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-000554
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0527

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Segment 12AE Deck Panel

Procedural [ Procedural [J Description:

Reference Description: Segment 12AE, Two Transverse Indications discovered with the MT method after
the contractor's acceptance

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on Deck Panel (DP

3056-001), this Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) transverse indications measuring approximately 7mm in length at Y location 9950mm.

-Theweld isidentified as: DP 3056-001-007.

-The Weld is a Partial Joint Penetration (PJP) tee weld joining the rib stiffener (RS3032C) to the deck plate
(PL3119A).

-The member islocated in the deck panel repair yard.

The Notice of Witness Inspection Number (NWIT) is004908. The indication islocated inside the areathat has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’'s QC personnel are required to perform twenty-five (25) percent M T inspection of thisweld.

DP 3056-001-007 Y-Location 9950mm DP 3056-001-007 Y- Location 9950 mm

Transverse Indication (2)
measuring approx. 5mm

Transverse Indication (1) on
excavation

=
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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.”

AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Christopher D'sousa

Name of individual from Contractor notified: Cao Hao Zhao

Time and method of notification: 12/21/2009, 1500 hours, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 12/22/2009, 1500 Hours, Verbal

QC Ingpector's Name: Guo Yan Fei

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

Contractor's proposal to correct the problem:

N/A

Comments:

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

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

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 25-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: 05.03.06-000515
Subject: NCR No. ZPMC-0527

Reference Description:  Segment 12AE, Two Transverse Indications discovered with the MT method after the contractor's acceptance

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: 12
Remarks:
During the Quality Assurance Magnetic particle Testing (MT) review of welds located on Deck Panel (DP 3056-001), this Quality
Assurance Inspector (QA) discovered the following issue:

-Two (2) transverse indications measuring approximately 7mm in length at Y location 9950mm.
-Theweld isidentified as: DP 3056-001-007.
-The Weld is a Partial Joint Penetration (PJP) tee weld joining the rib stiffener (RS3032C) to the deck plate (PL3119A).
-The member islocated in the deck panel repair yard.
The Notice of Witness Inspection Number (NWIT) is004908. The indication islocated inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC'’s QC personnel are required to perform
twenty-five (25) percent MT inspection of thisweld.

Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Missed MT indications are a chronic problem. Provide training for the ZPMC
MT technician that missed these two indications and provide documentation of such training to the engineer. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0527

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

ogral " 05.03.06-000515,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: 11-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-000457 Rev: 00
Ref: 05.03.06-000515

Subject:  NCR No. ZPMC-0527

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has acknowledged the missed MT indication, has generated an internal NCR, performed repairs and re-
inspected the welds. ZPMC requests closure of this NCR.

ZPMC has acknowledged the missed MT indication, has generated an internal NCR, performed repairs and re-inspected the welds. ABF QCM
has performed updated training to MT operators as a means to prevent re-currence. See attached documentation. ZPMC requests closure of
this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000457R00;

Caltrans' comments: Status: CLO

Date: 11-Jan-2010

Documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):

‘E?I Page 1 of 1
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@ No. B-555
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-6
REGARDING: NCR-000554(ZPMC-0527)

With this letter of response, ZPMC requests closure of CT NCR-000554(ZPMC-0527),
what mentioned that QA observed two missed MT indications in Weld ID: DP3056-001-007.

ZPMC acknowledged this problem and has issued internal NCR. Attached is documentation
of the repair of the missed indications and subsequent NDT. Training was conducted by ABF’s
QCM with ZPMC’s MT inspectors. Please be reminded, one indication was removed by slight
grinding, So there is only one indication be addressed in above documentations.

Based on these actions and the attached documentation, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-B-341(ZPMC-0527)
NCR-000554(ZPMC-0527)

B-CWR1014

B787-MT-16988

VT FOR B-CWR 1014

B787-MT-16988R |

MT TRAINING RECORD (MT-22-DEC-09)

j;,k/h/

Y Vi




3 ., Nonconformance Report |
(ZPMC A Tl 5

Project Name: S.F.0.B.B NCR Number;

B F 42 Fk: % B A A NCR %i 5 NCR-B-341(ZPMC-0527)
E;n_: Missed indication by MT Item Number: Drawing:

A FRIMIR - R 0 i #5:  NA 5. N/A

Location: outside yard

(VALH 5h5%

Description of Nonconformance:
ARFETURA k.

During the Quality Assurance Magnetic Particle Testing(MT) review of welds located on Decl
PaneI(DP3(}56-001), this Quality Assurance Inspector(QA) discovered the following issues:

-Two Transverse indication measuring approximately 7mm in length at Y location 9950mm.

-The weld is identified as:DP3056-001-007,

-The Weld is a Partial Joint Penetration(PJP) tee weld joining the rib stiffener(RS3032C) to the declq
plate(PL3119A).

-The member is located in the deck panel repair yard.

The Notice of Witness Inspection Number(NWIT)is 004908. The indication is located inside the area that
has been previously tested and accepted by ZPMC(C Quality Control(QC) personnel. As per the contract
documents, ZPM(C’s QC personnel are required to perform twenty-five(25)percent MT inspection of
this weld.

MY REEX TR DP3056-001) #4T MT BB R I T A

-Y 19 9950mm 47 8 R BB K21 Tmm FIE 17 ks

-ZREER PIP, AU MR (RS3032C) 5T#R (PL31194) Hapedc

~ZH LT TR R 12 400

BLHEE R 004908, ZERIETE ZPMC RIS R RS FRARR A A7 1R O 4055 L 1 g
25%.

H #A: 2009-12-30
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Reason for Nonconformance:

PHERE:
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Prevention of Re-occurrence:
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DEPARTMENT OF 'I'RANSPORTATION - District 4 Tol| Bridga
333 Burma Road
Oaliland CA 94607

(Elirans Tel: Fax:
NON-CONFORI\@’AWCE REPORT TRANSMITTAL

Ta; AMERICAN BRIDGE/FLUOR, A jv Date: 25-Dec-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04.8F-80-13.2/ i3.9

Dear: Mr. Charles Kanapicki Job Name; SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-00051 5
Subject: NCR No. ZPMC-0527

Reference Description: Segmen 12AE, Two Transverse Indications discovered with the MT method after the contractor's acceptance

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document gs
indicated below:

Material or Workmﬂnship not in conformance with contract documents,

Quality Control (QC) not performed in conformance with contract documents,

O Recwrring QC issue that constitutes a systematic problem in quality control.

Non-Conformance Resalved,

Material Location: OBG Lift: |2
Remarks:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on Deck Panel (Dp 3056-001), this Quality

Assurance Inspector (QA) discovered the following issue:

-Two (2) transverse indications measuring approximately 7mm in length at Y location 9950mm.
-The weld is identified as: DP 3056-001-007.
-The Weld is a Partja] Joint Penetration (PIP) tee weld joining the rip stiffener (RS30320C) to the deck plate (PL31 194),
-The member is located in the deck panel repair yard,
The Notice of Witnegs Inspection Number (NWIT) is 004908, The indication is located inside the area that hag been previously tested
and accepted by ZPMC Quality Contro] (QC) personnel, As per the contract documents, ZPMC's QC personnel are required to perform
twenty-five (25) percent MT inspection of this weld.

Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval, Missed MT indications are a chronic problem, Provide training for the ZPMC
MT technician that missed these two indications and provide documentation of such training to the engineer. A response for the

resolution of this issue js expected withip 7 days.

Transmitted by:  Bill Howe
Attachments: ZPMC-0527

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

b8 o 1 —
N 05.01.06-000505 ner Page [ of |




STATE OF CALIFORNIA--BUSINESS.TRANSF‘ORTACT[GN AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION oF ENGINEERING SERVICES

Office of Structural Malerials

Quality Assurance and Source Inspection

Contract #: 04-0120F
Bay Area Branch ontrac { 20F4

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000554
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 21-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0527

Type of problem:

Welding Concrete [ Other 0

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

Joint fitup [] Coating [ Other O  Component: Segment 12AE Deck Panc]

Procedural [0 Procedural [] Description:

Reference Description: Segment 12AE, Two Transverse Indications discovered with the MT method after
the contractor's acceptance

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on Deck Pane] (DP

3056-001), this Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) transverse indications measuring approximately 7mm in length at Y location 9950mm.

-The weld is identified as: DP 3056-001-007.

-The Weld is a Partial Joint Penetration (PIP) tee weld Jjoining the rib stiffener (RS3032C) to the deck plate
(PL31194).

-The member is located in the deck panel repair yard.

The Notice of Witness Inspection Number (NWIT) is 004908, The indication is located inside the area that has
be

en previously tested and accepted by ZPMC Quality Control (QC) personnel, Asg per the contract documents,
ZPMC’s QC personnel are required

DP 3056-001-007. Y-Location 9950 m

Transverse Indication (2)

- Transverse/lndication (1) on
Mmeasuring approx, Smm'

excavation

R O
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continned Page 2 aof 2 )

e

Applicable reference:

Special Provisions Section 8.3 - “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shal] perform inspection and testing of each weld joint prior to welding, during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS DI1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem: Christopher D'sousa

Name of individual from Contractor notified: Cao Hao Zhao
Time and method of notification: 12/21/2009, 1500 hours, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 12/22/2009, 1500 Hours, Verbal
QC Inspector's Name: Guo Yan Fei

Was QC Inspector aware of the problem: LI Yes 2 No
Contractor's proposal to correct the problem:

N/A

Comments:

Inspected By: Carreon, Albert Lead Reviewer/Task Leader
Reviewed By: Wahbeh,Mazen SMR
é-‘ﬂl
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[ Project Name; SFOER Drawing Me.: ' Report o, B-CWR1014
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i %Eﬂ?
i D4.0120F4
i Contract Ne.: L A2 RS T NDT 3 Lun
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HE&e ltem Name: ND'T Report No.: B787-T-1808¢
; ZP06-787

Project No.:
Ei%%%ﬁ&ﬁ%%ﬁiﬁ:
1 De;cription of Welding Discontinuify:
| ZEXDP3056-001-0074 Rk, RRERBLE. Li=10mm

{ Welder ID No, (BI%2):05041¢ Position:(fr ). 2
One transverse track was found by use of MT on DP3056-001-007,

24&;: dgﬁ%‘
BRA (Inspector) £hao Chenggomrg A (Date) : 2009-12-24

i Draft of Welding Disconﬁnuify:
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l “I_Eﬂ%”l
l Cause:
|1 kIR, AR E FEA F R AE A B TR R

1. Moisture wasn't complelely removed during drying operation {preheating) or the area wa
i sn't preheated sufiiciently.

Aeodve
ERAABA (Foreman): LN ]7] B (Date)
=7

-

ELE) =g
Disposition :

1. JZWRERE, QCHLeader CWIEITLG R, i%f‘“i‘-:‘iiﬁ-?ﬁ%’*-?ﬂ}}i-ii'élﬁ‘:D.f%iﬁiéféﬁﬂﬁﬁﬁiﬁﬁl‘&ﬁ:
HABEMNEE, QCHiLeader CWIR Z R HECWRAT B Epft,
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BEA R Y R T S AL R,

BB VTRMT A S 0 S R S, MR by BEMMT, BERERLEEE |
e RESH XA, WBIBOWR, ARASE B b gy, T UL IED

8. EFVILLRMTRMME 197 B4 fe T s, ERWPSIHTRAMEE, THER 5 160° 230" ¢

9. BEEWPSERBTEH, SHREE L5230 C-—315° C, BHEEEL 14,

10, JERVEN IREE AR 05 7 B ERES A R, FEE BV 3 £ R 500 CH/IN,

1. B#EH 2 EENT B S R s R

12, ER B METIR AT LS040/ BN,

13. BEEREEELITNTE, FHBERN0-1.50 “S%Hh” CRATNRE " ERET I IMT R,
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=
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1 1.QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during 1his re
pair to ensure the repair is per the disposilion requirements

L,

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 priar fo MT.

4_Clean the excavation area of all loose debris including MT powder. Preheat to g5° C before removing cracks

by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repairs.

5.1f 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
hich Is submitted for Engineer’s review and approval form.

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

7.Before this repair, Verify with VT and MT repair araas are defects free, and also MT shall be performed on
the base metal laying abroad cracks to ensure that no cracks wers Propagated to the hase metal, Separate
CWR approval is nesded if cracks are found in the base metal, and only after this new CWR's approval can
continue the repair.

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

9. Perform post weld heating according to repair 'WF’S. the postheat shali between 2ap° C—315" C and for on
e hour minimum,

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

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

12, Wail 48 hours &t least after the repair area has cooled to ambient temperature before performing NDT,

' 13. Perform MT inspection to all repair area according te Contraci Drawings along with all additional NDT require
d by the applicable notes Special Provision Section 10-1.59 'Stesl Struclure’, subsection ‘inspecticn tasting’.

’f Technical Engineer: XU. D 0'7}{1'("“ Approved By: | . JVNEUV\}L Date: 7 ja.z
v
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‘ Critical Welding Repair Report (CWR) 0
L l
! T H &% .
P ARER SR A airE e I AEEe
Praject Name: SEOBB Drawing No.: Report No.: B-CWR1014 |
= |
=[5
_ 04-0120F4 i
Contract No.: B4 i NDT fR&ee
i . | 0BG U-RIB . B787-MT-16088
HEEE tem Name: NDT Report No.:
,‘ X . ZP06-787
|  Project No.: =
p T —
B E sk

1 3B AEAT,

Corrective Action to Prevent Re-occurrence:

QCHiiAZ 385k,

PANE 7K dp gy,

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

| Remark :
L

EMAFA (Foreman): Iy JJqu.% B3 (Date): vg 2. 22
1
£ W Wpss 8 WPS-345-EifAW-2 ZF} Repa IER N 9.7 hai
Repair WPS No.: ir Technologist:
i,aeaak
BE (BRA) fimaas EE%E?_@Z;_F@ s 4
i Preheat Temperature [ > U fSCl'lp ion W g
Before Gouging: [ g. v
iscontinuity:
BRuB#EAE
RiThBmpE Preheat
Inspection {%‘ﬁ( Temperature
.Before Welding: ‘ Before [ 7 f
Welding:
— BALE &
gzaj; &Dﬁup?hﬁof Gouge; 7 by Total Length L
’ i of Gouge: I
7T 1] B T BEfg
Welder; 2058 _? Welding Type: M’V\) Position: &a'
BREan AESE BB e
Current: ( & g Voltage: 2%‘7 Speed: Sf)—
Bk
Inspection After Repair:
NEHE | HE R - ’
lT Result: ‘ f%@t Inspector: 5;‘/1/‘/\}6 !’ Date )””? 7/7
NDTH : B4R !
| NDT Result: , ”"T AUt NDT Person: 2/}4:1; 0/15"'_? ?"f Date. ' Qp/”
Iﬂﬁ:
| Withess/Review: }
B g
'!

#R787-QCP-900
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REPORTNO. it ze B787-MT-16988

DATER 2009.12.21

———
CLE EXAMTNzTTq

OBG U-RIB

REFERENCING CODE

M IEge
PROCEDURE NGO,

Dry magnet powdar

Ee bR BRimn BFEs

AWS D1.5-2002 AWS D1.5.2002 ZPQC-MT-01
EQUIPMENT &% MANUFACTURER fRlitrs MODEL NO. #x2E
MT YOKE PARKER B310S
MAGNETIZING METHOD Continuous magnatjc yoke |CURRENT

Bk e By R

PARTICLE TYPE

YOKE SPACING

PROJECT NO. T CONTRACTOR:
TR=a ZP06-787 B CALTRANS
=55l H s
CALTRANS CONTRAGT NG S
] AING NO. DPaoss
FRAININ 04-0120F4
B

CALIBRATION DUE DATE
(PES i a
Dec, 28°% 2ppg

R

BLANK

EXAMINED BYZ £

70~1
Rpzem TR R S
A DING i i
MATERIAL TO BE WEL BEH Material & thickness ATOIM-345T2:x.5
EXAMINED O CASTING g4 B4, 58
fasipap i D ForGING 3 12/20mm
WELDING PROCESS GMAWSSAW TYPE OF JOINT —
BT Bt
- DISCONTINUITY it
WELD 1.D. (ENGTHT ]  ACCEPT REJECT REMARKS
Fitine INDICATION TYPE e b3 By e
e s
DP3056-001-001 ACC. 10%MT
[ b —_—
DP3056-001-002 ACC. 10%MT
DP3058-001-003 ACC. LO%MT
N S
DP3056-001-004 LO%MT
Lo S
DP3056-001-005 10%MT
—
DP3056-001-008 10%MT
—_—
DP3056-001-007 transverse crack 10 Y=200
- e
DP3056-001-008 10%MT

- L4 ,.g!_x,iu_ﬂm

3 :
Zhao Chengoong 2}'.’,’1-) C//]t?-"j
=L2C =NenGgono
SIGN &22 DATEEJ_:‘E
FOTh i =
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REPORT OF MAGNETIC PARTICLE EXAMINATION
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REPORT NO. 3R & 45 B787-MT-16988R1 DATEE i 2010.01.02 PAGE OFWME 1/1 Revision No: 0
PROJECT NO. —p— CONTRACTOR: —
TEEY: i AP
DRAWING NO. — CALTRANS CONTRACT NO.;
04-0120F4
BHE: OBG U-RIB mMIEsE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SHBRT HERRE 255 B ER N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT # % MANUFACTURER &7 MODEL NO. #=5&5 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
Bk A e #if
PARTICLE TYPE Dry magnet powder YOKE SPACING -
BB%T TR RSB mm
MATERIAL TO BE Y WELDING : i i
ELDING #8#44: Material & thickness ATOOM-3ABT25E
EXAMINED O CASTING & 4, FERE
okiipr gy O FORGING &% 12/20mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BT Pk Eazic)
DISCONTINUITY A4
WELD |.D. TEee]  ACCEPT REJECT REMARKS
RS INDICATION TYPE & FE i B
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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-000453
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0527

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  21-Dec-2009

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on Deck Panel (DP
3056-001), this Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) transverse indications measuring approximately 7mm in length at Y location 9950mm.

-Theweld isidentified as: DP 3056-001-007.

-The Weld is a Partial Joint Penetration (PJP) tee weld joining the rib stiffener (RS3032C) to the deck plate
(PL3119A).

-The member islocated in the deck panel repair yard.

The Notice of Witness Inspection Number (NWIT) is004908. The indication islocated inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC's QC personnel are required to perform twenty-five (25) percent MT inspection of thisweld.
Contractor's proposal to correct the problem:

Repair indications, perform required NDT, and provide training to NDT Technicians.

Corrective action taken:

Contractor submitted CWR verifying the repairs were made along with NDT records verifying theweld isin
conformance with Contract specifications. The NDT Technicians received training form the QCM in regards
to the missed indications, and an internal NCR was issued by ZPMC.

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, 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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