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-000244
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Apr-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0218

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other []  Component: Deck Panels on 3AW, 3AE, 4BW

Procedural [ Procedural [1 Description:

Reference Description:  Unapproved base metal welding and heat straightening

Description of Non-Conformance:

Quality Assurance Inspector observed that the Contractor welded temporary stiffener plates to deck panels
DPO11A (segment 3AW), DPO12A (segment 3AE), and DP0O47A (segment 4BW) at the crossbeam locations.
These stiffener plates and deck panels had heat straightened marks. The placement of these stiffener plates
were not shown in the shop drawings and the fabrication procedures. The heat straightening operations were
aso not approved by the Engineer.

Q40772008 10:20
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

D4/0F 2009 10:19

Applicablereference:

AWS D1.5 2002, Section 3.1.5 —“Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Use, Article 9, by the mill or fabricator

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002, Section 3.7.3 —“Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of alimited amount of localized heat as approved by the Engineer.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 2009/04/07, 13:30, Verba
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 2009/04/07, 13:00, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: Yes[] 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 Eric Tsang, +(86) 1500 042 2372, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

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

To: AMERICAN BRIDGE/FLUOR, A V Date: 10-Apr-2009

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 Manager - OBG Document No: 05.03.06-000211
Subj ect: NCR No. ZPMC-0218

Reference Description:  Unapproved base metal welding and heat straightening

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.
Material Location: OBG Lift:
Remarks:
Quiality Assurance Inspector observed that the Contractor welded temporary stiffener plates to deck panels DPO11A (segment 3AW),
DPO12A (segment 3AE), and DP047A (segment 4BW) at the crossheam locations. These stiffener plates and deck panels had heat
straightened marks. The placement of these stiffener plates were not shown in the shop drawings and the fabrication procedures. The
heat straightening operations were also not approved by the Engineer.
Action Required and/or Action Taken:
Please propose a resolution for the identified non-conformance.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0218

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

ogral " 05.03.06-000211,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  20-May 2009

335 Burma R oad Contract Ho: 04-0120F 4

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

Resident Engineer Docunent Ho.: ABFHPRAO00213 Rev: DO
Ref: 05.03.06-000211

Subject  NCR Mo, ZPMC0215

Contractor's Proposed Resolution:

Reference Resolution: IPMC hasz been infarmed tha welding out side the weld joint or welds that are nat shown on drasings is probibted
by 2= D152, ZPMC has attached a copy ofthe heat straightening repaot

PMC has been informed tha welding outside the weld joint or weldzthat are nat shown on drasings is prohibited by 2055 0150 ZPMC has
attached a copy of the heat graightening repot. ZPMC requests dosure ofthis NCR .

Subrritted by
Atachment(s):  A5F MPR-000213R00;

Caltrans’ comments: Status: ALP
Dates 03-Jun-2009

The rezponze iz accepable, but the Mon-Conformance iz not dosed.

For the areas where the temporary welds were removed, please provide documert gion of the weld repairs that sere performed and tha the
areas have been accepted by MT. The Department ¢l reviewthe Contrador's proposal to close Non-Conform ance 2P MC-0215 at that time.

Submitted by 'Wiright, Doug Date: 03-Jun-2009
Attachment(s):

Fape lafi
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== Ch No. 346

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-5-15
REGARDING: NCR-000244 (ZPMC-0218)

With this letter of response, ZPMC requests closure for caltrans NCR-000244

(ZPMC-0218) . In main opinion that prevent the more of the deformation in the
process of welding the stiffener on the below side, we fixed the temperature stiffener
with the more thickness on the top of the deck plate nearby the crossbeam in the
transverse direction, and before we install the temporary stiffener we adjusted the
flatness by heat straight, with the survey of our QC guy that the max deformation is
within the tolerance that only provide an record by ZPMC and approved with the
QAM, that’s only we have to submit the HSR to engineer approval when the
deformation is more than over the tolerance in the special provision.

So base on the heat straight reports, ZPMC applies to close NCR-000244
(ZPMC-0218) .

Please reference attached documentation for acceptance and closure the
NCR-000244 (ZPMC-0218) .

ATTACHMENT:
NCR-000244 (ZPMC-0218)
The corresponding heat straight records

2o oo
2og, (L



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

faltrar: Tel: 021-56856666 ext 207061 Fax-
NON-CONVFORMANCE REPCORT TRANSMITTAL
To: AMERICAN BRIDGE FTUGR A\ 1Y Date: L0-Apr-2000

375 BURMA ROAD
OAKLAND CA 5607 Contract No: 04-01 2014
04-5F-80-13.2 139

Dear: Mr. Charles Kanapich Joh Name: SAS Supersiructure
Attention: Mi Thomas Nilsson Project Manager - OBG Document No: 05.02.06-000211
Subject: NCR No. ZPMC-0218

Reference Deseription:  happroved base imetal welding and hem siringhienimy

The attached Non-Conformance Repori descrbes an ocenrence where the contracter did nol comply with a requirement of the contract document as
mdicated below:
Material or Workmanship not .n conformance with contract documents.
] Quality Conrol (QC) net performed i conformance with contiuet documents.
O Recurring QC issue that conshitutes o systennsic problem in quality control,
L ~Non-Conformance Resolved
Material Location: 0BG Lift:
Remarks:
Quality Assurance [nspector abserved that the Centractor welded temporany suffener plates o deck panels DPUTIA (sepment 3AW),
DPOTZA tsegment 3AL) and DPO4TA (seament 4B3W 1 at the crossheam locations. These suffener plates and deck panels hud heat
straightened marks. The placement of these sutiener plates were noi shown m the shop diswings and the fabrication procedures. The
heat sirmphiening operations were also not approeved by the ngincer
Action Required and/or Action Taken:

Please prapase i resolution [ the identfied non: contbrmance

Transmitted by:  Stanley ko Sr. Bridge Fngimeer
Attachments: ZPMC-021R

ce: Rick Morrow. Gary Pursell. Brian Boal. Jason Tom. Ching Chao
File: (05.03.06

N ws0see mesin T
Page Lof |



STATE OF CALIFORNIA--BUSINESS TRANSPORTACTION AND HOUSING AGENCY Arnotd Schwarzencgger, Governor

DEPARTMENT OF TRANSPORTATION ¥
DIVISION OF ENGINEERING SERVICES ! \
Office of Struclural Maternals vl o

Quality Assurance and Source Inspechon . )
Contract £ 04-0120F4

Bay Area Branch

690 Walnut Ave St. 150 Cry: SE/ALARte: 80 PM: 13.2/13.9
Vallgjo. CA 94592-1133 Eiis & CUABH s

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island. Shanghai. PRC Report No: NCR-000244
Prime Contractor: American Bridge/T luor Lnterprises. a JV Date: 07-Apr-2009
Submitting Contractor: Zhenhua Port Machinery Company, td (ZPMC), Changxing Island NCR # ZPMC-0218

Type of problem:

Welding [0 Concrete [0 Other vl

Welding [ Curing [[] Procedural 4] Bridge No: 34-0006

Joint fit-up L] Coating  [[] Other (1 Compaonent: Deck Pancls on 3AW, 3AF, 4BW

Procedural [ Procedural [ Description:

Reference Description: Unapproved buse etal welding and heat straightening

Description of Non-Conformance:

Quality Assurance Inspector observed that the Contractor welded temporary stiffener plates to deck panels
DFOITA (segment 3JAW). DPOI2A (segment 3AE), and DPO47A (segment 4BW) at the crossbeam locations.
These stiffener plates and deck pancls had heat straightened marks. The placement of these stiffener plates
were not shown in the shop drawings and the fabrication procedures. The heat straightening operations were
also not approved by the Engineer,

--\-\wnrn
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QUALITY ASSURAMNCE -- NON-CONFORMANCE REPORT

(Coniimned Page 2ol 21

Applicable reference:

AWS DL 2002, Section 3.1.5 - “Welds shall be prohibited on the work except as follows:

(1) Base-meta) repair performed in conformance with AASHTO M160:M160M (ASTM A 6/A 6M),
Specification for General Requirements for Roded Steel Plates. Shapes. Sheet Piling. and Bars for Structural

Usc. Articic 9, by the mill or fabricator

(2) All welds dewiled on approved shop drawings
(3) Repair welds authorized hy this code

(4) Other welds upproved by the Engineer™

AWS D15 2002 Section 373 - “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised apphication of a limited amount of localized heat as approved by the Engineer.”

Who discovered the problem:  Steve 1all

Name of individual from Contractor notified: Steve Lawton
Time and method of notification:  2009/04/07. 13:30, Verhal
Name of Caltrans Engineer notified:  Stanlev Ky

Time and method of notification:  2009/04.07. 13:00. Verbal

QC Inspector's Name: Wang Lu
Was QC Inspector aware of the problem: /1 Yes [ No

Contractor's proposal to correet the problem:
prop P

Comments:

This reportis 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 cfforts please contact Erie Tsang, 1(86) 1500 042 2372, who represents the
Office of Structural Materials for your project.

Inspected By: Tsanp bric SMR

Reviewed By: Wahbheh.Mazen SMR

‘W V15 Qualive Avsiram e Non Congtorviace Repost

Page Jof 2



y & & Record# HSR1(B)-5761
%I ﬁ IF IE—{% J&7E Revision #

0
Heat Straightening Record(HSR1) H#Date [2009.03.26
3 EH# S AHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 I&E45EJ0Bk . ZP06-787 . am—
dERZAssembly: SR /Quality Controf Representative
i Sub-Assembly: )(Jwy\,
BERGiIrd: 4BW DP47(A) k£ Quality Assurance Manager~Approval
B Tower: N/A [M"}{tw hm
2452 Weld No: 038.039.040.041 x
15451 B S Weld Map No: SEGO019 |
15 #2% Description of Condition
CauselREH Welding distortion EETE

Type of Defect@kfi3kal  Welding distortion JREIE
Inspection Methodf&EZ & Visual HiR

) |[#AE ¥ Disposition

BIEZERRF % (Defect Removal Method).  Flame Straighiening by oxygen acetylene

i . After finishing heat straightening, the weld of the heat area shall perform NDT according to the
JE#ENDE(Post-Removal NDE): spprover shop diswing

2 3 . . Control current . voltage and weld speed according to relevant WPS, If necessary anti-deformation
& IE%I}E(COFI’EC‘[IVE Action(s)): or hold down device can be added .
E 7R B (Number of application): 1~3

B 1t = (Maximum temprature): <650 C
/57 Sketch

“ : 2000 : 1500

1140

L A AR |
= L S R S S S S S S N S ssos s sssSSss s ssssssss, da

TRASARE "7 LAHS50~150mm cl—
"T" shapes heot stroightenin
areas: "7 'width is cbout
50~150mm

hand Torch

I T W '.51

it : RAXAEH20mm, RELXELS0~100mm , AR XEE20~50mm.
NOTE: the mox deformation is about 20mm,tronsverse heot straightening the width is
50~100mm,longitudinal heat straightening the width is 20~50mm.

***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

3% & Inspector: E:=F Signature:
CWi #
I 55 NDE Certification: Level Il Closing Date:
JARE2EQC Manager &% A #AReview Date;

Note: All repair worl shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5
2002.

#R787-QCP-1101




K LIIE 07
Heat Straightening Record(HSR1)

& E Record# HSR1(B)-6071
W45 Revision # 0
H#Date  [2009.04.14

¥R A HF San Francisco Oakland Bay Bridge

CALTRANS #04-0120F4 TE%EJ0BY: ZP06-787 P
FEELAssembly: JETEF Quality Control Representative
3 Sub-Assembly: ﬁ)(l/\/»’“ﬂ o T B U
Z#EGird:  3AE PL9B JEH 45 (Quallty Assurance Manager~Approval
B Tower: N/A ZuT j'an)ma

72455 Weld No: 045.046.047.048 N
JE45:4 B 2Weld Map No: SEG014 |

&L #4 Description of Condition

Cause[fi [ Welding distoriion BiE%IE

Type of DefectiRfg2EA]  Welding distoriion R4 IE

Inspection Method®R & 77  Visual B

) £+ F 7% Disposition

IR &% 7 v (Defect Removal Method):

Flame Straightening by oxygen acetylene

JE8NDE(Post-Removal NDE): Aiprid SO HrES

After finishing heat straightening, the weld of the heat area shall perform NDT gecording fo the

4 IE & i (Corrective Action(s)):

Control current . voltage and weld speed according to relevant WPS. if necessary anti-deformation
or hold down device can be added .

5 sk 3 (Number of application): 1~3

[T 45 % (Mlaximum temprature):<650 C

f57 & Sketch

1140

"T" shopes heat straightening
oreas: "/ width is chout
50~150mm

A L A A A A AN _’ A
X LA AR AN AR A A ARSI RRARIARRIARA MR RA NN AN NN AN

T=20

hand\orch
|
hand Torch

A—A

i ; BAXHRA20mm, WERXEESO~100mm , BAEXEE20~50mm.
NOTE: the mox deformation is about 20mm, transverse heat straightening the width is
50~100mm,longitudinal heat straightening the width is 20~50mm.

**To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

#% 7 Inspector: % Signature:
CWi#
I 8 #75 NDE Certification: Level Il Closing Date:
JEHIZEEQC Manager #H ¥ HiiReview Date:

2002.

Note: All repair work shall be perfarmed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5

#R787-QCP-1101

A ppioved

Ly ijhnhm 04/’9’/07



, R EE Record # HSR1(B)-5780
%I &-E ﬁg:é JEZEE Revision # 0

Heat Straightening Record(HSR1) FA#Date  [2009.03.17

S EH#EAHF San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 TE%HIOB#: ZP06-787 R
$AdAssembly: JatefL# /Quality Control Representative
#B3ESub-Assembly: oot s 2 1
FEGId.  3AW DP11(A) F# £ Quality Asstirance Manager~Approval
I ErTower: NIA l 7 o A et
2485 Weld No: 045.046 ' '
1243 /8 S Weld Map No: SEG013 I

& 74 Description of Condition
Cause/sf# Welding distortion FERIE

Type of Defectif[GFER] ___ Welding distortion FERIE

Inspection Methodi@ & 57  Visual Hix

£+ F 77 % Disposition

B& 5 /5 7 (Defect Removal Method):  Flame Straightening by oxygen acetylene

JE4ENDE(Post-Removal NDE): After finishing heat straightening, the weld of the heat area shall perform NDT according o the
= Cal a

approved shop drawing

Control current . voltage and weld speed according to relevant WPS, If necessary anti-deformation
or hold down device can be added .

£ IEF& Hfi(Corrective Action(s)):

SLht Ik F (Number of application):1~3

B /e v 2 (Maximum temprature): <650 C

/% & Sketch

1140

Rt £ 2 LT e

DRI, A A A AR AR |
- L L_ I&\\\\\\\\\\Q\Y\\\\\\\Q\‘&‘\\\\\\\\\\b\\\\\\‘\\'\\\\\\\\e‘\\\\\\\Q".\‘\\\\\\\\\\\\‘\\‘LQ‘\\‘:\\\\\\\\\\\\\\\\\(‘\\\\\\':‘\\\\\\\\‘ _! &

hand\Jorch
i
8177
hand Torch

Cle

Xt

areas: "7 width is about
50~150mm

I BB B B~ —F—F I
A=A J
i BAER RE20mm, RERKLES0~100mm . AKX LE20~50mm. §

NOTE: the mox deformation is about 20mm,tronsverse heat straightening the width is
50~100mm,longitudinal heot stroightening the width is 20~50mm.

**To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

% R Inspector: % F Signature:
CWi #
Il 45 NDE Certification: Level Il Closing Date:
AR ZEQC Manager B H #iReview Date;

Nate: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5 2002.

#R787-QCP-1101

AP Preved /L7 [-57473«./% !‘//



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 27-Jul-2004

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

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

Resident Engineer Docunent Ho.: ABF-HPRAO00213 Rer: 01
Ref: 05.03.06-000211

Subject  NCR Mo, ZPMC0215

Contractor's Proposed Resolution:

Reference Resolution: IPMC haszresponded to thiz NCR and has attached documents az evidence of completion. ZPMC requeds
closure afthis NCR.

PMC has regponded tothis NCR and has attached documents as esidence of completion. ZPMC requests dosure ofthiz NCR.

Subrritted by
Atachment(s):  A5F MNPR-000213R01;

Caltrans’ comments: Status: CLO
Date: 10-Aug-2000

The propozed resolution iz acceptable. The ingpediion documents requested in Rev 0 of MNP R-0213 have been provided . The Department
cancurs that Maon-Conformance ZPMC0218 is dosed.

Submitted by Wright, Doug Date:  10-4ug-2009

Attachment(s):

Fape lafi
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@ No. B-409

LETTER OF RESPONRSE

TO: American Bridge/Flour

DATE: 2009-7-20
REGARDING: NCR-000244 (ZPMC-0218)

With this letter of response, ZPMC requests closure for Caltrans NCR-000244
(ZPMC-0218). As the comments of the NPR “please provide the documentation of the weld
repairs that were performed and that the repairs were acceptable”, we have removed the
temporary stiffener and repair the tack point, after confirm by ZPMC MT inspection we also
notify the caltrans inspector to recheck by the MT method. we submit the corresponding MT
reports to support the good quality and accepted by visual and NDT inspection of all parties.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-000244 (ZPMC-0218).

Please reference attached documentation for acceptance and closure the
NCR-000244 (ZPMC-0218).

ATTACHMENT:
NCR-000244 (ZPMC-0218)
The final MT report

?M 52%)%&
2. ) o



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4 i
Bay Area Branch .
690 Walnul Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File 4 60258
(707) 648-5453 -— . s

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000244
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 07-Apr-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0218

Type of problem:

Welding ] Concrete [1 Other

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

Joint fit-up [J Coating O Other [0  Component: Deck Panels on 3AW, 3AE, 4BW
Procedural [] Procedural [J Description:

Reference Description: Unapproved base metal welding and heat straightening

Description of Non-Conformance:

Quality Assurance Inspector observed that the Contractor welded temporary stiffener plates to deck panels
DPOI1A (segment 3AW), DP012A (segment 3AE), and DP047A (segment 4BW) at the crossbeam locations.
These stiffener plates and deck panels had heat straightened marks. The placement of these stiffener plates
were not shown in the shop drawings and the fabrication procedures. The heat straightening operations were
also not approved by the Engineer.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Puge 2 0f 2 )

Applicable reference:

AWS D1.5 2002, Section 3.1.5 - “Welds shall be prohibited on the work except as follows:

(1) Base-metal repair performed in conformance with AASHTO M160/M160M (ASTM A 6/A 6M),
Specification for General Requirements for Rolled Steel Plates, Shapes, Sheet Piling, and Bars for Structural
Usc, Article 9, by the mill or fabricator

(2) All welds detailed on approved shop drawings

(3) Repair welds authorized by this code

(4) Other welds approved by the Engineer”

AWS D1.5 2002, Section 3.7.3 — “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised application of a limited amount of localized heat as approved by the Engineer.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 2009/04/07, 13:30, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 2009/04/07, 13:00, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: Yes [] 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 Eric Tsang, +(86) 1500 042 2372, who represenis the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

m TL-15.Quality Assurance -- Non-Conformance Reporr Page 2 of 2



(ZBMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

BHils
REPORT NO. {145 B787-MT-12376 DATEH 1 2009.06.20 PAGE OFJ#E 1M Revision No: 0
PROJECT NO. — CONTRACTOR: ——
THEES: A F: L.
[DRAWING NO. 3AW/IAE/4BW CALTRANS CONTRACT NO.: P——
mE: * DPO11A/DP012A/DPO47A MM LRSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HHERTERE Fide s EFHGY BBBEEH RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° ,2009
EQUIPMENT #% _ |MANUFACTURER % MODEL NO. #= .88 SERIAL NO. #4igE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT - pee
REAL A L Lt 23 HLHL
PARTICLE TYPE Dry magnet powder YOKE SPACING it
R 2 F i ) Nk
WELDIN i i
MATERIAL TO BE ¥ G BN Material & thickness A700M-345T2.X
EXAMINED O CASTING %4 B, LR
BRHE O FORGING i 20
WELDING PROCESS TYPE OF JOINT
NA BASE METAL
B Pk i)
WELD 1.D DS CONTRUIT TR ste s ACCEPT REJECT REMARKS
.D. EMARK
ey INDICATION TYPE SR B Bl Pl
i C3it)
DPO11A ACC. temptorary stiffener
ack weld
temporary stiffener
DPO12A ACC. R
temporary stiffener
DP047A ACC. tack weld
BLANK
EXAMINED BYE: 1R REVIEWED BY ##
X \
Jin Jiantian\"\ ? o T / N \‘ V\}/T*-’Zq 95 96 B
LEVEL-Il SIGN%#%£ / DATEH wﬁ ( @b _'Lé‘ LEVEL-l  SIGN DA EH #i
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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-000291
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 26-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0218

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  07-Apr-2009

Description of Non-Conformance:

Quality Assurance Inspector observed that the Contractor welded temporary stiffener plates to deck panels
DPO11A (segment 3AW), DP012A (segment 3AE), and DPO47A (segment 4BW) at the crossbeam locations.
These stiffener plates and deck panels had heat straightened marks. The placement of these stiffener plates
were not shown in the shop drawings and the fabrication procedures. The heat straightening operations were
also not approved by the Engineer.

Contractor's proposal to correct the problem:

Contractor has acknowledged that the issue must be addressed, and it has been added to the Master Punchlist.
Corrective action taken:

Completion of work is being tracked by Master Punchlist. Submission of documentation being tracked by
Documentation Punchlist.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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