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: ZPMC Changxing Island - Shanghai, China Report No: NCR-000013
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Oct-2007
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0012

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: Mock Up 89M

Procedural [ Procedural [ Descripton:

Description of Non-Conformance:

American Bridge/Fluor Enterprises, a JV, alowed ZPMC welding personnel to weld parts of 89M Strut
Sub-Assemblies MUSB-MA25 and MUSB-MA26 with an el ectrode not in compliance with contract
specifications. The material welded was ASTM A 709M GR345to ASTM A709M GR485. The Contract
Drawings Sheet numbers MUSB-MA25 and MUSB-MA26, specify in Note 2 "Filler metal matching the higher
strength of base metals shall be used”. Thefiller metal actually used was E7018. ZPMC had posted and was
following ZPMC approved Weld Procedure Specification (WPS) WPS-B-T-U3b-2 which was for welding the
same materials, but in an undermatching condition. The Contract Drawings specified an overmatching
condition. The partsin 89M Sub-Assembly MUSB-MA25 which were affected were: piece marks mp209-1 to
p516-1 and mp209-2 to p516-2. The parts affected in 89M Sub-Assembly MUSB-MA26 were: piece marks
mp517-1 through mp517-4 to p1114-1 through p1114-4. There were 6 weldmentsin total which were welded
with the undermatching E7018 electrode.

Applicablereference:

Shop Drawings Sheet Number MUSB-MA25 and Sheet Number MUSB-MA 26

Who discovered the problem: QA Inspector and ABF QA Manager

Name of individual from Contractor notified: John Hamer and Steve Lawton

Time and method of notification: 1000 - Verbal

Name of Caltrans Engineer notified:  Stan Ku, Senior Bridge Engineer

Time and method of notification: 10/15/2007, 1300 verbal

QC Inspector's Name: Li XiuYang

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

Contractor's proposal to correct the problem:

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

Office of Structural Materials for your project.

Inspected By: Franco,Charlie Quality Assurance Inspector

Reviewed By: Cochran,Jim QA Reviewer

TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2



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

Gltrans Tel: 510-622-5158 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a vV Date: 06-Nov-2007
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. Michael Flowers  Project Executive Document No: 05.03.06-000074
Subject: NCR No. ZPMC-0012

Reference Description:  Repairsto skin plate welds greater than 10% in length on the 114m Mock-up

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material 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 - No Response Required.
Material Location: Lift:
Remarks:
Originally sent by State |etter 05.03.01-000795
Action Required and/or Action Taken:

Transmitted by: Keith Osantowski Sr. Engineer
Attachments: ZPMC-0012

cC:
File: 05.03.06

Y/ 05.03.06-000074,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstructure Datect 08-Dec-2007

333 Buma Rosd Contract Ho: 04-0120F 4

Okl &l LA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Docunent Ho.: ABF-HPRAO0D007 Rev: DO
Ref: 05.03 05-000074

Subject  NCR Mo, ZPmC0012

Contractor's Proposed Resolution:

Reference Resolution: ARF bz revieswed the 1140 Mock-up zection of the Spedal Provizions with ZPMC to gain understanding ofthis
requirement sahich is differert from the recuirements for production.

Rejectzin Stiffener ta Skin Plate welds exceeded 10% | refmirs were made contrary to contrad requirem entz.

ABF 1 haz reviesed the Mock-up section of the Spedd Provizions with ZPMC to gain understanding of thiz reguirement which iz dfferent from
the requirements for produdtion. Bath ABF)Y and ZP MC noseundergand this requirement. ZPMC intisted an internal MCR to addressthis
nonconformancs. ZPMC alzo conducted intermal tegts and haz submitted a plan to improse weld quality.

Aftached for resdesvis the ZP MC Intemal NCR and the witten plan to im prove seld gquality.

Submitted by Flowers, Michael
Atachment(g): ABF-NPR-O00007RO0, A8F-MP R-000007-01

Caltrans’ comments: Status:  Approved
Date: 24-dar-2005
See State Letter 05.03.01 001 408

Submitted by Pursell, Gary Date:  22Fek2003
Attachment(s): 03.03.01-001406

Fape lafi

a0



(BB) " ELUOR.

A JOINT VENTURE

375 Burma Road
Oakland, CA 94607 USA
Phone 510-808-4600

Fax 510-808-4601

15-Feb-2008

Mr. Gary Pursell

Resident Engineer

California Department of Transportation
333 Burma Road,

Oakland, CA 94607, USA

PROJECT: San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No. 04-0120F4
ABF Job No. 660110

SUBJECT: RESPONSE TO NCR-11, 12 AND 13

Gentlemen:

ABF-CAL-LTR-000446

American Bridge / Fluor Enterprises Inc. a Joint Venture (ABFJV) acknowledges receipt of the Department’s
Letter No.05.03.01-000795 dated November 6, 2007 forwarding the Department’s Non-Compliance Reports NCR-

0011, 0012 and 0013.

The attached documents is the response to NCRs 0011, 0012 and 0013. Based on the attached ABFJV is
requesting written confirmation from the Engineer that NCRs 0011, 0012 and 0013 are closed.

If you need any more information, please call Chuck Kanapicki at (510) 808-4609.

Sincerely,

J N BRIDGE/FLUOR ENTERPRISES, INC. A JOINT VENTURE

Michael Flowers
Project Director
MF/CK/cc

File: 02.01, 15.04

ABF Building San Francisco Bay's New Signature Suspension Bridge




\B) Baee " FLUO R

A IDENT N RNTURE

3740 Pudong Na.:‘tlu
Shanghai, China 200120
LETTER OF TRANSMITTAL
To: California Dept. of Transportation |Transmittal No; TL-08-0114
666 Feng Bin Road, Rm. 708 Date: 1/9/2008
Changxing Island, Shanghai
Attention: Mr. Dave McClary
Project: S.F.0.B.B.
Job # 04-0120F4
Enclosed:
Qty. Item Qty. Item
For Approval
1 ZPMC Transmittal TL-000513/000514/
000515/000516 7
Response to NCR-11/ 12/ 13 & 36
A
A7

Sender: Q’JL—\\ = Date: \fg] 0¥ IRecipient: q,erf?‘!}% Date: 4 - ,TM.M

Please indicate receipt of the above mentioned items by signing and returning this transmittal to sender. ZN 3—9
7
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A JOINT VENTURE

Page 1 of 3

Date: 08 December 20()/8/7 %fpﬁ
To: Gary Pursell

From: Steve Lawton

Contract No. 04-0120F4

Dear Gary Pursell
Caﬁ' WZ’
2D

NCR’s 11,12, 13, and 16~

This letter is issued to provide formal response addressing the proposed
resolution to each of the mentioned NCR’s for Engineer’s review and
approval.

NCR-000011 - Inspection status of fit-up not physically marked on part.

No documentation available at the work area that the fit-up

was inspected prior to welding. Physical marking of “Fit-up
OK” was not present on part.

ZPMC has acknowledged that the marking was not present
on the part, however was able to produce records indicating
that the fit-up was inspected. ZPMC has generated an
internal NCR to document this non-conformance.
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NCR-000012 - 114M Mock-up
Rejects in Stiffener to Skin Plate welds exceeded 10%,
repairs were made contrary to contract requirements.

ABFJV has reviewed the Mock-up section of the Special
Provisions with ZPMC to gain understanding of this
requirement which is different from the requirements for
production. Both ABFJV and ZPMC now understand this
requirement. ZPMC initiated an internal NCR to address
this nonconformance. ZPMC also conducted internal tests
and has submitted a plan to improve weld quality. Attached

for review is the ZPMC Internal NCR and the written plan to
improve weld quality.

NCR-000013 - 89M Mock-up.

Wrong filler metal used. Dissimilar welds of Grade 345 to
Grade 485 for the Strut Subassemblies require the higher
strength filler metal to be used. Contrary to contract
documents ZPMC used the lower strength E7018 filler metal.
ZPMC has generated an internal NCR, removed the lower

strength filler metal and replaced with the higher strength
filler metal E9018.
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NCR-000016 - OBG SPCM Floor Beams Lift

SPCM material being used’in production was found to not
have been che\ckj&; ed contrary to contract requirements.

ZPMC has gerierated an internal NCR addressing this issue.
igr material was immediately placed on hold
1t material was located in the receiving inspection

ee attached documents

With the above response, ABFIV considers the NCR’s mentioned as closed.

If further clarifications are needed, please contact me.

WA

Steve Lawton
Foreign Quality Assurance Manager




TL-000514

_ZPMC TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE:  12/24/2007

TO: RUBY/ ABFIV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR(NCR-0012) FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS.
ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE FOR CLOSURE NCR (NCR-0012).

(2) COPY OF NCR WITH NUMBER NCR-0012
(3) COPY OF NCR-CT-002

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT-
%5
/% / 3/?%74 7 319
PLAN HOLDER DATE
AILETV
COMPANY PHONE NO,

PLAN NUMBER: N/A
#R787-QCP-102



No. 053

CZBMEY | LTTER OF RESPONSE

DATE: 2007.11.24

To: AB/F Steve Lawton

From: ZPMC

Subject: Response to CT NCR-000012

Mr. Lawton:

ZPMC has generated internal NCR-CT-002 in Response to NCR-000012, Regarding weld defects
exceeding 10% weld length. ZPMC has performed weld trials to determine acceptable method to
perform these welds with less than a 10% reject rate.

Attached you will find a copy of ZPMC internal NCR,CWR010 and documented plan to perform
these welds with less than a 10%reject rate.

If further information is needed, Please contact me.

\

Sincerely

Yang Xuehui

)’ﬂﬁX"f‘/“’” }W? IRpY



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malerials

Quality Assurance and Source-Inspeclion

Contract #: 04-0120F4

Bay Area Branch —_—

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.9/14.3.0.0/1.6
Vzllgjo, CA 94592-1133 PR

(707) 549-5453 File#: 69.25B

(707) 649-5433

QUALITY ASSURANCE — NON-CONFORMANCE REPORT .
Location: Shanghai, China Report No: NCR-000012
Prime Contractor: American Bridge/Fluot Enterprises, a IV Date: 30-Sep-2007
Submitting Coniractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ‘NCR-000012

Type of problem:

Welding Concrete [ Oiher O
Welding  [J Coring [l Procedural [  Bridge No: 34-0006
Jb'ini"ﬁ.t—»up O Coating [1 Other ] ‘Component: 114 Meter Moclc-up
Procednral [4 Procedural [ Descripton: 114 Meter Mock-up
Description of Non-Conformance: :
Atnerican Bridge/Fluor (ABF) allowed weld repairs to be performed without Engineér notifigation. The 114
meter mock=up, skin plate E, sib assembly MAT09, weld joint #3 has a defect as defined by AWS D1.5, that
was found by ultrasonic testing (UT) with a total length in excess of 10% of the weld length. The length of
indication and the repair of‘the weld in question was found to be 100% of the' complete joint penetration groove
weld. :
Applicable reference:
Special Provisions Section 10-1.59, Facrication/Erection Procedure and Mock-ups, Item, B.2.page 313.
‘Who discovered the problem:  Quality Assurance (QA) Inspector Sherri Brannon
Name of individual from Contractor néatified: ABF/Bereau Veritas, Tan Da and ABF, QA Manager Steve Lawion
Time and method of notification: 1400 hour, verbal Sept 30, 2007 and 0800 hour, Oct 1, 2007 -
Name of Caltrans Engineer notified:  Mr. Stan Ku Senjor Bridge Engineer
Time and method of notification: 0745 hotm, verbal Oct 1, 2007
QC Inspeetor's Name: Tan Da
Was QC Inspector aware of the problem: 03 Yes [ No
Contractor's proposal to correct the problem:
The contractor proposes to génerate a critical weld repair (CWR)report for each case where 10% of the weld
length has been exceeded. -

. Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of maling repair or fit for purpose recommendatiosis, Should you require recornmendations
concerning repairs or remedial éfforts please contact Mazen Wah’beh, 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Branoon,Sherri Quality Assurance Inspector
Reviewed By:  Cuellar,Robert QA Reviewer

Ty
e TL-I5,0nality Assurance — Non-Conformance Report Foge Tof 1




.Z | Nonconformance Report

AREmkE
Project Name: S.E.O.B.B NCR Number:
T B &Fk: < B AN T NCR &5 NCR-CT-002
Item: Weld Item Number: Drawing Number:
B TFHIR: Ak H5: EEEE
Location: Mock Up for Caltrans Date:
FLE: | IER R SR H#: 2007-10-02

Description of Nonconformance:
PR ETURAEA:

According to section 10-1.59 of special provision, * Defects, as defined by AWS D1.5, that are found by UT
or RT oceur in greéter than 10 percent of the cumulative length of any weld _”,ié unsatisfactory mock-up.

Now many welds’ repair length has over 10 percent, Caltrans can not accept.

HRAEHF1S 10-1.50 Vi, “4E(THRLE 1 UT it RT Bz - AWS D1. 5 ﬁ EXFKJWH, HR R
AL TR RBRKER 10% 7, LHF4 AEEiian,
ML 1R 4R (5 DB IR LR ICAF 10%, EI il TR AT R %

& ﬁi‘;

Work By: et bPrepared by: %A /.mﬂ Reviewed by QCE,?é-j E wlung

aw:t o) ot W T R TR Gy
L0  DrawingError© [0  MaterialDefect []  Fabrication Error [ Other
BESE PR RS EfbREE

‘ Disposition: B Useasis O Repair ' . [0 Reject :

SEZRE: mIA - : B Bl

Recommendation:

SR kg R T

Prepared by: VZPM Xu Xiomping . Approved by QCA: "+ FEI*I “Hebong

ek _MJ ,‘,‘0,,} RREE 200l )02

Reason for Nonnonformance

ARERE:

(9%% L_—k) 3#@ 5%

Prevention of Re-occurrence:

A pEDETES ﬁ@&%
_/. .
p 9P %s 5
® ﬁ'f'f@ %‘"\.;\-‘;’Ji:--@'ﬁ% iﬁépr&vedbwﬁtfﬁ Lj[ -t ?—03
Technical Justification for Use-As-Is/Repair:  [] Attachment B Non-attachment

@Hﬁiﬁ{%éﬁ&ﬁ: 1&:

_ . To b
b -#f Bad il ‘o #y % %14,
2, [E ) B 9 e z ’W? li.?
1/@ } /- Reviewed AtvE: % a‘q“éj‘d‘?’
Verification: O Acceptable * [1 Unaceeptable
Fﬁﬁ}k:

MEEZ- ' Rk 52

| Verified by QCU/BERAATA: Reviewed by QCAUJ'TI@EE%%:




@ , Nonconformance Report

AEETIRE
Project Name: S.F.O.B.B NCR Number:
Y H £ %: 3% B InJH g R CHR NCR 45 NCR-CT-002
Ttem: Weld Ttem Number: Drawing Number:
BRI 5k H5: BlS:
Location: Mock Up for Caltrans Date:
fr IR , H#: 2007-10-02
Description of Nonconformance:
AFEHPRER L

According to section 10-1.59 of special provision, * Defects, as defined by AWS D1.5, that are found by UT
or RT occur in greater than 10 percent of the cumulative length of any weld ”,is unsatisfactory mock-up.
Now many welds’ repair length has over 10 percent, Caltrans can not accept.

FRAESRT 10-1.59 H9HIE, “{EfA[R4% M UT % RT FrIRiin AWS D1.5 FrsE S askha, AT Ao
ALK TR BRI 10% 7, A4S AR, '
DRI 2 1R IR 18 H CENT R G 10%, BNRRATREES.

Work By: 5 [V L.f? Prepared by: oo / o Reviewed by QCE: Fu T,;Juggz S007. /0.2,
T 200/ 0.4 et TRY AR

O Drawing Error O Material Defect [0  Fabrication Error [ Other

Bl 4LaHR A EHR B HVERIR HAb R

Disposition: Use as is O Repair O Reject
Ab B I Bl F B B
Recommendation;
HhE SRR EEIR R Submit the CWR to AB/F and Cltrans to approve.
Prepared by: X[U\ XFOM:P Cha Approved by QCA: Hu Gong
& I 0 30v) 1050 mmsmi I
Reason for Nonconformance:
A REA:

Don’t clean the weld pass completely.

Prevention of Re-occurrence:

ToUBH i it
1. ZPMC will stop some welds who can’t satisfy the requirement. =
2. Do some experiment to look for the best methods of the welding.

Approved by/tHE: Lu \f@ P@A,

Technical Justification for Use-As-Is/Repair: [0 Attachment # Non-attachment
B BR M B AR K AR Fik T

1. Improve grinding and cleaning of the interpass welding.

2. Let some better welders to improve qualified percent.

Reviewed /ittoE: LMLZIU”"V/“‘V
g4

Verification: O Acceptable 0 Unacceptable
fihs R ENTE: 2
Verified by QCI/ER ik Reviewed by QCA/F# F{EH #:

#R787-QCP-1300




Description of weldin'g discontinu_it\;':
UTR SRR EEKEEL10%. -
Rejected indication found by ultrasonic inspection exceeds 10% of the weld

S
- %@ﬁ%ﬁ%ﬁ% &% Rev. No.
. ~ Critical Welding Repair Report 3
WE &7 mEEEAE | BHBS | ouscvalog | REAS .
Project Name SFOBB Drawing No Report No.
« IS 04-0120F4 . ' oy
A — A4t 24 | STIFFENER OF | NDTHRZ 45 S
R ltems Name | 114M SKIN E Report No.of NDT
HH T ;
) ZP06-787 ‘
Project No.: -
e

75

size. MUSC-MA109-3 : '
Z,; L‘m& ”7'”"5
#I R (Inspector) : Li_Limi HdF(Date) : _07.11.13
REESEETER ‘
Draft of welding discontinuity:
Y
_\ Al X e :
1 (e -
o ™ -
L

500

14

WELD MUMBER: MUSC-MA109-3

ArPRUVED
Per o (w266




FERA:

Caused

ﬁﬁ&ﬁﬁ%?&.

2.@%%&%u.

1. Did not clear the weld pass compleigly. -
2, Depth of repair had mistakes.

. AN
£ 1] it A(Foreman): 1/5"")52 Xueha H #B(Date):_07.11.13.
7o

LEER
Q;isp osition : - :

@@ BEN T ZNZE5HRSERMNCIPESET % B 418 WPS— i 1 i B iﬂﬁla
. ﬂEIEEEﬁ*M%L:@Ex% T ﬁfa‘.tﬁﬁ%&i’&ﬁﬁﬁ'ﬁmﬁicmmﬁ%la.

ERFEY 2 AT

' "Repair welding shzall be In ar:cordtng with the attached Sfiffener to Skin Plate CJP welding
K Pmcedure and an approved WPS. Revisions o the Mockup Fabrication Procedure are curren

tly in process and shall reflect the revisions adopted by the attached Stiffener to Skin Plate
CJP welding procaciure

SOt wE Habony o Coam el Il
Techmcal engineer Approved by- . Date

#R787-QCP-701




#R787T-QCP-701

— | KEREERBRSE W 5
] = J&% Rev. No.
ZPMC > S
- Critical Welding Repair Report 3
RAEH REGEAE | mEme | Muscumate | REET :
Project Name SFOBB Drawing No. | | - Report Na. CWRO10
ik
Contract No.: DEER . &4k |.STIFFENER OF | NDTHR & &5 e a
RABE - ltems Name | 114m SKIN E | ReportNoof NDT | CT-UT-016
- Project No.: ZP05-787
# B4k

Correction action to-prevent re ocecurrence: '

1. ZPMCHELERAEREERNET, k—SFHETiE, REEEaRE,
|2 RmgE

1. ZPMC will stop using some welders who can'f satisfy requirement and let some better

Weldars;-weld-to-improvequalified—percent:
2. See attachment.

Ira }

8-
& ﬁi-y;A(Foreman) ‘/‘”}?m EIJ’%(Date) 07.11.13
WPS-345-S MAW-1

SROWPSEE - GlIF)-Repair | I&R : W’J aw?.u.})
RepairWPS No. ) WPS-345- FCAW-1 | technologist o /
- G(1F)-Repair 5

Bl (BA) WHKBE | 2 E {5 6k 1E . -
Preheat temperature - '[o D Description : : "‘\‘7@ /‘%}
1 before gouging : of discontinuity 71
|mwemes ' T e .
Inspection /é\ (9% Preheat temperature . L 0 8/ =
before welding

before welding

K Bl B 7 B sk
"Max. depth of gouging > 7 Total length of gouglng 5_0 Q
VBT 3 ) BiEaw BiEd B
welder )é{’[;(g;jj welding type T'—CA ‘J\f position /(T‘
RERR BRERAE " BEEE ~
" | Current % (< Voltage 20 g/ . Spee‘d 7’ ? ©
EERRE '
Inspection After repairing:
MR % R m%w B i3
VT result .ﬂ'{ : Inspector L“/]Mo i ‘Date é;o7///?
NDTHE & 2Vl B I
_NDT result NDT person oy Dats
A VUi Y. 1.y
AE : i '
Winess/Review:
HE
Remark :.

#R787-QCP-701
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTATION AND HOUSING AGENCY ARNOLD SCHWARZENEGGER, Govemor

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge Program
333 Burma Rd.

Oakland, CA 94607

(510) 622-5660, (510) 286-0550 fax

Flex your power
Be energy efficient!

February 22, 2008
Contract No. 04-0120F4
04-SF-80-13.2/13.9
Self-Anchored Suspension Bridge
Letter No. 05.03.01-001406

Michael Flowers

Project Executive

American Bridge/Fluor Enterprises, aJV

375 Burma Road

Oakland, CA 94607

Dear Michael Flowers,

Response o NCRs 1, 5,7,8,9,10,11,12 & 13

This letter is issued as a response to ABF-CAL-LTR-000443, 444, 445, dated February 14, 2008,
and ABF-CAL-LTR-000446, dated February 15, 2008, requesting written confirmation from the
Engineer that the referenced Non-Conformance Reports (NCRs) at Zhenhua Port Machinery
Company, Lid (ZPMC) have been closed. The Department considers the following ZPMC NCRs
closed:

NCR | State Letter No.| ABF Document No. |Description
No.

1 ]05.03.01-000123 | ABF-CAL-LTR-000443 | Radiographic Testing issues (IQI

placement, source type, etc.)

5 [05.03.01-000757 | ABF-CAL-LTR-000444 | Repairs to longitudinal stiffener welds
greater than 10% in length on the 77m
Mock-up

7 105.03.01-000757 | ABF-CAL-LTR-000444 | QC not following the approved UT
procedure on 114m Mock-up

8 |05.03.01-000757 | ABF-CAL-LTR-000444 | Repairs to skin plate welds greater than
10% in length on the 114m Mock-up

9 ]05.03.01-000795 | ABF-CAL-LTR-000445 | Third time repairs to Skin B sub-
assemblies on the 114m Mock-up without
Engineer approval

10 | 05.03.01-000795 | ABF-CAL-LTR-000445 | Repairs to longitudinal stiffener welds
greater than 10% in length on the 114m
Mock-up

11 | 05.03.01-000795 | ABF-CAL-LTR-000446 |Failure to document fit-up of longitudinal
stiffener on Mock-up

12 105.03.01-000795 | ABF-CAL-LTR-000446 |Repairs to skin plate welds greater than
10% in length on the 114m Mock-up

13 |05.03.01-000795 | ABF-CAL-LTR-000446 | Welding electrode used on 89m Strut Sub-
Assembly not in compliance




American Bridge/Fluor Enterprises, a JV
February 22, 2008
Page 2 of 2

Please contact us if you have any questions.

Sincerely,

S dvcet

GARY PURSELL
Resident Engineer

cc: Rick Morrow
Brian Boal
Gary Lai
Mark Woods

file: 05.03.01

“Caltrans improves mobility across California ™



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: ZPMC Changxing Island - Shanghai, China Report No: NCS-000015
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0012

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 15-Oct-2007

Description of Non-Conformance:

ABF/ZPMC welded parts of 89M Strut Sub-Assemblies, MUSB-MA25 and MUSB-MA 26, with an electrode
not in compliance with contract specifications. The material welded was ASTM A 709M GR345 to ASTM
A709M GR485. The Contract Drawings Sheet numbers MUSB-MA25 and MUSB-MA 26, specify in Note 2
"Filler metal matching the higher strength of base metals shall be used”. Thefiller metal actually used was
E7018. ZPMC had posted and was following ZPM C approved Weld Procedure Specification (WPS)
WPS-B-T-U3b-2 which was for welding the same materials, but in an undermatching condition. The Contract
Drawings specified an overmatching condition. The partsin 89M Sub-Assembly MUSB-MA25 which were
affected were: piece marks mp209-1 to p516-1 and mp209-2 to p516-2. The parts affected in 89M
Sub-Assembly MUSB-MA26 were: piece marks mp517-1 through mp517-4 to p1114-1 through p1114-4.
There were 6 weldments in total which were welded with the undermatching E7018 electrode.

Contractor's proposal to correct the problem:

Remove all E7018 filler metal from the weld joint by air arc and grinding. Fit, tack and weld in accordance
with the correct WPS with the correct filler metal.

Corrective action taken:

ZPMC issued an internal NCR for the and removed the lower strangth filler metal. The weld was rewelded
using the higher strength filler metal as required.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥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 Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

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



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

I nspected By: I shibashi,Josh Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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



	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off


