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-000832
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0794

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Segment 11DE

Procedural [ Procedural [J Description: Missed MT crack and UT indications by QC

Reference Description: QA found some missed UT indicationsand aMT crack after ZPMC had tested and
accepted these weld in Segment 11DE

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box

Girder (OBG) segment 11DE, this QA Inspector discovered the following issues:

-A total of four (4) longitudinal class“A” rejectable indications measuring approximately 15mm-~25mm in

length.

-The welds are identified as SEG072A-002, SEG072A-008, SEG072B-055 and EP160-001-028.

-Material thickness for joints SEG072A-002, 008 is 16mm.

-Material thickness for joint SEG072B-055 is 18mm.

-Material thickness for joint EP160-001-028 is 12mm.

-Theindication dB rating for joint SEG072A-002 isa+9 and for joint SEG072A-008 is a +4.

-Theindication dB rating for joint SEG072B-055 is +9.

-Theindication dB rating for joint EP160-001-028 is +3.

-The depth of the indications are approximately 9mm~15mm.

-Welds SEG072A-002, SEG072A-008 are joining Side Plate to Side plate and EP160-001-028 is at PP106,

joining Edge Plate stiffener to corner assembly Diaphragm.

-Weld SEG072B-055 is at panel point PP105 joining Floor beam FB24A to Longitudina diaphragm stiffener.

-Welds SEG072A-002 and SEG072A-008 are Complete Joint Penetration (CJP) butt joints.

-Weld SEG072B-055 and EP160-001-028 are Complete Joint Penetration (CJP) “T” joints.

-TheY distance for joint SEG072A-002 is 2100 from panel point PP106.

-TheY distance for joint SEG072A-008 is 1370mm from panel point PP106.

-TheY distance for joint SEG072B-055 is 10mm from cope hole.

-TheY distance for joint EP160-001-028 is 35mm from cope hole.

-These welds are designated as Seismic Performance Critical Members (SPCM).

-Theindications are clearly marked on or near the weld.

-Segment 11DE is located north of fabrication Bay#14.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

The Notice of Witness Inspection (NWIT) No. is 006556. All indications found are located within an area
previoudly tested and accepted by ZPMC Quality Control (QC) personnel with exception of weld
SEG072A-002.

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 11DE,
this QA Inspector discovered the following issue:

-One (1) MT Longitudinal Linear Crack measuring approximately 40 mm in length.

-The weld isidentified as SSD16A-PP104-004 and is located at panel point (PP) 104 East side.

-Thisweld is afillet weld that joins the Deck Panel Diaphragm to the Web flange.

-Y location is 7040mm measured from the termination of the weld on the Cross Beam side.

-The Linear Crack is clearly marked on the material near the weld.

-The Deck Panel Diaphragm and Flange weld are identified as Non Seismic Performance Critical Members
(Non-SPCM).

-OBG segment 11DE islocated outside at the north end of Bay 14.

The Notice of Witness Inspection Number (NWIT) is 006556. This Linear Crack is located within an area that
has been previously tested by ZPMC Quality Control (QC) personnel. As per contract documents ZPMC is
requwed to perform 100% Magnetic Particle Testing (MT) of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)
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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 D1.5-02 Section 6; Table 6.3 specifiesaclass“A” indication as having arating of 10dBs and under for
material thicknesses 8mm through 20mm.

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:  Subhasis Bera, Vibin Kumar , and Santhosh Ramakrishna

Name of individual from Contractor notified: Wang Heng, Peter Shaw

Time and method of notification: 1630 hours, 09-02-10, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 0800 hours, 09-03-10, Verbal

QC Inspector's Name: Wu Shi Gao, Zhong Wei

Was QC Inspector awar e of the problem: L] 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

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: 03-Sep-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: 05.03.06-000789
Subject: NCR No. ZPMC-0794

Reference Description:

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: 11
Remarks:

Y/ 05.03.06-000789,NCT

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) segment 11DE,
Caltrans QA Inspector discovered the following issues:

-A total of four (4) longitudinal class“A” rejectable indications measuring approximately 15mm~25mm in length.
-The welds are identified as SEG072A-002, SEG072A-008, SEG072B-055 and EP160-001-028.

-Material thickness for joints SEG072A-002, 008 is 16mm.

-Material thickness for joint SEG072B-055 is 18mm.

-Material thickness for joint EP160-001-028 is 12mm.

-Theindication dB rating for joint SEG072A-002 is a+9 and for joint SEG072A-008 is a +4.

-Theindication dB rating for joint SEG072B-055 is +9.

-Theindication dB rating for joint EP160-001-028 is +3.

-The depth of the indications are approximately 9mm~15mm.

-Welds SEG072A-002, SEG072A-008 are joining Side Plate to Side plate and EP160-001-028 is at PP106,
joining Edge Plate stiffener to corner assembly Diaphragm.

-Weld SEG072B-055 is at panel point PP105 joining Floor beam FB24A to Longitudinal diaphragm stiffener.
-Welds SEG072A-002 and SEG072A-008 are Compl ete Joint Penetration (CJP) buitt joints.

-Weld SEG072B-055 and EP160-001-028 are Complete Joint Penetration (CJP) “T” joints.

-TheY distance for joint SEG072A-002 is 2100 from panel point PP106.

-TheY distance for joint SEG072A-008 is 1370mm from panel point PP106.

-TheY distance for joint SEG072B-055 is 10mm from cope hole.

-TheY distance for joint EP160-001-028 is 35mm from cope hole.

-These welds are designated as Seismic Performance Critical Members (SPCM).

-Theindications are clearly marked on or near the weld.

-Segment 11DE islocated north of fabrication Bay#14.

The Notice of Witness Inspection (NWIT) No. is 006556. All indications found are located within an area previously tested and
accepted by ZPMC Quality Control (QC) personnel with exception of weld

QA found some missed UT indicationsand aMT crack after ZPMC had tested and accepted these weld in Segment 11DE
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( Continued Page 2 of 2 )

SEGO072A-002.

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 11DE, Caltrans QA Inspector

discovered the following issue:
-One (1) MT Longitudinal Linear Crack measuring approximately 40 mm in length.
-Theweld isidentified as SSD16A-PP104-004 and is located at panel point (PP) 104 East side.
-Thisweld is afillet weld that joins the Deck Panel Diaphragm to the Web flange.
-Y location is 7040mm measured from the termination of the weld on the Cross Beam side.
-The Linear Crack is clearly marked on the material near the weld.
-The Deck Panel Diaphragm and Flange weld are identified as Non Seismic Performance Critical Members (Non-SPCM).
-OBG segment 11DE islocated outside at the north end of Bay 14.
The Notice of Witness |nspection Number (NWIT) is 006556. This Linear Crack is located within an areathat has been previously
tested by ZPMC Quality Control (QC) personnel. As per contract documents ZPMC is required to perform 100% Magnetic Particle
Testing (MT) of thisweld.
Action Required and/or Action Taken:
Proposed aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0794

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

File: 05.03.06

05.03.06-000789,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: 27-Sep-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000799 Rev: 00
Ref: 05.03.06-000789

Subject:  NCR No. ZPMC-0794

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications and is providing the WRRs and NDT performed after the repair to show
the welds are acceptable.

ZPMC has repaired the missed indications and is providing the WRRs and NDT performed after the repair to show the welds are 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-000799R00;

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

The proposed resolution is acceptable. This NCR is considered closed.

Submitted by:  Woo, Laraine Date: 07-Oct-2010
Attachment(s):
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@ No, B-8§95
LETTER OF RESPONSE

TO: American Bridge/Flonr
DATE: 2010-2-25
REGARDING: NCH-000832 { ZPVC-0794 )

ZPMC lias issued an internal NCR to address this problem: These indications have been removed,
repaired and were tested 10 be accpetable. ZPMC 15 providing the repair reports and NDT records
10 show the acepetance of these welds. Based on this. please consider elogure of this NCR.

ATTACHMENT:
NCR-000832 ( ZPMC-0704 )
B-WRI5235

B-WR15236

B-WR15237

B-WRI523%
B78T-UT-15385
BTRT-UT-15385 R
B7RI-MT-27170 R1

1 =

e le -
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Reoad
Dakland CA 84607

ftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Tu: AMERICAN BRIDGETLUOR, A IV Date: 03-Sep-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract Mo: 04-0120F4
04-5F-80-13.2/ 13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Supersirueture
Altention: Mr. Thomas Nilssern Project/Fobrication Manager Document Na: 05.03.06-000739
Subjeei: MNCH Moo ZPMC-0794

Reference Description: A found some missed UT indicotions and a MT crack after ZPMC had tested i necepted these weld m Segment 11DE

The atsched Non-Conlomumee Report describes im occurrence where the comrsctor did not comply with a requirenient of the contracl docuimnent a5
ndicated below:
] Material or Workmanship not in conlormance with contmet documents.
Cuality Cantrol (C) not performed i conformance with contret documents.
[ Recurrimg QC issee that constitules a systematic problen in gquality control
[} Non-Conformance Resolved
Muterial Loecalion: oBg Lift: 11
Remarks:
Punng the Quality Assurance (QA) Ulimsonic Testing (UT) review of welds locnted on Orthotropic Box Girder {OBG) segment 1HDE,
Caltrans QA Inspecior discovered the following issues:
A tomal of feur (4) ongiuding] class "A” rejectable indications measiring approximaiely | Smm=25mm in length,
~The welds are identified a5 SEGOTZA-002, SEGOT2A-008, SEGOT2B-055 and EP160-001-024.
~Muotennl thickness for joims SEGOTZA-002, 008 15 | G
-Material thickness for joint SEGOT2B-055 is | 8mm.
-Material thickness for joint EP 160-001 <028 is 1 2mm.
~The indicotion dB rating for joint SEGO72A-002 is ¢ +9 and for joint SEGOTZA-008 s n +4,
=The indication dB miing for joint SEQ0728-053 is +9,
~The indication dB eating for joint EP160-001-028 is +3.
~The depth of the indications are approximately Smm--1 5mm
-Welds SEGU72A-002, SEGOT2A-008 are joiming Side Plate 1o $ide plate and EF 160-001.028 is ol PP106,
Jjoining Edge Plae stiffener 1o comer assembly Diaphrgm,
-Weld SEGOT2B-055 is at panel point PP10S joining Floor beam FB24A 1o Longitudinal disphragm stilTener,
-Welds SEGU72A-002 and SEGOT2A-ME are Complete Joinl Penetration (CIP) bull joints,
-Weld SEGOTIB-055 and EP160-001-028 are Complate Joint Penetrtion (CIP) “T* jomts.
-The ¥ distance for joimt SEGO72A-002 is 2100 from panel point PPL0G.
~The ¥ distunce for joim SEGOT2A-008 is 1370mm from panel poini PP 06,
=The ¥ distanee for joime SEGOT2B-053 is | Omm from cope hole.
-The ¥ distance for joinl EP | 60-001-028 is 35mum from cope hole,
~These welds are designated ns Seismic Performance Critical Members (SPCM),

~The indications are clenrly morked on or near the weld

o - -l i | -

-Segment | IDE is located north of fabrication Bay#14
The Notice of Witness Inspection (NWIT) Mo. is 006356, All indications Found are located Within on aren previously tested and
sccepied by ZPMC Quality Control (QC) personnel with sxception of weld

W oot vaoanmmeneT Puge 1 of 3




NCT
{ Comtinved Page 2 6f 2 )

SEGO72A-002.
Dueing the Quality Assurance {QA) Magnetic Particle Testing (MT) review of welds located on Segment 11DE, Caltrans QA Inspectar
discovered the following issue;
«One (1) MT Longiodinal Linear Crack measuring opproximately 40 mm in length
~The weld is identilied ns SSD16A-PPIO4-004 and is located m panel point (PP) 104 East side.
~This weld is s fillet weld that joins the Deck Panel Diapliragm to the Web flange.
=¥ location is 7040mm measured from the termination ef the weld on the Cross Beam side.
-The Linear Crack is clearly murked on the marerin! near the weld,
~The Deck Panel Dinphrgm ond Flange weld are identified as Mon Seismic Performance Criticnl Members (Non-SPCM),
0BG segmenit | IDE i located outside ol the nomth end of Bay |4, )
The Notice of Witness Inspection Number (NWIT) is 006556, This Linear Crack is located within an area that has been previously
tested by ZPMC Quality Contral (QC) personnel. As per contret documents ZPMC 15 required 1o perform 100% Magnetie Particle
Testing (MT) of this weld.
Action Required and/or Action Taken: -
Proposed & resolution for the identified non-conformance with revised procedures to prevent fulire occurrences, A response for the

resalution of this issue i3 expecied within 7 doys.

Transmitted by: Lormine Woo Transportation Engineer
Altochments:  ZPMC-0794

ee:  Rick Mamow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jasan Tom, Contract Files, Ching Chao, Bill Casey
File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzonegger, Governor

DEPARTMENT OF TRANSPORTATION

DIVISION OF ENGINEERING SERVICES
Offica of Structural Malerials

Qualily Assuranca and Source Inspaction

Contract # 04-0120F4

Bay Area Branch

BS0 Walnut Ave:SL 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 = :

(707) 649-5453 File# 69.25B

(707) B49-5453

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000832
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing lsland NCR #: ZPMC-0794

Type of problem:

Welding [ Concrete [ Other -

Welding [ Curing [0 Procedural [l  Bridge No: 34-0006

Joint fit-up [ Coating L1 Other Component: Segment | IDE

Procedural [ Procedural (] Description: Missed MT crack and UT indications by QC

Reference Deseription: QA found some missed UT indications and a MT crack after ZPMC had tested and
accepled these weld in Scgment 11DE

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box

Girder (OBG) segment |1 DE, this QA Inspector discovered the following issues:

-A lotal of four (4) longitudinal class “A™ rejectable indications measuring approximately 15mm~25mm in

length,

-The welds are identified as SEG072A-002, SEGO72A-008, SEGOT2B-055 and EP160-001-028.

-Material thickness for joints SEG072A-002, 008 is | 6mm.

-Material thickness for joint SEG072B-053 is | 8mm.

-Material thickness for joint EP160-001-028 is 1 2mm.

-The indication dB rating for joinl SEGOT2A-002 is a +9-amd for joint SEGO72A-008 isa +4.° —

-The indication dB rating for joint SEG072B-055 is 49.

~The indication dB rating for joinl EP160-001-02§ is 43.

-The depth of the indications are approximately 9mm~15mm,

-Welds SEG072A-002, SEGO72A-008 are joining Side Plate to Side plate and EP160-001-028 is at PP106,

joining Edge Plate stiffener to corner assembly Diaphragm.

-Weld SEGO72B-053 is at panel point PP105 joining Floor beam FB24A 1o Longitudinal diaphragm stiffener,

-Welds SEGO72A-002 and SEGO72A-008 are Complete Joint Penetration (CIP) butt joints,

-Weld SEG072B-055 and EP160-001-028 are Complete Joint Penetration (CJP) *“T™ joints.

~The Y distance for joint SEGO72A-002 is 2100 from panel point PP 106.

~The Y distance for joint SEG072A-008 is 1370mm from panel point PP106.

-The Y distance for joint SEG072B-055 is 10mm from cope hole.

-The Y distance for jomt EP160-001-028 is 35mm from cope hole.

-These welds are designated as Seismic Performance Critical Members (SPCM).

-The indications are clearly marked on or near the weld.

-Segment | 1DE is |ocated north of fabrication Bay#14.
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QUALITY ASSURANCE — NON-CONFORMANCE REPORT
fEamfmiﬁdFﬂgr 2of3)

The Notice of Witness Inspection (NWIT) No. is 006556, All indications found are located within an area
previously tested and accepted by ZPMC Quality Control (QC) personnel with exceplion of weld
SEGO72A-002.

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment | 1DE,
this QA Inspector discovered the following issue:

-One (1) MT Longitudinal Linear Crack measuring approximately 40 mm in length.

~The weld is identified as SSD16A-PP104-004 and is located at panel point (PP) 104 East side,

-This weld is a fillet weld thal joins the Deck Panel Diaphragm to the Web flange.

-Y location is 7040mm measured from the termination of the weld on the Cross Beam side.

=The Linear Crack is clearly marked on the material near the weld.

-The Deck Panel Diaphragm and Flange weld are identified as Non Seismic Performance Critical Members
(Non-SPCM).

-OBG segment 1 1DE is located outside at the north end of Bay 14. -
The Notice of Witness Inspection Number (NWIT) is 006556. This Lincar Crack is located within an area (hat
has been previously tested by ZPMC Quality Control (QC) personnel, As per contract documents ZPMC is
required to perform 100% Magnetic Particle Testing (MT) of this weld.

Tn'[-pilmgm to Flange Weld
= ONO2/2010  16:33:40 ' peroZoNn 1522
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT
i Continned Poge 30/ 3 )

Applicable reference:

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 thal materials and workmanship conform
to the requirements of the contract documenis.”

AWS D1.5-02 Scction 6; Table 6.3 specifies a class “A" indication as having a ratng of 10dBs and under for

material thicknesses 8mm through 20mm.

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:  Subhasis Bera, Vibin Kumar | and Santhosh Ramakrishna
Name of individual from Contractor notified: Wang Heng, Peter Shaw

Time and method of notification: 1630 hours, 09-02-10, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 0800 hours, 09-03-10, Verbal. i
QC Inspector's Name: Wu 8hi Gao, Zhong Wei

Was QC Inspector aware of the problem: [ Yes[4 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

———————————— — —_— ————————
Inspected By:  Tsang,Eric SME
Reviewed By: ~ Wahbeh,Mazen SMR

'h‘:i TE-13. (it Avmranee — Now-Conformance Repurt
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| Welding Repair Report D -
BT LRI A HHE S ERH T
SEGOTZA
Projact Name SECBB Orawing Mo Repor No. B-WR15235
fril i
04-0120F4 Iff.#giﬁt 11DE b A NOTHA: 5
38 5 iR & Report No.of NpT| B787-UT-15385
2P06-787 me
Project Mo ]

FEER BRI (bl UTHR ) AR B B 1 AT I A )

( Description of welding discontinuity ): Rejected indication found by wult
ction is less than the maximum
allowance aggregate length.

rasonic inspe

WEts 5 J: SEGD72A-008
Nl

#2580 (Inspector) : ue Hairon H #i(Date) : 2010.09.22

WHEd e TR R

Draft of welding discontinulty:
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WELD NUMBER:SEGOT2A-008
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FARE. |

Caused:

Vo WS A B AR i
|'1. Did not clear the weld pass completely in time.

HEFEL
Disposition :

F 1 t&{Fumman}:%ﬂ H(Date): f ?/:._-e 7 Ei

T MBI R SGR I SGE —0 (D<0.85T DOSEENBEIE, THIE) T FTRR R AT 0 0 77 o B b o
2. DHBERET ZME (WPS) MG TEMIHELDN, Flmyis,
3. FPEAMECIRITRY T kb e AR

A IR TR I T i

1. Gouge or grind fram nearer side from metal edge. LD=065T, “D" |s depth of defed, “T" is thickness of

metall 1o remove all defects:
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Grind the repaired area flush with base metsl or the adjacent weld;

4. Check the welds sccording o the warking drawings.

A’“ e i
T&chnical eng Euar Approved by Date

#R787-QCP-900
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Welding Repair Report o -
i H 0 Yol A b Rl SEGHToA k5 e f
Project Name SFDBB Orawing Mo Report Na. "WR15235
FAWAL i
1S 04-0120F4 B | 1DE batld NDTAR 2 4 &
Contract Mo.. ltems Na B787-UT-15385
= o lice Report Mool NDT
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Correction action fo prevent re occurrence;

MR AR B (A
1. Improve monitoring of welding and interpass cleaning.
Z ] # 4 A{Foreman): Z

SZMMWPSH Y
Repalir WPS No,

O WP5-345-SMAW-

1G(1F)- Repair

O WPS-345-FCAW-

1G(1F)- Repair-1

O WPS-345-SMAW-

2G(2F)-Repalr

O WPS-345-FCAW-

2G(2F )-Repair-1

O WPS5-345-SMAW-

3G(3F)- Repair

O WPS-345-SMAW-

4G{4F)- Repair

0 WPS-345-SMAW-

1G{1F}-FCM-Repair

0 WPS-345-sMAW-

2G(2F)-FCM-Repair

O WPS-345-SMAW-

AG{3F)-FCM-Repair
WPS-345-SMAW-

4G(4F )-FCM-Repair

[
lechnologist

M;@/I  fj(Date): )‘7/‘ -4’?..-1 L

0 JC A
0 (R R 2 & (= Bk
Praheat lemperature {gﬁ | Descriptian ) i .,f..ﬂ::
before gouging of discontinuity
A T A
Inspection ALL Preheal temperature '?}i
before weiding before welding
Ik 25 W0 3% - NERd
Max. depth of gouging jrnﬂ Total length of qouging “ﬂ_.mn
BT Wi R B
welder 0 .{.'.,j H f welding type SIMJASW position 4*(5—-
MO0 L g b Bl f
Current fk ?7 Voltage “}’}\j Speed !‘ > ‘1‘*
EiEREE E
Inspection After repairing: [ gl
& BE®wn L.y ettt g }ﬂfﬂ~°7 >
VT resull cC Inspector L0713 .,:}n,‘ Dale .
NDT I I 5 @ (2 ] /., 3.
NDT result /ML' NDT pBrSQJWﬁ'M}P) Date ;" N ? 3
WAk iy
Wilness/Review:
& ik -
Remark -
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[ anas e TEYTE
e AN SEGOTZA
I Projecl Name SFOBH Drawing No Repari No. B-WR15236
&) 5
04-0120F4 Wt & ;t 11DE hotiom solic] NDTAR% % &
ZPD6-TRT me =
Projec! No.:

A AESR AL - (M50 DTS5 2 TS B B 1 A i RAFEE)

( Description of welding discontinuity ): Rejected Indication found by ultrasonic inspe
ction is less than the maximum
allowance aggregate length,

WE®E N SEGOT2A-002

Yoot

28 (Inspector) - ' Xue 1 6 B #i{Date) : 2010.08.22

FEaa R +EH .
Draft of welding discontinuity:

Al ' = ax —
—— i e
5 17 |l L o5 0 = B! i (i B A
MR " . :_L__ s, -
I3 | | } i

WELD NUMBER: SEGO72A-002




A I

.I Caused:

Vo MM A A AT U 0D 1y =
' 1. Did not clear the weld pass completely in (ime.

#* I Bi'ﬁ'A{Fureman}:zf'e){a"faﬂfﬂ H(Date): }."/" ':7 vy
g2 n, di? f
Disposition :

1o MBS 4 0 T 4E R —M (D<0,65T DASEIE, TAERM ) RIS B I0Y 77 i 2 W A s
2. BHGESIMET S0 (WPS) LA FEaife . ae5t, Fhan ik
3. HHEIRRC UL IRE] 15 B S I T

4, IRISHCHEN T T ISR b e e

1. Gouge or grind from nearer side from metal edge- 4D=0.65T, “D" is deplh of defedE, “T" |s lhickness of

melal! fo remove all defects:
2. Follow repair WPS for joinl preparation, preheat. and weld deposit;
3. Grind the repaired area flush with base melal or the adjacent weld;

4. Check the welds according to the waorking drawings.

T // ' ik, L
Technical Engfrﬁtgpy ‘ﬂ? ; a/— ,171 1L Approved by Dale
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11DE boltom plate spl ND 3
Contract No.: Nirvig Ni E _n 8 : TiR &% i i
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Correction action to prevent re occurrence:

TR T el

1. Improve monitoring of welding and interpass cleaning.
# 7] #i % A(Foreman);

E J({Date):

K WPS-345-SMAW-

1G(1F)- Repair

O WPS-345-FCAW-

1G(1F)- Repair-1

0 WPS5-345-SMAW-

2G(2F)-Repair

O WPS-345-FCAW-

2G(2F)-Repalir-1

O WPS-345-SMAW-

AG(3F)- Repair

0 WPS-345-SMAW-

4G(4F)- Repair

0 WPS-345-SMAW-

1G(1F)-FCM-Repalr

0 WPS-345-sMAW-

2G(2F}-FCM-Repair

0 WP5-345-SMAW-

3G(3F }-FCM-Repair
WPS5-345-SMAW-

4G(4F)-FCM-Repalr

EMMIWPSH Y
Repair WPS No.

L&
technologist

- O Jtin

e (RN A a o AE R B

Prehaat temperalure {SC _| Pesgription .
before gouging of discontinuity

G A AP 1A R 0
Inspection A’ fiE— Preheat temperature ; C
before welding before welding

i TR T @ G I

Max. depth of gouging ‘—t'l"” i Total length of gouging ”‘?mm

R T]

B2 g i

::a.li::ler I'.'J(}-? 317 welding type jh"ﬂ"-ﬂf position

SRR B 4 e sl pey

Current / g‘f Voltage L %’- 5 Speed / }g
EfERRE
 Inspection After repairing: e bt

SE A B i & | [

VT resull CC—- Inspecior ﬂz-“-pa Date wfa‘.p[) -:1'3

Hg1$afult A w i %arsunﬁf&éﬁm Bt )p/d’, > 7 » 2]

Wimassfﬁeuimw:

ik
Remark :
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Welding Repair Report 0.
W 4 IRt ) HEHE | REET
Project Name SFOBB Drawing No Report No. B-WR15237
B "
_ 04-072074 1‘:“4"‘3&1‘ 11DE bottom plate splic! NDT3R <& 4, -5
37 e - et 3 Report No.of NDT| BZB7-UT-15385
Project No..

PREESR M52 (MU0 A 000 B K I A 5 Ji K AR 1)
( Description of welding discontinuity ): Rejected Indication found b
ction is less than the maximum

allowance aggregate length.

y ultrasonic Inspe

Draft of welding discontinuity:

WM S Y: SEGO72B-055
28R (Inspector) : Mi Eiu 8 #i(Date) : 2010.00.22
Wb a7 58 -




[ Famm. [

Caused:

1o Wl e B A . 1
1. Did nol clear the weld pass completely in time.

A E N
Disposition :

i ¥ i W
$fﬂ§ﬁ‘ﬁA{Fureman];A%Wﬂ #(Date): 71’%72 ‘77 &
/2
1. ﬁﬁmmMﬁmmﬁ—mumﬁmﬁhnﬁﬂmm&4TﬁﬁﬂvﬂmﬁMHNMMﬁmﬁﬁﬁﬂMm:
2. BEUEHINETEMIT (WPS) #E& FRobELE, MmEme.
B DI I B ol 0

A, ARSEHEAE Y7 1) LA A .

1. Gouge or grind from nearer side from metal edge (D<065T, “D" |s depth of défedis, "T" is thickness of

metal) lo remove all defects;
2. Follow repair WPS far joint preparation, preheat, and weld deposil;
3. Grind the repaired area flush with base melal or the adjacent weid:

4. Check the welds according to lhe working drawings.

%? i Fw
Tech nlcar an;llneer \7 Approved by Dale
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ZMMWPSEH Y
Repair WPS No.

O WPS-345-SMAW-
1G(1F})- Repair

O WPS-245-FCAW-
1G(1F)- Repair-1

O WPS-345-SMAW-
2G(2F)-Repair

O WPS-345-FCAW-
2G(2F)-Repair-1

0 WPS-345-SMAW-

?3Fj- Repair
WPS-345-SMAW -
4G(4F)- Repair

0 WPS-345-SMAW-
1G{1F)-FCM-Repair
0O WPS-345-SMAW-
2G({2F)-FCM-Repair
O WPS-345-SMAW-
AG(3F)-FCM-Repair
L WPS-345-SMAW-
4G{4F)}-FCM-Repair
O Jgjb

12 % 8 & WS B o
Welding Repair Report 4 -
i i Ll s | nEE e, =
Project Name SFOEB Drawing No Report No. B-WR15237
£l
04-0120F4 it 4 Ak g
: 1IDE bottom plate sof NOTHi-4 %
Contract No.: ltems Na Gu_um s LR ?ﬂﬂw {E;D B7A7-UT-1
DR 2PO6-787 i fice O
Project No,.
| s
Correction action to prevent re occurrence:
SRR R T (e,
1. Improve monitoring of welding and interpass cleaning. Z - Zé
# {7 § 3 A(Foreman): / fﬁ”)EHD]r;Daie}: Jefo T, b
- ‘; J Ly L

(B
technologist

0 (6 ) i AN
Preheal temperature
before gouging

L

B0 e
Description
of discontinuity

Bt i e O I 10 T 0 0
Inspection {-\, (< Preheal temperature 7 s
before welding before welding

N RS [N OR (S “ﬂ'
Max. depth of gouging /ﬂmm Total length of gouging o
wT Wizxmn I

welder 05‘(«!!3 welding type flmf}b./ position 45(:;'”
B4 L 1 42 ot é 19 15 i Y

Current / Zg Voltage }’g" Speed /}"I
EfeEnE

Inspection After repairing: ]
LR B 54 m \ o

VT resull A"(C- Inspector . a7 ;-,,n?a] Date M!om?\}"g
NDTH 7 i 63 T Gy s i .4

NDT result AQ/ NDT pers 7% ] Date ?'p/p 7?'57
BLEE - / S/

Wilness/Review:

a8

Remark !
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Welding Repair Report 0 -
HiH % T Ets Al | AR AR 25
. SEGO72A R
Project Name SFOBR Drawing No Report No BWR19238
il by 04-0120F4 L3 | 11DE botts el NOTIR A 5 &
LNa - ltems Na e | SEaa
R SR l 2 e Report No.of NDT] B2 :
Projecl No.:
PREES R R it © (MmUTEN BB A OE o T

( Description of welding discontinuity ): Rejected indication found by ultrasenic inspe
ction is less than the maximum
allowance aggregate length,

WERS A: EP160-001-028

#80 (Inspector) ; ﬁlﬁ'gﬂﬂﬁﬁu@ H #i(Date) : 2010.09.22

REAHERFEH -

Draft of welding discontinuity:

WELD NUMBER: EP160-001-028




Y T:E I
Caused:

LI+ o e ST T

1. Did not clear the weld pass completely in time.

% ) ﬁﬁ'MForaman};/;*ﬁ G 8 J(Date): /’% )
B 7/ o

Disposition :

1. MBS AR AEEE —M (D=0.65T, DA B Ra e, Tt PR O B T V68 0 7 1 B p i -
2, SHESMETZNE (WPS) £ EMMBLE, s,
3. BPEARBEIR] W B HE SR s

4. HRIEIEAEDYE M AL fr i

1. Gouge or grind from nearer side from melal edge (D=<0.65T. “D" is depth of defecis. *T" js thickness of

metal) to remove all defecis:
2. Follow repair WPS for joinl preparation, preheal, and weid deposil;
3. Grind the repaired area fush with base metal or the adjacent weld:

4, Check the welds according to the working drawings.

T % )(L;;ﬁ o W Fig
Technical engires V/‘ u? 11 Appmvadb;.’ Date
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Correction action to prevent re occurrence:
T AR s i [y
1. Improve monitoring of welding and

interpass cleaning.
% If 3 A(Foreman);

Z'i- "("J?’:j € H(Date): .;:'/' 1’7 ¢

| —"‘:_:F'_:ﬂ.::_'_'______"_‘;--q_ [z 4 RE'H'. M
| [ EEBME e |
— e — P e
| Welding Repair Report 0 |
I At am T3 Ty A E S T
GOT
_I Project Name SFOBB Drawing No SETA Report No. B-WR15238
i GRS
04-0120F4 it 2 Ak "
Contract No.: 1DE bottom plate sp) NDTHR & 4
THEE "E'.S.ISE He lice Report No.of NDT | BZBZ-UT-15385
Project No. ZP06-787
8 iF 36

EMMHWPsE Y
Repair WPS No.

b WPS-345-SMAW-
1G(1F)- Repair
0 WPS-345-FCAW-
1G{1F)- Repair-1
O WPS-345-sMAW-
2G(2F)-Repair
O WPS-345-FCAW-
2G(2F )-Repair-1
0 WPS-345-SMAW-
;?I:EF]- Repair
WPS-345-5MAW-
4G(4F)- Repair
O WPS-345-SMAW-
1G(1F)-FCM-Repair
0 WPS-345-SMAW-
2G(2F)-FCM-Repair
0 WPS-345-SMAW-
JG(3F)-FCM-Repair
WPS-345-SMAW.-
4G(4F)-FCM-Repair
S £ 1

LER
lechnologist

M (R ) AT
Preheat temperalure
before gouging

/5%

F R
Desgription
of discontinuity

O A 2 1 0 T 9L 25 4 5
Inspection A{c_ Freheat temperature 87 c
before welding before welding
i At o 3— 8 S
Max. depth of gouging Teha Tolal lenglh of gouging ”gn-:m
I N Mig&m L8 G
welder 0 9-3 gcr’ welding lype 5 Pﬂ A’lﬂ/ positian z“('—(;r_

B WE B
Current [ ¢6 Voltage }’4“# Speed /}?
EiEE& T !
Inspection After repairing: N N I
At i b8 5 L /0TS T
VT resull A e Inspector 6915 570/ Date '}',a(u, a? 238
NDT ki F 0 B 7] H I 59,
NDT resull AM JNEJT parsaMt ( ; Dale }‘f/ﬁ'g?zj
WA : g ¥, >
Witness/Reviaw:
ik -

Remark :
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F ULTRASONIC EXAMINATION

—

REFDRT NO. fl{i8Y B787-UT-15385 DATE 2010.058.22 PAGE 1 OF1 EBevision Nao: 0
|PROJECT MO, : | ik i) ZPOG-TET CONTRACTOR : CALTRANS
ITEME NAME: 11DE.BOTION PLATE DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SPLICE - SEGD72A R,
il R+ LR A AR Yy

AWS D1.5-2002

REFERENCING CODE * ¢ )i

ACCEPTANCE STANDARD {82158

AWS D1.5-2002(Table 6,3)

ZPQC-UT-o1

PROCEDURE NO. #1174,

WELDING PROCESS 11'4g il

JOINT TYPE #)/ it

CALIBERATION DUE DATE {2 (| 7 2 )

FCAW SAW T-JOINT CORNER JOINT BUTT Dec. 28% 2010
EQUIPMENT i i MANUFACTURER il i MODEL NO. Ff 3L8 %) SERIAL NO, /41
UT SCOPE PANAMETRICS EPOCH-4B T1565511
CALIBRATION BLOCK itk COUPLANT W4 MATERIALITHICKNESS Ml T
AWS IIW BLOCK TYPE |l CM.C ATOBM-345T2-X 1AM G 8/12/30mm
TRANSDUCER #3
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
IR i i i H5 s 1B Thit B R
Changchao " 2.5MHz 18x18mm
Changchao 0* 2.5MHz 20mm Referance Level #4534 2048
Base metal Inspected per AWS 01.5-2002 Section 6.13.5 0" UT oK.
DECIBELS 41 1l DISCONTINUITY Feaisbd g
|
o 1Y E 5 =
WELD = = u - g lg |5 |= = =4
= |28 |5 k:: SlEs[E 52 8 LOCATION OF DISCONTINUITY 8 | &
o= <= = o 5 Blg 8|2 BlS 3 RIEHL L T im ureg
IDENTIFICATION |EE | (= =8| O B ES|EtEa m) e =
= |HE|5a s = 5 I SiE H
as |8 |2°|E |8 £¥| E
Haaeftay E E ~ Sound | Depih from = w
- Langth From™ | From"Y o
alb|le|d e Fath Surfacn reoey Sl &
) Y Ffif e g * (=l
SEGO72A-008 1 70 A 1 |43 38) 1| +3 10 a7 12 -2 a5 REJ; 100%
SEGOT2A-002 1 70 A 1 50| 38| 2 | +8 10 54 10 0 10 REJ. 100%
SEGDT28-055 1 0 A 1 |S50|3a]| 2 | +8 0 49 [:] -3 1370 REJ. 100%
EP160-001-028 1 7m0 A 1 |44 33| 2 |43 10 48 18 -3 2100 REJ, 100%
BLANK

BYL

LEVEL- 1l SIGN/ |  DATE /g -ﬂ?,??-

REEIEZ:ED BY

LEVEL - I SIGIJ {

DATE )OA 0f. v¥

I3/ QoM

A Jjan hwa
25 HEGN | B DATE

Lo/

29T

fFCUSTOMER

E-F SIGN [ AW DATE

(FORM# ZPQIC-UTD1)
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R FPORT OP‘ ULTRA&ONIL EX&WNﬁT[ON

AWS D1.5-2002

AWS 01.5-2002(Table 6.3)

FRQC-UT-01

= RPMMC
—— UTHRG R &
REPORT NO. l{i8k% B787-UT-15385R1 DATE 2010.09.23 PAGE 1 OF1 Revision Mo: 0
PROJECT NO. : | fii', ZPDB-787 CONTRACTOR : CALTRANS
ITEMS NAME: {{0E BOTTOM PLATE I'JRAWING Mo.: s CALTRANS CONTRACT NO.: 04-0120F4
B2 i SPLICE 5+ LR R
REFERENCING CODE =1yl ACCEPTANCE STANDARD &4 bt PROCEDURE NO. 17582

|WELDING PROCESS IV HiL

JOINT TYPE MW

CALIBRATION DUE DATE {8 bl 7720

SMAW T-JOINT CORNER JOINT BUTT Dec. 28%" 2010
EQUIPMENT i % MANUFACTURER Wi iy MODEL NO. ffilé ) SERIAL NO. I#1#5 1)
uT scope PANAMETRICS EPOCH-4B 71565511
CALIBRATION BLOCK ifi! COUPLANT Mi{sw MATERIALITHICKNESS 441 iig
AWS IIW BLOCK TYPE 1[I cm.c ATDIM-345T2-X 14/16/18/12/30mm
TRANSDUCER #4k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENGY SIZE
il iy M ELE] o] i i it T Rt
Changchao foe 2,5MHz 18x18mm
Changchaa 0" 2.5MHz 20mm Reference Leval 235581 2048
Base metal inspected per AWS 01.5-2002 Section 6.19.5 0* UT OK.
DECIBELS 4+ M DISCONTINUITY Fisshf E
=l
ﬂ.- it ] (= g i
WELD z = 5 ~ IE_I8 ¢ B 5 &
z.|28(2: |8 E HiE 2 £ LOCATION OF DISCONTINUITY Se | &
= b} 3 = = e ir
IbEnTIFicATION |EE |25 |28 (S B335 8 E AL B {mm) 2= | &
<= mE[gs s & O |E 5 & a
g8 (27| |4 =% 1§
AL 4 =
FrSE Al 2 K Longth | Sound | Depthifrom | | Feamiv E =
alb|e]|d I:'-.'I.;':{ Path Surface 'E ...-j;;_in @
e W TR ’ =
SEGO72A-008 1”1 | 70 39 ACC. | 100%
SEGDT2A-002 w1 | 70 39 ACC. | 100%
SEG0728-055 1R1 | 70 3g Acc. | 100%
EP160-001-028 | 1R1| 70 39 ACC. | 100%
AFTER B-WR15235~15238
BLANK
EXAMINED BY =44 REIITEB BY Wi
/ ﬂ??? n4 L LA MPmn
LEVEL-Il SIGN/ | DATE 75 /., o 7 1] |LEVEL - 11 smn/.- DATE 24/ .29.7 3}
: .
Hftis® / acM fIPCUSTOMER
t) Il an ém-
%% SIGN | FLl DATE Vb o427 %5 SIGN | FJ}l 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-000814
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  27-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0794

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:  02-Sep-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box
Girder (OBG) segment 11DE, this QA Inspector discovered the following issues:

-A total of four (4) longitudinal class“A” rejectable indications measuring approximately 15mm~25mm in
length.

-The welds are identified as SEG072A-002, SEG072A-008, SEG072B-055 and EP160-001-028.

-Materia thickness for joints SEG072A-002, 008 is 16mm.

-Material thickness for joint SEG072B-055 is 18mm.

-Materia thickness for joint EP160-001-028 is 12mm.

-Theindication dB rating for joint SEG072A-002 is a+9 and for joint SEG072A-008 is a +4.
-Theindication dB rating for joint SEG072B-055 is +9.

-Theindication dB rating for joint EP160-001-028 is +3.

-The depth of the indications are approximately 9mm-~15mm.

-Welds SEG072A-002, SEG072A-008 are joining Side Plate to Side plate and EP160-001-028 is at PP106,
joining Edge Plate stiffener to corner assembly Diaphragm.

-Weld SEG072B-055 is at panel point PP105 joining Floor beam FB24A to Longitudinal diaphragm stiffener.
-Welds SEG072A-002 and SEG072A-008 are Complete Joint Penetration (CJP) buitt joints.

-Weld SEG072B-055 and EP160-001-028 are Compl ete Joint Penetration (CJP) “T” joints.

-TheY distance for joint SEG072A-002 is 2100 from panel point PP106.

-The Y distance for joint SEG072A-008 is 1370mm from panel point PP106.

-TheY distance for joint SEG072B-055 is 10mm from cope hole.

-TheY distance for joint EP160-001-028 is 35mm from cope hole.

-These welds are designated as Seismic Performance Critical Members (SPCM).

-Theindications are clearly marked on or near the weld.

-Segment 11DE islocated north of fabrication Bay#14.

The Notice of Witness Inspection (NWIT) No. is 006556. All indications found are located within an area

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



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

previoudly tested and accepted by ZPMC Quality Control (QC) personnel with exception of weld
SEG072A-002.

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 11DE,
this QA Inspector discovered the following issue:

-One (1) MT Longitudinal Linear Crack measuring approximately 40 mm in length.

-The weld isidentified as SSD16A-PP104-004 and is located at panel point (PP) 104 East side.

-Thisweld is afillet weld that joins the Deck Panel Diaphragm to the Web flange.

-Y location is 7040mm measured from the termination of the weld on the Cross Beam side.

-The Linear Crack is clearly marked on the material near the weld.

-The Deck Panel Diaphragm and Flange weld are identified as Non Seismic Performance Critical Members
(Non-SPCM).

-OBG segment 11DE islocated outside at the north end of Bay 14.

The Notice of Witness Inspection Number (NWIT) is 006556. This Linear Crack islocated within an area that
has been previoudly tested by ZPMC Quality Control (QC) personnel. As per contract documents ZPMC is
required to perform 100% Magnetic Particle Testing (MT) of thisweld.

Contractor's proposal to correct the problem:

Contractor will repair the missed indications, and provide the Welding Repair Report. Contractor will perform
NDT. Contractor will identify the inspector, and issue an internal NCR to him. Contractor will monitor his
performance, and disciplinary action and potential removal will be taken, if the inspector misses indications
continuously.

Corrective action taken:

Contractor reparied the weld with Welding Repair Report provided. NDT was performed after repair. The NDT
report shows the weld is acceptable. Contarctor identified the inspector, and internal NCR issued. Contractor is
monitoring the inspector's performance.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [] Yeslvl No

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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

I nspected By: Ng,Michagl Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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