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, PRC Report No: NCR-000109
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-Apr-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0106

Type of problem:

Welding Concrete [1 Other []

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other []  Component: SP-359-01
Procedural Procedural [] Descripton: OBG Side Panel

Reference Description:

Description of Non-Conformance:

The Contractor did not properly perform in-process cleaning while performing welding. The Contractor
welded over previously deposited metal without stopping to remove slag from or brushing clean the previously
deposited weld. This occurred during the performance of critical weld repair CWR-061 on weld #002 of OBG
side panel SP-359-01-002.

Applicablereference:

AWS DL1.5, Section 3.11.1: "In-Process Cleaning. Before welding over previously deposited metal, all slag
shall be removed and the weld and adjacent base metal shall be brushed clean.”

Who discovered the problem: QA Inspector Sherri Brannon

Name of individual from Contractor notified: ABFJV QC Inspector Kevin Carpenter

Time and method of notification: Verbal (phone) notification at 15:45 on 04-04-2008

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: Verbal notification at 11:00 on 04-05-2008

QC Inspector's Name: ZPMC CWI Huang Wei Pang

Was QC Inspector awar e of the problem: [J 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 Patrick Lowry, 916-227-5719, who represents the Office
of Structural Materials for your project.

I nspected By: Lowry,Patrick Quality Assurance I nspector
Reviewed By: Lowry,Patrick QA Reviewer

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 1



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a vV Date: 11-Apr-2008

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. Dave Williams Consultant Document No: 05.03.06-000086
Subj ect: NCR No. ZPMC-0106

Reference Description:  The Contractor did not properly perform in-process cleaning while performing welding.

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.
Il 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: OBG Lift:
Remarks:
The Contractor welded over previously deposited metal without stopping to remove slag from or brushing clean the previously
deposited weld. This occurred during the performance of critical weld repair CWR-061 on weld #002 of OBG side panel
SP-359-01-002.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0106

cc: Rick Morrow, Gary Pursell, Brian Boal, Jason Tom
File: 05.03.06

H.‘,,.,w" 05.03.06-000086,NCT
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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: 09-Jul-2008
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000041 Rev: 00
Ref: 05.03.06-000086

Subject:  NCR No. ZPMC-0106

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC QC has increased training of welders and confirmed repair by NDT method.

Please see attached response from ZPMC. ABFJV has reviewed and concurs with this response and considers this issue resolved.

Submitted by:  Kanapicki, Charles
Attachment(s): ABF-NPR-000041R00;

Caltrans' comments: Status: CLO
Date: 25-Aug-2008

The Contractor has generated an internal NCR to address this issue. Also, the welder has received training, and the weld in question was
accepted by Ultrasonic Testing. The Department concurs that Non-Conformance ZPMC-0106 is closed.

Submitted by:  Wright, Doug Date: 25-Aug-2008
Attachment(s):

‘R? Page 1 of 1
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REVIEW OF CONTRACTOR’S TRANSMITTAL

To: Dave Williams. American Bridge — Fluor, a Joint Venture . o
ursell, Resident Engineer Review Date: 07-03-2008

From: Ady Velasco. Structural Materials Representative Contract No.: 04-0120F4
Date/Time Submittal Received: 06-05-2008/ fé‘;:;.‘;fgs":‘;g]““’ Time

Contractor's Transmittal #:TL-08-1339 Rev. #0

% substantially complies with contract requirements and is approved
substantially complies with contract requirements and is approved as noted.

] Lacks sufficient information and/or contains unacceptable items that must be corrected or prior to

resubmital
Verbal Notification No [ |VYes Date: Time:
Name of individual from Contractor Notified:
This submittal is a: Welding Report Critical Weld Repair
Request for Information Heat Straightening Request
[J  Fabrication Procedures |[3  Other: NCR close out
documents
Submitting Contractor: ABF
ITEMS REVIEWED | COMPLIES COMMENTS
NCR No. ZPMC-
" | 0106, For Closure | BdYes | [INo
2. [Cyes [No
3, [CJves [INe
4. [CIves [ONe
5 [Jves [INo
6. Clyes [CIne
7. [(J¥es [(INe
3. Cyes [(ONe
Add more items here.......# - Item - Complies (Yes or Mo)-Comments
Remarks:
Reviewer: Ady Velasco g Date: 07-03-2008
d Construction Concurrence: }g: Initial Elf &/ Qﬂ, Date
Received by (ABFIV): Diate: Time:

TC-20, Review of Contriector's Submittal {04/02/08) Page | of |
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A JDEINT W AT LA

3740 Pudong Nanlu
Shanghal, China 200120

___LETTER OF TRANSMITTAL
To: California Dept. of Transpurtaﬁon Transmittal No: TL-08-1339
666 Feng Bin Road, Rm. 708 Date: 6/5/2008
Changxing Island, Shanghai
Attention: Mr. Pete Siegenthuler
Project: S.F.0.B.B.

Job # 04-0120F4

Enclosed:

Qty. Item Qty. Item

or Cl

1 ZPMC Transmittal TL-001267

NCR No., ZPMC-0106

SmdanQ“ng) L Date: E/ I‘/n?, Recipient: w}‘%l' Date: L - TIJJIE- ﬂ'dr

Please intlicate receipt of the above mentioned ifems by signing and returning this transmittal to sender.




American

Bidee / FLUOR

A JDINT VENTURE

Page | of |

Date: 4 June 2008
To: Gary Pursell
From: Steve Lawton

Contract No. 04-0120F4

Dear Gary Pursell

This letter is issued to provide formal response addressing the proposed
resolution to NCR ZPMC-0106 for Engineer’s review and approval.
ZPMC has summarized the above listed NCR’s and has generated an
internal NCR for each occurrence.

ABFJV considers the NCR's mentioned as closed.

If further clarifications are needed, please contact me.

3 \
Steve Lawton

Foreign Quality Assurance Manager
American Bridge Fluor Joint Venture



TL-001267

(ZPMCS ) | TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 05/27/2008

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR-000109 FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL,

ENCLOSED WITH THIS TRANSMITTAL 1S ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-261 FOR CLOSURE,

(2) COPY OF NCR WITH NUMBER NCR-000109 (ZPMC-0106) .
(3) COPY OF ZPMC INTERNAL NCR NCR-B-038

(4) COPY OF CWR B-CWRO61REV.0

(5) COPY OF VT REPORT B-VT1229

(6) COPY OF MT REPORT B787-UT-247R3

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

U RECEIVED 27 MAY 2008
: L% nst

PLAN HOLDER l DATE

COMPANY PHONE NO.

PLAN NUMBER: N/A
BRTIRT-O0P- 102



@ No. B-261
LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2008-5-27
REGARDING:NCR-000109 (ZPMC-0106)

With this letter of response, ZPMC requests closure for Caltrans NCR-000109
(ZPMC-0106). We agree the description in non-conformance. And ZPMC have
trained the welders and confirmed the repair area by NDT method. Next time the
welder will remove the defects completely before welding,

S0 ZPMC considers NCR-000109 can be closed.

Please reference attached documentation for acceptance and closure the
NCR-0001009,

ATTACHMENT:

NCR-000109 (ZPMC-0106)

ZPMC internal NCR

CWR documents for closure

ZhoreShuamsy bao TG
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Nonconformance ﬁépnrt-_'

RFE TR &
Project Name: SFOBE ’ NCR Number: NCR-000109 (ZPMC-0106)
T B & 75 5% B om 4 i 7 NCR 4% NCR-B-038
Item: weld over previously deposited metal | Item Number: Drawing Number:
without removing slag or cleaning 5 spasooro02 | EE.
LREE: REWRNERSN T :
Location: Date:
fir 241944 H - 2008-4-4
Description of Nonconformance: )
AHETRER:

the contractor did not properly perform in-process cleaning while performing welding. The contractor welded over previously
deposited metal without stopping to remove slag from or brushing clean the previously deposited weld .this occurred during the
performance of critical weld repair CWR-061 on weld #002 of OBG side punel SP-359-01-002.

ZPMC FEPATHREIEE (cwr-061) i, B R b Y Je S S AT TR R T8, REEAE
ETREAT T Fetn s i .

Worl By: Jig.h&iﬁg__ Prepared by: L"L’f la Reviewed by QCE: _Mzwwé zh-r)
ﬂﬁ- s

W e Ji it T I Lo~y o
O  Drawing Error [0  Material Defect @  Fabrication Error 0O Other
[ 4T HEH s il SR E
Disposition: L Useasis 0  Repair L1 Reject
LESE R [BlA B B
Recommendation: ("(sar weld- padsed_cor mﬂrgéw. T
i TGS wpsty L R BRI A
Prepared by: (B Jion Approved by QCA: Hﬂﬁﬁﬂ
HEH& Jo AR i

Reason for Nonconformance:

FFERE: ;z(ﬂ 1 Es

Thae watz’ig.m; ﬂ?ﬁiﬁﬁjﬁwﬁbﬂ? ?%”W?
Prevention of Re-occurrence: — lete m{dfr .
O |4 ﬂ.téﬁﬁfﬁuﬁﬁf;‘%ﬁpﬁ :g ?:M . J

Technical Justificatioli for Use-As-Is/Repair: [ Attachment * O Non-attachment

BRmEsnRiE: A0S AT G ‘ T i
Hggf%%?wk%%m-m DA AL FonLE A0, SR
w0 1#5‘.1@%‘1. AMP] .f-p}t.a Wﬂk%k il X A
m“’é’ .H;J [ef b %m:{-m Jﬁﬁ‘:hfweda’!ﬁ : T ob.
Verification: Accgpta le | : t]ﬂﬂcteptahle v .

Wik GIE ERIE 22

This dosumennt lz: J-.l"!“ﬂquD
Stale el Caldamia
DEFARTMENT OF 'ITIJ'\HE!TI;‘H i‘:‘A.TIDH
Purzusnt Beetion §-1.02 of the

Stagqurd Specilic
Verified by anmﬁmm:ﬁdf ‘F%/aﬁ-tm Reviewed by QCA/RHrE & T‘Wﬁ{mﬁ@ 4~
#R787-QCP-1300 I B




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
688 Feng Bin Road Room T0B, Changxing Istand
‘Shanghel 201813 PR Chine

Glémns Tel: 021-56856666 ext 207064 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: American Bridge/Fluor Enterprises, a TV Date: 11-Apr-2008

373 BURMA ROAD 3

OAELAND CA 95607 Contract No: 04-0120F4 ]

D4-SF-80-13.2/13.8

Dear: Mir. Chnrles Kenapicld Job Nome: SAS Superstructure
Attantion: Mr. Dove Willisms Conmltant " Dotument No: (:5.03.06-000085
Subjeet: NCR No. ZPMC-0106

Reference Deseription:  The Contraclor did not properly perform in-process cleaning while performing welding,

The sttached Non-Conformance Report describes an occurrence where the contractor did not comply with & requirement of the contract document as

indicated below:
Hﬂniﬂuerﬂmmshipmlinmfmtmwilhmﬁmtdunmmm
O Quality Control (QC) not performed is conformance with cantract documinis.
(| Recurring QC issue that constitutes & systematic problem in quality control,
[ Non-Conformance Resolved - No Response Required,

Material Location: 0BG

Remarks:

mﬂmmwﬂdmmlywmmmlmhgmrmum or brushing clean the previoushy

deposited weld. This cocvered during the performancs of critical weld repuair CWE-06] on weld #002 of DBG side pane]
SP-359.01-002. x

Action Required and/or Action Talen:
Fropote o resolution for the identified non-conformanee with revited procedures 1o prevent fumre ocourrences,

Lift:

Transmitled by: Stanley Kn Sr. Bridge Enginesr -
Attnchments: ZPMC-0106

ce:  Rick Momow, Gary Pursell, Brian Boel, Jason Tnm : :
File: 05.03.06

Tyt decumfnl ks AFPROV
Sints =i Califemia

2 05.03.06-000086 NCT Page L of I
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

k Amald Schwarzenegger, Govamar
DEPARTMENT OF TRANSPORTATION -
DIVISION OF ENGINEERING SERVICES
Office of Structural Matsrials
" Quality Assu and Source Inspeciion

- - Confract #: 04-0120F4
Bay Area Branch b Y
690 Walrut Ave.SL 150 Cty: SF/ALARte: 80 PM: 13.2/139
Valle]o, CA 84592-1133 i
(707) 648-5453 File #: 69.25B
(7O07) B48-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000109 _
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 04-Apr-2008-
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0106

_%

Type of problem:

Welding Conerete [ Other ]
Welding [ Curing [ Procedural [0  Bridge No: 34-0006
Joint fit-up [ Coating [0 Other [0  Component: SP-359.01
* Procedural Procedural [ Deseripton: OBG Side Panel
Reference Description:
Description of Non-Conformanece:
The Contractor did not properly perform in-process cleaning while performing welding. The Contractor
welded over previously deposited metal without stopping to remove slag from or brushing clean the previously

deposited weld. This occurred during the performance of critical weld repair CWR-061 on weld #002 of OBG
side panel SP-359-01-002.

Applicable reference:

AWS D1.5, Section 3.11.1: "In-Process Cleaning,. Before welding over previously deposited metal, all slag
shall be removed and the weld and adjacent base metal shall be brughed clean."

Who discovered the problem: QA Inspector Sherri Bramnon_

Name of individual from Contractor notified: ABFW QC Inspector Kevin Carpenter

Time and method of notification: Verbal (phone) notification at 15:45 on 04-04-2008
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: Verbal notification at 11:00 on 04-05-2008
QC Inspector's Name: ZPMC CWI Huang Wei Pang

Was QC Inspector aware of the problem: L Yesd No
Contractor's proposal to correct the problem:

Comiments: ' ‘

This report is for the purpose of determining conformance with the contract documents and is not for the
purﬁcse of making repair or fit for purpose recommendations. Should ¥ou require recommendations
concerning repairs or remedial efforts please contact Patrick Lowry, 916-227-5719, who represents the Office
of Structural Materials for your project.

Inspected By: _anry.Pah-icI ' Quality A_mrmca_ln.spccmr
Reviewed By:  Lowry,Patrick QA Reviewer g

ﬁz_ TL-15,Ouclity Aznurance — Non-Conformance epor
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' s Critical Welding Repair Report{CWR) 0
. Project Name SFOBB Drawing No G -RE'““N"_‘ S-OWRos
nRe 04-0120F4 )
Contract No.: ; L AR I NDTH#H &5
T ltems Name S TRIB . Report No.of NDT | B787-UT-247F
Project MNo.: ZP0B-TBT
sk AR
Description of welding discontinuity:
" Rejected indication found by ultrasonic inspection at third time.
. |UTREEESE=%. ) SP353-01-002 _
+Wald-bo(# T 4 §):053609 Position: (2 &4 ®): 36
Weldler 1.0 '
@ 0
)
L‘ U’W‘ﬁ >ug.03.5)
8B (Inspector) : Liming H3(Date) : 2008.03.2
| AL EAER
Drait of welding discontinuity:
+ ey YJ
|
™
/-'"—I"-\
, IOE
Y A i , -
LS. TV 77
By

WELD NUMBER: SP359-01-002
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| FERA: _
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1. AT®ERS Waldara did not weld narra:t{y
2. MILRMETF® Clean Weld pass inadaquataiy

# [ fi 4 A(Foreman): Lin Jin

B #8(Date): 1o8.51. 3|

AEERL
Dl§pn$itlnn :

MBI R B ST i A ek B R AR
RE—ERFGELD, AESRERMmEEWrS,
S MT SRR B S0 Bl 5 SR T 0 B A B By

i R EE RS R AR R EWPSIT,

1R 45T S SR AR AR Y

FLEE AR R R,

I

E= Y

woop

Gouge or grind to remove all the defects fiom the Face B,

Prepare excavation according o the relevant rupmr WFPES;

P

Preheat and wa]d according fo ﬂ'la relevant repalr WPS:
5. Grind the weld flush with the adjacent wald;

Check the welds according to the working drawings.

. » Nm mfsaj ;m, —

Technical engineer:

Parform MT or nthar NDT methods of the area to ensure ramoval of the defecis;

This deaurent ls: APFROVED
Stais of California

DEPARTMENT DF TRAHEPORTATION

Pursuant Soction 5-1.02 of tho
Standard Epeclfications *

Initial HE- Dabe: q!"fws

MA.B
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Critical Welding Repair Repﬂrt(CWRJ_ 0
ARER N T Spasg | REMF i
Project. Name SFOBB - ‘Drawing No. co Rapnt No. B—GWR!:_m
i 04-0120F4 '
Contract No.: _ 4L % © | NDTHRE ST
RE B lterns Name 5 T-RIB Report No.of NDT B787-UT-247R2
Project No.: ZP0B-787
B EH:

%[ fifrA(Foreman): Len  Jian

Correction action to prevent re occurrence; _
1 MARETIMEFV. Trein the welders to master more imowledge.
2 VJIUREAM, Clean the weld pass more carefully.

H#3(Date): 2v04. 03, ¢

SRBWPsSE S
Repalr WPS No.

G(3F)-Repair

G(3F)-Repair_~

WPE-345-FCAW-3

WPE-345-8MAW-

ITER
3 | iechnologist

Niv Heftn)

Preheat temperaiure
before géuging

B (Bi) NBABE

¥3°¢

EfEalE
Description
of discontinulty

i

AR
Inspection
before welding

hec

RE WA EE
Praheat temperature
before welding

J

g7 °c

AEES T 3

Max. depth of gouging

g

B RE
Total length of gouging

BT TIEEESE RERE '
welder wﬂng Z‘?ﬂrgm waldﬁg typs SM(@W position 3 G’
053753 5 |
MERR RERE \ BEEE
Current ,lél{ ﬁ] Voltage }5“(‘ V Speed t?‘? N-'[mﬁ- :
EEERE '
Inspection After repairing: .
; y kR B
AR E )(UL’L‘ ;
VT resuit AP %27/ e M* “L['-’.DS/
NDTER .« o BHR g.,mﬁ BB Sl o, o0
NDT resulit ACL’ s NDT person M jsj’ Date DLF :;gf'
- TRLE 7= =T T st s g m e s e e i e e s e e his dacurmant is- A CAPPROe-D Gt
Witnese/Review: mamﬂ;:"‘r';;mnmnma
1EE

Remark :

#R787-QCP-800
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R [REPORT OF ULTRASOMNIC-EXANMINATION -~
e B S —— 1 -
REPORT NO &S B787-UT-247R3 DATE  2008.04.05 PAGE 1 OF 1 Revision No: ¢
PROJECT NO. :TH#S zP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG BOTTOM PLATE  DRAWING NO..SP353 CALTRANS CONTRAGT NO.: '04-0120F4
AR “T* STEEL B RATRAS
REFERENCING CODE £%8w ACCEPTANCE STANDARD #3i#F% PROCEDURE NO. SfEs
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-04
WELDING PROCESSHE it © | JOINT TYPES&E3am CALIBRATION DUE DATE (B8 ESTars
FCAW - BUTT-JOINT . " | Dec. 28, 2008
EQUIPMENT #%& MANUFACTURER &iEH MODEL NO, #5858 SERIAL NO. fi3ijiaa
UT SCOPE PANAMETRICS EPOCH-4B | 051382712
CALIBRATION BLOCK i COUPLANT #5843 MATERIALITHICKNESS #5155
| AWS I BLOCK TYPE 11 c.M.Cc AT08-GRS0/ 16/10 mm
B TRANSDUCER #k 2
" | MANUFACTURER®  ANGLE FREQUENCY SIZE MANUFACTURER ANGLE  FREQUENCY SIZE
& RE GE R E] BE B R+
Changchso : 70 * 2.5 MHz 18x18 mm
Changchao W 2.5 MHz 20mm  ° Refarence Level &3 RéE ) © 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D= UTOK.
: DECIBELS#+ M DISCONTINUITY - Fisiedd =
g g = E =| -~ 2 E =
WELD g=|2 2 E 38 EE Eg %i § LOCATION OF DISCONTINUITY fx @
EE |2 - i =
IDENTIFICATION | § = % o £ | =" AEERATE (mm) EE 5
auaens |2 |E =il P ) o o |Lensth| Sound Paih | Copth from Surface | Fremx | Fomy & &
it pE B R =y =y o
SP359-01-001 R3 | 892 34 ACC
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, PRC Report No: NCS-000171
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  31-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0106

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  04-Apr-2008

Description of Non-Conformance:

The Contractor did not properly perform in-process cleaning while performing welding. The Contractor
welded over previously deposited metal without stopping to remove slag from or brushing clean the previously
deposited weld. This occurred during the performance of critical weld repair CWR-061 on weld #002 of OBG
side panel SP-359-01-002.

Contractor's proposal to correct the problem:

ZPMC has retrained the worker and provided documentation of the repair.

Corrective action taken:

ZPMC wroteitsinternal NCR. The welder received additional training. The welds have been accepted per
NDT results.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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 Eric Tsang, +(86) 150.0042.2372, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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