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-000268
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0242

Type of problem:

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

Procedural Procedural [ Description: East Tower, Lift 1, 43m to 47.6m Diaphragms

Reference Description: East Tower, Lift 1, Visua Indications Between 43m to 47.6m Diaphragms after Shot
Blast

Description of Non-Conformance:

QA performed random internal visual inspection of East Tower, Lift 1 between 43m and 47.6m diaphragms

after grit blasting. It was observed that steel backing tack welds were cracked for 47.6m diaphragm to

diaphragm insert plate CIP welds at Skin AE and ED corners. ZPMC personnel did not weld a continuous

fillet the full length of the steel backing. ZPMC backing for Weld ESD1-A 165 H/J-016 did not run the full

length of the weld. It was also noted that gouges up to 4 mm were found at steel backing tack weld locations.

Other discontinuities were found including slag, porosity, crater cracks, weld spatter, base metal gouges, and

arc strikes.

ESD1-SA165 H/J -214 CJP Backing Bar
Tack Weld Crack -
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

o

Incomplete Fusion East Tower Fit'lﬂé weld
ESD1-A165 H/J-134

““‘

05/18/2009 0226

Applicablereference:

Special Provisions Section 8.3 — Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.

AWS D1.5-2002, Section 6.26.2 — Welds that are subject to MT in addition to visual inspection shall have no
cracks.

AWS D1.5-2002, Section 3.3.7.6 - Tack welds used to attach steel backing and placed external to the weld
joint shall be made continuous by fillet welding for the full length of the backing or shall be removed.
AWSD1.5 (02) Section 3.13.2- “Groove welds made with the use of steel backing shall have the weld metal
thoroughly fused with the backing. Steel backing shall be continuous for the full length of each weld made with
backing”

Who discovered the problem:  Joe Alaniz, Larry Viars, Umesh Gaikwad

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 5/18/2009, 13:00; E-mail

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/18/2009, 13:00; Verbd

QC Inspector's Name:

Was QC Inspector awar e of the problem: L] Yesl4 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

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



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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 18-May-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/Fabrication Manager Document No: 05.03.06-000233
Subject: NCR No. ZPMC-0242

Reference Description:  Visual Indications After Shot Blasting / Tower East Shaft Lift 1/ Between 43m to 47.6m Diaphragms

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
QA performed random internal visual inspection of East Tower, Lift 1 between 43m and 47.6m diaphragms after grit blasting. It was
observed that steel backing tack welds were cracked for 47.6m diaphragm to diaphragm insert plate CJP welds at Skin AE and ED
corners. ZPMC personnel did not weld a continuous fillet the full length of the steel backing. ZPMC backing for Weld ESD1-A165
H/J-016 did not run the full length of the weld. It was also noted that gouges up to 4 mm were found at steel backing tack weld
locations. Other discontinuities were found including slag, porosity, crater cracks, weld spatter, base metal gouges, and arc strikes.
Action Required and/or Action Taken:
Propose resolutions for the identified non-conformances and documenting that the various deficiencies have been brought in compliance
with the contract requirements. Address how these identified deficiencies and any additional deficiencies that become apparent
during/after shot blasting will be tracked as it appears that the shaft will be painted prior to remediation of the deficiencies.

In addition, to the material/workmanship non-conformance, propose aresolution for the identified non-conformances that addresses the

failure of Quality Control to indentify the deficiencies. Provide documentation of the steps taken by the Quality Control Manager to
prevent future occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0242

cc: Rick Morrow, Gary Pursell, Mark Woods, Jason Tom
File: 05.03.06

ol " 05.03.06-000233,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: 27-May-2009

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000237 Rev: 00
Ref: 05.03.06-000233

Subject:  NCR No. ZPMC-0242

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will grind away the cracked tack welds. As for the lack of backing plate, ZPMC will backgouge this area and
repair. All welds will be re-inspected as required.

ZPMC will grind away the cracked tack welds. As for the lack of backing plate, ZPMC will backgouge this area and repair. All welds will be re-
inspected as required. Documents will be submitted at a later date.

Submitted by:
Attachment(s): ABF-NPR-000237R00

Caltrans' comments: Status: REJ
Date: 05-Jun-2009

The proposed resolution is not acceptable. This proposed resolution does not address one of the issues requested in the Non-Conformance
Transmittal, the failure of Quality Control to indentify the deficiencies.

Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences of the recurring issue, and provide

documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the Contractor's
proposal to close Non-Conformance ZPMC-0242 at that time.

Submitted by:  Wright, Doug Date:  05-Jun-2009
Attachment(s):

‘E}'I Page 1 of 1



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: 12-Nov-2009

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000237 Rev: 01
Ref: 05.03.06-000233

Subject:  NCR No. ZPMC-0242

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the UT and MT reports for the weld in question to show that the weld is sound. ZPMC requests
closure of this NCR.

ZPMC is providing the UT and MT reports for the weld in question to show that the weld is sound. Any deficiencies found in the Tower during or
after shot blasting will be tracked on a outstanding work punchlist. Items on the punchlist will be resolved prior to shipment. ZPMC requests
closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000237R01;

Caltrans' comments: Status: AAP
Date: 15-Nov-2009

The proposed resolution is acceptable. However, this proposal does not address the failure of Quality Control to identify the deficiencies or the
steps taken by the Quality Control Manager to prevent future occurrences. Please address all issues listed in the Department's transmittal
letter.

Submitted by:  Lee, Ken Date: 15-Nov-2009
Attachment(s):

‘RJ( Page 1 of 1



@ No. T-077

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-11-12
REGARDING: NCR-000268 (ZPMC-0242)

ZPMC received NCR-000268 (ZPMC-0242) , it mentioned that East tower lift 1
visual indications between 43m to 47.6m diaphragms after shot blast.

About this situation we did the works as follows:

1. About ESD1-A165H/J-016 we did the grind work at the area which did not run
the full length of the weld(see the NCR photo )and did the MT work, then re-welded
this area and at last we did the MT+UT about this weld to make sure no problem
about this weld.

2. About the ESD1-A165H/I-214 we did the grind work then did the MT to make
remove the tack crack.

3. About the ESD1-A165H/J-134 we did the grind work then weld then MT+UT
to make sure no problem about this fit lug.

About these problems CT people did the verification after received notification
3759. So ZPMC hope Caltrans could take a review and consider close the NCR.

ATTACHMENT:
NCR-000268 (ZPMC-0242)
Notification 3759
T787-MT-5132
T787-UT-2055

uM

2607 - If = 12



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

{aftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A IV Date: 18-May-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/Fabrication Manager Document No: 05.03.06-000233
Subject: NCR No. ZPMC-0242

Reference Description:  Visual Indications Afier Shot Blasting / Tower East Shaft Lift 1 / Between 43m to 47.6m Diaphragms

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
lindicated below:
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.
L] Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
QA performed random internal visual inspection of East Tower, Lift 1 between 43m and 47.6m diaphragms after grit blasting. It was
observed that steel backing tack welds were cracked for 47.6m diaphragm to disphragm insert plate CIP welds at Skin AE and ED
comers. ZPMC personnel did not weld a continuous fiilet the full length of the steel backing. ZPMC backing for Weld ESD1-A165
H/1-016 did not run the full length of the weld. It was also noted that gouges up to 4 mm were found at steel backing tack weld
locations. Other discontinuities were found including slag, porosity, crater cracks, weld spatter, base metal gouges, and arc strikes.
Action Required and/or Action Taken:
Propose resolutions for the identified non-conformances and documenting that the various deficiencies have been brought in com];aliance
with the contract requirements. Address how these identified deficiencies and any additional deficiencies that become apparent

during/after shot blasting will be tracked as it appears that the shaft will be painted prior to remediation of the deficiencies.

In addition, to the material/workmanship non-conformance, propose a resolution for the identified non-conformances that addresses the
failure of Quality Control to indentify the deficiencies. Provide documentation of the steps taken by the Quality Control Manager to

prevent future occurrences.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0242

cc: Rick Morrow, Gary Pursell, Mark Woods, Jason Tom
File: 03.03.06

h?  05.03.06-000233.8CT Page I of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governer

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

Vallgjo, CA 94592-1133 File # 69.25B
(707) 649-5453 Y eme———

(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000268
Prime Contractor; American Bridge/Fluor Enterprises, a JV Date: 17-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0242

Type of problem:

Welding Concrete [] Other [

Welding [J Curing [0 Procedural [1  Bridge No: 34-0006

Joint fit-up [J Coating [J Other ] Component: East Tower, Lift 1

Procedural Procedural [ ] Description: East Tower, Lift 1, 43m to 47.6m Diaphragms

Reference Description: East Tower, Lift 1, Visual Indications Between 43m to 47.6m Diaphragms after Shot
Blast

Description of Non-Conformance:

QA performed random internal visual inspection of East Tower, Lift 1 between 43m and 47.6m diaphragms

after grit blasting. It was observed that steel backing tack welds were cracked for 47.6m diaphragm to

diaphragm insert plate CJP welds at Skin AE and ED corners. ZPMC personnel did not weld a continuous

fillet the full length of the steel backing. ZPMC backing for Weld ESD1-A165 H/J-016 did not run the full

length of the weld. It was also noted that gouges up to 4 mm were found at steel backing tack weld locations.

Other discontinuities were found inciuding slag, porosity, crater cracks, weld spatter, base metal gouges, and

arc strikes.

05/17/2009 2302 e e 05/18/2000 0228
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

ol

Incomplete Fusion East Tower Fit Iug weld
ESD1-A165 H/J-134

g,

05/18/2009 0226

Applicable reference:

Special Provisions Section 8.3 — Quality Control (QC) shali be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that matenaIs and workmanship conform
to the requirements of the contract documents.

AWS D1.5-2002, Section 6.26.2 — Welds that are subject to MT in addition to visual inspection shall have no
cracks.

AWS D1.5-2002, Section 3.3.7.6 - Tack welds used to attach steel backing and placed external to the weld
joint shall be made continuous by fillet welding for the full length of the backing or shall be removed.

AWS D1.5 (02) Section 3.13.2- “Groove welds made with the use of steel backing shall have the weld metal
thoroughly fused with the backing. Steel backing shall be continuous for the full length of each weld made with
backing”

Who discovered the problem:  Joe Alaniz, Larry Viars, Umesh Gaikwad

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 5/18/2009, 13:00; E-mail

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/18/2009, 13:00; Verbal

QC Inspector's Name:

Was QC Inspector aware of the problem: [0 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 Serge Sinevod, 134-8257- 0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

‘H‘)_. TL-13,Quality Assurance — Non-Conformance Report Page 2 of 2
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(ZBMc)

REPORT OF ULTRASONIC EXAMINATION

UTHGHR

REPORT NO. ###E T787-UT-2055 DATE 2009.07.28 PAGE 1 OF 1 Revision No: 0
IPROJECT NO. : L5 ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: FRSTLIFTNG ~ PRAWINGNO.: CALTRANS CONTRACT NO.: 04-0120F4
o iy Ehe TOWER(E) 6L D1-A165HN | -
ik -5 I LTRSS
REFERENCING CODE #5470 ACCEPTANCE STANDARD 5247 HE PROCEDURE NO. B9
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS J545 A JOINT TYPE #4521 5Y CALIBRATION DUE DATE {% 88K iEF7%
SMAW ‘ BUTT Dec. 28°7 ,2009
EQUIPMENT {4 MANUFACTURER ifilifi #§ MODEL NO. f#:lim 5 SERIAL NO. J5%5 S
' ' 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #5477 MATERIAL/THICKNESS #4 | ELjE
AWS IIW BLOCK TYPE Il C.M.C AT09M-HPS-485WT2-Z 75mm
TRANSDUCER #:3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
HIE T il e Rt HERE ] FHEE EHES Jst
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level 3% 7 )i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# Il DISCONTINUITY FiakiE 5
. g
WELD g | B ~lzs |z I8 ]s = #
Z Qu| < = | B BEsEEER g LOCATION OF DISCONTINUITY B &
(o = £ o Q m i
IDENTIFICATION 5 5 j ;.:E; == = § ] E 3 g R ‘;é =2 AR F (mm) 2E =
2 5% 3 = = == ©
s |ST 8% (BT 8 i 2% | E
AR S g E -~ Sound | Depthfrom . 5 o
- Length From'X | From'Y o
alb]lc]|d i Path Surface HEX VEY o
75 PR M EEIE o
ESD1-A165H/J-016 70 32 ACC. 100%
45 3z ACC. 100%
BLANK
‘E%KWFD BY L REVIEWED BY W&
l/a: 4 P
LEVEL -1l élGN !  DATE (,ff 57 ICeveL-n ¢ién J  Date o j’ 27 29
&;mi A Fl /1 CUSTOMER r
/I\Q/n By 299) B < g
4 SIGN [ Bl DATE % SIGN/ Hi DATE

(FORM# ZPQC-UTO01)




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
R R 4R &5
REPORT NO. #4545 T787-MT-5132 DATEH#1 2009.07.28 PAGE OFT 1M Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
THE%S: i A e
DRAWING NO. ESD1-A165H/ CALTRANS CONTRACT NO.:
M TR 04-0120F4
B FIRST LIFTING TOWER(E)
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B p R Y EZhNE BEFHS BB ER BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% MANUFACTURER 37 MODEL NO. #3445 SERIAL NO. ¥4 4
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD ‘ Continuous magnetic yoke |CURRENT -
RL A MR ES HL ¥
|PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g ey TFrEH T 3 )
MATERIAL TO BE v WELDING ##:4F i .
Material & thickness A709M-HPS-485WT2-Z
EXAMINED O CASTING &
i s O FORGING #&i% i, FEEE 75/40mm
WELDING PROCESS TYPE OF JOINT
SMAW T -JOINT
WELD |.D DO L TRt ACCEPT REJECT REMARKS
prgpas e INDICATION TYPE R e Il P
i Eagit]
ESD1 '@65"” J- ACC. 100%MT
Esmﬁlfs””' ACC, 100%MT
ESD1-A165H/J- ACC. TR
016
BLANK
EXAMINED BYE:£ |REVIEWED BY %
v 2
Xu Bing g Ug 97. 7’8 M YIY’VJ (Pg. 072/?
HLEVEL Il SIGN EEI m LEVEL-l  SIGN ! DATEA#
FRTEZIE / QCM H F'CUSTOMER
) -~ ‘O?_ L&
4% SIGN / F i DATE / % SIGN/ Bl DATE

(FORM# ZPQC-MTO1)




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-Dec-2009
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-000237 Rev: 02
Ref: 05.03.06-000233

Subject:  NCR No. ZPMC-0242

Contractor's Proposed Resolution:

Reference Resolution: ABFJV’s QCM has conducted training with ZPMC’s MT inspectors and submitted the training agenda and sign in
sheet to the Department.

The ZPMC QC and QA Departments are aware of the high number of missed indications in the Tower. In order to improve identification of
these indications ABFJV’s QCM has conducted training with ZPMC’s MT inspectors and submitted the training agenda and sign in sheet to the
Department. Refresher training will be conducted to continue the emphasis on performing quality inspections. In addition, ABFJV has
implemented NDT verification of welds in the Tower to ensure that welds are acceptable prior to being inspected by the Engineer. Based on
these actions, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000237R02

Caltrans' comments: Status: CLO
Date: 09-Dec-2009

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0242 is closed.

Submitted by:  Lee, Ken Date: 09-Dec-2009
Attachment(s):

Page 1 of 1



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000245
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0282

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:  08-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed magnetic particle testing (MT) that had been performed
on light pipe brackets on Counterweight CW018 (OBG Segment 2BW). The MT was performed through
protective coating and/or rust and was accepted by ZPMC Quality Control (QC) MT technicians.
Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Work was completed and item was cleared on Master Punchlist by Caltrans on 8-7-09. Submittal of
documentation by Contractor being tracked on 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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