at a minimum include the
procedure utilized/CWR and the NDT resullts.

In addition to the material/workmanship non-conformance, address the failure by both Production and Quality Control in proceeding

with the repair of the crack without prior approval from the Engineer. Provide documentation of the steps/actions taken by Production
and Quality Control to prevent future occurrences.

Y/ 05.03.06-000448,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0458

ccC: Rick Morrow, Gary Pursell, Ken Lee, Mark Woods
Filee 05.03.06

05.03.06-000448,NCT Page 2 of 2



,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 18-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-000445 Rev: 00
Ref: 05.03.06-000448

Subject:  NCR No. ZPMC-0458

Contractor's Proposed Resolution:

Reference Resolution: Currently this weld is under repair, when complete ZPMC will provide the CWR and NDT documentation to show
the weld is acceptable. ZPMC requests that their proposal be accepted with actions pending.

ZPMC acknowledges that a repair of the indication discovered during MT inspection was started before a critical welding repair report was
present. At the time the Production foreman believed that the indication they were repairing was the original one discovered by UT and
covered by the welding repair report that was present. This resulting effect was the non conformance occurring. This has been discussed with
the foreman and he has been reminded that transverse indications and cracks require Engineer approval. Currently this weld is under repair,
when complete ZPMC will provide the CWR and NDT documentation to show the weld is acceptable. Based on this course of action, ZPMC
reguests that their proposal be accepted with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000445R00

Caltrans' comments: Status: REJ
Date: 20-Dec-2009

The ABFJV's response partially satisfies the requirements set forth by the Department as a complete resolution for this NCR. However, the
Department will not consider closure until the remaining requirements are met.

Submitted by:  Lee, Ken Date: 20-Dec-2009
Attachment(s):

‘R}'I Page 1 of 1



,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 19-Jan-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-000445 Rev: 01
Ref: 05.03.06-000448

Subject:  NCR No. ZPMC-0458

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing the CWR used and NDT documentation which shows that the repair was successful.

ZPMC is providing the CWR used and NDT documentation which shows that the repair was successful. In this instance, the Production
foreman believed that the indication he found was still the original indication found by UT and the welding repair report present he had covered
the repair he was performing. This has been discussed with the foreman and he understands the reason for the non conformance. Based on
this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000445R01;

Caltrans' comments: Status: CLO
Date: 19-Jan-2010

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0458 is closed.

Submitted by:  Lee, Ken Date: 19-Jan-2010
Attachment(s):

Page 1 of 1



@ No. T-118

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-1-18
REGARDING: NCR-000485(ZPMC-0458)

ZPMC received NCR-000485(ZPMC-0458), it mentioned that QA
observed a crack-like linear indication, transverse to the weld axis,
approximate 6mm in length in east tower, lift 4, CD corner.

ZPMC acknowledges that a repair of the indication discovered
during MT inspection was started before a critical welding repair report
was present. At the time the Production foreman believed that the
indication they were repairing was the original one discovered by UT and
covered by the welding repair report that was present. This resulting
effect was the non-conformance occurring. This has been discussed with
the foreman and he has been reminded that transverse indications and
cracks require Engineer approval. Currently this weld’s repairing is done
according to the CWR497, so ZPMC will provide the CWR and NDT
documentation to show the weld is acceptable. Based on this course of

action, ZPMC requests that CT could take a review and close this NCR.

ATTACHMENT:
NCR-000485(ZPMC-0458)
T-787-UT-2432R3
T-CWR497
T1-787-UT-2432R4

T
Lefe |- 1}



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 IV Date: 29-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: 05.03.06-000448
Subject: NCR No. ZPMC-0458

Reference Description: CWR - Weld Repair Performed Without Engincer's Approval / East Tower Lift 4, CD Corner Scam / Transversc Indication

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 coniract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During in-process visual inspection of East Tower, Lift 4, CD comer seam weld repair excavation, QA observed a crack-like linear
indication, transverse to the weld axis, approximate 6 mm in length. This excavation was for the repair of a rejectable indication found
by ZPMC Ultrasonic Testing (UT) technicians. ZPMC NDT personnel performed Magnetic Particle Testing (MT) on the excavated arca,
confirmed the crack-like indication, and continued to perform Shielded Metal Arc Welding (SMAW) on the excavated area without

prior approval of the Engineer.

Special Provisions, Section 8-3 Welding - “The Engineer shall be notified immediately in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the proposed repair procedures to
correct them. For requests to perform repairs, the Contractor shall include an engineering evaluation of the proposed repair. The
engincering cvaluation, at a minimum, shall include what is causing the defects, why the repairs will not degrade the material propertics,
and what steps arc being taken to prevent similar defects from happening again in the future.”
AWS D1.5-2002, Section 3.7.4 - "Prior approval of the Engineer shall be obtained for repairs to base metal, repair of major or delayed
cracks, or for a revised design to compensate for deficiencies."

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance, documenting that the repaired weld is in compliance with the contract
requirements, Documentation provided for the Engineer’s review of the acceptability of the weld repair shall at a minimum include the

pracedure utilized/CWR and the NDT results.
In addition to the material/workmanship non-conformance, address the failure by both Production and Quality Control in proceeding

with the repair of the crack without prior approval from the Engineer. Provide documentation of the steps/actions taken by Production

and Quality Control to prevent future occurrences.

Wi, 0s.03.06000008NCT P——



NCT
{ Continued Page 2 of 2 )

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0458

ce: Rick Morrow, Gary Pursell, Ken Lee, Mark Woods
File: 05.03.06

N7 050306000098 nCT
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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/ALARte: 80 PM: 13.2/13.9
VE"EJO. CA 84592-1133 Flle #, 69.25}3

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000485
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 26-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0458

Type of problem:

Welding Concrete [ ] Other O
Welding ] Curing [l Procedural [0  Bridge No: 34-0006
Joint fit-up [] Coating [J Other [J  Component: East Shaft

Procedural Procedural [] Description: East Shaft, Lift 4, CD corner seam weld

Reference Description: East Shaft, Lift 4, CD comer seam weld repair without Engineer approval
Description of Non-Conformance:

During in-process visual inspection of East Tower, Lift 4, CD corner seam weld repair excavation, QA
observed a crack-like linear indication, transverse to the weld axis, approximate 6 mm in length. This
excavation was for the repair of a rejectable indication found by ZPMC Ultrasenic Testing (UT) technicians.
ZPMC NDT personnel performed Magnetic Particle Testing (MT) on the excavated area, confirmed the
crack-like indication, and continued to perform Shielded Metal Arc Welding (SMAW) on the excavated area
without prior approval of the Engineer.

East Shaft, Lift 4/ CID Corner Seam. o= -~ e W
i ESTL4—2B/“E 57A. o

East Shaft, L|ft 4, D CUmer seam.

ZPMC Excavating (Grinding) for UT Repair.

h,‘_’_ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

East Shaft, Lift4, C/D Corner seam. East Shaft, Lift 4, €/D.G Carfer s

ESTL4~23I L-57A. ESTL4-2B/L-57A.

Temporary Attachment at 123M Elevation

1126004400

Applicable reference:

Special Provisions, Section 8-3 Welding - “The Engineer shall be notified immediately in writing when
welding problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair procedures to correct them. For requests to perform repairs, the
Contractor shall include an engineering evaluation of the proposed repair. The engineering evaluation, at a
minimum, shall include what is causing the defects, why the repairs will not degrade the material properties,
and what steps are being taken to prevent similar defects from happening again in the future.”

AWS D1.5-2002, Section 3.7.4 - "Prior approval of the Engineer shall be obtained for repairs to base metal,
repair of major or delayed cracks, or for a revised design to compensate for deficiencies."

Who discovered the problem:  Amit Juvekar

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 11-26-2009, 16:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 11-27-2009, 8:00; Verbal

QC Inspector's Name: An Qin Xiang

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

Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

‘hz TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2



' REPORT OF ULTRASONIC EXAMINATION

TR A A
U7 % ] Hgl =
REPORT N HEiRY T787-UT-2432R3 DATE 2009.12.05 PAGE 1 OF 1 Revision No: 0
PROJECT NQ. ; TI28S ZPos-787 CONTRACTOR : CALTRANS
ITEMS NAME: FOURTH LIFTING  PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ESTL4-2B/L
i B TOWER(E) CD CORNER (g 4 mALEES

AWS D1.5-2002

REFERENCING CODE #:%

U

ACCEPTANCE STANDARD =540

AWS D1.5-2002(Table 6.4)

PROCEDURE
ZPQC-UT-01

NO. Bifsg

LEVEL -1l SIGN [
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u—-P,rZ-‘\S,

LEVEL -1l SIGN | DATE

WELDING PROCESS b B JOINT TYPE #5523 CALIBRATION DUE DATE {¥ 85 Fam
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071565311, 061488510,
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AWS IIW BLOCK TYPE II c.M.C A708M-345T2-7 90mm
TRANSDUCER $£:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
bt b:fid P Rf T B gz R=f
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level 53 i i 20dB
Base metal inspected per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
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4 B | mxmmg | © - o
ESTL4-2B/L-57A/B 1R3 45 A 1 B)32[6|0 45 89 70 0 16700 REJ. | .100%
2R3 45 A 1 3332 211 20 49 35 +5 23745 REJ. 100%
3R3 45 A 1 41132180 10 131 92 -25 23610 REJ. 100%
4R3 45 A 2 3832|101 -3 60 148 74 0 10625 REJ. 100%
5R3 45 A 1 413210 1 18 154 70 -5 23730 REJ. 100%
6R3 45 32 ACC. 100%
70 33 ACC. 100%
AFTER T-CWR479
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Critical Welding Repair Report (CWR) | 4
= |
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Description of Welding Discontinuity:

Rejected Indication found by ultrasonic Inspection at fourth time.
(UTHRGESE WK, ) ESTLA-2BIL-57A/B

Welder.ID No. (T4 %): 040690 040733 049099 Position:(fZ &#): 20¢
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' WELD NUMBER: ESTLAZBIK- 7AIB :
Please see the detail data ‘r:§rom UT report !




P RE:

Cause:

1.The weld defect location may not have been properly identified prior to grinding, i.e, the X and Y location w
as incorrect or the excavation was riot centered on the defect, therefore the excavation did not encompass th

e whole defect.

L T EE RSk BE M B BT 457

T BIBA A .

g ihsgiN

Disposition :

= U el i

...:.._'LSDCO

1.
2

L

3\
4.

13

6+
7.
8-
9.

QC shall monitor and direct the welder and the grinder doing the repair operation.
Preheat before gouging; the temperature shall be at least 65°C.

Gouge the weld to remove identified defects.

Joint details shall refer to the approved WPS repair.

Grind the gouged areas to a smooth and shiny surface. :
Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.
QC shall menitor all welding passes being deposited.

QC shall ensure all slag has been removed prior the deposition of next pass.
Preheat and maintain interpass temperature control in accordance with the WPS,

. Blend the weld repaired areas into the adjacent weld or base metal by grinding.
. Perform VT, MT and UT NDT inspection to the repaired areas.

EEBEET, QCHiEMSETIRSBETANET,
RUZISAEHTR, BEREF65° C
B ERRGE,

RANTEHERE, M‘W?&%—'“Eﬁ,ﬁﬂiiﬁ%ﬂﬁ RAEESHNEE R O EIMEE T EREWPS);
BT B

ERETBRELBEN, A VT A MT BRGS0,
FEREEEF, QC FHAREEETS,

ERATHEELN, QC NAFEFTHRBESEE,

RIE WPS SR AR B AR A,

10, FTEERBEE ST RS EH T,
11, FHBERERT VIMT # UT £ NDT #:3).

This decumend is APPROVED

Stzle of Galifo
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Critical Welding Repair Report (CWR) 4
e mEwEkE | gems | BEHE
Project Name: SFOBB Drawing No.: Report No.: T-CWR479
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Contract No.: 04-0120F4 T FOURTH LIFTING LIFT NDT Hi 48
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e tem Name: P TR B NDT Report No.: T787-UT-2432R3
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Project No.: ZP06-787
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Corrective Action to, Prevent Re-occurrence:

1.4C and production to properly lay out the UT defect, mark the X,Y,D on the base metal and the location en th

e surface of weld by use of rectangle

prior to excavation .

2. The UT operator and or CHI %ill take the responsibility to verify the excavation ha

L. QCAIAEFHRI IR R ERRYIT SRR AR T,

or circle,

FERRART, BRI AR RS A B
2. UTRR RACVI BTN BB L.

EERRA (Foreman):

B# (Date):

by doing this, UT operator will verify the exact location of the defect

s completely removed the defect
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Before Walding:
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Before Welding:
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REPORT OF ULTRASONIC EXAMINATION

UTHRGH &

REPORT NO. #fi##% T787-UT-2432R4 DATE 2009.12.17 PAGE 1 OF 1 Revision No: 0
|PrOJECT NO. (TH#HRY ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FOURTHLIFTING PRAWING NO.: | CALTRANS CONTRACT NO.: 04-0120F4
ESTL4-2B/L
WS F TOWER(E) CD CORNER He IR S

REFERENCING CODE #:#ii

AWS D1.5-2002

ACCEPTANCE STANDARD #3547

AWS D1.5-2002(Table 6.4)

PROCEDURE NO. g
ZPQC-UT-01

WELDING PROCESS #EH JOINT TYPE RE&EHTY CALIBRATION DUE DATE {¥ 8¢ Bt -3 %
SMAW CORNER-JOINT Dec. 285" ;2009
. WEQUIPMENT w0E& MANUFACTURER 1Bl 7§ MODEL NO. #3459 SERIAL NO. P75
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #5471 MATERIAL/THICKNESS 2%} FLHE
|AWS liw BLOCK TYPE 1I cC.M.C AT09M-345T2-Z 90mm
TRANSDUCER #3
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i fiHE EHES Ref i SR HE R
Changchao 70° 2.5MHz 18x18mm Changchao 45° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level £ RS 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4 DISCONTINUITY AEegEtd =
: ©
WELD S |4 Jw |~ ls [z |5.]s 5 ”
Z g B | < - # 2S5 SR 2 LOCATION OF DISCONTINUITY e &
= | = - 7] = [y
IDENTIFICATION %LE? “glom(ZES S35 8 AL (mm) 2| =
5 5 = = L [
. |8F|8%(g¥| ¢ “ 2 | E
12 o =
HEEEFRS % E - L Sound | Depth from : 5 o
- ength From'X | From'Y o
a|blc|d RO Path Surface X sy a
= FER MR =
ESTL4-2B/L-57A/B 1R4 45 32 ACC. 100%
2R4 45 32 ACC. 100%
3R4 45 32 ACC. 100%
4R4 45 32 ACC. 100%
5R4 45 32 ACC. 100%
70 33 ACC. 100%
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(8) 85 FLUOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety

Safety Glasses
Gloves (if required)
Knee Pads
Electrical shock

2. Tools

Lighting

MT Powder. Red for ambient, Yellow for High Temperature.
Powder Bulb

Powder Blower

MT Yoke Adequate working condition

Pie Gage

3. Inspection Techniques

o Ao o

Lighting

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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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, PRC Report No: NCS-000474
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0458

Type of problem:

Welding Concrete [1 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: ~ 26-Nov-2009

Description of Non-Conformance:

During in-process visual inspection of East Tower, Lift 4, CD corner seam weld repair excavation, QA
observed a crack-like linear indication, transverse to the weld axis, approximate 6 mm in length. This
excavation was for the repair of areectable indication found by ZPMC Ultrasonic Testing (UT) technicians.
ZPMC NDT personnel performed Magnetic Particle Testing (MT) on the excavated area, confirmed the
crack-like indication, and continued to perform Shielded Metal Arc Welding (SMAW) on the excavated area
without prior approval of the Engineer.

Contractor's proposal to correct the problem:

Repair weld, verify with NDT

Corrective action taken:

The weld repair was performed and verified by NDT. Documentation for this repair was provided
(T-CWR-497 and T-787-UT-2432R4). Thisissue was discussed with the foreman to prevent reoccurrence.
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 Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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