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-000489
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR #: ZPMC-0462

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: OBG Segment 7BE Floorbeam

Procedural [ Procedural [1 Description: Missed MT indication by QC

Reference Description: Missed MT indication by QC on Segment 7BE floorbeam flange

Description of Non-Conformance:

During arandom Magnetic Particle (MT) verification of Floor Beam to Deck Panel Diaphragm at OBG
Segment 7BE, Caltrans Quality Assurance (QA) Inspector observed one (1) Transverse Crack measuring 10
mm in length on weld SSD18-PP52-005. This weld was previously tested and accepted by ZPMC and ABF
Magnetic Particle Testing (MT) technicians.

OBG Segment 7BE Floor beam to Deck panel
Diaphragm weld SSD 18- PPSZ 005

V\}/
Ez'l TS %Qr lnd/c?tp{n (

;

1500 10/23/2009

Applicablereference:
AWSD1.5 (02) - 6.26.1; “The weld 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.”

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1500 hours, Verba
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1600 hours, verbal

QC Inspector's Name: Zhang Dai

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: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

N7 TL-15Quality Assurance -- Non-Conformance Report
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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: 02-Dec-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: 05.03.06-000452
Subject: NCR No. ZPMC-0462

Reference Description:  Missed MT indication by QC on Segment 7BE floorbeam flange

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: 07
Remarks:
During arandom Magnetic Particle (MT) verification of Floor Beam to Deck Panel Diaphragm at OBG Segment 7BE, Caltrans Quality
Assurance (QA) Inspector observed one (1) Transverse Crack measuring 10 mm in length on weld SSD18-PP52-005. This weld was
previoudly tested and accepted by ZPMC and ABF Magnetic Particle Testing (MT) technicians.
Action Required and/or Action Taken:
Submit arepair plan to the engineer for approval. Missing MT indicationsisachronicissue. Trainthe MT inspectorsin proper MT
techniques and provide a certificate of competency.

Transmitted by: Bill Howe
Attachments: ZPMC-0462

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

Y/ 05.03.06-000452,NCT
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,&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-000448 Rev: 00
Ref: 05.03.06-000452

Subject:  NCR No. ZPMC-0462

Contractor's Proposed Resolution:

Reference Resolution: After repair, ZPMC or ABFJV will provide NDT documentation to show that the weld is acceptable. ZPMC requests
that this response be approved with action pending.

After repair, ZPMC or ABFJV will provide NDT documentation to show that the weld is acceptable. Currently documentation is not available but
based on this course of action, ZPMC requests that this response be approved with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000448R00

Caltrans' comments: Status: AAP
Date: 30-Dec-2009

Request accepted.

Submitted by:  Howe, Bill Date: 30-Dec-2009
Attachment(s):

‘h‘} Page 1 of 1
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,&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-000448 Rev: 01
Ref: 05.03.06-000452

Subject:  NCR No. ZPMC-0462

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation that the missed indication was repaired using CWR, B-CWR873, and is
acceptable. ABF QCM has conducted refresher MT training with the ZPMC inspectors.

ZPMC is providing NDT documentation that the missed indication was repaired using CWR, B-CWR873, and is acceptable. To reduce
incidents of missed indication the ABF QCM has conducted refresher MT training with the ZPMC inspectors on December 23, 2009. In
addition, ZPMC will begin performing 100% verification of tested areas beginning January 18, 2010 as a means of preventing future missed
indications. ABFJV has purchased powder dispensers for all the ZPMC MT technicians as a means to help control the amount of powder
applied during MT testing. Based on the above actions ZPMC requests this NCR be placed closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000448R01;

Caltrans' comments: Status: CLO
Date: 26-Jan-2010

The preventition measures taken by the QCM and the documentation submitted by the contractor have been reviewed by the Engineer, and are
found to be acceptable.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):

‘h}'l Page 1 of 1



@ No. B-587

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-18
REGARDING: NCR-00489 (ZPMC-0462)

With this letter of response, ZPMC requests closure of CT NCR-00489 (ZPMC-0462) , what
mentioned that CT Inspector observed missed MT indication.

- ZPMC acknowledged this problem and has issued internal NCR. See attached
NCR-B-317.

- CWR was issued by ZPMC for the repair to the missed MT indication. See attached
B-CWR873.

- NDT was performed after repair according to the approved CWR to warrant the weld’s
quality. See attached B787-MT-15079 R1.

Based on the responses above, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-00489 (ZPMC-0462)
NCR-B-317(ZPMC-0462)
B-CWRE73
B787-MT-15079 R1

1/[?/!‘7



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A 1V Date: 02-Dec-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: 05.03.06-000452
Subject: NCR No. ZPMC-0462

Reference Description:  Missed MT indieation by QC on Segment 7BE floorbeam flange

The attached Nen-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,
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Miaterial Location: OBG Lift: 07
Remarks:
During a random Magnetic Particle (MT) verification of Floor Beam to Deck Panel Diaphragm at OBG Segment 7BE, Caltrans Quality
Assurance (QA) Inspector observed one (1) Transverse Crack measuring 10 mm in length on weld SSD18-PP52-005. This weld was
previously tested and accepted by ZPMC and ABF Magnetic Particle Testing (MT) technicians.
Action Required and/or Action Taken:
Submit a repair plan to the engineer for approval, Missing MT indications is a chronic issue. Train the MT inspectors in proper MT

techniques and provide a certificate of competency.

Transmitted by: Bill Howe
Attachments: ZPMC-0462

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

N1, 05.03.06.000452nCT Page I of 1



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 ) '\,g
Contract #: 04-0120F4

Bay Area Branch -

690 Walnut Ave.Si. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 84582-1133 T a3

(707) 649-5453 File #: _—69'25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P. R. China Report No: NCR-000489
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-0ct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0462

Type of problem:

Welding Ll Concrete [ Other

Welding I Curing L] Procedural (1  Bridge No: 34-0006

Joint fitup [] Coating ] Other Component: OBG Segment 7BE Floorbeain

Procedural [ Procedural [] Description: Missed MT indication by QC

Reference Description: Missed MT indication by QC on Segment 7BE floorbeam flange

Description of Non-Conformance:

During a random Magnetic Particle (MT) verification of Floor Beam to Deck Panel Diaphragm at OBG
Segment 7BE, Caltrans Quality Assurance (QA) Inspector observed one (1) Transverse Crack measuring 10
mm in length on weld SSD18-PP52-005. This weld was previously tested and accepted by ZPMC and ABF
Magnetic Particle Testing (MT) technicians.

OBG Segment 7BE Flooribeam to/Déckipanal
Diaphragmweld SSD18:PP52:005 ;

Applicable reference:
AWS D1.5 (02) - 6.26.1; “The weld 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.”

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1500 hours, Verbal

Al . .
H‘Z_ TL-15,Quality Assurance - Non-Conformance Report Peége ol



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

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1600 hours, verbal

QC Inspector's Name: Zhang Dai

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 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: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

‘hzw TL-135,Quality Assurance -- Non-Conformance Report Page 2 of 2



@ Nonconformance Report
AEE TR E

Project Name: S.F.O.B.B NCR Number:

I H & K: S BN AR NCR %i%5: NCR-B-317(ZPMC-0462)
Item: Miss MT indication by QC Item Number: Drawing:
LA MT Rt 15: 7BE HE=F N/A
Location: Assembly yard Date:

{LE: 5h% H - 2009-12-18
Description of Nonconformance:

AEFETURAEHR:

During a random Magnetic Particle verification of Floor beam to Deck Panel Diaphragm at OBG
Segment 7BE,Caltrans Quality Assurance Inspector observed one Transverse Crack measuring 10 mm
in length on weld SSD18-PP52-005.This weld was previously tested and accepted by ZPMC and ABF
| Magnetic Particle Testing technicians.

N RFE 7BE RIL— ML, B4%455 % SSD18-PP52-005. HiX& B4 3TE 4 ABH

N zZPMC #% . \
Work By: Q"D\\ Prep'lred by: zﬁ,ys Reviewed by QCL: ng
WL g P RETEmE: [ 23]

O DrawingE }err ' Materlal Defect Fabrication Error [ Other
KR FRH G HYER IR HibJRE
Disposition: 0O Useasis [0 Repair O Reject
LB B0 BB EicLe
Recommendation:
W
7 ¢ \_\2375’7’, ) 4

GUCJ‘Y‘M O,IJ )-efcu‘Y .
[ S; \/\)\/&
Prepared by: Approved by QCA:

Bk dole Pt/ RS
Reason for Nonconformance:
AEFERA:

PSRt 0w 4

Discover (near aiefw{ .

Prevention of Re-occurrence:

VO[5 e it =
ATt —Méag BTkl
l;s/kw’t @7‘“&% and 7o, u//eax’(frm : conere L&_;’ u

Approved by/ﬁt{%

e VT,



Technical Justification for-Use-Asélsﬂ{epai:':

O Attachment O Non-attachment

[ Y B A8 HO BOA 3 e Te b
Reviewed /At tE:

Verification: - O Acceptable 0 Unacceptable
ik WS AR

Verified by QCI/FHLHfiA:

Reviewed by QCA/AR EATFiZ:

#R787-QCP-1300




_ ) d e . - - . hEER
—E—Eﬁ@ - [ 5‘% % j:% % ]g 1% ﬁi _&Etl Rev. No.:
' Critical Welding Repair Report (CWR) 0
T % B AT HeEe e CissE
Project Name: SFOBBR Drawing No.: Report No.: B-CWRae73
=3 n
SRS , 04-0120F4
Contract No.: B4t 4 B 7BE FB WEB TO NDT #iEHE
ltem Name: TOP  FLANGE NDT Report No.: B787-MT-1507:
B ZP06-787 '
- Project No.:
TRERI R

Description of Welding Discontinuity:

ERSSDIBA-PPO52- 004 TN, BRI AM RS, 1. L1=15mm  Y1=8950mm.
Welder ID No. (18 T # € ):055564 Position:(fiz #): 2F

One transverse crack was found by use of MT on SSD18A-PP052-004

BER (Inspector) : Zhao chern/t:l(/‘CI?ﬁcD/ﬂ/v8

A (Date) : 2008-1p-2

REEEA TR E
Draft of Welding Discontinuity:
r— A2 Al Ao
201 1730 ! 2400 i 000 3000 3030 4 -_3o0a 3000 ) 2400 L1730 - 200
. |
Jl;lUUUIUUUU[UUUUUUUWUUU\_’JUUIUUUUU

UUUUU'UUUUIUUU

1T
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e

-0, APPROVED I
APPF.OVED AS NOTED
0O FETUANED FoR COREmNTICN
Fureient to Section 5-1.¢2
of tho Sandard Speciiizaticng
State of Califernia
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=

SUIRT CF TRANGF Gy
LT R
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7 - Sl —

B ——
Cause: & APPROVED S NOTED |
R 2 gy v P i - | 2 T
T BT, KREA R M ERRE I KT, e U GORRETIY
1. Maoisture wasn't completely removed during df)’ing?UPEF%iQ;{bémwﬁégaﬁc%th
the area wasn't prehealed sufficiently. ' State of Celifomnig Eh
E@EAFA (Foreman): L ahiged, | PERATIBE:OR TRANSRORTATION
—~ J 4G niicingering er
AT u : el Gt
e L e Lo an 4
Disposition : L‘?_‘El_'f urjsae;r.i_aﬁﬁhd' ![,z :D_ﬁ

1. XEFBEN, QCHlLeader CWIEIIIHRT S‘TB"%. REATIR S T TR LHRAER 5 14 IR 4 18 7 4T,
2. EAMEENTTE, QCHLeader CWIRZH HHYECWRAY S 4L,

3. MTEAIZATEBHEmEER AT R LA/ TF25mmsa R f i,
4

HAY L BMTAUTRIE BORBEETS . REFMTEOTEERNE, ST ARGEE, TEREERN;
PR N50mm, T A MYUNERE, TG RN B8R A8 135 I 1E50mms :

5. IRITERBREL, WEREERGREITET S, NRITEN ST SRSMEATSmm, eSS D
BRCHFE TEM T UUE R, R T B A R SR CUP R,

6. RENEREFNEES TN EREEIEA,

7. R VTRIMTHE RGBS R 5% A R R bk I e, RIS TR B BB MT, {RUE R AR LI HE S
. MRESH LERHL, WASHECWR, BRAE LM R M CWRIALS A feaka

8. WRPIUBRMTRIIMEMREYEETS. REFAEEEE T iR meE,

9. BEEREHNEETEFRIBRITER,

10. 45 BEEFHA N F) A FIEF R A

1. BRBHENEHATIE 58H SRR T 5,

12, FER4EV A ETFHHA B 248/ M BB HHTNDTHE

13, BEFIREEESTMTRN, HEBEAR0-1.50 “ALH" hiy “RWFRS” BRI MR,

oh

1. QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this rep
air 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. _
VRENESY 77 (+5(  SRief v o Graagy bk -
4. Clece‘l'n the e;cava(ﬁoﬁ drea of élr loose é‘&ﬂ'r‘lls including MT powder and UT gel:* Remove cracks by grinding, re
pair area shall extend a minimum of 50mm beyond each end of single crack repairs, and 50mm beyond the ou
termost cracks for multiple crack repairs. *

5. If base metal is damaged by grinding, the damaged area shall be ground clean prior 1o performing weld repai

r. If gap>5mm is found during or after grinding, comply with the nofification on changing fillet weld to CJP whi
ch 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 fepair areas are defects free, and also MT shall be performed on t
he base metal laying abroad cracks to ensure that no cracks were propagated to the base metal. Separate CW

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

8. Clean excavation aréa of all loose debris including MT powder after excavation. Preheat and weld according to
the Table 1 of the New Repair Procedure.

9. Perform post weld heating according to the Table 1 of the New Repair Procedure.
10. Allow the weld to cool to ambient temperature gradually. | 7% ‘(. 770 e %

& " L

11. Grind the repaired area flush with base metal or the adjacent weld after post weld heating.
12. Wait 48 hours after the repair area has cooled to ambient temperature before performing NDT.

13. Perform MT inspection to all repair area according to Contract Drawings along with all addilional NDT require
d by the applicable notes Special Provision Section 10-1.59 'Steel Structure’, subsection ‘inspection testing'.

I % B
it \’/-

i e

/ /’1/\-/ }[y\n 14 B
— % . £ | »

- Technical Engineer: A& eriUM Approved By: Date:

c
f’,_

~3a

o,

S— / !
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Critical Welding Repair Report (CWR) 0
0 B &% % BN K HFES — REES
Project Name: SFOBB Drawing No.: Report No.: B-CWR873
“R5
ontract Nas 04-0120F4 9CE FB WEB TO NI .
- i I
GE P
ltem Name: TOP FLAN NDT Report No.: 8787'MT'156?$
WRKS ZP06.787 P78WIPPTSWIPP79E
Project No.:
&) B gk

Corrective Action fo Prevent Re-occurrence:

1384237, QCHAIAEHGTRA, SAFL345m.

ZEARA (Foreman):

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

L i

B (Date):

[oro]

ZBMIWPSE B WPS-345-SMAW-2G(2F)-Repa | T% R /-/—tﬂ(i‘wl"”
Repair WPS No.: ir Technologist: 7 )ﬁ
°q . tr.
- = 7
B CBAD W TR 18 i ok B !
ription
Preheat Temperature ﬁ of CR
Refens e ging: Discontinuity: -
' \ BB AR E
BWLERE Aoy . Preheat . 0
Inspection Temperature / gj .
Before Welding: Before
Welding:
' [ JUPCE. .
B T B 9 / /{/
Max. Depth of Gouge: ﬂ@ g?t‘:gtgg?th A
/T ‘ BEERH REMR
Welder: Plf'} i Welding Type: _%vf’osition: 7
Current: Voitage: /Speed: /
BEEERE
Inspection After Repair: w /
[
S E B R Ll B2 T gy 2
VT Result: L Inspector: 157/'7/.’070‘ Date: Ug\ e
] T
NDTH # 45 R e _
NDT Result: A\CL NDT Person: HZ"‘W&/M’ Date: 07\((.25
HAE - ‘ O, APPROVED ==
WltnessJ‘Revlew: : & APPROVED AS HOTED
. —F O FETUSRED FOR CURRITTTTN
£H ) [ Fursuznt to Sectinn 5-1.60
Remark : of tho Soanduwd Specificay, s
; <"at: of Califernia
#R787-QCP-200 B v *r"lhr
SEE i B 0




(ZBMc

'REPORT OF MAGNETIC PARTICLE EXAMINATION

Zhao Chengqgon
LEVEL -1l SIGN %4

70 Y 7 /0.2}
| DATER J] '17
A

BEM R RIR S
REPORT NO. #{4#%5 B787-MT-15079 DATEH #] 2009.10.23 PAGE OFTIf% 1M Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
TR%E: ) Ao
DRAWING NO. SSD18A CALTRANS CONTRACT NO.: —
He: 7BE PLATE PANEL SPLICE MM T RS i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BARTERG iR BF&ES { BB EFT RO
AWS D1,5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #% MANUFACTURER % 7§ MODEL NO. #5458 SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT A
2 RS AR H1i
PARTICLE TYPE Dry magnet powder YOKE SPACING
) 70~150mm
[t 2 il TR T4 A R
MATERIAL TO BE v WELDING 17545 i i
1REE Material & thickness ATOSM-B4ETAX
EXAMINED O CASTING %4 T4, I
R O FORGING &% 20/14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R oy |
WELD 1.D oo ACCEPT REJECT REMARKS
e INDICATION TYPE N e Il P
{87 Hery
SSD18A-PP052- TRANSVERSE B}
pe 1 CRACK 15 REJ. Y=8950
BLANK
EXAMINED BYE# REVIEWED BY #7#

Wouny Wes, 2 7~ [7-%)

LEVEL-II SIGN

! DATEH#

EEfit£238 / QCm

% SIGN / Hill DATE

FFCUSTOMER

¥ SIGN/ Bl DATE

(FORM# ZPQC-MTO1)




. _

REPORT OF MAGNETIC PART.ICLE EXAMINATION

2 SIGN / Bl DATE

AR S

REPORT NO. i %4 & B787-MT-15079R1 DATEH I 2009.11.25 PAGE OFI% 1A Revision No: 0
PROJECT NO. ——— CONTRACTOR: .

TRHES: ” Ao

DRAWING NO. SSD18A CALTRANS CONTRACT NO.:

04-0120F4

1aR=R 7BE PLATE PANEL SPLICE M TEES

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
ARG iRk BFRs s EH 2o

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT ##% MANUFACTURER #1# 7§ MODEL NO. ¥ wS SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
|MAGNETIZING METHOD Continuous magnetic yoke CURRENT it

b P ke Wi s 7 S HLH

PARTICLE TYPE Dry magnet powder YOKE SPACING

: " 70~150mm

e i) Frin A A PR

MATERIAL TO BE VWELDING #4: i i

1R Material & thickness T

EXAMINED OO CASTING %4 i i

R LS O FORGING 4f&if 20/14mm

WELDING PROCESS TYPE OF JOINT

SMAW T-JOINT
WELD I.D el ACCEPT REJECT REMARKS
)_i;!f‘zzfﬁ% INDICATION TYPE LENGLEN mm g il %Ik
i ey
SSD18A-PP052-
od 1R1 ACC.
AFTER B-CWR873
BLANK
EXAMINED BY %1 5 REVIEWED BY #i# ~
Huang Jin ¢ J/.?JS °© a/HL)
A 5 7
LEVEL -1l SIGN % DATEH ) LEVEL-l  SIG / DATEH
JRftE1 / QCM - Al/*CUSTOMER #

%5 SIGN/ B DATE

(FORM# ZPQC-MTO01)




(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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,&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: 20-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-000448 Rev: 02
Ref: 05.03.06-000452

Subject:  NCR No. ZPMC-0462

Contractor's Proposed Resolution:

Reference Resolution: There is no requirement for in process dimensional flatness at this stage of fabrication. ZPMC strongly requests
that this NCR be closed and this item be tracked on the punchlist.

The in process flatness dimension documented in this NCR has the potential to be a non conformance if it is not corrected. As stated in
ABFJV’s earlier response, at the time this NCR was written work was in process and ZPMC had not accepted the dimensions at the time the
NCR was written. There is no requirement for in process dimensional flatness at this stage of fabrication and the references applied should be
applied after work by the fabricator is complete. If the Department wants to maintain visibility of this issue, it should be added to the punchlist
for later follow up after ZPMC has completed the work and can be verified. ZPMC strongly requests that this NCR be closed and this item be
tracked on the punchlist.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000448R02

Caltrans' comments: Status: CLO
Date: 26-Jan-2010

The contractor's response in this NPR no. 448R2 is not applicable to the NCT issued. A previously submitted NPR no. 448R1 has been
accepted by the Engineer; therefore, it is not necessary to send another NPR for the same NCT.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):

Page 1 of 1



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-000488
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 27-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0462

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:  23-Oct-2009

Description of Non-Conformance:

During arandom Magnetic Particle (MT) verification of Floor Beam to Deck Panel Diaphragm at OBG
Segment 7BE, Caltrans Quality Assurance (QA) Inspector observed one (1) Transverse Crack measuring 10
mm in length on weld SSD18-PP52-005. This weld was previously tested and accepted by ZPMC and ABF
Magnetic Particle Testing (MT) technicians.

Contractor's proposal to correct the problem:

Repair indication and perform required NDT.

Corrective action taken:

Theindication was repaired and NDT documentation was submitted to verify the weld isin conformance with
contract requirements. The Contractor has provided training to MT Technicians regarding proper technique
and purchased new equipment. NDT coverage has also been increased in this area.

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

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