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

L ocation: Changxing Island, Shanghai, PR China Report No: NCR-000788
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0750

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: West Shaft: Lift 2 Gusset Plate

Procedural Procedural [] Description:

Reference Description: Missed MT indication

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on West Tower Lift 2, Caltrans Quality Assurance
Inspector (QA) discovered the following issues:

-One transverse indication (crack) measuring approximately 10mm in length in PJP weld between gusset plate
and doubler plate

-Theweld isidentified as WSD1-SA340B/F-16.

-The member is Seismic Performance Critical Member (SPCM).

-The member islocated in Tower Trial Assembly(Lift2/Lift3) yard, Heavy Dock

The Notice of Witness Inspection Number (NWIT) is#06134. The indication islocated within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per Contract, 100%
MT inspection isrequired for thisweld.

Please refer to attached photos below.

Doubler P ate

07/06/10 10:02

07/06/10 10:02
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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:  Anand Upadhye

Name of individual from Contractor notified: Bi Dewei

Time and method of notification: 1430 Hrg/ 07.06.10/ Verbal

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 1330 Hrg/ Verba

QC Inspector's Name: Sunzhi Wang

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, who represents the Office of Structural
Materials for your project.

Inspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim 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

&ftrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-Jul-2010
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: 05.03.06-000746
Subject: NCR No. ZPMC-0750

Reference Description:  Missed MT indication/ Tower/ Lift 2 gusset to doubler plate

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During Magnetic Particle Testing (MT) review of welds on West Tower Lift 2, Caltrans Quality Assurance Inspector (QA) discovered
the following issues:

-One transverse linear indication measuring approximately 10mm in length in PJP weld between gusset plate and doubler plate
-Theweld isidentified as WSD1-SA340B/F-16.

-The member is Seismic Performance Critical Member (SPCM).

-The member islocated in Tower Trial Assembly(Lift2/Lift3) yard, Heavy Dock

The Notice of Witness Inspection Number (NWIT) is#06134. Theindication islocated within the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per Contract, 100% MT inspection is required for thisweld.

References:
Specia 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."

Action Required and/or Action Taken:
Propose aresolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the
contract requirements. Propose a resolution that addresses the apparent failure of Quality Control to identify the indication.

Additionally, provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

The response for the resolution of thisissue is requested within 7 days.

Y/ 05.03.06-000746,NCT
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NCT
( Continued Page 2 of 2 )

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0750

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

05.03.06-000746,NCT Page 2 of 2



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 13-Aug-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-000740 Rev: 00
Ref: 05.03.06-000746

Subject: NCR No. ZPMC-0750

Contractor's Proposed Resolution:
Reference Resolution: ZPMC has repaired the indications missed and is submitting the CWR and NDT used at the time.

ZPMC has repaired the indications missed and is submitting the CWR and NDT used at the time. ZPMC has discussed this issue with both
their inspectors and productions staff to eliminate the indications during production and also after during inspection. Based on this ZPMC
requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000740R00;

Caltrans' comments: Status: CLO
Date: 16-Aug-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0750 is closed.

Submitted by: Rizzardo, Gina Date: 16-Aug-2010

Attachment(s):

‘h‘} Page 1 of 1
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@ No. T-155

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-08-13
REGARDING: NCR-000783(ZPMC-0745), NCR-000788(ZPMC-0750)

ZPMC received NCR-000783(ZPMC-0745) and NCR-000788(ZPMC-0750), they all
mentioned that CT inspectors found indications on welds.

ZPMC realized this problem, and put forward T-CWR664 and T-CWRG669 at the first
time for repairing. Finally these relevant welds were fixed and checked by MT. Also they

were re-inspected by CT inspector and green tagged. Here attached the related documents to

prove the welds are sound after repairing.
Basing on above information, ZPMC hope CT could take a review and close these

NCRs.

ATTACHMENT:
NCR-000783(ZPMC-0745)
T-CWR664 RO
T787-MT-10824
NCR-000788(ZPMC-0750)
T-CWR669 RO
T787-MT-10823 R0

)\Mj YMJ()
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e DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

b 333 Burma Road
A i Dakland CA 94607
laftrans Tel: 510-286-0530 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jul-2010

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: 05.03.06-000740
Subject: NCR No. ZPMC-0745

Reference Description:  Missed MT indication: Cross Bracing gusset plate to Doubler/Tower/East Lift 2

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Materinl or Workmanship not in conformance with contract documents,
Quulity Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resalved.
Material Location: Tower Lift: 02
Remarks:
During Magnetic Particle Testing (MT) review of welds on East Tower Lifi 2, Quality Assurance Inspecior {QA) discovered the

following issues:

-One Longitudinal crack indication mensuring approximately 15mm in l[ength.

-The member is identified as Cross Bracing gussct plate to Doubler plate

-The weld is identified as ESD1-SA300B/F-27.

~The weld is a Partial Joint Penetration (PJP) weld, joining the Cross Bracing gusset plate to Doubler piate.

~The member is Seismic Performance critical Member (SPCM),

-The member is located in Tower Trial Assembly,

The Notice of Witness Inspection Number (NWIT) is 06106, The indication is located within the area that has been previonsly tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to
perform 100% MT inspection of this weld.

References:
-Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contraclor. As a minimum, the Contractor shail
perforn 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 D1.5 (02) Section 6.26.2: “Welds that are subject to MT in addition to visual inspection shall have no cracks.”

Action Required and/or Action Taken:
Propose a resolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the
contract requirements. Propose a resolution that addresses the apparent failure of Quality Control 1o identify the indication.

Additionally, provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

The response for the resolution of this issue is requested within 7 days.

02.02;15.04 Received
b il cmioncr NCT-000740 07 Jul 10 Peeter2



NCT

{ Continued Page 20f 2 )

Transmitted by: Gina Rizzardo Transportation Engineer
Attachments: ZPMC-0745

ee:  Rick Mormow, Gary Pursell, Mark Woods
File: 05.03.06

N2 05.03.06-000740.NCT Page2of :



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

DEPARTMENT OF TRANSPORTATION AT
DIVISION OF ENGINEERING SERVICES d
Office of Structural Materiais

Quality Assurance and Source inspection

Contract # 04-0120F4
Bay Area Branch
BB VElHGE ATESL V5T Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94502-1133 File #:  69.258

{707) 649-5453
{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000783
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Jul-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0745

Type of problem:

Welding [0 Concrete [0 Other

Welding O Curing [0 Procedural [J  Bridge No: 34-0006

Joint fitup [] Coating [0 Other Component: East Tower Lift 2

Procedural [ Procedural [ Description:

Reference Description: Missed MT indication: Cross Bracing gusset plate to Doubler

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on East Tower Lift 2, Quality Assurance Inspector
(QA) discovered the following issues:

-One Longitudinal crack indication measuring approximately |5mm in length.

-The member is identified as Cross Bracing gusset plate to Doubler plate

-The weld is identified as ESD1-SA300B/F-27.

-The weld is a Partial Joint Penetration (PJP) weld, joining the Cross Bracing gusset plate to Doubler plate.

-The member is Seismic Performance critical Member (SPCM).

-The member is located in Tower Trial Assembly.

The Notice of Witness Inspection Number (NWIT) is 06106. The indication is located within 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 100% MT inspection of this weld.

For further information, please see the attached pictures below.

- i 1 o ) )
i’z_ TL-13, Quality Assurance — Noi-Conformance Repart Figel o



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 nf’ 2 )

[Enstilower LiftZ

Approx 15 mm long
oniweld ESD1-SAS

e ¥

Cross Bracing ™
Sussel Plate

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 DL.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: Anand Upadhye

Name of individual from Contractor notified: Bi Dewei

Time and method of notification: 17:00/ 07.02.10/ Verbal

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 1300/ Verbal

QC Inspector's Name: Zhao Chen Sun

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
conceming repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

ﬁ TL-15.Quality Assurance -- Non-Conformance Repor! Page 20f 2



C=ZPMC]

REPORT OF MAGNETIC PARTICLE EXAMINATION

%< SIGN / H i DATE

R TR &

REPORT NO. i $544€ T787-MT-10824 DATEHJH 2010.7.12 PAGE OFTIE 1M Revision No: 0
PROJECT NO. e CONTRACTOR: e

TR%S: i A P

DRAWING NO. B CALTRANS CONTRACT NO.:

P 04-0119F4
e Tower(E) 53m cross bracing plate back MM L% S 1
fill plate \

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HAHTEIRTS EZ RN BraY {388 B EAT RO

AWS D1.5-1902 AWS D1.5-1902 ZPQC-MT-01 Dec. 28ST ,2010
EQUIPMENT &% MANUFACTURER #3: i MODEL NO. .45 SERIAL NO. #4845

MT YOKE PARKER B310S 5619 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT fi

ML A 3 RS A HHi

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

[ g et T WA

MATERIAL TO BE v WELDING 14 Ft i A e A709M-HPS-485WT2-Z AT709M-
EXAMINED O CASTING #i 34572-Z

R O FORGING i B, PRRE 50/90MM

TYPE OF JOINT
WELDING PROCESS Sha T
R FREEAT
DISCONTINUITY A4
WELD 1.D. ACCEPT REJECT REMARKS
USRS INDICATION TYPE LENGE;;N T Jike #ik:
it B3]
ESD1-SA300B/F-27 ACC. 100%MT
After repaired T-CWR-664
BLANK
EXAMINED BY 45 |REVIEWED BY #&:
LA, ?(bny\ i X fing :

|LEVEL -1 sIGN %% DATEH i [0 . [2  |eveLa  siGN { DATERM ta s
2T / QCM % ' H/"CUSTOMER

%5 SIGN 7 Bl DATE

(FORM# ZPQC-MT01)




B R B RS

e .. " 5
Critical Welding Repair Report (CWR)
i I 25 Xa e ] : '
fp o i _ S K Mifkegs | ESDI-SA3008/F HEET CWR |
| MojoRt Nefme: SFOBB Drawing No.: | Report No.: [ Bk {
! ; |
I #R% TP RIZMSIHRA-Fi !
{  Contract No.: miezg: | WMETower(E) 25| NDT feme ” |
HH&SE Item Name: 3m strut plate NDT Report No.: - P
i ZP06-787
Project No.: |
B AR A

Description of Welding Discontinuity:

KR (Inspector) :

Vi f
Son 2
SUN ZIWANG

%:mm%+$ﬁ%ﬁﬁ%mm&mmwﬁmﬁmMﬁ%mﬁﬁ%&&mm%ﬁﬁ,ﬁ%ﬁ%u

The crack was found at east tower 2% lifting strut plate weld (ESD1-SA300B/F-27), and need to repair,

EIHE (Date) : 2010.07.03

BEER AT RIS ¢
Draft of Welding Discontinuity:

f‘\\

A

| ESD1-SAJ0BIF-27

!

P AR A AR

Remark: repair area in shadow.
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&;‘] “NeRROVED AS 1ZOTED
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Pursuzt ta Besien 31,02
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Cause:

A Ly e A S e B R L T P T R I E o TR
1 K )IJ‘” }';f&:"? v AR :if% I Y i Y = 1A /] L’ijﬁé

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

the area wasn't preheated sufficiently.

ERAFA (Foreman): .Zq_bj"f]w B (Date): /., ? 4

Disposition :
1. QC /CWI shall monitor and direcl all gouging,grinding and welding during the repair procedure.

2. Remove defects by gouging and /or grinding.If gouging is uded,preheat the repair area to a minimum lemperature of
65°C,

3. Prepare excavation according to the approved repair WPS.

4. Grind the repair area to a smooth and shiny surizce.

5. Verify that no defects are present by VT and MT prior to weiding.

6. Clean excavation of all loose debris and MT prowder.

7. Weld according to the approved WFS.

8. Preheal and maintain interpass temperature control in accordance to the approved WPS.

9 QC shall ensure all slag has been removed prior 1o the depaosition of the next pass.

10. Blend the weld repaired areas into the adjacen! weld or base metal by grinding.
1. Perform VT, MT and UT inspection to the repaired areas.

QC 1 CWI 2 24 3 Rl S AR BN, TR IET fr.

2. (EREAIII) BT A LR, WMRERBE, WIER RS IE KRNI 650 C.
3. IR F WPS HE & 418 h B,
4y FRIBIEE BITES R,
5. (EERERTIETT VT, MT. BRaca S, R —
T i Y 2PFRGVED AD BOTED
6. iR R P O 2 T FURLI B FTUStED FOR DORRICTION
uamt bo Bestion 5102
7. EEIAER WPS IR, of e Diandord Dpemiiesisens
e S R e R et e ot AT o AL ATIEN
B, RIEHUHEND WPS HEAT 1S5 T TR 20 A ]300 10 33 3 R
i R A s e S i Tt of Chugun Constnitien
9. QC R %l f 4 IR ¥ — MR AT 4 15 B 0 W R T3 Lg ; NET T
i B Tt By e ey A e e ML [ L
10, HHE 12 R 45 5 41T AR 4T 08 BT JB ZE MR i s )
1. 3R E KIS TV MTIUT .
| 4 i M Z
T CoE e RTERN (e A WY £ #A: )
| Technical Engineer: "l?/ LJ% Approved By: ) Date: # ~u7, u;
#R787-QCP-701 v
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Critical VVekhng?Qeoan'Report{CVVR)

e . T
A SR H BEES | ESDUSANOBF | mmy |
{ Project Name: SFOBB Drawing No.: [ Report No.; i T-EWREH4
! !
i | ‘
‘ AI L= ! o ]
il 04-0120F4 | R 837 1
Contract No.: suigs  HRTower(E) 2™5| NDT sy
NA
| WEES ltem Name: Im strut plate NDT Report No.:
! Project No.: ZROB-TRT
i‘ Y EdhiE
] Corrective Action to Prevent Re-occurrence:
[}
CVAARERT, QCHAR #AGTRM, wAEAGAAHER E—wrw&u
APPROVED A3 NGTED

EEHKA (Foreman):

ﬁi[ shot 7‘*-""

in} Mmﬁ.,.;n FOR coRRBCTIoN

27t 25 acls

1. QC shall verify sufficient preheat has been applied, to remove moisture, prior tc:=*$‘.:5!1dmg?~

B;":"Aa’"ﬁ.."" 1T OF T"’

Divizien of Engyr

Q”“:: &1 Exurctioes Cr"-’r\;'* =

A} (Date):

“1*2/0

Q7 . us

20 M WPSHE &
. Repair WPS No.:

wps-345+485-SMAW-3G
(3F)-Repair
wps-345+485-FCAW-3G(
3F)-Repair

TR
Technologist:

2k ML’(V}.

:u.u).-t/k,

Inspection
Before Welding:

Temperature
Before Welding:

B CBRE) [0 G A iR {55 1 gk fS |
Preheat Temperature Description
Before Gouging: of Discontinuity:

: 10 T2 B R
] Bk HE 21 |
B AL 2R £ 2 Preheat !

R ®E RAE
Max, Depth of Gouge:

(1o S
Total Length of

#R787-QCP-701

Gouge:

‘ HT BEHRT B 7

Welder: Weldmg Type: Position:

s R BEwE R R

Current: Voliage: Speed:

BEERAE

Inspection After Repair:

ST E R4 R B 33

VT Result: Inspector: Date:
| NDTH & g ilal B

NDT Result: NDT Person: Date:

JLAE - *
Witness/Review:

Rema:k ]




j e DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

0L, 333 Burma Road
Ny Oakland CA 94807
fons Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGE/FLUOR, A IV Dute: 08-Jul-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Denr: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000746
Subject: NCR No. ZPMC-0750

Reference Description:  Missed MT indication/ Towet/ Lift 2 gusset 1o doubler plate

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docuruent as
indicated below:
Material or Workmanship not in conformanee with contract documents.
Quality Control (QC) nol performed in conformance with contract docuinents.
] Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During Magnetic Particle Testing (MT) review of welds on West Tower Lift 2, Calirans Quality Assurance Inspector (QA) discovered

the following issues:

-One transverse linear indication measuring approximately 10mm in length in PIP weld between gusset plate and doubler plate

-The weld is identified as WSD1-SA340B/F-16.

-The member is Seismic Performance Critical Member (SPCM).

-The member is located in Tower Trial Assembly(Lift2/Lift3) yard, Heavy Dock

The Notice of Witaess Inspection Number (NWIT) is #06134. The indication is located within the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per Contract, 100% MT inspection is reguired for this weld.

References:
Special Provisions Section 8.3 —“Quality Centrol (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 efier welding as specified in this section and to
cnsure 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 1o visual inspection shall have no cracks.”

Action Required and/or Action Taken:
Propose a resolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the

contract requirements. Propose a resolution that addresses the apparent failure of Quality Control (o identify the indication.
Additionally, provide documentation of the steps taken by {lie Quality Control Manager to prevent future octurrences.

The response for the resolution of this issue is requested within 7 days.

N} 05.01.06-000746NCT
.hz'- ox0 Page 10of 2



NCT
{ Continued Page 2 of 2 )

Transmitted by: Gina Rizzardo Transportation Engineer
Attachments: ZPMC-0750

ces Rick Morrow, Gary Pursell, Mark Woods
File: 05.03.06

N} 05.03.06-000746,NCT .
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STATE OF CALIFORNIA~BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govarnor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Qffice of Structural Materials

Quality Assurance and Saurce Inspeclion

Bay Area Branch

890 Walnut Ave.5t. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 T PRTR

e File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PR China Report No: NCR-000788
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Tsland NCR #: ZPMC-0750

Type of problem:

Welding Concrete [J] Other O

Welding OO0 Curing O Procedural [1  Bridge No: 34-0006

Joint fitup [ Coating [ Other OO  Component: West Shaft: Lifi 2 Gusset Plate
Procedural Procedural [] Description:

Reference Description: Missed MT indication

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on West Tower Lift 2, Caltrans Quality Assurance
Inspector (QA) discovered the following issues:

-One transverse indication (crack) measuring approximately 10mm in length in PJP weld between gusset plate
and doubler plate

-The weld is identified as WSD1-SA340B/F-16.

-The member is Seismic Performance Critical Member (SPCM).

-The member is located in Tower Trial Assembly(Lift2/Lift3) yard, Heavy Dock

The Notice of Witness Inspection Number (NWIT) is #06134. The indication is located within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per Contract, 100%
MT inspection is required for this weld.

Please refer to attached photos below.

Doubler Plate Approx 10 MM i
Trangverse IndicaBa

onweld WSD1- 58
SA340B/F-16

OTI06MD D02
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Puge 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 10 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:  Anand Upadhye

Name of individual from Contractor notified: Bi Dewet

Time and method of notification: 1430 Hrs/ 07.06.10/ Verbal

Name of Caltrans Engineer notified: Jim Reid

Time and method of netification: 1330 Hrs/ Verbal

QC Inspector's Name: Sunzhi Wang

Was QC Inspector aware of the problem: O 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 purposc recommendations. Should you require recommendations
conceming repairs or remedial efforts please contact Mazen Wahbeh, who represents the Office of Structural
Materials for your project,

Inspected By:  Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

‘HE_ TL-15.Quality Assurance — Non-Conformance Report Page 2of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Rty R AR
REPORT NO. &4 5 T787-MT-10823 DATERH 2010.7.12 PAGE OFTIH 1M1 Revision No: 0
PROJECT NO. 2 oy CONTRACTOR: S T
06-7
TR e
DRAWING NO. WSD1-SA3408/F CALTRANS CONTRACT NO.:
m Tower(W) 53m cross bracing plate back |14 TEES 14011084
A fill plate
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
224 HL V0 SR FD He Rk BFES BT HEZN
AWS D1.5-1902 AWS D1.5-1902 ZPQC-MT-01 Dec. 285T ,2010
EQUIPMENT ## MANUFACTURER il &/ MODEL NO. B& S SERIAL NO. E&RHS
MT YOKE PARKER B310S 5619 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
AL medE s L,
PARTICLE TYPE Dry magnet powder YOKE SPACING e
~150mm
g Ay TR R (]
MATERIAL TO BE Y WELDING ##:4: A ’ A709M-HPS-485WT2-Z
Material & thickness
EXAMINED O CASTING # : A709M-345T2-Z
o 3 Bl O FORGING &ift L HE 50/90MM
WELDING PROCESS SMAW TYPE OF JOINT T-dint
B REEAR
DISCONTINUITY A~ Lt
WELD I.D. ACCEPT REJECT REMARKS
e INDICATION TYPE iR sl P
WSD1-SA340B/F-16 ACC. 100%MT
After repaired T-CWR-669
BLANK
EXAMINED BY 4R REVIEWED BY # ¥
e L o S X F b o
ok Y\:"”u)f 3 5:]' X[A i'g (ﬂ/\;}‘
JLEVEL -1l SIGN %4 DATEH # fO ot 7 {7/ LEVEL-II SIGN /| DATERM [( .7| I'L
FitEZE / QCM 1 Fi FFCUSTOMER
% SIGN / H i DATE %% SIGN [ H i DATE

(FORM# ZPQC-MT01)
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XBBEHELERS
Critical Welding Repair Report (CWR)

TR #3%

F R K

A

WED i-SA340B/F

4 e gt 1
19. [FE

Rreject Namie: SFOBB Drawing No.: Report No.: T-EWReEs
Py i fsan--Fa
{ 04-0120F4 2 w
| Contract No. sk o it Tower(w) 2 NDT iflisaas
| e ltem Name: lifting 53m strut | NDT Report No.: b i
i MBS '
ZP06-787 ]

Project No.:

plate

A,

' The crack was found at west tower 2"
' ngth, and needed to repair.

. Description of Welding Discontinuity:
V5 Ra3M A F MR R EETSD 1 -SA340B/F~ 167E B 3R BSN TR R ILE B 10MMIBY &L, BLERE.
lifting 53m strut plate weld WSD1-SA340B/F-16, 10mm in le

5 (Inspector) :

Cua ){w%
SUN ZIWANG

E¥# (Date) :

2010.07.086

A

e

‘} AR AR ¢
: Draft of Welding Discontinuity

TR BHEEEMT M EEENE. Remark: rapair area in shadow.

| i0

w

- R |

|
|
i’
}
|
|
x

Diviston of Brgiase

.....

:F:a gt Prreiney Commtnectis
Bis s 4]

CRructuss Regross

e e o - i Pt e i

= i

S R T e




| IR
Cause:
E& L RAEIIE, ARE e B F R X P T

I Moisture wasnt complelely removed during drying operalion (prehealing) or
i the area wasn'l preheated sufficienlly

4@ 3 A (Foreman): A'Slu'?‘*-‘”ffi}gﬁ (Date}: ,, . 07, ol

Disposition :
1. QC /CWI shali monitor and direct all gouging,grinding and welding during the repair procedure.
2. Remaove defects by gouging and /or grinding. If gouging is uded,preheat the repair area to a minimum temperature of

B T ——

65°C
| 3. Prepare excavation according to the approved repair WPS.
¢ 4. Grind the repair area to a smooth and shiny surface.
f 5. Verify that no defecls are present by VT and MT prior to weiding.
L 6. Clean excavalion of all loose debris and MT prowder.
i 7.. Weld according to the approved WPS.
: 8. Preheat and maintain interpass temperature control in accordance to the approved WPS
i 8. QC shall ensure all slag has been removed prior to the deposition of the next pass.

10. Blend the weid repaired areas intc the adjacent weld or base metal by grinding.
11 Perform VT, MT and UT inspection to the repaired areas.

T, ITEERE T I

SRR 7T A, WA R0 A R e b A E 657 C

6. ER IS gy By 2RI
7. {REEEEAEGY WPS BT,
8. TRAZHEAENT WPS 1 {75 3

29\QCM%@mﬂW$T i
F 10, HHE B X 8 S T 1R at

11 AR R ESITVTMTHIUTE 4.

3
3

iH =
1 1

(e

T % Wl WO A A B
Technical Engineer: _)J\ajkgba’ Approved By: Date: ,g.a] il

f
F

e w—

#R787-QCP-701



| EREGELRE
|

Critical Welding Repair Report (CWR)

o i
B & EEEEAR | mpme WSD1-SA340B/F Hsma
Project Name: SFOBB Drawing No.: T REBBH NG, T-CWRE69
: &EE 534+ 4
i 04-0120F4
| Contract No.: iMETower(w) 2™ T R
_ o fi 47 NDT &8 E
i st lifting 53m strut -y NA
: = ltem Name: | NDT Report No.:
i g plate
| Project No.: e

! b s

Corrective Action to Prevent Re-occurrence:;
1484557, QC#HIAA #Lah T,

VAIG ARGH, A

B FH A (Foreman);

R,

L}L.icjm EHH (Date):
{

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

f»‘.a?. oé

| B RNEPSE S
' Repair WPS No.:

WPS-485-SMAW-1
G(1F)- Repair-1
WPS-485-SMAW-2
G(2F)- Repair-1

IZR
Technelogist:

_léﬁldj
/u-u?. b

B (A REAER
¢ Preheat Temperature
i Before Gouging:

pER R
Description
of Discontinuity:

S N
R ERE
Inspection

Before Welding:

AT A B
Preheat Temperature
Before Welding:

It
Max. Depth of Gouge:

Jg R Al B

B8 K
Total Length of Gouge:

F T o T
BT | i 1 T
Welder: | . Position:
i i Type:
i
| BEE ’ BERE BERE |
 Current: ‘[ Voltage: ‘Speed. '
i‘_ﬁ_‘fﬁ {5 ");"
Inspection After Repair:
Do R & el B
VT Resuli: Inspector: Date:
 NDTH & WA R =T ;
NDT Result: NDT Person: Date: :
RLIE - i
' Witness/Review: ;’
HE 7 1 RO f
[ Remark : =D FOR SURRSCTIOH

#R787-QCP-701

T s Coneerd bpetiie
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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

L ocation: Changxing Island, Shanghai, PR China Report No: NCS-000732
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 13-Aug-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0750

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  06-Jul-2010

Description of Non-Conformance:

During Magnetic Particle Testing (MT) review of welds on West Tower Lift 2, Caltrans Quality Assurance
Inspector (QA) discovered the following issues:

-One transverse indication (crack) measuring approximately 10mm in length in PJP weld between gusset plate
and doubler plate

-Theweld isidentified as WSD1-SA340B/F-16.

-The member is Seismic Performance Critical Member (SPCM).

-The member islocated in Tower Trial Assembly(Lift2/Lift3) yard, Heavy Dock

The Notice of Witness Inspection Number (NWIT) is#06134. The indication islocated within the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per Contract, 100%
MT inspection isrequired for thisweld.

Contractor's proposal to correct the problem:

ZPMC to repair the missed indication and submit the documentation to confirm the areas affected are in
conformance with Contract requirements. ABF/ZPMC will impaose on the testing operators and production staff
to pay more attention to the inspection and apply timely corrective measures.

Corrective action taken:

ZPMC has repaired the defects, submitted CWR and NDT reports confirming the results of the repair. ABF has
discussed with the personnel involved to take appropriate actions to prevent similar occurence in future.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?

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



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

[] Yes¥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 , who represents the Office of Structural Materials for
your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer

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