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-000272
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 08-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0246

Type of problem:

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

Procedural [ Procedural [J Description:

Reference Description:  Welding With Incorrect Electrode, Welds: SEG001A-23, 24, 25 & 27

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel performing weld repair of an
SPCM using SMAW electrode THJ508Fe-1 (TL-508). The required electrodeis THJ506Fe-1 (TL-506). The
joint was welded using a combination of both TL-508 and TL-506. The welding occurred on Segment 1IAAW,
stiffener to bottom plate welds: SEG001A-23, 24, 25 and 27.

-Stiffener material: ASTM A709M HPS 485-WT2-X-S
-Bottom plate material: ASTM A709M-Gr 345-F2
-Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2

Applicablereference:

WPS-345+485- SMAW-4G(4F)-FCM-Repair-2

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Wen Bhi
Time and method of notification: 05/07/09, 09:00, Verba

Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao
Time and method of notification: 05/09/09, 16:00, Email

QC Inspector's Name: Pan Wen Long

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

1 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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-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: 05.03.06-000237
Subject: NCR No. ZPMC-0246

Reference Description:  Welding With Incorrect Electrode, Welds: SEG001A-23, 24, 25 & 27

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:
Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel performing weld repair of an SPCM using SMAW
electrode THJ508Fe-1 (TL-508). The required electrode is THI506Fe-1 (TL-506). The joint was welded using a combination of both
TL-508 and TL-506. The welding occurred on Segment IAAW, stiffener to bottom plate welds: SEGO01A-23, 24, 25 and 27.

-Stiffener material: ASTM A709M HPS 485-WT2-X-S

-Bottom plate material: ASTM A709M-Gr 345-F2

-Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2
Action Required and/or Action Taken:

Please propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0246

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

H..,,.,w" 05.03.06-000237,NCT
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AmEI’iE}aﬂ < 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-000241 Rev: 00
Ref: 05.03.06-000237

Subject:  NCR No. ZPMC-0246

Contractor's Proposed Resolution:

Reference Resolution: ZPMC at the time of notification by CT of this occurrence, ZPMC began to remove the 508 filler metal from the
repairs and replace with the correct 506 filler material.

ZPMC at the time of notification by CT of this occurrence, ZPMC began to remove the 508 filler metal from the repairs and replace with the
correct 506 filler material. ZPMC will submit weld repair and inspection documents at a later date.

Submitted by:
Attachment(s): ABF-NPR-000241R00

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

The proposed resolution is not acceptable.
Please provide weld repair documentation showing that the weld deposited with the incorrect electrode has been completely removed. Also,

provide the inspection documents verifying that the welds are acceptable. The Department will review the Contractor's proposal to close Non-
Conformance ZPMC-0246 at that time.

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

‘h‘?l Page 1 of 1



AmEI’iE}aﬂ < 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: 15-Jul-2009
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000241 Rev: 01
Ref: 05.03.06-000237

Subject:  NCR No. ZPMC-0246

Contractor's Proposed Resolution:
Reference Resolution: ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

ZPMC has responded to the NCR as stated in the attachment. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000241R01;

Caltrans' comments: Status: CLO
Date: 04-Aug-2009

The proposed resolution is acceptable. The attachments include the welding repair report documenting removal of the weld deposited with the
incorrect electrode. Also, the weld in question has been accepted by VT, MT, and UT as shown in the attached documents. The Department
concurs that Non-Conformance ZPMC-0246 is closed.

Submitted by:  Wright, Doug Date: 04-Aug-2009
Attachment(s):

Page 1 of 1



— T — No. B-396

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-7-14
REGARDING: NCR-00272 (ZPMC-0246)

With this letter of response, ZPMC requests closure for Caltrans NCR-00272
(ZPMC-0246). According to the welding process inspection record, we completely removed the
weld deposited with the incorrect electrode, and notify the CT prior occurrence. And then we
weld repair the corresponding areas with the correct 506 filler material. In the final all the
repairing welds had been verified by NDT with both ZPMC and CT.

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

to close the caltrans’s report NCR-00272 (ZPMC-0246).

Please reference attached documentation for acceptance and closure the
NCR-00272 (ZPMC-0246).

ATTACHMENT:
NCR-00272(ZPMC-0246)

ZPMC internal NCR

The welding process inspection

The welding repair report

The final VT/UT/MT inspection reports

W‘? 7‘/L/




Nonconformance
e EE——
= Report
]
AFFETHRE
Project Name: S.F.O.B.B NCR Number:
T E &k S E IS A NCR %%5: NCR-B-164  (ZPMC-0246)
Item: Welding with incorrect | Item Number: | Drawing:
electrode i 1H5: EHE. SEG1
Lk FRERNALZEE | OBG 1AAW
Location: OBG 1AAW Date:
R _ 4 2009-06-03

Description of Nonconformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel performed weld
repair of an SPCM using SMAW elc~trode THJ508Fe-1(TL-508). The required ele.'vode is
THJI506Fe-1(TL-506). The joint was welding using a combination of both TL-508 and TL-506. The
welding occurred on Segment 1AWW), stiffener to bottom plate welds: SEG001A-23,24,25 and 27,

Stiffener material: ASTV A709V HPS 485-WT2-X-S

Bottom plate material: ASTM A709M-Gr 345-F2

Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2

SN BRI ZPMC A THIS08F-1 (TL508) AIEALREEE. HIER i E R iEsd
Fl THJ506Fe-1 (TL-506) 124%. ZPMC X 2 FrE4XT/R4 SEG001A-23, 24, 25, 27 #17H
2.

FHAEAAR:  ASTM A709M HPS 485-WT2-X-S

JEIRAF: ASTM A709M-Gr 345-F2

FrHIf] WPS:  WPS-345+485 SMAW-4G(4F)-FCM-Repair-2
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
L Shanghai 201913 PR China
el Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-May-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager : Document No: 05.03.06-000237
Subject; NCR No. ZPMC-0246

Reference Description: Welding With Incorrect Electrode, Welds: SEG001A-23, 24, 25 & 27

The sttached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract documen-i as ’
indicated below:
Material or Workmanship not in conformance with contract documents,
O Quality Control (QC) not performed in conformance with contract documents.
D Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel performing weld repair of an SPCM using SMAW
electrode THI508Fe-1 (TL-508). The required electrode is THI506Fe-1 (TL-506). The joint was welded using a combination of both
TL-508 and TL-506. The welding occurred on Segment LAAW, stiffener to bottom plate welds: SEG001A-23, 24, 25 and 27.

-Stiffener material: ASTM A709M HPS 485-WT2-X-§

-Bottom plate material: ASTM A709M-Gr 345-F2

-Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2
Action Required and/or Action Talken:

Please prapose a resolution for the identified non-confermance to prevent future occurrences,

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments; ZPMC-0246

cc: Rick Morrow, Gary Pursell, P;*:ter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Ching Chao
File: 05.03.06

R d
N 05.05.06.000237.8CT Poge 1 of |




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

DEPARTMENT OF TRANSPORTATION g
DIVISION OF ENGINEERING SERVICES f'_‘ 54
Office of Structural Materials 3 e
Quality Assurance and Source Inspection %!

Contract # 04120F4

Bay Area Branch

690 Walnut Ave,St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valleo, CA 94592-1133 File # 69.25B
(707) 649-5453 o - D)l

(707) 649-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC ‘ Report No: NCR-000272
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 08-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0246

Type of problem:

Welding Concrete [] Other [

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

Joint fit-up [1 Coating O Other O  Component: Segment 1AAW

Procedural [ Procedural [] Description:

Reference Description: Welding With Incorrect Electrode, Welds: SEG001A-23, 24, 25 & 27

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel performing weld repair of an
SPCM using SMAW electrode THIS08Fe-1 (TL-508). The required electrode is THI506Fe-1 (TL-506). The
joint was welded using a combination of both TL-508 and TL-506. The welding occurred on Segment 1 AA W,
stiffener to bottom plate welds; SEG001 A-23,24,25 and 27.

-Stiffener material: ASTM A709M HPS 485-WT2-X-S
-Bottom plate material: ASTM A709M-Gr 345-F2
-Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2

Applicable reference:

WPS-345+485- SMAW-4G(4F)-FCM-Repair-2

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wang Wen Bhi
Time and method of notification: 05/07/09, 09:00, Verbal

Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao
Time and method of notification: 05/09/09, 16:00, Email

QC Inspector's Name:; Pan Wen Long

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 represents the
Office of Structural Materials for your project.

‘;ﬁ;_‘i_ TL-15,Quality Assurance -- Non-Conformance Report Page l of 2



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

Inspected By: Guest,Skyler SMR

Reviewed By:  Wahbeh. Mazen SMR =

hz_ TL-15,Quality Assurance -- Non-Conformance Report Paga2 a2
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Welding Repair Report 0
T H 2 5 ESEN Y i 4 E 5 &5
SR B-WR5409
Project Name SFOBB Drawing No Report No.
“RS
Contract No.: De-D12DF4 L AR 0BG FLOGH BEam NDTHR %4 2
NA
M %S ltems Name Report No.of NDT [
; ZP06-787
Project No.:
FFAEER A Bk

Description of welding discontinuity:

2% TN 1AAW,SEG1A-023, % if % 5mm, SEG1A-024, K FE3mm, SEG1A-025,% % 2.5mm, S
EG1A-‘027,-b’:BE3iJ4mmiEﬁBﬂ‘ﬁfi&ﬁﬁ’iﬁ]THJSOGFe-1, LHFHANTL-508.

1AAW fabricated by work team:Hu Guoxing, the weld metal was error used as TL-508, whi

¢h shall be THJ506Fe-1, S5mm in length on weld SEG1A-023, 3mm in length on weld §
EG1A-024, 2.5m on weld SEG1A-025.

!"'i.l 11 T c 1 . X é l ewlgjwk/lqé ';! .
ﬁ—gji.]_._ﬁ'ﬁé ’f_l..-% 7. \,E.lﬁ .

Draft of welding discantinuity:

SEG1A;023




FRERE:
Caused:
TEFNER, BIHZ, HEeme.

Welder wasn't carefully caused electrode error.

* I i fr A(Foreman): Au ke B 1(Date): vG. g . 10
I

RBER
Disposition :
MR R A A0 B T ) BT EERINEN RASGEE, Rk B AT AR 48 40 AR {5 WP S5 17 Tidh,
MEMIERMNELYN, BESEIREEWPS.

R R AT B LR

RIBHAENBRERBETENE (WPS) #T TR,

W IRET B E S 4R B 4 T 5,

REIEMN R BRE R Rs0 1,

o o s N =

1. Gouge or grind the area where the weld metal was error used as TL-508. Preheat prior to g
ouging according to the relevant WPS.

Prepare excavation according to the relevant repair WPS,
Grind the gouged area smoothly;

Preheat and weld according to the relevant repair WPS.
Grind the weld fiush with the adjacent weld.

> o os N

Perform NDT according to the working drawings.

T

% . ;%MKM E
Technical engineer N‘u 7‘{*—/3/ Approved b Date 7 3610

#R787-QCP-900




#R787-QCP-900

e 20 A Fin ot
Welding Repair Report 0
B &5 B kA HiEme SEL "ERE |
j Drawing N Report No. 2 B-WR5408
Project Name SFOBB rawing No.
RS
04-0120F4 5 " q b ps O
- | i NDT’ T =i
Contract No.: b [ & A T ——— 45 A
T H e T ltems Name Report No.of NDT
5 ZP06-787
Project No.:
LLIIEJ},

Correctwe action to prevent re occurrence:
BNFHFTRL, BRIl

Train and educate welder and enhance supervision.

% [l 1 fr A (Foreman):ghapefatmigh—1 41(Date):2008: /o

£ IIWPSH B VLPE-FEHAODEM | gy
Repair WPS No. AVE-4B1ar)-Repalr technologist ,{, 519
-2 AN &
B AE (EEQ) [ 76 BRI EIE ey LG
Preheat temperature Description W 0/ WJ \7
before gouging N of discontinuity Wemf
Inspection Preheat temperature _
before welding Aee before welding 155 o(l,
N R WAk
Max. depth of gouging 5"‘”"’% Total length of gouging ” R
’dw
BL 5% Jr BEEL BE L © T
welder . welding t osition
o536 9P S P A
yCR Rz RERE BEEE
Current ng Voltage ?/S Speed ‘S«D
EEFAE
Inspection After repairing:
IR =
AAME Inspect Dat ;.,.7’!75 iy
VT result /M pRator W ate . J‘
NDTH & . ®i R 5 M g
NDT resul(fﬂ Aq/ NDT person & / Date (g
ATt - ) 8
JUE AR C[(f‘« &
Witness/Review: / 7
EHE
Remark : /

| #R787-QCP-900
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REPORT OF ULTRASONIC EXAMINATION

UTHEGR S

REPORT NO. #f¢{54%5 B787-UT-7569 DATE 2009.06.18 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T##% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL [PRAWING NO.: — CALTRANS CONTRACT NO.: 04-D1g_BF4_

R SPLICE [ M TS

REFERENCING CODE #4071

AWS D1.5-2002

AWS D1.5-2002(Table

ACCEPTANCE STANDARD # & 47:1

6.3)

PROCEDURE NO. 1254 §
ZPQC-UT-01

WELDING PROCESS Ri&#4

JOINT TYPE 124257

CALIBRATION DUE DATE {3 82K IE 4 3

SMAW T-JOINT Dec. 28%T 2009
EQUIPMENT # % MANUFACTURER #li& MODEL NO. B#H %5 SERIAL NO. IF 5145
' 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i3 COUPLANT $&&7) MATERIALITHICKNESS #4 3} 5L
AWS IIW BLOCK TYPE II c.M.C AT09M-345/A700M-HPS-4B5WT2-Z 20/38mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER]| ANGLE FREQUENCY SIZE
it 7 FRE E Rt 63 FHEE i R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #3% R &1L 20dB
[|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4 1l DISCONTINUITY FRgatit £
. 5
WELD S |3 |y ~ |5 _[8 {8, |5 = 3
= o |« ® 3|58 8= B LOCATION OF DISCONTINUITY > i L=t
cw |22 |fe |2 [§2|2228Es i P
IDENTIFICATION |k [2E |5 |2 33|58 & T % 447 % (mm) 2= g
<= | mE|ow =R R E 54 &
27| e®|E |8 £¥ | §
LRS- 4o B
REEIHR S % E - Sound | Depthfrom . 5 o
= Length From'X [ From'Y o
a b [ d i Path Surface ¥ix i o
i BRI o
SEG1A-023 70 34 ACC. | 100%
SEG1A-024 70 34 ACC. | 100%
SEG1A-025 70 34 ACC. | 100%
SEG1A-027 70 34 ACC. 100%

AFTER B-WR5409

BLANK
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. ##&45 B787-MT-12199

DATEE# 2009.06.19
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Revision No: 0
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PROJECT NO. ZP06.787 CONTRACTOR: CALTRANS
IREHS: " ik
DRAWING NO. SEG1 CALTRANS CONTRACT NO.: 04-0120F4
B OBG PLATE PANEL SPLICE mHIRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BHTEN IR BEFHRS {3 SRR IEF 20N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT # 4 —— - |MANUFACTURER #3i MODEL NO. &% SERIAL NO. #4455
MT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT A
LA e : ¥
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
B E TR R4 ]
MATERIAL TO BE Y WELDING #i$4: Material & thickness AT09M-345
EXAMINED O CASTING %4 T, I E AT09M-HPS-485WT2-Z
¥R O FORGING {&ifs 20/38 mm
WELDING PROCESS B TYPE ?F JOINT - o
HR T ot ]
WELD I.D HSCONT UMY = et ACCEPT REJECT RE S
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ey INDICATION TYPE HEIN ey i1k P
iR L chit)
SEG1A-023 ACC. 100%MT
SEG1A-024 ACC. 100%MT
SEG1A-025 ACC. 100%MT
SEG1A-027 ACC. 100%MT
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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-000264
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  24-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0246

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  08-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel performing weld repair of an
SPCM using SMAW electrode THJ508Fe-1 (TL-508). The required electrodeis THJ506Fe-1 (TL-506). The
joint was welded using a combination of both TL-508 and TL-506. The welding occurred on Segment 1IAAW,
stiffener to bottom plate welds: SEG001A-23, 24, 25 and 27.

-Stiffener material: ASTM A709M HPS 485-WT2-X-S
-Bottom plate material: ASTM A709M-Gr 345-F2
-Approved WPS for the repair welding: WPS-345+485 SMAW-4G(4F)-FCM-Repair-2

Contractor's proposal to correct the problem:

Remove and replace welds, and perform subsequent NDT.

Corrective action taken:

Contractor submitted WRR aswell asVT, MT, and UT reports verifying repair was performed in accordance
with Contract specifications.

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

Reviewed By: Wahbeh,Mazen QA Reviewer
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