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-000791
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR # ZPMC-0753

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: Lift 4 Strut (ND1-STSA4-6-127M-1)

Procedural Procedural [] Description:
Reference Description: Lift 4 Strut (ND1-STSA4-6-127M-1): Missed UT Indication
Description of Non-Conformance:
During random 10% verification Ultrasonic Testing (UT) of Tower Strut, Quality Assurance Inspector (QA)
discovered the following issues:
One (1) Class“A” non conforming longitudinal indication measuring approximately 15 mm in length.
The weld is a complete joint penetration (CJP) corner joint, joining Web to Flange and isidentified as
ND1-STSA4-6-127M-1.
The discontinuity rating is +9, Class“A” and reject.
Depth of the discontinuity from face B is approximately 15 mm, and Y location was 1500mm.
The Material thicknessis 16 mm.
The member is SPCM (Seismic Performance Critical Member).
The member islocated in fabrication Bay 11.
Theindication isin an area previously tested and accepted by ZPMC QC UT technicians.
The Notice of Witness Inspection Number (NWIT) is 006164.
gaveis N .II - I —_— il '.’ BAY#11
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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.”

AWS D1.5 Section 6.26.3.1; “Welds that are subject to UT in addition to visual inspection shall be acceptable
if they meet the following requirements....(1) Welds subject to tensile stress under any condition of loading
shall conform to the requirements of Table 6.3...(2) Welds subject to compressive stress shall conform to the
requirements of Table 6.4.”

AWS D1.5-02 Section 6; Table 6.3

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Zhao Xian He

Time and method of notification: 1100 Hrs,/ 07/10/10/ Verba

Name of Caltrans Engineer notified: Jim Reid

Time and method of notification: 0800Hrs/ 7/12/10

QC Ingpector's Name: Yu Dong Ping

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

I nspected By: Ng,Michagl QA Inspector

Reviewed By: Devey,Jim SMR
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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: 13-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: 05.03.06-000752
Subject: NCR No. ZPMC-0753

Reference Description:  Lift 4 Strut (ND1-STSA4-6-127M-1): Missed UT Indication/Tower/Lift 4 Strut

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: 04
Remarks:
During random 10% verification Ultrasonic Testing (UT) of Tower Strut, Quality Assurance Inspector (QA) discovered the following
issues:
One (1) Class“A” non conforming longitudinal indication measuring approximately 15 mm in length.
Theweld is a complete joint penetration (CJP) corner joint, joining Web to Flange and isidentified as ND1-STSA4-6-127M-1.
The discontinuity rating is+9, Class“A” and reject.
Depth of the discontinuity from face B is approximately 15 mm, and Y location was 1500mm.
The Material thicknessis 16 mm.
The member is SPCM (Seismic Performance Critical Member).
The member islocated in fabrication Bay 11.
Theindication isin an area previoudly tested and accepted by ZPMC QC UT technicians.
The Natice of Witness Inspection Number (NWIT) is 006164.

References:

-Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. Asaminimum, 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 Section 6.26.3.1; “Welds that are subject to UT in addition to visual inspection shall be acceptable if they meet the
following requirements:...(1) Welds subject to tensile stress under any condition of loading shall conform to the requirements of Table
6.3...(2) Welds subject to compressive stress shall conform to the requirements of Table 6.4.”

AWS D1.5-02 Section 6; Table 6.3

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.

Y/ 05.03.06-000752,NCT
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NCT
( Continued Page 2 of 2 )

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

The response for the resolution of thisissueis requested within 7 days.

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0753

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

05.03.06-000752,NCT Page 2 of 2



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: 27-Sep-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure
Resident Engineer
Ref: 05.03.06-000752

Subject:  NCR No. ZPMC-0753

Document No.: ABF-NPR-000800 Rev: 00

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indication and is providing the WRR and NDT performed after the repair to show
the weld is acceptable.

ZPMC has repaired the missed indication and is providing the WRR and NDT performed after the repair to show the weld is acceptable. To
deal with the number of missed indications ABFJV tracks inspector performance to determine which inspector is responsible for missed
indications, a pattern of continued missed indications will result in disciplinary action and potential removal. ZPMC has written an internal NCR
to document this incident as well. Based on these actions and acceptable results after repair, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000800R00;

Caltrans' comments: Status: CLO
Date: 28-Sep-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0753 is closed.

Submitted by:  Eagen, Sean Date: 28-Sep-2010
Attachment(s):

‘E}'I Page 1 of 1



@ NO. T_173

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-09-27
REGARDING: NCR-000791 (ZPMC-753)

ZPMC received NCR-000791 (ZPMC-753), it mentioned that CT inspectors found
indication on weld ND1-STSA4-6-127M-1-10A/B.

Once CT inspector found indication on this weld, ZPMC took positive action and
performed repair work under approval of CT site inspector. Finally this weld was checked
by CT and green tagged.

Anyway, as a conscientious attitude and to improve welding quality, we have already
inculcated the welder to perform carefully, and welding must be covered by QC.

Here attached WRR and related NDT reports show the weld is sound finally.
Basing on above information, ZPMC hope CT could take a review and close the NCR.

ATTACHMENT:
NCR-000791 (ZPMC-753)
T-WR3650

T787-UT-3247 RO
T787-UT-3247 R1
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SRS, DEPARTMENT OF TRANSPORTATION - Districi 4 Toll Bridge
s 333 Burma Road
o Oaliland CA 84607

{efirans Tol: 510-286-0538 Fayx: 510-266-0550
NON-CONFORMANCE REPORT TRANSMITTAL
Ta: ANERICAN BRIDGE/FLUOR, A JV Date: 13-Jul-2010
375 BURMA ROAD
OAKLAND CA 93607 Contract Nu: 04-0120F4
04-SF-B0-13.2 /139
Dear: Mr. Charles Kanapicki Jab Name: SAS Superstructure
Attention: Mr. Thomos Nilsson  Project/Fabrication Muanager Daocument No: 05.03.06-000752

Subject: NCR No. ZPMC-0753
Reference Description:  Lifi 4 Strat (ND1-STSA4-6-127M-1): Missed UT Indication/Tower/Lift 4 Strul

The attached Non-Conformance Report describes an occurrenca where the contrecior did not comply with a sequirement of the contract document as

indicated below:
Mulerial or Workmanship not in conformance wilh contract documents,
Quality Control (QC) not performed in confonmance with contract documents,
O Recurring QC issue thot constitutes o systematic problem in quality control. ; |
| Non-Conformence Resolved.
Material Location: Tower Liff: 04
Remarls:
Dun'ng random 0% verification Ulirasonic Testing (UT) of Tower Strut, Quality Assurance Inspecior (QA) discoveread the following
issuss;
One (1) Class *A" non conforming longitudinal indieation measuring spproximately 15 mm in lengtl.
The weld is a complele joint penetration (Ci?) corner joint, joining Web lo Flange and is identified ps ND1-STSA4-6-127M-1.
The discontinuity mtiag is +9, Class "A™ and rejecl )
Depth of the discontinuity from face B is approximately 15 mm, and Y location was 1500mm.
The Materinl thickness is 16 mm.
The member is SPCM (Seismic Performance Critical Member).
The member is located in {abrication Bay 11, b i) k.
" The indication i in an area previously tested md accepled by ZPMC QCUT techiicians,
The Notice of Wilness Inspection Number (NWIT) is 0061 64.

References:
-Special Provisions Section 8.3; “Quality Conirol (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 afier welding as specified in this section and to
ensure that materinls and workmanship conform 1o the Tequirements of the contract documents.”

-AWS D1.5 Scetion 6.26.3,1; “Welds that are subject 10 UT in addition to visual inspection shall be acceptable if they meet the
following requirements:...(1) Welds subjeet 1o tensile stress under any condition of londing shall conform o the requirements of Table

6.3...{2) Welds subject o compressive stress shall conform to the requircments of Table 6.4,"

AWS D1.5-02 Section 6; Table 6.3
Action Required and/or Action Talken:
Propose a resolution for this nen-conformance and provide documentation tha the deficiency hog beep brought into compliance with the

contract requirements. Prapose e resolution that addresses the apparent fajlure of Quelity Control to identify the indicolion,

P | 4 9 i
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NCT

( Continued Page 2 of 2 )

Additionally, provide documentation of the steps laken by the Quality Controf Muanager to prevent fiture

The esponse for the resolution of this issue is requested within 7 days,

Transmitted by: Gine Rizzardo Transporation Engineer
Annchments; ZPMC-0753

ee:  Rick Morrow, Gary Pursell, Mark Woods .
File:  05.03.06

N7 050305000752 80T
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AMD HOUSING AGENCY Arnold Schwarzenegger, Govamaor

DEPARTMENT OF TRANSPORTATION fomiy
DIVISION OF ENGINEERING SERVICES ) 1
Office of Struclural Malerals It
Qualily Assurance and Source Inspection

Contract #: 04.0120F4  *

Bay Area Branch

680 Walnul Ave.SI, 150 Cty: SF/ALA Rte: §g PM: 13.2/13.9
Vallgjo, CA 84582-1133 ey T :

{707) 649-5453 File #: 69.258B

(707) 649-5493

QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report Ne: NCR-000791
Prime Contractor: American Bridge/Fluor Enterprises, a TV it Date: 10-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0753

Type of problem:

Welding Concrete [ Other 0
Welding [0 Curing O Procedural [J Bridge No:  34-0006
Jointfitup [ Coating [J Other L0 Component:Lifi 4 Strut (NDI-STSA4-6-127M-1)
Procedural Procedural [1 Description:
Reference Description: Lift 4 Strut (NDI1-STSA4-6-127M-1); Missed UT Indication
Description of Non-Conformance: :
During random 10% verification Ultrasonic Testing (UT) of Tower Strut, Quality Assurance Inspector (QA)
discovered the {ollowing issues:
One (1) Class “A” non conforming longitudinal indication measuring approximately 13 mm in length,
The weld is a complete Joint penetration (CIP) corner Jjoint, joining Web to Flange and is identified as
NDI-STSA4-6-127M-1.
The discontinuity rating is +9, Class “A" and reject.
Depth of the discontinuity from face B is spproximately 15 mm, and Y location was 1500mmm.
The Material thickness is 16 mm,
The member is SPCM (Seismic Performance Critical Member).
- The member s located in fabrication Bay 11, s e
The indication is in an area previously tested and accepted by ZPMC QC UT technicians,
The Notice of Witness Inspection Number (NWIT) is 006164,
Tt R :
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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 cach w
welding, and afler welding as specificd in this section and to ensure that

to the requirements of the contract documents.”

eld joint prior to welding, during

materials and workmanship confarm

AWS DI1.5 Section 6.26.3.1; “Welds that are subject to UT in addition to visual inspecton shall be acceptable

if they meet the following requirements: .. (1) Welds subject to tensile stress under any condition of loading

shall conform to the requirements of Table 6.3, -(2) Welds subject to compressive stress shall conform to the

requirements of Table 6.4.”
AWS D1.5-02 Section 6; Tablc 6.3
Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Zhao Xian He

Time and method of notification: 1100 Hrs/ 07/10/10/ Verbal

Name of Caltrans Engineer notified:  Jim Reid
Time and method of nofification: 0800Hrs/ 7/12/10
QC Inspector's Name: Yu Dong Ping

Was QC Inspector nware of the problem: [T Yes [ No

Contractar's proposal to correct the problem:
N/A
Comments:

This report is for the purpese of determining conformance with fhe contract documents and is nat for the

purpose of making repair or fit for purpose recommendations

Materals for your project.

- Should you require recommendations
conceming repairs or remedial efforts please contact Mazen Wahbeh, who represents the Office of Structural

Inspected By:  Ng,Michael

QA Inspector

Reviewed By: Devey,Jim

f‘_z_ TL-15. Quality Azsuronce -~ Non-Conformance Report
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ZPMC
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Welding Repair Report

R4 Rev. No.

P

5H 2 o TEHT
: PREHIE PRI A E 5 o
Project Name S;O'BB 2 Dra:ving r:D ND1-5TSA4-6 Bepartia. " TWR3650
£l =
e 04-0120 Ak 4 4 FOURTH LIFTING STR | NDT4R-2%2 5
T H G ltems Name | ur Report No.of NDT T787-UT-3247
2 ZP06-787
Project Nao.:

Hhfa i

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.
(UTE R B s s B EAD FRAAGHKIE) ND1-STSA4-6-127M-1-10A/B

#3R (Inspeclor) }%&ar_&émg)

/“’O /%

_18.07M10
WALz F w7
Draft of welding discontinuity:
= a-:_“ - -r—--_'_“
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P RE: ;
Caused: i
T WERIG B EE L A AT, =l
2, R UL B AR R L AR i R b B g ;
3. I )R A AL
1.The weld joint was not ground sufficiently after arc-gouging.
2. The arc starts and stops were not staggered to minimize slag entrapment.
3. Interpass cleaning was nol performed properly.

£ il f ke - )Yt : 0

18 51 3 A(Foreman): Ju Jef¢78 W(Date): /9. 07,0
HEEL IR ’
Disposition :

7 RS
-[ Z: - 7,;-1 pf/b: F‘}”’Z: L;/Zt -7 HJUJ 2;}/0,&“_/0
Technical engineer # Approved by Dale /

#R787-QCP-900
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l4: Rev. No._

Welding Repair Report 0
IF H 24 i o R
’ - i b AHE 5 NDiSTsks | RepartNo.
Project Name SFOBB Drawing No 7 T-WR3650
R ND T4
Bl e 04-0120F4 2 4 FOURTH LIFTING STR | ' R
S o ltems Name | ur : Ve Y
ME RS 2P06-787 Report No.of NDT
Project No.:
2 E iy

Correction action to prevent re occurrence:

0 0 3 e 1 0 04T B T 2o i,

ERNEHS

2. &E&i—f—ﬁﬂﬁﬁt#ﬂ-mi’i-‘ 03 ASH S Y
3. BP0 SRR IRIE, S A B

b=

Arrangement.

© N

ik el SR

The joint shall be ground to a smooth transition to ensure that arc starts and stops are in a staggered

QC shall inspect the weld passes more carefully and enforcing interpass cleaning.
- All weld slag shall be removed and surface defects ground during interpass cleaning.

N /\(Foreman Lt fﬁ//%?’

8 H(Date):/ v « v7-/0

ZMMWPSH
Repalr WPS No.

ﬁf?"é‘—ﬂ:’xf&’r%ww S

lc.J,

PESLARs-Smin 24 teChnologist

)

AMECTE ) R A
Preheat temperature
before gouging

/e z

B E 0
Description
of discontinuity

B i b IR A

AR TR R

Inspection Preheat‘temperature = .
before welding e before welding &rc
Bk o m ) ¢ gy Tk fo 85 1%
Max. depth of gouging 0/’"”"' Total length of gouging /28 ~m
I 1Rz e Rl T 4 iz a9
welder Sﬂ-v}é} [¥4.9 welding type Sl e position 25
B4 ol 3 B HE Ol b A
Current 1974 - Voltage 23V . Speed /8g s e
E 55t 1 g
Inspection After repairin
mmser ) Fr 8% Ty R
e Lo Af?f/ Inspector Yw,l)ah& P)nd’/ Date /‘3 ‘77- 14
VT result
NDTH # £F 10 i FLoJu)
NDT result MTA@\/ NDT person WM@MJ? / i
7 7
JE - ; N 4| d
Witness/Review:
1T
Remark :

#R787-QCP-900
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REPORT OF ULTRASONIC EXAMINATION _
UTHRGIR & T

REPORT NO. {5455  T787-UT-3247 DATE 2010.07.10 PAGE 1 OF1 Revision No: 0
PROJECT NO. : 1'%} ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRAGT NO.: 04-0120F4
CRUTLIEING. il ND1-STSA¢-6 B
A 75 RS JiH iR
REFERENCING CODE 2::54113 ACCEPTANCE STANDARD {3 PROCEDURE NO. 73§45 %
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQc-UT-01
WELDING PROCESS g i JOINT TYPE ka4 CALIBRATION DUE DATE % 8 H2 547 5400
SMAW T-JOINT Dec, 28%7 2010
EQUIPMENT i MANUFACTURER 3% i MODEL NO, Hztas SERIAL NO. J3 5113 4
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT 1441 MATERIALITHICKNESS #4#} /2 i 1o
AWS lIW BLOCK TYPE 1| c.M.C A7095L-GR4B5/GR345 A709M-345F2-X-2 90mm
TRANSDUCER #i3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENGCY SIZE
g @y . Jhh Hig R il il FlE - EE R
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18x18mm
Changchao o° 2.5MHz 20mm
Reference Level Z3:47 7 4%]0F 20dB
Base metal inspected per AWS D1.5-2002 Seclion 6.19.5 0° UT OK.
DECIBELS4+1 DISCONTINUITY Fetahit g
: 5
WELD g = o ~ |5 g |8 s .g L
z.|28|< % 52 g LOCATION OF DISCONTINUITY e
o | Zs|rE| & B al58|2 8|8 RS o
IDENTIFICATION |k |nS|s&|C EIE358E 8 (T (mm) »E =
< | pE |GG £ = F |E. L b — T @
i : " gk|p o . s | E 8 £
L il g 1 =i =
VR AP g & = Sound | Depth from . 5 &
= Longth From'X | From'Y o
a b c d ‘el Path Surface ¥iX Y a
= M| sk (=}
il T BT Ee I e Eon e 1 1+3] 20 43 15 2 | 1500 | mEJ. | 100%
10A/B
BLANK

LEVEL -1l SIGN LEVEL -1 5IGN /

Hiit&E / QoM HFCUSTOMER

- SIGN / B DATE A5 SIGN/ A DATE

(FORMit ZPQC-UT01)
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UTHAGR & soni
REPORT NO. #lik#i%  T787-UT-3247R1 DATE 2010.07.13 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T-F##5 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FOURTH LIFTING  PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
) ikl o ND1-STSA4-6 i
ML 145 I TR
REFERENCING CODE #:4 i1 ACCEPTANCE STANDARD 275l PROCEDURE NO. #1557+
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #4451k JOINT TYPE iz ql CALIBRATION DUE DATE {2 38 Keil: fi 51
SMAW T-JOINT Dec. 2857 2010
EQUIPMENT ist4% MANUFACTURER il MODEL NO. fztéss SERIAL NO, Ji:535 ¥
071565311, 061488510,
UT SCOPE PANAMETRICS EPQCH-4B 061435811, 070152011,
CALIBRATION BLOCK it COUPLANT #5435 MATERIALITHICKNESS b4}/ gy
AWS IIW BLOCK TYPE Il c.m.c A7095L-GR485/GR345 AT00M-345F2-X-Z 90mm
TRANSDUCER #i3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
fin)iein g HiF Rt i fisfiE B Rt
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%1Bmm
Changchao 0° 2.5MHz 20mm
Reference Level 23R JF 20dB
Base melal inspecled per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4r M DISCONTINUITY gk S
o 1] = §
WELD = —1 u ~ |5 (8 [8_|s = el
z,.|8=|2- |8 EelfeE5E e LOCATION OF DISCONTINUITY g | %
E . = . 7] = iy
IDENTIFICATION | £ Iz SEISE (S BAlEsEELE A B (mm) 23 =
<3| g s = E jE | e E i @
F [3] = o E: E 8 = ; S N Ropss ‘:E.1
JHHE B2 5 - =
B4 5 5 |E ~ Sound | Depth from 5 %
= Length FromX | From'Y 0
a|lble]ld i Path Surface six gy n
e g Aveime | 1 o
ND1-5TSA4-6-127M-1- 0
10A/8 R1 | 70 34 Acc. | 100%
AFTER B-WR3650
BLANK
[EXAMINER BY L1¢ REVIE i&—nr &
5 i 71} T %wﬂf / el 177, fj
H EVEL - | SIG LEVEL i SIGN 1 DA
Hit£m / QoM M1/ CUSTOMER
2EF SIGN / AV DATE A5 SIGN | B1JY DATE

(FORM# ZPQC-UT01)




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-000856
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  27-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0753

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-Confor mance Report waswritten: 10-Jul-2010

Description of Non-Conformance:

During random 10% verification Ultrasonic Testing (UT) of Tower Strut, Quality Assurance Inspector (QA)
discovered the following issues:

One (1) Class“A” non conforming longitudinal indication measuring approximately 15 mm in length.
The weld is acomplete joint penetration (CJP) corner joint, joining Web to Flange and isidentified as
ND1-STSA4-6-127M-1.

The discontinuity rating is+9, Class“A” and reject.

Depth of the discontinuity from face B is approximately 15 mm, and Y location was 1500mm.

The Material thicknessis 16 mm.

The member is SPCM (Seismic Performance Critical Membey).

The member islocated in fabrication Bay 11.

Theindication isin an area previously tested and accepted by ZPMC QC UT technicians.

The Notice of Witness Inspection Number (NWIT) is 006164.

Contractor's proposal to correct the problem:

Contractor will repair the missed indications, and provide NDT report to prove the weld is acceptabl e after
repair. Contractor will issue an internal NCR to the inspector who missed the indications. Contractor will
monitor the pereformance of the inspector involved, taking disciplinary action which may result in removal
should this non-conformance act persists.

Corrective action taken:

Contractor repaired the indications, and provided the NDT documentation proving the weld is acceptable.
Contractor aso identified the inspector who missed the indications is monitoring his performance.

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

If so, name of Engineer providing approval: Date:
Is Engineer's approval attached?
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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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer
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