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-000498
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 29-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0471

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: 6CW FL 3 Stiffeners at the Edge Plate

Procedural [ Procedural [1 Description: Missed MT indication by Contractor's QC

Reference Description: Missed MT indications by both ZPMC and ABF's QC in Segment 6AW

Description of Non-Conformance:

During random verification Magnetic Particle Testing of theinternal components of OBG segment 6AW,
Caltrans Quality Assurance (QA) Inspector discovered atotal of two (4) longitudinal indications that measured
from 25mm to 30mm in length. In addition to the (M T) indications these welds were visually rejectable due to
notches in the weld toe and at the weld terminations. These welds were previously tested accepted by ZPMC
and ABF (MT) technicians.

The affected weld designations are as follows:

Horizontal FL 3 stiffeners (X8) to edge plate attachment fillet welds (FCW)

Weld No. SSD11A-PP45-164 = (1) 30mm Longitudinal Indication.

Weld No. SSD12A-PP46-170 = (1) 25mm Longitudinal Indication.

Weld No. SSD12A-PP46-175 = (1) 30mm Longitudinal Indication.

Longitudinal Open Rib Stiffener to FL 3 Floor beam at PP44 CJP (FCW)

SEG031J-131 (1) 30 mm Longitudinal Indication.

Edge Plate

m Indication in Weld SSD11A-PP45-164

/
F\\
Locations of Cracks
at Panel Point 46

0:29 14:39:40
09 B239 6CW_Linear_Indications3|

2009:10:29 16:18:03
10-29-09_B239 6CW Linear Indications{
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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.”

AWSDL1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.”
Who discovered the problem:  Rodney Patterson
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1730 hours, Verba
Name of Caltrans Engineer notified:  Ching Chao and Bill Howe
Time and method of notification: 1830 hours, Verba
QC Inspector's Name: Zhong Wei
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

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



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: 11-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: 05.03.06-000461
Subject: NCR No. ZPMC-0471

Reference Description:  Missed MT indications by both ZPMC and ABF's QC in Segment 6AW

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 random verification Magnetic Particle Testing of the internal components of OBG segment 6AW, Caltrans Quality Assurance
(QA) Inspector discovered atotal of four(4) longitudinal indications that measured from 25mm to 30mm in length. In addition to the
(MT) indications these welds were visually rejectable due to notches in the weld toe and at the weld terminations. These welds were
previoudy tested accepted by ZPMC and ABF (MT) technicians.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Missed M T indications continue to be a chronic problem. Assure that adequate
training of MT technicians occurs so these incidences are reduced.

Transmitted by: Bill Howe
Attachments: ZPMC-0471

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

Y/ 05.03.06-000461,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: 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-000494 Rev: 00
Ref: 05.03.06-000461

Subject:  NCR No. ZPMC-0471

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-000494R00;

Caltrans' comments: Status: AAP
Date: 24-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 24-Jan-2010
Attachment(s):

‘E}'I 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: 18-Mar-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-000494 Rev: 01
Ref: 05.03.06-000461

Subject:  NCR No. ZPMC-0471

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the CWR used to repair the missed indications discovered as well as the NDT that was done
after to show that the welds are acceptable.

ZPMC is providing the CWR used to repair the missed indications discovered as well as the NDT that was done after to show that the welds
are acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000494R01,;

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-
0471 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-692

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-17 g
REGARDING: NCR-000498(ZPMC-0471)

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-000498(ZPMC-0471)
B-CWRI1331
B787-MT-20557 R1

211l




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

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000461
Subject: NCR No. ZPMC-0471

Reference Description:  Missed MT indications by both ZPMC and ABF's QC in Segment 6AW

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 contract documents,
] Recurring QC issue that constitutes a systematic problem in quality control.
[L] Non-Conformance Resolved.
Material Location: 0BG Lift: 06
Remarks:
During random verification Magnetic Particle Testing of the internal components of OBG segment 6AW, Caltrans Quality Assurance
(QA) Inspector discovered a total of four(4) longitudinal indications that measured from 25mm to 30mm in length. In addition to the
(MT) indications these welds were visually rejectable due to notches in the weld toe and at the weld terminations. These welds were
previously tested accepted by ZPMC and ABF (MT) technicians.
Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval. Missed MT indications continue to be a chronic problem. Assure that adequate

training of MT technicians occurs so these incidences are reduced.

Transmitted by: Bill Howe
Attachments: ZPMC-0471

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

K. 0s.03.06-000461.NCT Page [ of I




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

DEPARTMENT OF TRANSPORTATION Ry,
DIVISION OF ENGINEERING SERVICES 7 ":‘_."%
Office of Structural Materials T

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000498
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 29-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0471

Type of problem:

Welding [ Concrete [J Other

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

Joint fit-up [ Coating ] Other Component: 6CW FL3 Stiffeners at the Edge Plate
Procedural [J Procedural [] Description: Missed MT indication by Contractor's QC

Reference Description: Missed MT indications by both ZPMC and ABF's QC in Segment 6AW
Description of Non-Conformance:

During random verification Magnetic Particle Testing of the internal components of OBG segment 6AW,
Caltrans Quality Assurance (QA) Inspector discovered a total of two (4) longitudinal indications that measured
from 25mm to 30mm in length. In addition to the (MT) indications these welds were visually rejectable due to
notches in the weld toe and at the weld terminations. These welds were previously tested accepted by ZPMC
and ABF (MT) technicians.

The affected weld designations are as follows:

Horizontal FL3 stiffeners (X8) to edge plate attachment fillet welds (FCW)

Weld No. SSD11A-PP45-164 = (1) 30mm Longitudinal Indication.

Weld No. SSD12A-PP46-170 = (1) 25mm Longitudinal Indication.

Weld No. SSD12A-PP46-175 = (1) 30mm Longitudinal Indication.

Longitudinal Open Rib Stiffener to FL3 Floor beam at PP44 CJP (FCW)

/ \\s.
Locations of Cracks
at Panel Foint 46
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

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 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”
Who discovered the problem:  Rodney Patterson
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1730 hours, Verbal
Name of Caltrans Engineer notified:  Ching Chao and Bill Howe
Time and method of notification: 1830 hours, Verbal
QC Inspector's Name: Zhong Wei
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.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Revicwed By: Wahbeh,Mazen SMR

'ﬁz_ TL-15.Quality Assurance -- Non-Conformance Report Page 2 of 2
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& — eV, No:
Critical Welding Repair Report (CWR}) 0
I b1 B T } ; ;
ARER = Eiasi BEES | sspia | FERS
Project Name: SFOBR Drawing No.: Report No.: B-CWR1331
RS
04-0120F4 e
Contract Ne.: 42 % SCW FLOOR BEAW | NDT iB44se i
. mEss item Name: | spLice NDT Report No.: B7-1AT-20557
Project No.: ZPRe-187
REEG .

Description of Welding Discontinuity: )

FEFTS SD12A-PP46-1704: 5B, FRARH AR, 1. L=25mm 2F
TEXSSD11A-PP45-1645 R, RI1LHEBL. 1. L=30mm 2F
TEXISSD12A-PPAB-1T5 N, RHL LA [EYsy, 1. L=30mm 2F

Welder ID No. (RI4%5):201215 Position:(#1 ): 2F/4F
Onre longitudinal crack was found by use of MT on SSD12A-PP46-170,
One longitudinal crack was found by use of MT on SSD11A-PP45-164,
One longitudinal crack was fostmd by use of MT on S8D12A-PP46-175,

Please see the detail datz from MT report!

5% é) d%y

®ER (Inspector) : Sun Gon hang B3 (Date) : 2010-03-13

————

BEEEAERER
Draft of Welding Discontinuity:

WELD NUMBER:SSDIRPA-PP46-170

WELD NUMBER:SSD11A-PP45-16
WELD NUMBER:SSD1PA-PP46-17

This ducumem‘i:s %PPRDVED

te o
LEPARTMENT OF TRANSBORTATION
DERQRIMENT QF Tha E-1.02 of the

.. . Standard Specifications
-4%?“ Dale: 3{!7/ fo




| FERE
| Cause 8 e
T KSR, AREE RIS R A R E AR

1. Moisture wasn'i completely removed during drying operation (preheating) or the
sn't preheategd suificientiyv.

ERHFA (Foreman): fh qu"" B (Date):  (c. 0d 1 ¢

REFER
Dispositiar
L EREEH, QCHLeader CWIRIH 53747 =, E%ﬁﬁf?ﬁ'%#ﬂiﬁﬁIf’ﬁu{;?:ﬂﬁ%?iﬂiﬁtﬂiﬁﬂﬁﬁ:
2. EMEEANE, QCHleader CWIRZH HAECWREY I Fpas.

3. ‘EF%??E%@IZEELE%’I‘?J‘WLW‘fJ\‘TJ‘:25mm'?ﬁf§P‘JE’J?HH:‘?:E:

%ﬁ%ﬁ[ﬂﬁ?&ﬁﬁ%ﬁﬁﬁ%ﬁ“iﬁmmmm;

S BRAEBNSHSG, NEEEIERGKETETS, na
ﬁﬁ%ﬁ%xgﬁ%uaam&,ﬁﬁﬁmm&mfﬁﬁﬁﬁé

6. ﬁ%ﬁﬁ‘&ﬁﬁﬁfﬁﬁﬁ%ﬁﬁﬂ[“ﬁﬁ%ﬁﬁﬁ%%iﬁ:

B CIPE 4

e MBELEE - RERL, NFHSHFCWR, ﬁﬂﬁéﬁ{ﬁ%tﬁBﬁCWR?tt?&EZ’ﬁE%éﬁié{%;
8. %%%U&M%&ﬂﬂﬁﬁ%’ﬂﬁﬁ%’%iﬁﬂ?#u BRWPSHET MR, TR EER160° G-230° ¢

12. ZEE%?K%?:HE%EE%EEE’)‘%&T,‘%&J\ﬂ‘j’ﬂ]ﬁi&ﬁ"NDTﬁE:

NDTZVT, M

pair to ensure the repair is per the disposition requirements
2.QC and a Lead CW| shal}, 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 all loose debris including MT powder. Preheat to 65° C before removing
by grinding, repair aréa shall extend a minimum of 50mm beyond each end of single crack repairs,

hich is submitted for Engineer's review and approval form.

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

confinue the repair.

0 repair WPS, the preheat shall be:
8. Perform post weld heating according to repair WPS
e hour minimum.

30° C per haur,

=

11, Grind the repaired area flush with base metal or the adjacent weld after post weld heating.

13. Perform MT inspection to all repair area accordin
NDT ‘include VT, MT and UT if it is a CJP weld.

T % . = - 7 /  Em :
Technical Engineer: X Dvuéh‘m Approved By: L/k/ﬁj‘f“’"’ Ly Date: [u: u; i '5

S Ll b T X - ST

4. ﬁ?ﬁ%ﬂﬁmﬁzﬂﬂiﬁ%%%%%ﬁ»@:}:@a RERATENTEERY, &7 ET#ESS" C. MTEANBGRE, 37

g FEF I BT B 4R A B e - Smm, WESSERENRE

7. BEW, VT%ﬂMT&@H%M@@E@E’@%Q&%#@@&FE{?ZE, RIS SEAR 245 6 B 4 22 T ORE B LT 3

is document is APPROVE:D
S. RERWPSERMTEN, FMEEN230" C—a15 C, B S EIE 14 . EP:“‘S ”@:&‘;ﬁg L
10 BRBRBLTIA NI RETSEELE, F B0 NE=TEs0° CH/M, PUrsgant 1 Secton 102 of e
w iniii Dats: 5
1. RABS NS AT S B H SR T i T 3\ s

13. ﬁ%ﬁéﬁ%@éﬁ%ﬁMTﬁiﬁﬂ. FERAT0-1.59 “ag4y FHY “REARR ERBATI IOMT R . X FCIPiELE,

1.QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this re

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 notification on changing fillet weld to CJp w

7.Before this repair, Verify with VT and MT repair areas are defects free. and also MT shall be performed an
the base metal laying abroad cracks to ensure that no cracks were Propagated to the base meta], Separate
R approval is heeded if cracks are found in the pase metal, and only afier this new CWR's approval can

8.Clean excavation area of all loose debris including MT powder after excavation. Preheat and weld according t
tween 160° ¢-230° ¢

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

] g to Contract Drawings along with all additional NDT requ
ired by the applicable notes Special Provision Sgction 10-1.59 ‘Stee] Structure’, subsection ‘inspection testing'.

area wa

cracks
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Critical Welding Repair Report (CWR) 0 _
-, ! 1‘
5 : N o
T ER HEEH IS HES | owsspra | REES |
Project Name: SFOBB Drawing No.: Report No.: : B-CWR1331 ,
|
)
aRS ,
04-0120F4 : -
Contract Na.: B#EEFR | 6CW FLOOR BEAM | NDT s
item Name: | spuce NDT Report No.: B787-MT-20557
WME&S
oy ZP08-787
Project No.: I

E
Corrective Action to Prevent Re-occurrence:

1389537, QCHAA 24T, AR,

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

EEfAEA (Foreman): f\/(a P-%\'fm.&m H3§ (Date): {o .u%, - 12)
WPS§-345-SMAW-2G(2F)JFCcMm ey
2B WPSE B -Repair IR X ')“7!"“’
Repair WPS No,: WPS—345—SMAW—4G(4F)-FCM Technologist: | {o- ¢5 |
-Repair ) 5
B CBAD WTHEE SRR
Preheat Temperature (\/A of P
Before Gouging: Discontinuity: C\ﬁ
REaMABE
Rtk 2= Preheat
Inspection i Temperature
Before Welding: /d’% Before ) I ga, 0(/
Welding:
' B bk
ﬁkz@g@l %Ehﬁ f Go y . | Total Length
ax. Depth o uge: NA of Gouge: /\//’ér
‘7T , BEAm BRECE
Welder: O[_},g?'é,; Welding Type: §M6W Position: : . 7’(—,‘1
s [
BREwH ~ BRESRE REREE :
Current: /éL Voltage: " l’? Speed: / 06’
BEEFHE

Inspection After Repair:

ﬁ!‘mRE.zsﬁult: A"I/L. f%j%eﬁctor: /\ Yaﬂn L‘M gaﬁ: [0, C,g. [?
NDTH # 545 B o

B 3
NDT Result: [M7£M NDT Person: gﬁW%W f"”'w’{ v >
12 4 AN I

JAE :

Witness/Review:

£¥
Remark :

- #R787-QCP-900 ; i his document js APPROVED

~ State of Calii
CPARTMENT OF TRANSEORTATION
Pursuant to Section 51,02 of the
- Stand Sggclﬁcaticn
ia) el 5 ")[/a




REPORT OF MAGNETIC PARTICLE EXAMINATION

- BORRIRE
REPORT NO. # %545 B787-MT-20557 DATEE i 2010.03.13 PAGE OFF/® 111 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TESE: H P
DRAWING NO. SSD12A/SSD11A CALTRANS CONTRACT NO.:
- 04-0120F4

EE: 6CW FLOOR BEAM SPLICE Inf TEHES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR R BFHs SRR TER

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #% MANUFACTURER 3575 MODEL NO. #x 42 SERIAL NO. #4428

MT YOKE PARKER B310S 5395 5617 5620
MAGNET'Z'NG METHOD Continuous magnet]c kaE CURRENT

AC
Bk F i B R LT
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
[ 2 E i TRk -t
MATERIAL TO BE v WELDING #2444 i i
Material & thickness AT09M-345T2-X

EXAMINED O CASTING #4 i, R
Eoki bt O FORGING {818 18/14mm

WELDING PROCESS TYPE OF JOINT

; FCAW T- JOINT
R HEER
5 DISCONTINUITY A s 4kt B &
WELD 1.D. m———e]  ACCEPT REJE REMARKS
e INDICATION TYPE paLL e - e
Eispi Eceic)

5SD12A-PP46-170 1 longitudinal crack 25 REJ. Y=0
SSD11A-PP45-164 1 longitudinal crack 30 REJ. Y=0
5SD12A-PP46-175 1 longitudinal crack 30 REJ. Y=0
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REPORT NO. $ & 43 B787-MT-20557R1 DATEE#T 2010.03.17 PAGE OFT 1A Revision No: 0
PRCJECT NO. CONTRACTOR: -
ZP06-787 CALTRANS
TRESE: A P
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EQUIPMENT # % MANUFACTURER #3 7 MODEL NO. 455 SERIAL NO. #4438
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
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BAL B REgm = HL 37
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
T Ay 2 e TR R AR
MATERIAL TO BE Y WELDING 23 i i
E Material & thickness A709M-345T2.X
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LEgilErE O FORGING &% 18/14mm
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Tk Pk o]
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WELD |.D. —— ACC JECT REMARKS
e = INDICATION TYPE ey T Sl )
SSD12A-PP46-170 1R1 ACC. 100%MT
SSD11A-PP45-164 1R1 ACC. 100%MT
SS8D12A-PP46-175 1RA1 ACC. 100%MT
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000576
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 23-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0471

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:  29-Oct-2009

Description of Non-Conformance:

During random verification Magnetic Particle Testing of the internal components of OBG segment 6AW,
Caltrans Quality Assurance (QA) Inspector discovered atotal of two (4) longitudina indications that measured
from 25mm to 30mm in length. In addition to the (M T) indications these welds were visually rejectable due to
notches in the weld toe and at the weld terminations. These welds were previously tested accepted by ZPMC
and ABF (MT) technicians.

The affected weld designations are as follows:

Horizontal FL 3 stiffeners (X8) to edge plate attachment fillet welds (FCW)

Weld No. SSD11A-PP45-164 = (1) 30mm Longitudinal Indication.

Weld No. SSD12A-PP46-170 = (1) 25mm Longitudinal Indication.

Weld No. SSD12A-PP46-175 = (1) 30mm Longitudinal Indication.

Longitudinal Open Rib Stiffener to FL 3 Floor beam at PP44 CJP (FCW)

SEG031J-131 (1) 30 mm Longitudinal Indication.

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality

Corrective action taken:

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

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis 152. 1675.3703, who represents the Office
of Structural Materials for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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