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-000870
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 19-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0832

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other Component: Crossbeam 16 Components

Procedural [ Procedural [ Description: Missed MT cracks by QC Inspection

Reference Description: QA found 5 missed MT cracks after ZPMC had tested and accepted these weldsin
various Crossbeam 16 components

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Orthotropic

Box Girder (OBG) Cross Beam CB16, this QA Inspector discovered the following issues:

-One Transverse Linear crack measuring approximately 4mm.

-Theweld isidentified as FB205-050-027.

-Theweld isafillet weld joining floor beam diaphragm web plate to flange.

-Y location is approximately 550mm from west side panel identified as SP206A.

-One Transverse Linear crack measuring approximately 9mm.

-Theweld isidentified as FB204-049-55.

-Theweld isthefillet weld joining flange to floor beam diaphragm web plate.

-Y location is approximately 250mm from east side cope hole.

-Three (3) Longitudinal Linear cracks in welds identified as CB202G-051-180, CB202G-051-185 &
CB202G-049-185.

-Weld CB202G-051-180.

-Longitudinal Linear indication measures approximately 6mm.

-Y location is Omm from the Side panel (SP205A).

-Weld CB202G-051-180 is aFillet Weld joining Floor Beam Intermediate Diaphragm FB205-051 to Side
Panel SP205A.

-SP205A is designated as SPCM.

-Weld CB202G-051-185.

-Longitudinal Linear indication measuring approximately 4mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-051-185 isaFillet Weld joining Floor Beam Intermediate Diaphragm FB204-051 to Side
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 4 )

Panel SP202A.

-SP202A is designated as SPCM.

-Weld CB202G-049-185.

-Longitudinal Linear indication measuring approximately 8mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-049-185 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-049 to Side
Panel SP202A.

-SP202A is designated as SPCM.

-OBG Cross Beam CB16 is located near the North end of bay 19.

-The Notice of Witness Inspection Number (NWIT) is 07010.

-Weld FB205-050-027 is within an area previously tested and accepted by ZPMC Quality Control (QC)
personnel. ZPMC’'s QC personnel are required to perform 10% MT of thisweld.

-Welds CB202G-051-180, CB202G-051-185 & CB202G-049-185 are within an area previously tested and
accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are required to perform 100% MT
inspection of these welds.
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CB 16

Crossbeam CB16
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SP205A(SPCM)

FB204-049-055

FB204-049

5P202A
(SPCM)

. 1014912010 15:28

10/19/2010 15:22

nnnnnnn

Page 2 of 4



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 3 of 4 )

a 4_'4"?& indication at Corner
jaghtagm on CB 16

FE205 -'Q;E 0-02?
Transvnrse,t}naar Irh:cqtmn

‘~ Flnnr beam web

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) Table 6.8 specifies fusion type discontinuities greater than 1.6mm in length shall be rejected
on 6mm fillet welds.

AWSD1.5 (02) Section 6.26.2 “Welds that are subject to M T in addition to visua inspection shall have no
cracks.”

Who discovered the problem:  D. Sukanthan and Subhasis Bera

Name of individual from Contractor notified: Jicai Fang

Time and method of notification: 15:30 hours _10/19/10 Verbal

Name of Caltrans Engineer notified:  Laraine Woo, Ching Chao

Time and method of notification: 15:00 hours, 10/20/10_Email

QC Inspector's Name: Zheng Zhi Wei

Was QC I nspector awar e of the problem:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 4 of 4 )

[ Yeslvl No
Contractor's proposal to correct the problem:
N/A
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: 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: 21-Oct-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: 05.03.06-000827
Subject: NCR No. ZPMC-0832

Reference Description: QA found 5 missed MT cracks after ZPMC had tested and accepted these welds in various Crossbeam 16 components

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: Xbeam Lift:
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Orthotropic Box Girder (OBG) Cross
Beam CB16, Caltrans QA Inspector discovered the following issues:
-One Transverse Linear crack measuring approximately 4mm.
-Theweld isidentified as FB205-050-027.
-Theweldis afillet weld joining floor beam diaphragm web plate to flange.
-Y location is approximately 550mm from west side panel identified as SP206A.

-One Transverse Linear crack measuring approximately 9mm.

-Theweld isidentified as FB204-049-55.

-Theweld isthefillet weld joining flange to floor beam diaphragm web plate.
-Y location is approximately 250mm from east side cope hole.

-Three (3) Longitudinal Linear cracksin welds identified as CB202G-051-180, CB202G-051-185 & CB202G-049-185.
-Weld CB202G-051-180.

-Longitudinal Linear indication measures approximately 6mm.

-Y location is Omm from the Side panel (SP205A).

-Weld CB202G-051-180 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB205-051 to Side Panel SP205A.
-SP205A is designated as SPCM.

-Weld CB202G-051-185.

-Longitudinal Linear indication measuring approximately 4mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-051-185 isa Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-051 to Side
Panel SP202A.

-SP202A is designated as SPCM.

H..,,.,w" 05.03.06-000827,NCT
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( Continued Page 2 of 2 )

-Weld CB202G-049-185.

-Longitudinal Linear indication measuring approximately 8mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-049-185 isa Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-049 to Side
Panel SP202A.

-SP202A is designated as SPCM.

-OBG Cross Beam CB16 is located near the North end of bay 19.
-The Notice of Witness Inspection Number (NWIT) is 07010.
-Weld FB205-050-027 is within an area previoudy tested and accepted by ZPMC Quality Control (QC)personnel. ZPMC's QC
personnel are required to perform 10% MT of thisweld.
-Welds CB202G-051-180, CB202G-051-185 & CB202G-049-185 are within an area previously tested and accepted by ZPMC Quality
Control (QC) personnel. ZPMC's QC personnel are required to perform 100% MT inspection of these welds.

Action Required and/or Action Taken:
Propose 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-0832

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

05.03.06-000827,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: 25-Oct-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 Document No.: ABF-NPR-000812 Rev: 00
Ref: 05.03.06-000827

Subject: NCR No. ZPMC-0832

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the indications noted in the NCR and is providing NDT documentation after the repair to show
the indications has been removed

ZPMC has repaired the indications noted in the NCR and is providing NDT documentation after the repair to show the indications has been
removed. This particular crossbeam was inspected prior to the ABFJV and ZPMC combining their resources. ABFJV has noted which
inspector was responsible for this missed indication and is monitoring his performance, if he continues to miss indications disciplinary action
will be undertaken. Based on these actions, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000812R00;

Caltrans' comments: Status: CLO
Date: 02-Nov-2010

The proposed resolution is acceptable. This NCR is closed.

Submitted by:  Woo, Laraine Date: 02-Nov-2010
Attachment(s):
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@ No. B-917
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-10-25
REGARDING: NCR-000870(ZPMC-0832)

ZPMC acknowledged the indications were missed and has issued an internal NCR to address this
problem. ZPMC has repaired these indications and is providing the NDT records to show the
acceptance of these welds. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000870(ZPMC-0832)
B787-MT-31702 R1
B787-MT-31701 R1

L4
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge -
333 Burma Road
Oakland CA 94607

&lbrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR. A JV Date; 21-0Oct-2010
375 BURMA ROAD
OAKLAND CA 93607 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: 05.03.06-000827
Subject: NCR No. ZPMC-0832

Reference Description: QA found 5 missed MT cracks after ZPMC had tested and accepled these welds in various Crossbeam 16 components

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
L] Non-Conformance Resolved.
Material Location: Xbeam Lift:
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Orthotrepic Box Girder (OBG) Cross
Beam CBI6. Calirans QA Inspector discovered the following issues:
-One Transverse Linear crack measuring approximately 4nmm,
-The weld is identified as FB205-050-027.
-The weld is a fillet weld joining floor beam diaphragm web plate to flange,

-Y location is approximately 550mm from west side panel identificd as SP206A:

-One Transverse Linear crack measuring approximately 9mm. L ) B
-The weld is identified as FB204-049-535,
-The weld is the fillet weld joining flange to floor beam diaphragm web plate.

-Y location is approximately 250mm from east side cope hole.

-Three (3) Longitudinal Linear cracks in welds identified as CB202G-051-180, CB202G-051-185 & CB202G-049-185.
-Weld CB202G-051-180.

-Longitudinal Linear indication measures approximately 6mm.

-Y location is Omm from the Side panel (SP205A).

-Weld CB202G-051-180 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB205-051 to Side Panel SP203A.
-SP205A is designated as SPCM.

-Weld CB202G-051-185.

-Longitudinal Lincar indication measuring approximately 4mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-051-185 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-051 (o Side
Panel SP202A.

-SP202A is designated as SPCM.

K7 050506000827 50T Page 1 of 2
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{ Continted Page 2 of 2 )

-Weld CB202G-049-185.

-Longitudinal Linear indication measuring approximately 8mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-049-185 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB2(4-049 10 Side
Panel SP202A.

-SP202A is designated as SPCM.

-OBG Cross Beam CB16 is located near the North end of bay 19,
-The Notice of Witness Inspection Number (NWIT) is 07010,
-Weld FB205-050-027 is within an area previously tested and accepted by ZPMC Quality Control (QC)personnel. ZPMC's QC
personnel are required to perform 10% MT of this weld.
-Welds CB202G-051-180, CB202G-051-185 & CB202G-049-185 are within an area previously tested and accepted by ZPMC Quality
Control (QC) personnel. ZPMC's QC personnel are required to perform 100% MT inspection of these welds.
Action Required and/or Action Taken:
Propase a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response [or the

resolution of this issuc is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0832

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
File: 05.03.06
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B oso306-0ms27.807

Page 2 of 2




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: SE/ALARte: 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-000870
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 19-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0832

Type of problem:

Welding [1 Conerete [ Other

Welding L] Curing [J Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating [J Other Component: Crossbeam 16 Components

Procedural [] Procedural [] Description: Misscd MT cracks by QC Inspection

Reference Deseription: QA found 5 missed MT cracks after ZPMC had tested and accepted these welds in
various Crossbeam 16 components

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Orthotropic

Box Girder (OBG) Cross Beam CBI16, this QA Inspector discovered the following issues:

-One Transverse Linear crack measuring approximately 4mm.

-The weld is identified as FB205-050-027.

-The weld is a fillet weld joining floor beam diaphragm web plate to flange.

-Y location is approximately 350mm from west side panel identified as SP206A.

-Onc Transverse Linear crack measuring approximately 9nim.

-The weld is identified as FB204-049-55.

-The weld is the fillet weld joining flange to floor beam diaphragm web plate.

-Y location is approximately 250mm from cast side cope hole.

-Three (3) Longitudinal Linear eracks in welds identified as CB202G-051-180, CB202G-051-185 & ,
CB202G-049-185. .
-Weld CB202G-051-180. |
-Longitudinal Linear indication measures approximately 6mm.

-Y location is Omm from the Side pancl (SP205A).

-Weld CB202G-051-180 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB205-051 to Side
Panel SP205A.

-SP205A is designated as SPCM.,

-Weld CB202G-051-185.

-Longitudinal Linear indication measuring approximately 4mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-051-185 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-051 to Side

_
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Puge 2 of 4 )

Panel SP202A.

-SP202A is designated as SPCM.

-Weld CB202G-049-185.

-Longitudinal Linear indication measuring approximately 8mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-049-185 is a Fillet Weld joining Floor Beam Intermediate Diaphragm FB204-049 to Side
Panel SP202A.

-SP202A is designated as SPCM.

-OBG Cross Beam CB16 is located near the North end of bay 19,
-The Notice of Witness Inspection Number (NWIT) is 07010.
-Weld FB205-050-027 is within an area previously tested and accepted by ZPMC Quality Control (QC)
personnel. ZPMC’s QC personnel are required to perform 10% MT of this weld.
-Welds CB202G-051-180, CB202G-051-185 & CB202G-049-185 are within an area previously tested and
accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are required to perform 100% MT
inspection of these welds.

Rejeétable’trans{rér, bp Ai-;n'at Corner Crossbeam CB16

~“assembly dia i CB 16 ;
o

Sicle Panel ¢
~ SP205A(SPCM

Length approl 9mm 5 . FB204-049-055

Rejectable MT indication at CB16
: N\

SP202A

] - . . .
'hz_ TL-15,Quality Assurance — Non-Conformeance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continted Page 3 of 4 )

‘Crossbeam CB16

FB205 -950 027
Transversebinear lrﬁlcauon

mes 1<l1r“d~a.p|.)l'0ty [t \ FIDOI‘ bea

Applicable reference:

Special Provisions Section 8.3 “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding. during

welding, and after welding as specified in this section and to ensure that materials and workmanship conform

to the requirements of the contract documents.™

AWS D1.5 (02) Table 6.8 specifies fusion type discontinuities greater than 1.6mm in length shall be rejected

on 6mmn fillet welds.

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:  D. Sukanthan and Subhasis Bera
Name of individual from Contractor notified: Jicai Fang
Time and method of notification: 15:30 hours_10/19/ 10_Verbal
Name of Caltrans Engineer notified: Laraine Woo., Ching Chao
Time and method of notification: 15:00 hours. 10/20/ 10_Email
QC Inspector's Name: Zheng Zhi Wei

Was QC Inspector aware of the problem:

va . - N A s
m_ TL-15.Quality Assurance - Now-Conformaice Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Coutinned Page 4 of 4 )

L] Yes[Z No
Contractor's proposal to correct the problem:
N/A
Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571. who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

at —
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E_i.__ REPORT OF MAGNETIC PARTICLE EXAMINATION
—-—---—- B R PR & -
REPORT NO. R %49 B787-MT-31702R1 DATEH ] 2010.10.22 PAGE OFITR& 1/ Revision No: 0
PROJECT NO. CONTRACTOR;:
TEEE. ZP06-787 P CALTRANS
DRAWING NO. FB205/FB204 CALTRANS CONTRACT NO.:
. 04-0120F4
B X205 FLOOR BEAM A TERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BN EEG ERipE BFRE e gl
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT # & MANUFACTURER #li# 7§ MODEL NO. B4 5 SERIAL NO, FELEHE
MT YOKE KOREA MP-A2ZL MP1193
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
AR ik SRR EE HiE
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150
RO - R B
MATERIAL TO BE vV WELDING &4 i i
Material & thickness AT09M-345T2/F2-X
EXAMINED O CASTING %44 ¥, A
R R O FORGING {Bi& 18/14mm
WELDING PROCESS TYPE OF JOINT
SMAW CORNER JOINT
R esgemy
DISCONTINUITY &t
WELD I.D. CENGTH N =] ACCEPT REJECT REMARKS
g INDICATION TYPE 1 Ee 1Bl Sy
TN EFV]
FB205-050-027 1R1 ACC. L00%MT
FB204-049-055 1R1 ACC. 1O0%MT
AFTER B-CWR2075 REVO
BLANK
EXAMINED BY £z REVIEWED BY 7
Xu Huaxiang__{]) /ﬁ/ﬂ,\_f}fﬂm W (Yot
LEVEL -1l SIGN %4 lyfr{'EBJU] 79/; -/9 e LEVEL-l _8IGN ! DATEHIj 749& S 2]
REE / acm ! AP CUSTOMER S 4
e : L0 Aafd
o , i v T #
|EF ble:/ ! £ )] DATE L 7;__17__"7;@_»_,[ 0«79, EF SIGN/HM DATE R

(FORM# ZPQC-MTO1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION
B R SR 2

REPORT NO. #is48 B787-MT-31701R1

DATER 4 2010.10.22

PAGE OFFiFY 111

Revision No: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEHS: Ao
DRAWING No. p— CALTRANS CONTRACT NO.:
B 04-0120F4
HE.: CB16 cross beam LELRE S
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
BRI Tt wERIE BRFRY etk |
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #% MANUFACTURER #i&7% MODEL NO. #4358 SERIAL NO. g4
MT YOKE KOREA MP-A2L MP1193
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
B i A FL i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
i3, g TR i
MATERIAL TO BE VWELDING 124/ i i
RS Material & thickness ATO9M-345T2/F2.X
EXAMINED O CASTING & 15t B i
BRI E D FORGING 415 18/14mm
WELDING PROCESS TYPE OF JOINT
FCAW CORNER JOINT
BEEr HagAsR
DISCONTINUITY A~ i
WELD 1.D. LENGTHINmm] ACCEPT REJECT REMARKS
Mg e INDICATION TYPE i Ew Bk ik
bEn E3i]
CB202G-049-185 1R1 ACC. 100%MT
CB202G-051-185 1R1 ACC. 100%MT
CB202G-051-180 1R1 ACC. LO0%MT
AFTER B-CWR2074 REVOQ .
BLANK
EXAMINED BY = J REVIEWED BY 7 &
Xu Huaxiang U1 7. , [aid] M/V'/Q
) [}
LEVEL -1l SIGN %% DA'(@}B i 25/0 fo.7v LEVEL.- SIGN /* DATEH }i§ 7447 Lfo 27
BRER (Qc : H P CcusTOMER T
[EESgn Agoare 7o/, o i A Bz sin/Emoae o |

(FORMz ZPQC-MTG1)




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-000825
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee  25-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0832

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-Confor mance Report waswritten: 19-Oct-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Orthotropic
Box Girder (OBG) Cross Beam CB16, this QA Inspector discovered the following issues:

-One Transverse Linear crack measuring approximately 4mm.

-Theweld isidentified as FB205-050-027.

-Theweld isafillet weld joining floor beam diaphragm web plate to flange.

-Y location is approximately 550mm from west side panel identified as SP206A.

-One Transverse Linear crack measuring approximately 9mm.

-Theweld isidentified as FB204-049-55.

-Theweld isthefillet weld joining flange to floor beam diaphragm web plate.

-Y location is approximately 250mm from east side cope hole.

-Three (3) Longitudinal Linear cracks in welds identified as CB202G-051-180, CB202G-051-185 &
CB202G-049-185.

-Weld CB202G-051-180.

-Longitudinal Linear indication measures approximately 6mm.

-Y location is Omm from the Side panel (SP205A).

-Weld CB202G-051-180 isaFillet Weld joining Floor Beam Intermediate Diaphragm FB205-051 to Side
Panel SP205A.

-SP205A is designated as SPCM.

-Weld CB202G-051-185.

-Longitudinal Linear indication measuring approximately 4mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-051-185 isaFillet Weld joining Floor Beam Intermediate Diaphragm FB204-051 to Side
Panel SP202A.
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-SP202A is designated as SPCM.

-Weld CB202G-049-185.

-Longitudinal Linear indication measuring approximately 8mm.

-Y location is Omm from the Side panel (SP202A)

-Weld CB202G-049-185 isaFillet Weld joining Floor Beam Intermediate Diaphragm FB204-049 to Side
Panel SP202A.

-SP202A is designated as SPCM.

-OBG Cross Beam CB16 is located near the North end of bay 19.

-The Notice of Witness Inspection Number (NWIT) is 07010.

-Weld FB205-050-027 is within an area previously tested and accepted by ZPMC Quality Control (QC)
personnel. ZPMC's QC personnel are required to perform 10% MT of thisweld.

-Welds CB202G-051-180, CB202G-051-185 & CB202G-049-185 are within an area previously tested and
accepted by ZPMC Quality Control (QC) personnel. ZPMC’'s QC personnel are required to perform 100% MT
inspection of these welds.

Contractor's proposal to correct the problem:

Contractor proposesto repair the missed MT indication and provide NDT documentation showing weld is
acceptable. Contractor will monitor the inspector who missed the indicaiton, and take disciplinary action
should be continuously making similar mistakes.

Corrective action taken:

COntractor repaired the indications with submited NDT report to prove the weld is acceptable. Contractor
identified the inspector who missed the indications. Contractor is monitoring the inspector performance to
avoid the similar issue.

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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