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-000288
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0262

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: Type 3 Strut

Procedural Procedural [ Description: Lack of preheat on Type 3 Strut

Reference Description: Lack of preheat on Type 3 Strut

Description of Non-Conformance:

QA observed ZPMC personnel welding Type 3 Strut weld ND1-A468-38-1-44 without preheating the weld and
adjacent base material.

ecelsius temp stick dic! nofrrtélt adjacent to where ZPMC performed welding without preheaging the base
w 4-68-38-1-44 was mgd_g.-' w4 material apchw@ldimaterial.on the weld NR1-A4-68-38-1-44

T =

. 04-0120F4 21:08 06/03/2009

Applicablereference:

Welding procedure WPS-345-SMAW-2G (2F)-Repair requires the base material and weld material to be
preheated to aminimum of 120 degrees Celsius.

Who discovered the problem:  Shrikant Utekar

Name of individual from Contractor notified: XieYan

Time and method of notification: 06/03/2009; Verba

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 06/04/2009; Verba

QC Inspector's Name: Y u Pong Ping

Was QC I nspector awar e of the problem:

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

[ 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 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: 05-Jun-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: 05.03.06-000255
Subject: NCR No. ZPMC-0262

Reference Description:  Preheat / Tower Lift 1/ Type 3 Strut

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.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
QA observed ZPMC personnel welding Type 3 Strut weld ND1-A468-38-1-44 without preheating the weld and adjacent base material.

Welding procedure WPS-345-SMAW-2G (2F)-Repair requires the base material and weld material to be
preheated to a minimum of 120 degrees Celsius.

Action Required and/or Action Taken:
Propose aresolution for this systematic non-conformance including documentation that the welds placed are in compliance with the
contract requirements. In addition to Production’ s failure to perform the required preheat of the material, address the failure of Quality
Control to identify the lack of preheat. Provide documentation of the steps/actions taken by Production and Quality Control to prevent
future occurrences. In addition, detail what steps/actions are being taken by ABFJV to control the actions and address the quality
control failures of ABFJV’s fabricator/ZPMC.

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

issuance of NCR ZPMC-0202, ZPM C-0233, ZPM C-0249, ZPM C-0259 and an additional Incident Report concerning lack of preheating
on 03/28/09 (Tower).

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0262

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

ol " 05.03.06-000255,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge FL U O R _ P.O. BOY 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (5107022 9-0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstrcture Datect  13-Jul-2004

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

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SA% Superdrudure

Resident Engineser Docurmnent Ho.: ABF HPRAO00256 Rev: DO
Ref: 05.03 05-000255

Subject  NCR Mo, ZPmMC0262

Contractor's Proposed Resolution:

Reference Resolution: ARF hazinstructed ZPMC to perform 100% MT aminimum of 48 hours after welding. The records of MT
inspection wil be provided st @ later date.

ABF Faz notified ZPMC ofthiz Mon-Conformance. ZPMC has ingruded ABF that the potion of the weld not pre-heated was welding
prerform ed to bring the Cope hole sres into visual inspection compliance and not the entire weldng of the St but will monitor pre-heating
more clossly. 2BF hazingracted ZP MC to perform 100% MT a minimum of 48 hours after welding. The records of MT ingaection will b=
provided at 5 later date.

Subrritted by
Atachment(s):  AFF NPR-O00256R00

Caltrans’ comments: Status: ALP
Date: 05-Aug-2000

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

Pleass provide the inspedion documentation forthe weld in gquestion a minimum of 42 hours sfter welding. The Department will revieswthe
Contracdtar's proposal to dose Non<Conformance ZPMC 0262 at that time.

Submitted by VWright, Douy Date:  03-fug-2009
Attachment(s):

Fapelafi



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 25 Hov-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-HPRAOD0256 Rev: 01
Ref: 05,03 05-000255

Subject  NCR Mo, ZPmMC0262

Contractor's Proposed Resolution:

Reference Resolution: The actual WP S for the material being welded i WP S-SLHS-SM &0 2G-Repair, which requires a prehest of 80
dedrees Celziuz, The non conform ance is not valid and ZPMC requests dosure ofthis MCE.

This non conform snce was whitten based on the inspector's ohaereation that the WP WP S -345-SW A 260 2F 1R epairl that he thought wes
being uzed required a preheat of 3 minimum of 120 degrees Celsiuz. The actual WP S for the material being welded isWPS-SL345-Sh 200 -
2GR epair, which requires a prehest of 80 degrees Celziuz. The 110 degree tempersture indicding arayon used by the inspedor would not
have melted vwhen applied to the base metal because the shear link vwas preheatedto 80 degrees Cesius perthe cored WPS. Atached are
the both WP =, Bazed on thizthe non conformance obzerved iz not valid and ZPMC request s dosure of the NCR.

Subrritted by
Atachment(s): AEF NPR-O00256R01;

Caltrans’ comments: Status: REJ
Date: 10-Dec-2009

The Depatment recognizes that there might have been an eroridentifdng the corredt WP, However, it should be noted that thiz NCRE was
written hecause there weas no preheat, not inadequate prehea .

In the origingd MPR (ABF MPRAO00236R0) submitted on 71132009, ZPMC adn itted that a certain ssction of thiz member was not prehested.
ABF % stated at that time that it had instructed 7P MC to perform 100% MT a minimum of 48 bours after weldng andthe records of MT
ingection swould be provided. However, more than 4 months later, 2BF JY ZPMC's subsequent response to this non-confonn ance is "the
shear link was prehea ed to 80 degrees Celsiuz per the coredt WPS" and therefore "non-conformance obeerved iz not vaid." Thisresponse is
inconzigtent and onoce again reveals the interral comm unication gap between ZPMC's Produdion and QC asthe witer ofthis responze was
nit fam iliar with the adual non-conformance as it happened.

In addition, ZPMC stated in the resporse, "CT wa s not only unfamilise swith the site WP S used, but also insigted on his migske." The
Departmert dways provides ZPMC opportunties to elevdes their pratestz through a proper charnel 2o that there would be a common
urderstanding of izsues at hand sz well a3 proper diredtions for the successtul com pletion ofthis projedt. Inthe future, the Depatment
recomm ends that suchizsues are brought up to the approgprste task leaders o that "unfair NCR'S" can be avoided.

This MCR rem dns in effect with the newAWP S WP S-S 345 Sy -2 Repair.  Pleass address all izsues identified in the Depattment's
transm ittal letter and submit the azmocisted WREE WWeldng Repair Report) sothat this NCRE can be dosad in a timely manner.

Submitted bye  Le=, Ken Date: 10Dec-2004
Attachment(s):

Fape lafi

s i wn



— No. T-088

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-24
REGARDING: NCR-000288(ZPMC-0262)

ZPMC received NCR-000288(ZPMC-0262), it mentioned that QA observed ZPMC
personnel welding Type 3 strut weld ND1-A468-38-44 without enough preheat temperature
in compliance with WPS-345-SMAW-2G (2F)-Repair.

As a responsible attitude, ZPMC investigated the truth at the first time. The fact
situation was according to the WPS-SL345-SMAW-2G-Repair, the minimum required
preheating temperature was 80 degrees Celsius, but not as the NCR mentioned 120 degrees
Celsius based on WPS-345-SMAW-2G (2F). As an inspector, this CT inspector was not only
unfamiliar with the site WPS used, but also insisted on his mistake, even when ZPMC and
AB/F people explained it to him. What was unreasonable and incomprehensible, this
so-called NCR still be issued out. As such events like CT peopie ignored fact, neglected AB/F
and ZPMC'’s explanation and gave ZPMC unfair NCR had been occurred for several times,
here ZPMC had to announced, asa responsible work attitude, before action some CT

inspectors need think more but not assume something as a matter of course
So ZPMC hope Caltrans could take a review and withdraw this NCR.

ATTACHMENT:
WPS-51.345-SMAW-2G-Repair
WPS-345-SMAW-2G (2F)-Repair

Aj/w/(,



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road ‘
Oakland CA 84607

Ezﬁmn; Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jun-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: 05.03.06-000255
Subject: NCR No. ZPMC-0262

Reference Description:  Preheat / Tower Lift 1 / Type 3 Strut

The attached Non-Conformance Report describes an occurrence where the cantractor did not comply with a requirement of the contract document &s
indicated below:
L] Material or Workmanship not in conformance with contract documents,
L—_f Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
QA observed ZPMC persoanel welding Type 3 Strut weld ND1-A468-38-1-44 without preheating the weld and adjacent base material.

Welding procedure WPS-345-SMAW-2G (2F)-Repair requires the base material and weld material to be
preheated to a minimum of 120 degrees Celsius.
Action Required and/or Action Taken:

contract requirements. In addition to Production’s failure to perform the required preheat of the material, address the failure of Quality
Control to identify the lack of preheat, Provide documentation of the steps/actions taken by Production and Quality Control to prevent
future occurrences. In addition, detail what steps/actions are being taken by ABFIV to control the actions and address the quality
control failures of ABFJV's fabricator/ZPMC.

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

issuance of NCR ZPMC-0202, ZPMC-0233, ZPMC-0249, ZPMC-0259 and an additional Incident Report concerning lack of preheating
on 03/28/09 (Tower).

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0262

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

N 05.03.06.000255mCT Page lof I



STATE OF CALIFORNIA—BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenegger, Govemor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials q-a‘r'# :

Quality Assurance and Source Inspection T
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/139

Vallejo, CA 94592-1133 File #: 69.25B

(707) 6498-5453 ===

(707) 649-5403

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000288
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0262

rd

Type of problem:

Welding Concrete [ Other O

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

Joint fit-up [] Coating [J Other [0 Compenent: Type 3 Strut

Procedural Procedural [] Description: Lack of preheat on Type 3 Strut

Reference Description: Lack of preheat on Type 3 Strut

Description of Non-Conformance:

QA observed ZPMC personnel welding Type 3 Strut weld ND 1-A468-38-1-44 without preheating the weld and
adjacent base material.

enttanvhers

04+01 2013 20:48 (16/03/2009

Applicable reference:

Welding procedure WPS-345-SMAW-2G (2F)-Repair requires the base material and weld material to be
preheated to a minimum of 120 degrees Celsius.

Who discovered the problem: Shrikant Utekar

Name of individual from Contractor notified: Xie Yan

Time and method of notification: 06/03/2009; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 06/04/2009; Verbal

QC Inspector's Name: Yu Pong Ping

Was QC Inspector aware of the problem:

ol
N 7L 135, Quality Assurance — Non-Confarmance Report Page | of 2



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

[J 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

‘E‘/_‘__ TL-13, Quality Assurance -- Non-Conformance Report Fogedof 2



JEHET T3 B | WES-SL345-SMAW-2G-Repair

WELDING PROCEDURE SPECIFICATION | & %(#8 Period of validity
FCM: 2007.5~2010.5

B EARSEM (Material specification) _SHEAR LINK GRADE 345
SREF S (Welding process) _ZjFEE=ET BT (SMAW) |

| FITEHNM (Manual or machine or semi-auto) F T (Manual)

JREALE (Position of welding)  HEQCE

HFERBASKM (Filler metal specification) AWS A5 -

EHREBEH (Filler metal classification) - E7018-1

RALRES (Filler metal brand) _THI506Fe-1 (4.0, ®5.0)

AR (Fux)  N/A |
RF“fE (Shieldinggas)  N/A #i%E (Flowrate) N/A
SREREFE (Single or multiple pass) 1 (Multiple Pass

SMHEIM (Single or multiplearc) 23 Sinele arc)

RERR (Welding current)  EF(DC) W (Polarity)  R#(EP)
BREMUKE (Electrode extension) N/A _ ‘

FREEH (Welding progression)  N/A . TREBLLE (Roottreatment) NJ/A

B BT TRAWE 5 (Preheat temperature before gouging) ‘ .
FEXBIEL (Noncritical repair) N/A : REME (Critical repair) =657

PR R TAEEAE B (Minimum preheat and interpass temperature before welding)

FERBIIES (Noncritical repair) 407 [T<20m] 60°C [20m<T<40mm) 80°C [40m<T<60mn] 140 [60m<T]
| KBYEE (Critical repair) 160"C[T< 40m] 200C [40mm<T]

| BRI REE (Preheat and interpass temperature Max) 230°C

1 /e RIBEE (Postheat teinperature)

|} IEXBHEIEYE (Noncritical repair) N/A

FEMIRE (Critical repair)  230°C™315°C TR AT B (Keep temperature time) 1h/25mn  [1h | T<25mm]

| 280N (R WMeatinp)  B\ovin) 2.1Ki/mm BAMax)  3.3KImm
R ETH
(Welding  procedure)
b
REFS | BE(L)MH | Welding Current VoS ELEE
PassNo. | Electrode Size | 2 B8 | kR i Travel Speed l Joint  Detail
(mm) | Amp(s) Volts (mm/min) .
I~n 4.0 160~210 19~27 " 553~162° BB (sée attached)
1~n 50 180~240 20~28 65.5~192 This document Is: APPROVED
— - State of Califo i
BRERN SR, SEGE WPS BRS IS ARG SR R A, s by rANEOTaToN
Refer to WPS ters teble to determine operatin ter t0 stay within th el mdard Spaoifications
e-cf ‘ paramp T & e op g parameter Y Wi e Initial St D“ﬁ’iS/l'?-/oé
heat izput limit, 5

‘%%MHW%%%%%%&WH—%&%&%%Z Ao
(This procedure may vary due to fabrication sequence, fit-up, pass size, etc., within the limitation of vaﬁable‘%@ﬁﬂ' 5.)
BAT 5 (Revision No.) 0 ' HEVE (Authorized by) : ?ﬂ?\
TZIPERRLRS (PoR No) HP2007518 H £ 0ae) R gy
* WS #F& AASHTO/AWS D15 2002, FI T4, ‘ ‘
" (This WPS is conformable with the current edition of AASHTO/AWS DL1.5 2002, used for BRIDGE structure,)

R787-QCP-1601 _ | 494



RETEME B |
WPS-345-SMAW-2G(2F)-Repair
| WELDING PROCEDURE SPECFICATION™ " - (EEBETE) -
FHHA Perind of validity
FEHAME No Requirement

R BEAEM (Material specification)  ASTM A.709M Gr.345F2

BETHE (Welding process) 25718 4 F T 348 (SMAW)

FIRHHE (Menval or machine or semi-mto) 3£ T (Manuval)

BEALE (Position of welding) 2G, 2

R ERFEA LA (Filler metal specification)  AWS A5.1 HF52BHE (Filler metal classificetion)  E7018
AFELMEE (Filler metal brand)  TL-50B (3.2, $4.0. ©5.0)

R (Flux) N/A

#H 54 (Shielding gas)  N/A ¥ (Flowrate) N/A

| PR HEEIEE (Single or multiple pass)  Zif(Multiple Pass)

HIIREM (Singleormultiple arc) 3 Single arc)

IR (Welding curent)  EHi(DC) Wi (Polarity)  REEPR)

B2 (BT (Electrode extension) N/A

BEJTM (Welding progression) N4

RATLLE (Root treatment) N/A

B QURT TR B (Preheat temperature before gouging)

JEHEBIEEEE Noncritical repair) Nid IR (Critical repair) =657
EIRETASANERELE (Minimum preheat and interpass temperature before welding)

FHRBHELE (Noncritical repair) 600 [T<20m] 100T (2000 <T S40u] 120 O [40m <T<60m] 160 T [60ma<T)
KEBEELE (Critical repair ) 160 CT<40m] 200 T [40mm<T]

B TRARIHEEEA (Preheat and interpass temperature Max) 230°C

5 ZE E (Posthent temperature)

JEScRIEELE (Nonceritieal repair) N/A

SRR (Critical repair)  230°C"315°C {748 I (Al(Keep emperature time) 1h/25mm_ [1h , T<25m]

WA (RHER) (Heatinput) fH/h(Min) LS0KV/mm BAMax)  3.50KI/mm
BRETIZ
(Welding proczdure) $L T e
P 00, AFFAOVED
IERS | 845 (%)8% | Welding Current s P ZERREPROVED A8 NOTE)
Pass No. Electrode  Size 4 Travel Speed 1 Joint |, Detail
®OEIR W) Tl Sed )L gt el porovED
‘ (mm) Amp(s) Vaolts {mm/min) |
l~n 3.2 50~130 18-24 28~124 R T (sce anizhizgaylant 1o Santion 5-1.02
5 | of the Standaid Syeoificationls
State o7 Caliinme
~ 4.0 ] o l s nths
P R = DEPARTMENT (7 TRANSPOATATION
e ; I
1~n 50 | 180~240 24~32 75~307 : j /VM 7/ /?7’,{/ ;
BEEFNLIT. BEEE WPS AU EE IR E ST AT, Signea fua /A2 ATTL
Refer to WPS parameters table to determine eperaling parameter lo stay within the | | SruciLe Hepressimas
heat input limit, - . 7’-@ 07

STZAUERETA. &0, MEREmEd, EHE ANSHTOAWS DLS ﬁsﬁ%ﬂf&ﬁ‘—ﬁm{ﬁmﬁg Rk

{This procedure may vary due to fabrication sequence, fit-up, pass size, etc,, within the limitation of v mcnon 5)
{% ﬂ%(‘ﬂ:v:smn Ne.) 1 ?ﬁi?&mumnriz:d by),
TEWFEIERET (PQR No) £BITRE Prqualification B #meae) .

* Z§PS & AASHTO/AWS D1.52002, FFifizgs.
{This WPS is conformable with the curmrent edition of AASHTO/AWS 1.5 2003, used for BRIDGE structure.)

R787-QCP-1601 20




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 - SAS SuperstructLre Datect 21-Dec-2009

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

Orakland CA 34607 04-SF 801327139
Bttention: Pursell, Gary Job Hame: SA% Supersrudure

R esident Enginser Documnent Ho: ABF HPRO00256 Rev: 02
Ref 05,03 05-000255

Subject: NCR Mo, ZPRMC-0262

Contractor's Proposed Resolution:

Refaence Resolutione IPMC iz providng documentation to showthat welds are acceptable atter NDT . Based on that ZPMC reguests
closure ofthe MCR.

ZPMC iz providng documentation to showwthat welds are acceptable atter MDT. Bazed on that ZPMC requests closure of the MCR.

Submitted by:  |shibashi, Joshus
Attachment(g): ABF-NPR-000256R02,

Caltrans" comiments: Status: CLO
Dates 21-Dec2009

The propozed resolution iz acoeptable. The Department concurstakt NCR ZPMC 0262 iz dozed.

Submitted by:  Lee, Ken Date:  21-Dec-2009
Attachment(s):

s

Fope Iafi



No. T-108

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-12-21
REGARDING: NCR-000288(ZPMC-0262)

ZPMC received NCR-000288(ZPMC-0262), it mentioned that QA observed
ZPMC personnel welding Type 3 strut weld ND1-A468-38-44 without enough
preheat temperature in compliance with WPS-345-SMAW-2G (2F)-Repair.

For the further response of this NCR, ZPMC attached the relative MT
reports for your information. Also, the subsequent CT’s inspection had proved
the welds complied with the requirement and were green tagged.

So ZPMC hope Caltrans could take a review and withdraw this NCR.

ATTACHMENT:
T787-MT-4470

e AN

7007 12_—2/]




REPORT OF MAGNETIC PARTICLE EXAMINATION

TRR Rl 2
REPORT NO. #5418 T787-MT-4470 DATER il 2009.06.10 PAGE OFI® 1/5 Revision No: 0
PROJECT NO. - CONTRACTOR: CALTRANS
ITE%%8: i m A
04-0120F4
M 1st lifting strut E MM T RS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEMEHR BZIFHE Brigd BB ERRM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2009
EQUIPMENT #% MANUFACTURER #35 MODEL NO. #%45& SERIAL NO. 448
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Rk oy i MR HL T
PARTICLE TYPE Dry magnet powder YOKE SPACING
= 70~150mm
REfaeal TR RaAa ) g
MATERIAL TO BE v WELDING ##:44: sterial & filcknass AT09SL-Gr345/A709SL-
EXAMINED O CASTING %4 ARl CTeRIED Gra85/A709M-345F2-Z
BREE O FORGING §&i% Bh#, 2 AF 75160/45/28mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
by PREERY
WELD 1.D ORI e ACCEPT REJECT REMARKS
v : T E
phh B INDICATION TYPE NG e - P
e #r
Nm":‘fi'am' ACC. 100%MT
s ACC. 100%MT
1-6A
ND1-A468-38M- 0
1-288 ACC. 100%MT
ND1-A468-38M- ACC. 100%MT
1-3A
ND1-A468-38M- 8
P ACC. 100%MT
ND1-A468-38M- o
1-278 ACC. 100%MT
ND1-A468-38M- ACC. 100%MT
1-1B
ND1-A468-38M- ACC. 100%MT
1-6B
ND1-A468-38M- 3
VEEA ACC. 100%MT
ND1-A468-38M- ACC. 100%MT
1-3B
ND1-A468-38M- .
1-268B ACC. 100%MT
EXAMINED BY £ REVIEWED BY 15)7
Xu bing %/‘/ i 227, 6 ‘D ; él{r Inxtin 07~ ca,[‘ (0
LEVEL-Il SIGN %% | TEB LEVEL-I| SIGN ! DATERM
i / QoM N A P CUSTOMER
b/_,'.v. JQZ/MJ/\,.M ”T’Mvg. 5 IS
% SIGN / il DATE / A< SIGN / H 4] DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #il 545 T787-MT-4470

lDATEEIJ!H 2009.06.10

]pAGE OFT® 2/5

IRevision No: 0

PROJECT NO.
TH%Y:

ZP06-787

CONTRACTOR:
A P

CALTRANS

DRAWING NO.
5.

ND1-A468
st lifting strut E

CALTRANS CONTRACT NO.:
M TR4%S

04-0120F4

BHMEHTD
AWS D1.5-2002

REFERENCING CODE

ACCEPTANCE STANDARD

fi gt
AWS D1.5-2002

PROCEDURE NO.
BFES
ZPQC-MT-01

CALIBRATION DUE DATE
{ B8 R T B0M
Dec. 287 ,2009

EQUIPMENT %
IMT YOKE

MANUFACTURER #13& 7
PARKER

MODEL NO. #:42
B310S

SERIAL NO. #Eg:g8
5620 5395 5617

Ak 77

MAGNETIZING METHOD

Continuous magnetic yoke

CURRENT
B 3

AC

PARTICLE TYPE
Al

Dry magnet powder
FREHD

YOKE SPACING
R 336 [ P

70~150mm

MATERIAL TO BE
EXAMINED
B

v WELDING £z
O CASTING %44
O FORGING {1t

Material & thickness

B4, B A

AT09SL-Gr345/A709SL-
Gr4B5/A709M-345F2-2Z

75/60/45/28mm

B8

WELDING PROCESS

SMAW

TYPE OF JOINT
HREETY

T-JOINT

DISCONTINUITY A~ g4

WELD 1.D.
GET

INDICATION

TYPE

&7

ACCEPT
EE

LENGTH IN mm|
ki1

REJECT

REMARKS
11l '

ND1-A468-38M-
1-27A

ACC.

100%MT

ND1-A468-38M-
1-34

ACC.

100%MT

ND1-A468-38M-
1-36

ACC.

100%MT

ND1-A468-38M-
1-46

ACC.

100%MT

ND1-A468-38M-
1-48

ACC.

100%MT

ND1-A468-38M-
1-33

ACC,

100%MT

ND1-A468-38M-
1-18

ACC.

100%MT

ND1-A468-38M-
1-17

ACC.

100%MT

ND1-A468-38M-
1-45

ACC.

100%MT

ND1-A468-38M-
1-47

ACC.

100%MT

ND1-A468-38M-
1-19

ACC.

100%MT

EXAMINED BY 4§

b bivg,

194, $-l)

REVIEWED BY ##

% SIGN/ B DATE

Xu bing (e Xintin, 07“ vﬁ . [a
LEVEL -1l SIGN %4 | DATERN LEVEL-Il  SIGN ! DATEBR W
IRIEEE / QCM HJCUSTOMER

(/VL/ /4 b‘m Jad (3 My /7 R f&'_

¥ SIGN/ Bl DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1455 T787-MT-4470

]DATEEHUJ 2009.06.10

|PAGE OFTB 3/5

IRevision No: 0

PROJECT NO.
THRH&S:

ZP06-787

CONTRACTOR;:
R P

CALTRANS

DRAWING NO.
H5:

ND1-A468
1st lifting strut E

CALTRANS CONTRACT NO.:
MM IEES

04-0120F4

REFERENCING CODE
BHRELRT
AWS D1.5-2002

ACCEPTANCE STANDARD

BEiRE
AWS D1.5-2002

PROCEDURE NO.
BFHYS
ZPQC-MT-01

CALIBRATION DUE DATE
LB BEIEH S0
Dec. 28°" 2009

EQUIPMENT # 4%
MT YOKE

MANUFACTURER |3 7§
PARKER

MODEL NO. #3{&8
B310S

SERIAL NO. #&k4 8
5620 5395 5617

{MAGNETIZING METHOD
R AL T

Continuous magnetic yoke

CURRENT
H 3

AC

PARTICLE TYPE
R 2 Y

Dry magnet powder
TR

YOKE SPACING
cena)

70~150mm

MATERIAL TO BE
EXAMINED
R

VWELDING #ig:{t:
O CASTING %4
O FORGING %

Material & thickness

LR

AT09SL-Gr345/A709SL-
Gr485/A709M-345F2-7

75/60/45/28mm

WELDING PROCESS
Ik

SMAW

TYPE OF JOINT
AT

T-JOINT

DISCONTINUITY Av i &tk

WELD I.D.

e

INDICATION

TYPE
PN it

[(ENGTHINmm| ACCEPT
I 2

REJECT REMARKS
154 ik

ND1-A468-38M-
1-20

ACC.

100%MT

ND1-A468-38M-
1-35

ACC.

100%MT

ND1-A468-38M-
1-38

ACC.

100%MT

ND1-A468-38M-
1-37

ACC.

100%MT

ND1-A468-38M-
1-14

ACC.

100%MT

ND1-A468-38M-
1-13

ACC.

100%MT

ND1-A468-38M-
1-43

ACC.

100%MT

ND1-A468-38M-
1-44

ACC.

100%MT

ND1-A468-38M-
1-40

ACC.

100%MT

ND1-A468-38M-
1-39

ACC.

100%MT

ND1-A468-38M-
1-16

ACC.

100%MT

EXAMINED BY 4§
Xu bing

Ao

LEVEL -1l SIGN %%

/r?‘;emwwﬁ' “0

REVIEWED BY #7#;
(a, )(M\ﬂﬂ

LEVEL-II SIGN /

o1 b o

DATER i

T RE / QCM
I/I/L/ /fam[’\nl\.rﬂ‘

20*‘?5 Ay

¥ SIGN / Bl DATE

/

JIFCUSTOMER

% T SIGN/ H I DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TRLA RS B 3R 4
REPORT NO. i 4 458 T787-MT-4470 IDATEEH#J} 2009.06.10 |PAGE OF M 4/5 IRevision No: 0
PROJECT NO, CONTRACTOR;
ZP06-787 LTRAN
TE4E: B P RALTRALS
DRAWING NO. i CALTRANS CONTRACT NO.
@1 Aok 04-0120F4
Hs: 1st lifting strut E mHIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
225 T ARG Erd ot 2rRe (B A S0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT %2 MANUFACTURER $37 MODEL NO. &S SERIAL NO. B 4555
MT YOKE PARKER B310S 5620 5395 5617
MAGNET'Z!NG METHOD Continuous magnetic yoke CURRENT
| AC
Bk 8 i gy i: 871
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R 240 FRiA RAA 1] 85
MATERIAL TO BE YWELDING ##:4: AT09SL-Gr345/A709SL-
Material & thickness
EXAMINED O CASTING %44 Grd35/A700M-345F2-Z
B O FORGING &% R R 75/60/45/28mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
AR R
DISCONTINUITY 7R i 44
WELD |.D. s ACCEPT REJECT REMARKS
Fta 5 INDICATION TYPE e il S
EiFN E31]

Nm":‘f?g'%m' ACC. 100%MT
Nm'ﬁ‘fi’?“?’w' ACC. 100%MT
ND1-A468-38M- ACC. —

1-42
NOA-A4GH=ABM- ACC. 100%MT

1-30
Nm"ﬂ“fgg'e’w' ACC. 100%MT
Nm'Ang'saM' ACC. 100%MT
ND1'A?28'38M" ACC. 100%MT
ND1-A468-38M- ACC. 100%MT

1-24
ND1-A468-38M- ACC. ACOBENT

1-25
NDA-AS03-30M- ACC. 100%MT

1-32
e ACC. 100%MT

EXAMINED BY %

REVIEWED BY ®i#

Xu bing M ) e G{D (A )/fwm o?. bé‘/ﬂ
LEVEL-Il SIGN%#% / DAfgERM LEVELdl  SIGN ! DATEBM
Fi°CUSTOMER

MitEE / QoM
‘%@v«éwﬁv—kﬂ/}ié AY
%% SIGN / Bl DATE

% SIGN/ Bl DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #l#545 T787-MT-4470

|DATEE{1£JJ 2009.06.10

IPAGE OFTif% 5/5

IRevision No: 0

PROJECT NO. CONTRACTOR:
-78 CALTRANS
ITE%HS: SRS A p
DRAWING NO. ND1-A468 CALTRANS CONTRACT NO.:
o 04-0120F4

Es: 1st lifting strut E MHIBRE
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

X bt iRt BEFRs R IEAT N

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009

EQUIPMENT &% MANUFACTURER il #§ MODEL NO. #3438 SERIAL NO. &S

MT YOKE PARKER B3108 5620 5395 5617
qMAGNETIZ!NG METHOD Continuous magnetic ygl(e CURRENT AC

Bk R A A i

PARTICLE TYPE Dry magnet powder YOKE SPACING

. 70~150mm
R RR Trkt B M) P
MATERIAL TO BE ¥ WELDING # &4+ . ) AT700SL-Gr345/A700SL-
Material & thickness

[EXAMINED O CASTING %44 Gr485/A709M-345F2-Z
R S O FORGING g1 B4, FLAE 75/60/45/28mm

WELDING PROCESS TYPE OF JOINT

‘ SMAW T-JOINT
DISCONTINUITY A~ i 44t
WELD 1.D. TEnGTi o] ACCEPT REJECT REMARKS
s INDICATION TYPE il %z fEili L i
{878 2eny

Nm'ﬁ‘f??"?'w' ACC. 100%MT

S ACC. 100%MT
ND1-A408-38M- ACC. 100%MT
ki e ACC, 100%MT

AFTER HSR1(T)-9046

[EXAMINED BY ¥4

Xu bing

LEVEL -1l SIGN %%

%A/Ls,g& EMWE’ )

REVIEWED BY &

Cd S/W in

LEVEL-il SIGN !

DATER I

. b [o

%7 SIGN/ Bl DATE

i/ CUSTOMER

4 SIGN / A ] DATE

(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-000304
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0262

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:  03-Jun-2009

Description of Non-Conformance:

QA observed ZPMC personnel welding Type 3 Strut weld ND1-A468-38-1-44 without preheating the weld and
adjacent base material.

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 ? [] 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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