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-000491
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0464

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: Segment 6AW Deck Panel Weld

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

Reference Description: Missed MT Indications by QC on OBG Segment 6AW DP

Description of Non-Conformance:

During arandom Magnetic Particle (MT) verification (October 25, 2009), of welds at OBG Segment 6AW,
Caltrans Quality Assurance (QA) Inspector observed two (2) Longitudinal Cracks on the Deck Panel
Diaphragm to Deck Panel fillet welds measuring 40 mm and 15 mm in length. These welds were identified as
DP138-001-187 and 188. ZPMC had previously MT tested and accepted these welds mentioned above.

During random MT verification (October 24, 2009)of OBG Segment 6AW, Caltrans QA observed two (2)
linear Longitudinal Cracks on Deck Panel Diaphragm to Deck Panel fillet welds measuring 15mm in length
each on welds DP138-001-019 and 020. These welds were previously tested and accepted by ZPMC QC MT.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
AWSD1.5 (02) Section 6.26.1.1; “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: Steve Lawton

Time and method of notification: 1500 hours, Verbal

Name of Caltrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1600 hours, Verbal

QC Inspector's Name: Wang Lu

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

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport isfor 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 Materias for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

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: 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: 05.03.06-000454
Subject: NCR No. ZPMC-0464

Reference Description:  Missed MT Indications by QC on OBG Segment 6AW DP

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 Magnetic Particle (MT) verification (October 25, 2009), of welds at OBG Segment 6AW, Caltrans Quality Assurance
(QA) Inspector observed two (2) Longitudinal Cracks on the Deck Panel Diaphragm to Deck Panel fillet welds measuring 40 mm and
15 mm in length. These welds were identified as DP138-001-187 and 188. ZPMC had previously MT tested and accepted these welds
mentioned above.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Provide training for the MT technicians and submit training results indicating
competency.

Transmitted by: Bill Howe
Attachments: ZPMC-0464

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

Y/ 05.03.06-000454,NCT

Pagelof 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 18-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-000491 Rev: 00
Ref: 05.03.06-000454

Subject:  NCR No. ZPMC-0464

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached
MT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time.
As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached MT training agenda and
attendance roster. The ABF QCM has been discussing missed MT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. Preliminary findings have resulted in ZPMC taking
immediate action by performing 100% overchecks of the previously tested areas beginning the week of 18 January 09 as a means of
preventing future NCR'’s for missed indications. ABF has purchased powder dispensers for all the ZPMC MT technicians as a means to help
control the amount of powder applied during MT testing. ZPMC requests this NCR be placed in the Approved Action Pending status category
until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000491R00;

Caltrans' comments: Status: AAP

Date: 21-Jan-2010

Approval pending documentation.

Submitted by:  Howe, Bill Date: 21-Jan-2010
Attachment(s):

Page 1 of 1



(AB) B ) yOR.

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
a.  Safety Glasses
b.  Gloves (if required)
c.  Kbnee Pads
d.  Electrical shock
2 Tools
a.  Lighting
b. MT Powder. Red for ambient, Yellow for High Temperature.
c.  Powder Bulb
d.  Powder Blower
e. MT Yoke Adequate working condition
f. Pie Gage
3. Inspection Technigues
Lighting

@rPo0oTw

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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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: 01-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-000491 Rev: 01
Ref: 05.03.06-000454

Subject:  NCR No. ZPMC-0464

Contractor's Proposed Resolution:
Reference Resolution:  This item has been closed on the punchlist and the attached documentation shows it is acceptable.

ZPMC has repaired the indication noted in the NCR and issued an internal NCR to make the production and QA team responsible aware of the
non conformance. This item has been closed on the punchlist and the attached documentation shows it is acceptable. In addition, the MT
inspectors have been equipped with magnetic powder bulbs to improve the application of powder and have attended training both internally
with ZPMC and ABFJV. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000491R01;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-624
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-26
REGARDING: NCR-000491 (ZPMC-0464)

With this letter of response, ZPMC requests closure of CT NCR-000491 (ZPMC-0464)
what mentioned that Missed MT indications were observed by CT inspector.

- ZPMC acknowledged this problem and has issued internal NCR.

- CWR was issued reflecting to these defections. These defections has been removed,
repaired, tested and accepted.

- The punch list item 190 what mentioned this NCR has been confirmed and closed by
CT inspector.

- To improve the MT method, refresh training was performed to ZPMC’s MT personnel
by ABF QCM.

Base on the taken actions and attached documentations, ZPMC requests closure of this

NCR.

ATTACHMENT:
NCR-000491 (ZPMC-0464)
NCR-B-311

B-CWR1065
B787-MT-17838R1
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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 Malerials

Quality Assurance and Source Inspeclion

Contract #: 04-0120F4
Bay Area Branch -
690 Walnut Ave.St 150 Cty: SF/ALARte: 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-000491
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0464

Type of problem:

Welding [0 Concrete [1 Other

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

Joint fit-up [ Coating [] Other Component: Segment 6AW Deck Panel Weld

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

Reference Description: Missed MT Indications by QC on OBG Segment 6AW DP

Description of Non-Conformance:

During a random Magnetic Particle (MT) verification (October 25, 2009), of welds at OBG Segment 6AW,
Caltrans Quality Assurance (QA) Inspector observed two (2) Longitudinal Cracks on the Deck Panel
Diaphragm to Deck Panel fillet welds measuring 40 mm and 15 mm in length. These welds were identified as
DP138-001-187 and 188. ZPMC had previously MT tested and accepted these welds mentioned above.

During random MT verification (October 24, 2009)of OBG Segment 6AW, Caltrans QA observed two (2)
linear Longitudinal Cracks on Deck Panel Diaphragm to Deck Panel fillet welds measuring 15mm in length
each on welds DP138-001-019 and 020. These welds were previously tested and accepted by ZPMC QC MT.

AL . wDP138-001-020 3 e ™ * ik

10/24/2008 1019
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )

DP138-001-019

Tengitudinal linear indication al det.k pmwt
digphragm toweld toe

nt 6AW deck panel to diaphragm wel
19 -

s L ': At :
10/2472008 1006

Applicable reference:
AWS D1.5 (02) Section 6.26.1.1; “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: Steve Lawton

Time and method of notification: 1500 hours, Verbal ‘

Name of Caltrans Engineer notified: = Ching Chao and Bill Howe

Time and method of notification: 1600 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [ 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.

Page 2 0f 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 3 of 3 )

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

‘h.} TL-15,Qualitv Assurance -- Non-Conformance Report BT a3
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@ Nonconformance Report

AFFETER &

Project Name: S.F.O.B.B NCR Number:
T B & 75 S B I HEE AR NCR %35: NCR-B-311(ZPMC-0464)
Item: Missed MT indications by QC Item Number: Drawing:
2FHE: MT FR 5 6AW SR N/A
Location: Assembly yard Date:
frE: 555 H 3 2009-12-18
Description of Nonconformance:
AR A BRI

During a random Magnetic Particle verification, of welds at OBG Segment 6 AW, Caltrans Quality
Assurance Inspector observed two longitudinal Cracks on the Deck Panel Diaphragm to Deck Panel
fillet welds measuring 40 mm and 15 mm in length, These welds were identified as DP 138-001-187 and
188.ZPMC had previously MT tested and accepted these welds mentioned above.

During random MT verification of OBG Segment 6AW,Caltrans QA observed two linear
longitudinal cracks on Deck panel Diaphragm to Deck Panel fillet welds measuring 15mm in length
each on welds DP138-001-019 and 020.These welds were previously tested and accepted by ZPMC QC
MT.

ANHESES FRIEE 6AW TR PR S5 AR M XN A R 4% L R B SN M MEL. XK ESESH
DP138-001-187/188/019/020. T2 8l ZPMC 4N RS T X & 54.

Work By: [_’5 L}\ Prepared by: Reviewed by QCE:
BIF: Lo, 0 Y SRR TR
0  Drawing Error Material Defect [  Fabrication Error O Other
GESEES 4 EHsk b HilfEsE IR FoAb R HE
Disposition: O Useasis 0 Repair O Reject
Ab IRl [l B El
Recommendation:
Bl

T W
Caf(rm phe 0”"‘74‘-% ond Jﬂf“"\"

Prepared by: &L_q\ M Approved by QCA:

v
i‘ﬁ;% ~ p|L°®° ‘DL/W JREZ A
Reason for Nonconformtz‘lice: !
AEFEREAE:

%&}“ﬁé@x/wﬂww}— pefect it of el e,




Prevention of Re-occurrence:

T i -
A
15-3% 5 ) #om
/\/\[}/\"EL f-,\;fegt fon en<h. \
Approved by/AttHE: Lx - V\j\gw’

Technical Justification for Use-As-1s/Repair: [0 Attachment O Non-attachment
[ P iR 12 O AR A 3 Bt 1 TR
Reviewed /it7H: r
Verification: & Acceptable 0 Unacceptable
Tk GIE: 34 CIE: 37

K # % e
Verified by QCI/FATIA : /x /:’%4:_, | 7() ilR[:viewed by QCA/FR EEH #:
\

#R787-QCP-1300
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Critical Welding Repair Report (CWR) I 0
W E 2% o '
i % BT ame ores e
Project Name: SFOBB Drawing No.: Report No.: B-CWR1065
A8
- 04-0120F4
Contract No.: MR OBG 6AW PLATE NDT 442
w ltern Name: | paneL spree NDT Report No.; | B787-MT-17838
AR ZP06-787
Project No.: R
IR BRI .
Descriptlon of Welding Discnntinulty:
Welder ID No. (## T % 2):066882 Position: (4L & ). 3F
One longitudinal crack was found by use of MT on DP136-D01-187
One longitudinal crack was found by use of MT on DP138-001-188
Cne longitudinal crack was found by use of MT on DP138-001-019
One longitudinal crack was found by use of MT on DP138-001-020
Sur
®IER (Inspector) : Sun 88 (Date) :

2010-01-pg

Draft of Welding Discontinuity:

DP138-001-187/188
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=,
Cause:
%m K%m%w,ﬁﬁ&%ﬁé%%%ﬁ%ﬁ%@ﬁﬁﬂ*%:

1. Moisture wasn't completely removed during drying operation (preheating)

Disposition :

1.
2. EAEEMEE, Qcfleader CWIRHEH #AECWR A T £,
3. %ﬁ%ﬁk%ﬁl‘ﬂﬁﬁi{{%’iﬁfFﬂ.tﬂ“b?@ﬁmmﬁi@l’ﬂEﬁiﬁiiﬁ.ﬁ:
4,

RS 2 S A e o W B B _ 48 11— S50, -

5. EUT RS, WEEEEN R KBTI T 2%, 4T HEe s 37 S SRR E IR F5mm,
BRI HATENT L SN, R R T vl A R B C P HEk,

B. ﬁ%ﬁﬁﬁﬁ%ﬂﬁ%ﬁﬁf&Iiﬁ%ﬁﬁﬁﬁﬁﬁ:

. mBERH LETBL, B 4 ECWR, ﬁﬂﬁéizﬁ}%t&ﬁbcwmw&fﬁ#ﬁ&%&ﬁ%;
8. %ﬁ%m&h&ﬁﬁ;}!ﬁ&‘%ﬁﬁﬁm&]ﬁﬂiﬂi %?E&WPS:‘&WE?EWEE. B AT 160" C—=230° ¢
9. BEEWPSESR#TEH, EHRER230° C—315° G, ERRRIZE A4 i

Initial

12. Jfﬁ%?é"iﬂiﬂiﬁﬁﬁifb%ﬁ%d\WUE&&’:‘J"NDT&&:

NDTAVT, MTHIUT.

pair to ensure the repair is per the disposition requiremenis
2.QC and a Lead CWI shall have an approved copy of the CWR in hand prior 1o the repair,
3. Remove paint=25mm in all direction of HAZ prior to MT

4.Clean the excavation area of all loose debris including MT powder. Preheat fo 65° C before r

hich is submitted for Engineer’s review and approval form.
B.Prepare excavation in accordance with the New Repair Procedure prior to welding,

the base metal laying abroad cracks fo ensure that no cracks wers propagated to the base

CWR approval is needed i cracks are found in the base metal, and only after this new CWR
continue the repair. :

o repair WPS, the preheat shall between 160* c—=230° ¢

e hour minimum,

50° C per hour,

- 13, Perform MT inspection to all repair area according to Coniract Drawings aleng with all add
NDT ‘include VT, MT and UT if it is 2 CJP weld,

. / -

I z: Wi, ,r'l 3 1",L / } B s
| o . IR P 5 O j e Lvtg w P
| Technical Engineer {2 A i Approved By: / \ Date: v - f

H#RT7AT_.OCR.Chn

sn't preheated sufficiently. b
FEHHA (Foreman): Ma Ret g vam Hif (Date): o). 10
SR !

ZWIREN, QCHlLeader CWIEIR B3 $TBE, ﬁ{%ﬂﬁ%«%iﬂﬁﬁﬂiﬁfMﬁ:ﬁﬁ%#ﬁﬁﬁﬂ‘%ﬁﬁﬂiﬁfﬁ:

43%’5%’&&Wﬁ%¥ﬂi&%ﬂﬁ%@%%‘@?&« fﬁﬁﬁ%ﬁ%ﬂ?&fﬁ&ﬁﬁ&%ﬁ%ﬁt. TR 65" C. MFRMNYRE, 47
mm

7. IEgERT, VT?HMT?&%fﬁﬂxﬁﬁ@%&%ﬂﬁ&ﬂi&ﬁkﬁﬁ#&, fﬁ]ﬂﬂ'ﬁ‘:’i&ﬁﬁﬂﬁﬂﬁiﬂ%ﬁih&!‘i‘. REBRFREGT T

This duscumenfi{i;. ﬁu{PFRUVED
10. Eﬂﬁ%ﬂ%ﬁﬁﬁ%ﬁpﬂﬂ Eﬂ:g‘ﬁﬁg{ ' %Eﬁj&ﬁiﬁgxﬂﬁEO " C%’J\Hﬂ': DEPARTME'[?}EQGF ﬁﬁggom,\now

Pursuant to Section 51,02 of the
M. EREAE K RAT S 5 B AR e 2 T 5, Signdant Spasifcalions

13, IR{E FRIBE LG TFMT R, FERAE10-1.59 “4Rei” Ry AR FESRHEAT MM TR 30 . X FCIPIELE,
1.QC and a Lead CWI shall be present, direct and supervise al| grinding and welding operations during this re

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 prier o performing weld repa
ir. If gap>5mm is found during or after grinding, comply with the notification on changing fillet weld 1o CPw

7.Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be periormed on

B.Clean excavation area of all loose debris including MT powder afier excavation. Preheat and weld according ¢
9. Perform post weld heating according o repair WPS, the postheal shall belween 230° C—315° C and for on

10. _Allow the weld to caol {0 ambient temperaiure gradually. Control cooling rate after PWHT {o no more than

12, Wait 48 hours at least after the repair area has cooled to ambient temperature before performing NDT.

ired by the applicable notes Special Provision Section 10-1.59 'Steel Structure', subsection 'inspection testing'.

— _
i

or the areg wa

WESSERE SR

%aam: '/13/f o

emoving cracks

metal. Separate
's approval can

itional NDT requ
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Project Name:

W5

Drawing No.:

ERE
Contract No.:
B4

Project No.:
Bl Fikae.
Corrective Action to Prevent Re-occurrence:

TR, QCHming AT, RS- FXY

OBG 6AW PLATE
PANEL SpLcg

NDT #&ge
NDT Report No.:

BTB?-MT-17838

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

EEFHEA (Foreman): My !Qu;qm B (Date): fo- 1o
H&(4F
BRKTPSHy & WPS—345~SMAW~?35%Cﬂ£2‘-Repa I%R J He Xielryg
Repair wps No.: ir Technologist:

(0 foyg

CRAC /;/_

& 1 6 e
Description

of
Discontinuity:

A e

BE () BT # 98 Ar
Preheat Temperature
Before Gouging:

7% 0 4 7 A 2 Preheat F G Y
' Inspection Temperature / 8/ (

Before Welding: Before

Welding:
8 Ul &
Total Length
of Gouge;

15284
Position:

KB A
Max. Depth of Gouge:

BT
Welder: ()
{7

BaEEsn ]
Welding Type: 5

(
ot | [0 [aEAE 0T [ Tawas ) 07
BeEEheE

Inspection After Repair:

Inspector:

NDTH &
NDT Result:

f——— .

RAE :

Witness/Review: i
Remark : 1

#R787-QCP-500

NDT Person:




ik 1184
H#E 2010.02.07
Visual Weld Inspection Report Girder/ 32 : OBG PlateSanelSploce
HRL4E H R B AR A Tower/ 2 :
Calirans Contract No. Quality Control
W& 4G5 RSO Representative: -
Project No.: i | San Francisco Oakland Bay Bridge cWwi: N\QSV\N%&\\@S_
- HZ\%N% . SE LT AF Vil ow%wu\\m\
roject No.: I ~Approval ,
2% ZP06-787 SRR
Accept or
Welder Reject
I.D.# Porosi Spatt Accept or after repair
Weld No. M4E | T |Locatio| Welding consumables |Underculty | Overlap| Crater | Arc strike| ers%|Crack| Reject |Repair |ig {5
4= s |n fE JREAA R tBE | AL ] dibn | RalEReT | B | B | EEaldhil| B | sl
DP138-001-187 050433 4G THI506Fe-1 (D4, 0) v + o V v v ¥ ACC NA NA
DP138-001-188 050433 4G THJ506Fe~1 (P4. 0) + J J v J J v ACC NA NA
DP138-001-019 050433 4G THJ506Fe~1 (P 4. 0) v J J Y J Y J ACC NA NA
DP138-001-020 050433 4G THI506Fe-1(d4.0) V + + + ,\ .\ V ACC NA NA
[] After root weld ’ [1 After cover pass
& After CWR or WRR No. : B- /Y 06 0 After HSR No. : |0 Others

HR787-QCP-603

"+ "isnodefects. " X" is defects. "NA" is not applicable.
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REFORT NO. TH e BYE7-MT-17838

!DATEB #7 2010.01.09

EQUIPMENT 8%
MT YOKE

MAGNETIZING METHOD

Continuous magnetic yoka ]

Bt By it AC
|PARTICLE TYPE Dry magnet powder YOKE SPACING

Revisiay No: o
PROJECT NO. P CONTRACTOR: R
TEHE. R A
PRAWING NO. DP13B/DP275 CALTRANS CONTRACT Na:
E 04-D120F4
He. SAW PLATE PANEL spLice hMTres
REFERENCING COpE PROCEDURE NO.
EERTEE #2iTe s
AWS [1.5.2002

ZPQC-MT-01

CURRENT

2w T R T0~150mm
MATERIAL TO BE VWELDING &f Material & thickness
EXAMINED - D CASTING 4 BH, Bl ATUEM-s43T2X
B D FORGING 4538 - 1B/22mm
LDING PROGESS —
;;";jg_; B FCAW g;&’f;’: JOIT T-JOINT
— ] ——
DrSCONTINUITvzﬁ_E.ﬁE'
WELD 1.p. TENGTRT eS| ACCEPT REJECT REMARKS
Bigine ENDIC@ON TYPE o =2 By £
. ETP s
DP138-001-187 LDNE}';%?{'N”‘ 15 RE.. ¥=0
: WEMMR
DP138-001-188 ORARE 15 RE. ¥=0
) . LONGITUDINAL—T— I D e I
DP138-001-19 i 20 REJ, Y=g
o= LONGITUDINAL T
DP138-001-020 SRAGH 20 REJ, Y=0
T LONGIT UDINAT ! I
DP275A-066 it

EXAMINED BY=3%

Sun aone chang

I
oA
/

. :
e e el =iz




(ZPMcS)

REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN / Hii] DATE

g R E i e
REPORT NO. 1445 B787-MT-17838R 1 DATEHJ# 2010.02.07 PAGE OFIH% 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: e
THEES: ) Mo
DRAWING NO. DP138/DP275 CALTRANS CONTRACT NO.:
04-0120F%
B 6AW PLATE PANEL SPLICE hHIESE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BAI TR bi3 BFHY B ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT ## MANUFACTURER ffl3%if§ MODEL NO. #5%% SERIAL NO, %48
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
R M B i
PARTICLE TYPE Dry magnet powder YOKE SPACING
) 70~150mm
I v e TR WA (A1 BE
MATERIAL TO BE Y WELDING ##:4 i i
Y Material & thickness oy
EXAMINED O CASTING #44: T
PR O FORGING &g 18/22mm
Wi
ELDING PROCESS Sk TYPE OF JOINT —
R Ukt
WELD I.D RSO T Pt ACCEPT REJECT REMARKS
. INDICATION TYPE FRRETIE e Il el
E-on ey
DP138-001-187 1R1 ACC. 100%MT
DP138-001-188 1R1 ACC. 100%MT
DP138-001-019 1R1 ACC. 100%MT
DP138-001-020 1R1 ACC. 100%MT
DP275A-066 1R1 ACC. 100%MT
AFTER B-CWR1065-1066
BLANK
EXAMINED BY {5 REVIEWED BY #i#
Sungong chang s#ﬂ é ﬁ d/r"j )% O/M Yg‘j
LEVEL-Il SIGN%4%4 | DATERM vty 2 ,7 LEVEL-l  SIGN {_DATEEM ) s );7
RIS E / QCM F1/”CUSTOMER

5 SIGN ! B )] DATE

(FORM# ZPQC-MTO01)




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-000531
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0464

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:  25-Oct-2009

Description of Non-Conformance:

During arandom Magnetic Particle (MT) verification (October 25, 2009), of welds at OBG Segment 6AW,
Caltrans Quality Assurance (QA) Inspector observed two (2) Longitudinal Cracks on the Deck Panel
Diaphragm to Deck Panel fillet welds measuring 40 mm and 15 mm in length. These welds were identified as
DP138-001-187 and 188. ZPMC had previously MT tested and accepted these welds mentioned above.

During random MT verification (October 24, 2009)of OBG Segment 6AW, Caltrans QA observed two (2)
linear Longitudinal Cracks on Deck Panel Diaphragm to Deck Panel fillet welds measuring 15mm in length
each on welds DP138-001-019 and 020. These welds were previously tested and accepted by ZPMC QC MT.
Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality

Corrective action taken:

Contractor has submitted CWR aong with subsequent NDT records verifying the welds are now in
conformance with Contract specifications. An internal NCR was also issued by the Contractor in regards to
thisissue.

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

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

Reviewed By: Wahbeh,Mazen QA Reviewer

‘‘‘‘‘ TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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