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-000277
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0251

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: South Tower, 135m Diaphragm

Procedural Procedural [ Description: South Tower, 135m Diaphragm

Reference Description:  South Tower, 135m Diaphragm inadequate pre-heat

Description of Non-Conformance:

QA observed tack welding without adequate pre-heat on tower diaphragm weld joint SSD1-DPSA4-7 B/B-5.
The recorded temperature at the tack weld and adjacent base material was 100 degrees Celcius. The required
pre-heat temperature according to approved WPS is 180 degrees Celcius.

2 Tower Diaphragm
“Weld#SSD1-DPSA4-7 B/B-5

\
degree cel. tempstick mark

1624 05/25/2009 g 1618 05/25/2009

Applicablereference:

WPS-B-T-33(1)14-SMAW-4G Tack Weld

AWS D1.5-2002 Section 3.3.7.1 "Tack welds shall be subject to the same quality requirements as final welds'
Who discovered the problem:  Dilip Chakrabarti

Name of individual from Contractor notified: Mr. Zhang Huilong

Time and method of notification: 5/25/09; 16:15; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/26/09, 13:30; Verbal

QC Inspector's Name:

) TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Was QC Inspector awar e of the problem: [ 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 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
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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: 27-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: 05.03.06-000242
Subject: NCR No. ZPMC-0251

Reference Description:  Perheat / South Shaft 135m Diaphragm / Web to Diaphragm Plate Tack Weld

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: 04
Remarks:
QA observed tack welding without adequate pre-heat on tower diaphragm weld joint SSD1-DPSA4-7 B/B-5. The recorded temperature
at the tack weld and adjacent base material was 100 degrees Celcius. The required pre-heat temperature according to approved WPS is
180 degrees Celcius.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation that the tack welds placed are in compliance with the
contract requirements. In addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of
Quiality Control to identify the lack of preheat of the base material. Provide documentation of the steps taken by the Quality Control
Manager to prevent future occurrences.

Recent failures by Quality Control to identify Production’s failure to perform the required preheating of the material have resulted in the

issuance of NCR ZPMC-0202, ZPM C-0233, ZPM C-0249 and an additional Incident Report concerning lack of preheating on 03/28/09
(Tower).

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0251

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

Y/ 05.03.06-000242,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstrcture Datedt  22-Jun-2009

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

Okland G Begll 04-5F 80-13.2 /139
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Document Ho.: ABF-HPRO00246 Rev: 00
Ref: 05,03 05-000242

Subject  NCR Mo, ZPmC0251

Contractor's Proposed Resolution:

Reference Resolution: ARF QCM has inforn ed ZPMC Q4 and QC to first educate the perzon (2) performing the pre-hea of the WPS
requirementsto pre-hest based on matetial thickness

ABRF QCM hag inforned ZPMC Q4 and QC to first educate the perszon (=) performing the pre-hed ofthe WP = reguirem entz to pre-hest bazed
onmaerial thickness ard that tack welding has the zame requirements as the balance ofthe welding. 28F QCM has explained the
conssguences of hydrogen em brittlement and that thess thicker materialz should be heated from the opposite side to unsure throwgh thickness
heat digdribution as matetials at these thick nesses lend themsdves to cooling faster than thinner matetials. ZPMC will provice the inspedion
documentstion forthiz weld at & lster date for closs out.

Subrritted by
Atachment(s): AFF NPR-O00246R00

Caltrans’ comments: Status: ALP
Dates 30-Jun-2009

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

Pleass provide docun entation ofthe weld repairs that were performed and thet the repairs were acceptable. The Department will reviewthe
Contracdtar's proposal to dose Non<Conformance ZPMC0251 &t that time.

The NonDedrudive Testing (MDT) far this weld should be at least 72 hours atter swelding to enaure that there are no delayed oracks fam any
poesible bydrogen contam ination.

Submitted by 'Wirioht, Doug Date:  S0-Jun-2009
Attachment(s):

Fape lafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV¥

Bridge F L U O R _ PO, BOY 23223 Dakland, CAQ4623

Phone (G100 419-0120 F Fax (5100 229-0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

T CALTRANS -5A% Superstructire Datect  14Dec-2009

333 Burma R oad Confract Ho.: 04-0120F 4

Oakland CA 94607 04-SF80-132 7139
Bttention: Pursell, Gary Job Hame: SA% Supersrudure

R esident Engineer Document How: ABF-HPRAO00246 Rev: M
Ref: 05.03.06-000242

Subject: NCR Mo, ZPRC-0251

Contractor's Proposed Resolution:

Refaence Resolutione P er Caltrans' regponze to ABFJVz MPR, ZPMC iz providing docum entation that welds were acoeptable 72 hours
atter the weld was complete. Bazed onthiz ZPMC requests dosure of the NCR.

FPer Caltranz' response to ABF.V s MPR, ZPMC iz providing documentation that welds were acceptable 72 hours atter the weld was complee.
Baszed onthis ZPMC regquests dosure of the NCR.

Submitted by:  |shibashi, Joshus
Attachment(g): ABF-MNPR-000246R01,

Caltrans" comiments: Status: CLO
Dates 16-Dec2009

The propozed resolution iz acoeptable. The Department concuwrathat Mon-conformance ZPMC 0251 is dosad.

Submitted by:  Lee, Ken Date: 16-Dec-2009
Attachment(s):

s
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G;;—‘B No. T-052
LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-9-8
REGARDING: NCR-000277 (ZPMC-0251)

ZPMC received NCR-000277(ZPMC-0251), it mentioned that ZPMC personnel
performed tack welding on South Tower 135m diaphragm weld joint SSD1-DPSA4-7B/B-5
without adequate pre-heat.

ZPMC acknowledged this problem, and put forward ZPMC’s NCR-T-037. ZPMC had
already inculcated the work team to enhance the management and control of preheating,
and it must be checked by QC before welding in compliance with proper WPS. Here
attached the related VT and NDT reports, the result shows the preheating issue didn’t
influence the weld quality.

So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000277 (ZPMC-0251)

T-VT-7192
T787-MT-5401

Jar . F. ¥



—_— . Nonconformance Report

Project Name: S.F.O.B.B NCR Number:
I B 2 % [0 JH H3-9 A NCR %45 NCR-T-037uichor+)
Item: inadequate preheating during | Item Number: Drawing: E5:

tack welding 5
BEMIAR: EALRETAGE S South tower 135m | SSD1-DPSA4-7B/B-5

diaphragm

Location: bay6 Date:
hrE: 6# ZE[R] SELE 2009-06-03

Description of Nonconformance: A& TURARIA:

CT inspector observed ZPMC perform tack welding without adequate preheating on tower
diaphragm weld joint SSD1-DPSA4-7B/B-5. The recorded temperature at the tack weld and
adjacent base material was 100 degrees Celsius, yet the required preheating temperature according
to the approved WPS should be 180 degrees Celsius. This was not compliance with AWS D1.5
Section 3.3.7.1.
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
[ 333 Burma Road
\ Oakland CA 94607

(afirans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 27-Muy-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
Aftention:  Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000242
Subject: NCR Neo. ZPMC-0251

Reference Description:  Perheat / South Shaft 135m Diaphragm / Web to Diaphragm Plate Tack Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docunicnt #s
indicated below: .
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes a systematic problem in quality contrel.
d Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
QA observed tack welding without adequate pre-heat on tower diaphragm weld joint SSD1-DPSA4-7 B/B-5. The recorded temperature
at the tack weld and adjacent base material was 100 degrees Celeius. The required pre-heat temperature according to approved WPS is
180 degrees Celcius. : '
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance including documentation that the tack welds placed are in compliance with the
contract requirements. In addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of
Quality Control to identify the lack of preheat of the base material. Provide documentation of the steps taken by the Quality Control

Manager to prevent future occurrences.
Recent failures by Quality Control to identify Production’s failure to perform the required preheating of the material have resulted in the

issuance of NCR ZPMC-0202, ZPMC-0233, ZPMC-0249 and an additional Incident Report concerning lack of preheating on 03/28/09

(Tower).

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0251

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

‘N?  05.03.06-000242,NCT Page 1 of |



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 Inspeclion

RN

Contract #: 04-0120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File#: 69.25B

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

QUALITY ASSURANCE -- NON- CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000277

Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 25-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0251

Type of problem:

Welding Concrete [] Other O

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

Joint fit-up [J Coating [0 Other ] Component: South Tower, 135m Diaphragm
Procedural Procedural [1 Description: South Tower, 135m Diaphragm

Reference Description: South Tower, 135m Diaphragm inadequate pre-heat

Description of Non-Conformance:

QA observed tack welding without adequate pre-heat on tower diaphragm weld joint SSD1-DPSA4-7 B/B-5.
The recorded temperature at the tack weld and adjacent base material was 100 degrees Celcius. The required
pre-heat temperature accordmg to approved WPS is 180 degrees Celcius.

Dlaphragm |
SUCIH S5 D1-DPSAG-7 B/B-5H

et Whsiie, WY b setd e

Hrelpieiep

Applicable reference:

WPS-B-T-33(1)14-SMAW-4G Tack Weld

AWS D1.5-2002 Section 3.3.7.1 "Tack welds shall be subject to the same quality requirements as final welds"
Who discovered the problem:  Dilip Chakrabarti

Name of individual from Contractor notified: Mr. Zhang Huilong

Time and method of notification: 5/25/09; 16:15; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 5/26/09, 13:30: Verbal

QC Inspector's Name:

‘hz TL-13,Quality Assurance -- Non-Conformance Report Poge 1 of 2



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

Was QC Inspector aware of the problem: O Yesl¥] No
Contractor's proposal te 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. e

Inspected By: Sinevod,Serge ; ASMR

Reviewed By: =~ Wahbeh,Mazen SMR

h}m TL-15,Quality Assurance - Non-Conformance Report Page 2 of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R IR &
REPORT NO. #1548 T787-MT-5401 DATEH#§ 2000.08.07 PAGE OFI# 1/1 Revision No: 0
PROJECT NO. —— CONTRACTOR: Bl P
IESE: R A
DRAWING NO. DPSA4-T\WP4-10\WP4-18\WP4-  |CALTRANS CONTRACT NO.:
33WP4-6 04-0120F4
1R =H Tower(S) 135m diaphragm . A TRSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
#EHERTD R EFRE WBREELEW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2009
EQUIPMENT # % MANUFACTURER #i% Ty MODEL NO, #sig& SERIAL NO. ZE4E45S
MT YOKE PARKER B310S . 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT B
RE4E 7 i BT e HLHT
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
REBE FHs BT mm
MATERIAL TO BE v WELDING #4F
i i 709M- 8 5
EXAMINED O CASTING %4 Material & thickness AT09M-HPS-4 5V\‘IT2 Z
B O FORGING 1% i+, JEBE 75/40/60mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT

Bk fors Tl

WELD I.D ZISCONTIHUITY R S ACCEPT REJECT REMARKS

pryeyiyes INDICATION TYPE T g e P

EEHN k<%t -
SSD1~DP:.‘»A4-7B/B- ACC. 100%MT
SSD‘]—DPSSA4-?BIB- ) ACC. 100%MT
SSD1 -DP§A4—?BIB- ACC. 100%MT
SS DT~DP?SA4-TBIB- ACC. 100%MT
SSD1—DP182A4—TBIB- ACC. 100%MT
SSD1-DP1§A4-?BIB- ACC. 100%MT
SSD1 -DF;SGAti-TB/B- ACC. 100%MT
D1 " 5
SSD1 DF"[STA‘; 7B/B ACC. 100%MT
AFTER HSR1(T)-9358
BLANK
EXAMINED BY =4 REVIEWED BY ##
Xu Hai X‘ﬂ,{ k‘;CJLI CG?' ')/7:1 Xim
LEVEL-Il SIGN#%&4% |/ DATEAM LEVEL-l  SIGN / DATEBH ol o8 <)
RIS / QCM HFPCUSTOMER i
ZMJ‘ 1Anh % of

X SIGN/ B DATE £ SIGN/ H#1 DATE

(FORM# ZPQC-MTO1)




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-000302
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  23-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0251

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:  25-May-2009

Description of Non-Conformance:

QA observed tack welding without adequate pre-heat on tower diaphragm weld joint SSD1-DPSA4-7B/B-5.
The recorded temperature at the tack weld and adjacent base material was 100 degrees Celcius. The required
pre-heat temperature according to approved WPS is 180 degrees Celcius.

Contractor's proposal to correct the problem:

ZPMC stated that pre-heat will be monitored more closely.

Corrective action taken:

The affected weld has been verified with NDT and subsequently green tagged. ABF QCM has informed
ZPMC QC to educate the persons performing the pre-heat of the WPS requirements to pre-heat based on
material thickness and that tack welding has the same requiements as the balance of the welding. ABF QCM
has explained the consequeces of hydrogen embrittlement and that thicker materials should be heated from the
opposite side to ensure through thickness heat distribution.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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