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-000192
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Sep-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0173

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [J]  Component: DP582-001

Procedural Procedural [ Descripton: OBG Deck Panel

Reference Description: Unapproved base metal repair DP582

Description of Non-Conformance:

The Contractor performed unapproved weld repairs. The Contractor performed repairs of cracksin base metal
without prior Engineer approval. It was noted that the Contractor's QC inspector was not recording the
welding parameters during the repair. Thiswas observed in base metal repairs to deck panel DP582-001 on

DIP586-002

weld are within the 25mm
location tor after bevel

and removal. \

#

Ao e T cnd of closed rit
04-0120F4 16:06 09-10-2008 04-0120F4 T 16:(‘:]7”0‘9—10—2008

Applicablereference:

Special Provisions, Sec. 8-3.01 Welding Quality Control (p. 154): "In addition to the provisionsin AWS D1.5,
Section 3.7.4 and Section 12.17, third-time repairs of welds or base metal, regardless of NDT method, and all
repairs of cracks require prior approval of the Engineer."

ASTM A6, Sec 9.2.1: "The grinding of plates by the manufacturer or processor to remove imperfections on the
top or bottom surface shall be subject to the limitations that the area ground is well faired without abrupt
changes in contour and the grinding does not reduce the thickness of the plate by (1) more than 7 % under the
nominal thickness for plates ordered to weight per square foot or mass per square metre, but in no case more
than 1/8 in. [3 mm]; or (2) below the permissible minimum thickness for plates ordered to thickness in inches
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

or millimetres."

Welding Quality Control Plan (approved 26-Oct-2007), Sec 6.4: "Inspections shall be performed at suitable
intervals during al phases of the work and the inspection shall include but not be limited to the following...
Verify that the requirements of the Welding Procedure Specification are being followed."

WQCP, Sec. 6.6: "Visual inspections shall be documented on the Continuous Visual Inspection Report.”
WQCP, Sec. 7.4.6: "The repair documentation shall include the same information that was required when the
original weld was made."

Special Provisions, Sec. 8-3.01 Welding (p. 150): "Inspection and approval of all joint preparations, assembly
practices, joint fit-ups, welding techniques, and the performance of each welder, welding operator, and tack
welder shall be documented by the QC Inspector on a daily basis for each day that welding is performed. For
each inspection, the QC Inspector shall confirm and document compliance with the requirements of the AWS
code criteria and the requirements of these specia provisions on all weld joints before welding, during welding,
and after the completion of each weld."

Who discovered the problem:  Caltrans Quality Assurance(QA), Kenneth Riley

Name of individual from Contractor notified: ABF Quality Control Manager, Steve Lawton

Time and method of notification: In person @ 4:30pm

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: Verbal notification at 10:30 on 15-Sep-08

QC Inspector's Name: ZPMC Quality Control, Fu Yu Hong via phone @ 5:13 pm

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

Contractor's proposal to correct the problem:

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

Inspected By: Velasco,Abifhiram SMR

Reviewed By: Velasco,Abifhiram SMR

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



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, A JV Date: 17-Sep-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: 05.03.06-000163
Subj ect: NCR No. ZPMC-0173

Reference Description:  Unapproved base metal repair DP582

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.
Material Location: OBG Lift:
Remarks:
The Contractor performed unapproved weld repairs. The Contractor performed repairs of cracks in base metal without prior Engineer
approval. It was noted that the Contractor's QC inspector was not recording the welding parameters during the repair. This was observed
in base metal repairs to deck panel DP582-001 on cracks found at the ends of weld joint #'s -008 and -009.
Please refer to the attached NCR #ZPMC-0173 for details.
Action Required and/or Action Taken:

Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0173

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File 05.03.06

H..,,.,w" 05.03.06-000163,NCT
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v Amercan ¢ __ AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV
: Bﬁi’fﬁﬁ / $ &g@ P.O. BOX 22223 Oakland, CA 04622

""" Phorne (5100 419-01 20 F Fax (510708239 -0666

A BTIHT VEXRTORH

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstriciure Datet  0M-Oct-2008

333 Burma Road Contract Ho.: 04-0120F 4

Cakland o 4607 04-5F-80-13.2 1139
Attertion: Pursell, Gary Job Hame: SA5 Superdrudure

Resident Engineer Document Ho.: ABF-HPRO00M64 Rev: 00
Ref: 05,053 06-0001 63

Subject  NCR Mo, ZPMC0173

Contractor's Proposed Resolution:

Reference Resolution: IPMC dizagrees with the methodz and definitions of the nonconformance and provides docum ertation to suppot
their claim.

Pleazs find sttached.

Subrritted by
Atachment(s):  2A5F NPR-0001 G4RO0;

Caltrans’ comments: Status: REJ
Dates 11-pow2008

The propozed resolution iz not acceptable. Weld repairzto base metal require pror approval of the Engineer .

Pleass provide docun entation ofthe weld repairs that were performed and thet the repairs were acceptable. The Department will reviewwthe
Contracdtar's proposal to dose Mon<Conformance ZPMCA0173 at that time.

Submitted by Wiright, Doug Date: 120 ow-2003
Attachment(s):

o
w Popelaf i



TL-001628

(ZPMC TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 09/25/2008
TO: RUBY/ ABFJV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR-000192(ZPMC-0173)FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE
(1) COPY OF LETTER OF RESPONSE WITH NO.B-302.

(2) COPY OF NCR WITH NUMBER NCR-000192(ZPMC-0173)
(3) COPY OF AASHTO/AWS D1.5 PAGE 176.

PLEASE SIGN THIS TRAN SMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
RECEIVED 15 SEP 2008

= RECEIVED 7. wur 1008
QM e Y

PLAN HOLDER DATE
COMPANY PHONE NO.

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




@ No. B-302
LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2008-9-25
REGARDING: NCR-000192 (ZPMC-0173)

With this letter of response, ZPMC requests closure for Caltrans NCR-000192
(ZPMC-0173) .we agree what described in the non-conformance report, but that

areas were where the extension bars and run off plates had been removed upon.
Basic as the temporary plates we should remove the weld include all of the weld plus
3mm of the adjacent base metal to remove the HAZ. So we consider that the area
less than 3mm in depth is weld HAZ but not base metal. And the method to remove
the temporary parts should be same with tack weld , therefore it’s obviously not need
the approval from the engineer. :

Besides that we will perform the MT to confirm that the cracks had been
removed completely after repair. so there is not need for us to worry about the weld

quality .
So ZPMC considers NCR-000192 can be closed and submits the application .
Please reference attached documentation for acceptance and closure the

NCR-000192.

ATTACHMENT:
NCR-000192 (ZPMC-0173)

Do

Lo § il \\<<



Armerican

Bridge JF LSO ﬁ

A JCERT WE

3740 Pudong Nanlu
Shanghai, China 200120 .
LETTER OF TRANSMITTAL
To: Zhenhua Port Machinery Co. Transmittal No: AFC-ZPM-TRN-1720
Changxing Island Date: 2008-9-19
IAtiention: Mr. Chen Bin
Project: S.F.0.B.B.
Job # 04-0120F4
Enclosed:
Qty. Item Qty. Item

Caltrans NCR

1 NCR ZPMC-0173

for 5

Bl
Sender: QEZZ"?W Daté"f\?f;Y {L’?‘ [|Recipient: /"‘ -TM n Date: o ?/J? /93

Pleasein icjafe receipt of the al{ove mentioned ifems by signing and.returning this transmitial to sender.




DEPARTMENT OF TRANSPORTATION - District 4 Tell Brieg-
666 Feng Bin Read Room 708, Changxing Isian.

Shanghai 201513 PR Chin:

Tel: 021-56856666 ext 207661 Fz.

NON-CONFORMANCE REPORT TRANSMITT AL

To: AMERICAN BRIDGE/FLUOE. £ ™ Draie: 17-Sen-20.
375 BURMA ROAZ
OAKLAND CA 9577 Contract No: 04-01267-
04-SF-80-13.2/1%.¢
Dear: Mr, Charies Kenapic::: Job Name: SAS Superstrucrur:
Attention: Mr. Dave Williams Consuire:. Document No: 05.03.06-0001¢:
Subject: NCR No. ZPMC-0173

Reference Description: ~ Unapproved base metal repair DP582

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
[J Material or ‘Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
| Recurring QC issue that constitutes o systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
The Contractor performed unapproved weld repairs, The Contractor performed repairs of cracks in base metzl without prior Engineer
approval. It was noted that the Contractor's QC inspector was not recording the welding parameters during the repair. This was observed
in base metal repairs to deck panel DP582-001 on cracks found at the ends of weld joint #'s -008 and -009.
Please refer to the attached NCR #ZPMC-0173 for details.
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chac
Aftachments: ZPMC-0173

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

7. 05.03.06-000163.nCT Page I of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGERT Amnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICE!

Office of Structural Materizis

Quality Assurance and Source inspscu:

Contract #: 04-0120F4
Bay Area bran~ T e

690 Walnut Ave.St. 127 Cty: SF/ALARte: 80 PM: 13.2/13.
Vallejo, CA 94592-11% - 2 Fﬂe #: 69,25E~

(707) B49-54
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC : Report No: NCR-000192
Prime Contractor: American Bridge/Fluor Enterprises, a JV : Date: 10-Sep-2008
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island NCR #: ZPMC-0173

— —

Type of prablem:

Welding Conerete [ Other L]

Welding [J Curing [ Procedural []  Bridge No: 34-0006
Joint fit-up [ Coating [ Other [0  Component: DP582-001

Procedural Procedural [] Descripton: OBG Deck Panel

Reference Description: Unappfoved base metal repair DP582

Description of Non-Conformance:

The Contractor performed unapproved weld repairs. The Contractor performed repairs of cracks in base metal
without prior Engineer approval. It was noted that the Contractor's QC inspector was not recording the
welding parameters during the repair. This was observed in base metal repairs to deck panel DP582-001 on
cracks found at the ends of weld joint #'s -008 and -009.

BP586-002

57
uml w.ld rr.putri Were ;&crfnmlcd witho
CISIACeTs approvil:

it foraller bevel
andiremonil.

04012054 et 02008

' 16:05:09-10-2008!

Applicable reference:

Special Provisions, Sec. 8-3.01 Weldmg Quality Coatrol (p. 154): "In addition to the provisions in ./-\WS D15,
Section 3.7.4 and Section 12.17, third-time repairs of welds or base metal, regardless of NDT method, and all
repairs of cracks require prior approval of the Engineer."

ASTM A6, Sec 9.2.1: "The grinding of plates by the manufacturer or processor to remove imperfections on the
top or bottom surface shall be subject to the limitations that the area ground is well faired without abrupt
changes in contour and the grinding does not reduce the thickness of the plate by (1) more than 7 % under the -
nominal thickness for plates ordered to weight per square foot or mass per square metre, but in no case more
than 1/8 in. [3 mm]; or (2) below the permissible minimum thickness for plates ordered to thickness in inches

m TL-15,Quality Assurance -- Non-Conformance Report Bagel of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of Z :

or millimetres."

Welding Quality Control Plan (approved 26-Oct-2007), Sec 6.4: "Inspections shall be performed at suitable
intervals during all phases of the work and the inspection shall include but not be limitéd to the following...
Verify that the requirements of the Welding Procedure Specification are being followed."

WQCP, Sec. 6.6: "Visual inspections shall be documented on the Continuous Visual Inspection Report."
WQCP, Sec. 7.4.6: "The repair documentation shall include the same information that was required when the
original weld was made."

Special Provisions, Sec. 8-3.01 Welding (p. 150): "Inspection and approval of all joint preparations, assembly
practices, joint fit-ups, welding techniques, and the performance of each welder, welding operator, and tack
welder shall be documented by the QC Inspector on a daily basis for each day that welding is performed. For
each inspection, the QC Inspector shall confirm and document compliance with the requirements of the AWS
code criteria and the requirements of these special provisions on all weld joints before welding, during welding,
and after the completion of each weld."

Who discovered the problem:  Caltrans Quality Assurance(QA), Kenneth Riley

Name of individual from Contractor notified: ABF Quality Control Manager, Steve Lawton

Time and method of notification: In person @ 4:30pm

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: Verbal notification at 10:30 on 15-Sep-08

QC Inspector's Name: ZPMC Quality Control, Fu Yu Hong via phone @ 5:13 pm

Was QC Inspector aware of the problem: [ Yesb Ne

Contractor's proposal to correct the problem:

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 Abifhiram Velasco, who represents the Office of

Structural Materials for your project.

Inspected By: Velasco,Abithiram SMR

Reviewed By: Velasco,Abifhiram ' SMR

iﬁ;i TL-15,Quality Assurance - Non-Cenformance Report

Page 2 of 2



. AASHTO/AWS D1.5M/D1.5:2002

Exceptions to the provisions of this subsection shall
require the Engineer's approval. - :

No permanent welds or base metal shall be removed
or cul-to affect a dimensional change without pricr ap-
provat of the Engineer. Base metal and weld metal that is
sharply ben( or kinked shall he rejected and replaced, -

12.13 Tack Welds and Tempgrary
Welds

32.13.7 Tack Welds

£2.13.1.1 Location, All tack welds used in assembly
shall be located within the Joint unless otherwise ap-
proved by the Engineer, '

12.13.1.2 Requirements. All tack welds shall meet
the requirements of Table 12.2, or shall be removed as
described in 12.13.3.

12.13.2 Temporary Welds. All welds not shown as per-
manent welds on the drawings or approved by the Engi-
neer shail be removed as described in 12.13.3.

12.13.3 Weld Removal. When required, weld removal
shall inciude all of the weld plus 3 mm [1/8 in.] of the ad-
Jjaceat base metal t0 remove the HAZ. Weld and base
metal removal sites shall be faired 1o adjacent surfaces on
a slope not steeper than ! into the metal to 10 along the
surface. The surface roughness shall not exceed 3 um
[125 pin.].

AASHTO/AWS FRACTURE CONTROL PLAN (FGP) FOR NONREDUNDANT MEMBEHS

12.i4 Preheat and Interpass
Temperature Control

Preheat and interpass {emperature contro} shall be g
specified in 4.2. The minimum preheat and interpasg iem.
perature for AASHTO M270M (M270) Grade 250 (36),
345 (30), 345W (50W), and 485W (7T0W) (ASTM
A 709M (A 709) Grade 250 |36], 345 [50], 345w [50w),
and 485W [70W]) stecls shall be as described in Tahleg
12.3 and 12.4. The minimum and maximum preheat tem-
perawres for Grades 690/690W (100/100W) steels shall
be as described in Table 12.5. The maximum preheat and
maximum interpass emperature for Grade 485W (70w
steel shall not exceed 200°C [400°F] for thicknesses up to
40 mm [4-1/2 in] inclusive 60°C [500°F] for
greater thickkesses,

12.15 Postweld Thermal Treatments

12.15.1 Hydrogen Diffusion Postheat. Hydrogen difiu-
sion postheat shall be required when specified in the con-
ract documents, WPS, repair procedure, or when
required by the Engineer to prevent crackin 2 or minimiza
lamellar tearing. ’

12.15.1.1 Minimum Temperature Prior to Eydrogen
Diffusion Postheat. When hydrogen diffusion posihsat
is required, the weld shall not be ailowed o cool below
the minimum preheat and interpass temperature before
being raised (o the hydrogen diffusion posiweld heat

treatment (PWHT) temperature.

Table 12.2

Tack Walg Requirements (see 12.132.1 2}

\

Type WPS Required? Minimuom Size Minimum Length Minimum Preheat Notes
Remelted by SAW No None None None 1,2
Covered by Yes Table 2.1 or 2.2 75 mm {3 in.] Table 12.3, 12.4,

non-SAW or 2.5

Tack welds Yes Table 2.1 07 2.2 75 mm [3in.} Table 12.3, 12.4, 3
outside joint y ‘ or12.5

Tack welds <75 mm Yes Nane Nene 200°C [400°F]

[31in.] long, or smaller
than Table 2.1 or 2.2

General Note: Filler metals listad in Tables 4.1 or 4.2 shali be used.

Notes:
1. GMAW may be used for tack welding without the Engineer’s approval,
2. SMAW electrodes shali maet the requirements of 12.6.2,

3. Tack welds outside the joint shall require the Engineer's approval (see 12.13.1.1).

i76




v Amercan ¢ __ AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV
Bﬁi’fﬁﬁ / $ &g@ P.O. BOX 22223 Oakland, CA 04622

""" Phorne (5100 419-01 20 F Fax (510708239 -0666

A BTIHT VEXRTORH

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstrcture Datect  26-Hou-2008

333 Burma Rosd Contract Ho: 04-0920F 4

Okl and LA 34607 04-SF 801327138
Attertion: Pursell, Gary Job Hame: SA5 Superdrudure

Resident Engineser Docunent Ho.: ABF-HPRO00MG63 Rev: 01
Ref: 05.03 05-000153

Subject  NCR Mo, ZPMC0173

Contractor's Proposed Resolution:
Reference Resolution: IPMC requedts dosure of thiz NCR bazed on atached documentation.
Pleass find attached.

Subrritted by
Mtachmentisy;  AEF HPR-O00164R01; ZPMC-01T73

Caltrans" comments: Status: CLO
Dates 05Dec-2003

The proposed resolution is acceptable. The documents requested in Rew 0 of NPR-0E64 have been provided that showthe welds in gquestion
have been accepted by VT and MT. The Departm ent concurs that Mon-Conformance ZPMC 0173 is dosed.

Submitted by \Wright, Dowg Date: 05D ec-2005
Attachment(s):

o
w Popelaf i



TL-001628R1

(ZPMC] TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 11/26/2008
TO: RUBY/ ABFJV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR-000192(ZPMC-0173)FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-302R1.
(2) COPY OF NCR WITH NUMBER NCR-000192(ZPMC-0173)
(3) COPY OF THE CORRESPONDING VT AND MT REPORTS.

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:

RECEIVED 26 NOV 2008

@_/L\ L o%o

PLAN HOLDER | DATE
COMPANY PHONE NO.

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




E No. B-302R1

LETTER OF RESPONSE

TO: American Bridge/Flour JV
- DATE: 2008-11-25
REGARDING: NCR-000192(ZPMC-0173)
With this letter of response, ZPMC requests closure for Caltrans NCR-000192
(ZPMC-0173). As the comments from caltrans: please provide documentation that the
- weld repairs were performed and that the repairs were acceptable. So wé submit
- the documentation as follow.

Therefore ZPMC considets NCR-000192 (ZPMC-0173) can be closed.

'Please check the attached documentation for acceptance and close the
NCR-000192 (ZPMC-0173).

ATTACHMENT:

NCR-000192-(ZPMC-0173)
The corresponding VT and MT reports

-'L/LM sl W;Q;M

Lovs V&
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGEKT Arnold Schwarzenegger, Governar

DEPARTMENT OF TRANSPORTATIOF:
DIVISION OF ENGINEERING SERVICE:

Cifice of Structural Materizic : :
Quality Assurance and Source inspacu: ; BT

Contract #: 04-0120F4
Bay Area Bran~ : i me ay
680 Walnut Ave.St, 45 Cty: SF/ALARte: 80 PM: 13.2/13.¢
Vallejo, CA 94592-1 T: File #: 69.25]5:

(707) B49-545:
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC : Report No: NCR-000192
Prime Contractor: American Bridge/Fluor Enterprises, a JV oo Date: 10-Sep-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island N CR# ZPMC-0173

—

Type of pi'oblémﬁ

3 Welding "IZ1 Concrete [J] Other L1

Welding [ Curing [1 Procedural [1  Bridge No: 34-0006
Joint ﬁf-lip {1 Coating [0 Other [ Component: DP582-001

~ Procedaral '/] Procedural [] Descripton: OBG Deck Panel
Reference Descnptmn. Unapproved base metal repair DP582,

- Description of Non—Conformance
The Coniractor performed unapproved weld repairs. The Contractor perfoz:med repairs of cracks in base metal
without prior Engineer approval. It was noted that the Contractor's QC inspector was not recording the
welding parameters during the repair. This was observed in base metal repa:u's to deck panel DPSSZ-OOI on
cracks found at the ends of Weld _}Dmi #' -008 a;ud -009.

DPSEG.003

cid arc within the 25mm_ -
wratler bevel

md remaval, ““\d\

509-10-2008 [N O+-0120td S 1617 09-10-2008

Apphcable refel ence-
Spec:al Prow,smns Sec 8-3.01 Weldmg Quality Control (p. 154): "In addition to the provisions in AWS D1.5,

- Section 3.7.4 and Section 12.17, third-time repairs of welds or base metal, regardiess of NDT method, and all
repairs of cracks require prior approval of the Engineer."
ASTM A6, Sec 9.2.1: "The grinding of plates by the manufacturer or processor to remove imperfections on the
top or bottom surface shall be subject to the limitations that the area ground is well faired without abrupt
‘changes in contour and the grinding does not reduce the thickness of the plate by (1) more than 7 % under the
nominal thickness for plates ordered to weight per square foot or mass per square metre, but in no case more
than 1/8 in. [3 mm] ‘or (2) below the permissible minimum thickness for plates ordered to thickness in inches

i’ﬂz__ TL-15,Quality Assurance - Non-Conformance Report Page I of 2

o
54



Yk 45#

@ _ . aV=zE 2008.09.10
Visual Weld Inspection Report : Girder/ 3 : OBG Urib
JRLEH R BIRE - Tower/ 25 : NA
Caltrans Contract No. , , - Representative:
04-0120F4 ) :
M TS _ etz |
Project No.: San Francisco Oakland Bay Bridge EH cCwi: ,
TEEH AT SRR Gunile! ©)-f3%
. o : Quality Assurance Manager -/
ﬁﬁo‘.qmnﬂ No.: ZP06-787 ‘ ~Approval .
VEE ; Vie e aih
. ’ . ; Accept or
. Reject after
.o Acceptor | - repair
- Weld No. Welder |.D.#| Location| Welding consumables | Undercut| Porosity | Over lap Crater| Arc strike| Spatters|Crack| - Reject |Repair| iZ{gF5H#ES
BEERS BTRAS | ] JREEA R e AL JRE | UL | AR | RER | B | EsaUEl] BE AR
NA NA NA NA J w Y J ,\ J J Acc NA NA
DPigh—en) . :
_ N4
] After root weld ; .@\__ﬁﬁmﬂ COVer pass
O After CWR or WRR No. : . . TJ After HSR No. : |1 Others affer oufting
‘ J

#R787-QCP-603
" ¥ "isnodefects. " X" is defects. "NA" is not applicable.



FREHRS:

B} oY

_ 2 e [l 1
EE@ ﬁ ’ff EFI T8 NAME OF PRODUJCT
APPLICATION FORM FOR NDT £ FAE AR
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Bk R AR

REPORT NO. il 5445 B787-MT-5041 DATEE i 2008.09.10 PAGE OFHE 1H Revision No: 0
PROJECT NO. . CONTRACTOR: BALTRENS
TE&S: : i
DRAWING NO. DP586 CALTRANS CONTRACT NO.: T—

R 0BG U-RIB mMITRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2P B RATIE BFRS LR B ERT RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT ## MANUFACTURER i # i MODEL NO. EiHE SERIAL NO. E&45
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
BT REAT R s BLTHL

PARTICLE TYPE Dry magnet powder YOKE SPACING

s e 70~150mm

MR CFREH BEEMAE

MATERIAL TO BE vV WELDING ##:4f Material & thickness ' AT09M-345T2-X-5

EXAMINED ' O CASTING %14 #, AL 12/20mm
R g8 O FORGING $&i% : :
WELDING PROCESS — TYPE ?F JOINT —_— .

NBET JRERER
WELD (D " DISCONTINUITY gt — o (EET '
.D. ; ACCEP ‘R REMARKS
ekt INDICATION TYPE RS [ il i
DP586-002-007 ACC. web tab area
DP586-002-008 ACC. web tab area
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QAU /0 urd g s
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(FORM# ZPQC-MT01)




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-000128
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  09-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0173

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:  10-Sep-2008

Description of Non-Conformance:

The Contractor performed repairs of cracksin base metal without prior Engineer approval. Furthermore, it was
noted that the Contractor's QC inspector was not recording the welding parameters during the repair. Thiswas
observed in base metal repairs to deck panel DP582-001 on cracks found at the ends of weld joint #'s -008 and
-009.

Contractor's proposal to correct the problem:

Provided documents that include acceptable VT and MT reports ... no welding repair report.

Corrective action taken:

Closed by Caltrans Construction. METS closed the NCR based on Construction's direction.

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

If so, name of Engineer providing approval: Stanley Ku and Doug Wright Date: 09-Dec-2008
IsEngineer's approval attached? Yes[ ] No Email on file showing concurrence to close NCR.
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 Sang Le, who represents the Office of Structural Materials
for your project.

I nspected By: Dautermann,Peter Quality Assurance I nspector

Reviewed By: Dautermann,Peter QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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