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, P.R. China Report No: NCR-000290
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 30-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0264

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Splice Plate X202E, Crossbeam CB3/Segment 4BW

Procedural [ Procedural [J Description:

Reference Description: Base Metal Damage During Tack Weld Removal, Crossheam CB3/Segment 4BW
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel removing temporary tack welds from
SPCM Splice Plate X202E. This splice plate was temporarily tack welded to the outside of the bottom panel
on the north end of Crossheam CB3 and OBG Segment 4BW. The worker was using an oxy/fuel torch to
remove the tack welds. The edge of the splice plate was damaged at 16 areas where the tack welds were
removed.
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Applicablereference:

AWS D1.5 2002 section 3.3.7.3 “Tack welds not incorporated into the final weld shall be removed in such a
manner that the base metal is not nicked or undercut. Repair of base metal accidentally removed shall be
approved by the Engineer prior to making the repair.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Ping Xing Chi

Time and method of notification: 17:00, 05-30-09, Verbal
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 16:00, 06-01-09, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: [] Yeslvl 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 Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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

Gttrans Tel: 021-56856666 ext 207061 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: 05.03.06-000254
Subject: NCR No. ZPMC-0264

Reference Description:  Base Metal Damage During Tack Weld Removal, Crossbeam CB3/Segment 4BW

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 ZPMC personnel removing temporary tack welds from SPCM Splice Plate X202E.
This splice plate was temporarily tack welded to the outside of the bottom panel on the north end of Crossbeam CB3 and OBG
Segment 4BW. The worker was using an oxy/fuel torch to remove the tack welds. The edge of the splice plate was damaged at 16 areas
where the tack welds were removed.
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-0264

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

Y/  05.03.06-000254,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: 21-Jul-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-000263 Rev: 00
Ref: 05.03.06-000254

Subject:  NCR No. ZPMC-0264

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure
of this NCR.

ZPMC has responded to the NCR and has attached the necessary documents for closure. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000263R00;

Caltrans' comments: Status: CLO
Date: 10-Aug-2009

The proposed resolution is acceptable. The approved critical weld repair report is included, and the areas of the plates in question have been
accepted by VT, MT, and UT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0264 is closed.

Submitted by:  Wright, Doug Date: 10-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



@ No. B-402
LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-7-16
REGARDING: NCR-000290 (ZPMC-0264)

With this letter of response, ZPMC requests closure for caltrans NCR-000290
(ZPMC-0264) . According to the technology procedure we have to fix the segment deck plate
with the splice plate by tack weld, but during the cause of the removing by flame, the base metal
were damage with the workers’ irresponsibility. Therefore we agree what describe in the
non-conformance report.

We have submitted the CWR for the engineer approval, and repair the damage area or notch
after received the response, right now provide the corresponding documentation to support the
weld repair already done and the NDT inspection all accepted by three parties.

So base on the above explanation and attached documentations, ZPMC applies to
close the caltrans’s report NCR-000290 (ZPMC-0264) .

Please reference attached documentation for acceptance and closure the
NCR-000290 (ZPMC-0264) .

ATTACHMENT:

NCR-000290 (ZPMC-0264)

ZPMC internal NCR

The approval and closed CWR

The final VI/MT/UT inspection report
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A—— i Nonconformance Report
’

REFEIRE
Project Name: - S.F.O.B.B NCR Number:
TR B 475 SR 7 B KA NCR 445 NCR-B-184
) (NCR-000290)
[ Item: Base Metal Damage Tack Weld | Item Number: Drawing: e
Removal, CB3/4BW
BIRHER: 5. A BE: CB3MBW
Location: Trial assex_n-bl)’ Date:
frE: g H3: ‘ 2009-06-11
Description of Nonconformance:
AFETURARR:

Caltrans Quality Assurance inspeetor observed ZPMC personnel removing temporary tack welds from|
SPCM Splice plate X202E.This splice plate was temporarily tack welded to the outside of the bottom panel
on the north end of Crossbeam CB3 and OBG Segment 4BW. The worker was using on oxy/fuel torch tol
remove the tack welds, The edge of the splice plate was damaged at 16 areas where the fack welds were
removed.
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o DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

i 866 Feng BIn Road Room 708, Changxing Island
~ Shanghal 2061913 PR China
{rfirer s Tel: 021-56B56666 ex{ 207061 Fax!
NON-CONFORMANCE REPORT TRANSMITTAL &

To: AMERICAN BRIDGE/FLUOR, A IV Date; 05-Jun-2009

375 BURMA ROAD

OAKLAND CA 9567 Contract No: 04-0120F4

04-5F-80-1321/139

Dear: Mr. Charles Kanapicki Job Name: SAS Superstruciure
Aftention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-n00254
Subject; NCR No. ZPMC-0264

Reference Description:  Base Metal Damage During ‘| ack Weld Removal, Crossbeam CB3/Segmen 4RW

’

‘The suached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract dncumm.l as
mdiczaled below:
Muiterial or Werkinanship not in conformance with contract documents
O Quality Control (QC) not performed in conformance with contraci docuements.
3 Recurring QC issue thal constitules a systematic problem in quality control.
[0 Non-Conformsnce Resclved.
Material Location: ORG LIft:
Remarks:
Caltrans Quality Assurance (QA) Inspeclor observed ZPMC personnel removing lemporary tuck welds fram SPCM Splice Plate X202E.
This splice plale was lemporarily tack welded 1o the outside of 1he bottom pane! on the north end of Crossbeam CB3 and OBG
Segment 4BW. The worker was using an oxy/fuel torch to temove the tack welds. The edge of the splice plate was demaged at 16 areas
where the lack welds were removed.
Action Required and/or Action Taken:

Please propose a resolulion for the identified non-cenlormance 10 prevent fulure occurrenees.

Transmitted by; Stanley Ku Sr. Bridge Engineer
Attaclunents: ZPMC-0264

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

N 0s.03.00-000:54 NCT Puge 1 of |




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnoid Bchwarzenegger, Gavarnur

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Qualily Assurance and Source Inspeclion
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by Ares Biasich Contract #: 04-0120E4
690 Walnut Ave.5t. 150 Cry: SE/ALA Rte: 80 PM: 13.2/13.9
Vallelo, CA 94592-1133 e &

7O B4 55 _ File#:  69.25B

{707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R, China Report No: NCR-000290
Prime Contractor: American Bridge/Fluor Enterprises, & JV Date: 30-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-0264

i

Type of problem:

Welding [0 Concrete [0 Other

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

Joint fit-up [ Coatlng [ Other O  Component:Splice Plate X202, Crossbeam CB3/Segment 4BW
Procedural [ Procedural [J Description:

Reference Description: Base Metal Damage During Tack Weld Removal, Crossbeam CB3/Segment 4BW

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel removing temporary tack welds from

SPCM Splice Plate X202E. This splice plate was temporarily tack welded to the outside of the bottem panel

on the north end of Crossbeam CB3 and OBG Segment 4BW. The worker was using an oxy/fuel torch 1o ,

remove the tack welds. The edge of the splice plate was damaged at 16 areas where the tack welds were @ﬁ"\:% «é\
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Applicable reference:

AWS D1.5 2002 section 3.3.7.3 “Tack welds not incorporated into the final weld shall be removed in such a
manner that the base metal is not nicked or undercut. Repair of base metal accidentally removed shall be
approved by the Engineer prior to making the repair.”

Who discovered the problem:  Steve Hall

Name of individual fromm Contractor natified: Ping Xing Chi

Time and method of notification: 17:00, 05-30-09, Verbal

ﬁz TL-15.Quglity Assurance - Non-Conformance Report B3



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

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 16:00, 06-01-09, Verba)

QC luspector's Name: ‘Wang Lu

Was QC Inspector aware of the problem: [J Yes[2) No
Contractor's proposal to correct the problem:

Comments:

This report 15 for the purpose of determiming conformance with the contract documents and is not for the
purpese of making repair or fil for purpase recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, (86) 1500.042.2360, who represents the
Cffice of Structural Materials for your project. ‘

Inspected By: Guest,Skyler SMR

Reviewed By:  Wahbeh,Mazen SMR

‘\_"v_’_. TL- 5. Quality Assurance - Non-Copfarmance Report Pugelaf ?




Description of Welding Discontinuity;

b, totel 4 parts, see the follewing draft,

: R
2@%@ ;’% @ﬁ% ﬁ'&“x JE_{ 'L% :Jlﬁ % Rev. No.:
Critical Welding Repair Report (CWR) 1
IR E =55 B HrEE b HERT
Project Name: SFOBB Drawing No.: ReportNo.: N
- Cl
. :ﬁi: 04-0120F4 —_— X202D,X202E o
ontract No.: & SRS
HELS . liem Name: | 7 Flani: e NDT Report No.: HA
Project No.: B ey m.n e
PSRRI

CB3ERRX202D X202EE LM AINS, H RWEHIR, RIS, BT,
After inspection CB3 cannect X2020 and X202E, the base metal was

gouged, maximum Smm in depth, 500mm in lengt
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FrA [
Cause:
O T e &R WRIRIE, FHEHIRG.

The gouger operaled inappropriately during removing tack welds, which leaded lo the base melal damaged,

ERFARA (Foreman): L Lf(“j"‘j’ B (Date): 7 obitd

LB R

Disposition :

QA CWIHSIEITE.

T — M ETHEL I, RA:L AT AR EWPS,
WBEIRITIRT, TSR LA,

TEE, xﬂf%#k[ii‘a"ﬁtﬁW—’sMTﬁ;?J.

M FSPCMAE, {RIENEILAHE I T 2005 (WPs) BATHA R IR,
HEARKIRITIE S5 BH 4B,

#MAWS D1.5.3.2.2.3, BRI FRTGHH L, AN R W h e, BEELAIMUTIMTRER.

NDobh o

QA CWI Presence.

Prepare excavalion according to lhe approved repair WPS.

Grind the repair area to a smooth and shiny finish, with tapered ends, 1o ensure staggered st
- ans and slops,

4. MTL.and: MiT:he: tepair: area; afier, grinding, - i

. Prelieat: and; weld:acoording, lo) therelevant: repair Wis o SREMJnembis:

8. Grind the repaired area fiush with base metal or the adjacent weld.

7. Per AWS D1.5.3.2.2.3, welded repairs fo the surfaces and edges of tension and reversal of stress
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5 4 5, A ’ ﬁ:. f&:dz
zm@ 5‘% @ )}‘g '% ﬁ ’Lg' 5[:& = Rev. No.:
Critical Welding Repair Report (CWR) 1
TE&H REE AT RS ol HELRT
Project Name: SFOBB Drawing No.; Report No=~ B-GWRE62
A 51
~R% 04-0120F4 X202D X202E
Contract No.: e NDT j#&5HE
. Top Flange and Bott . NA
ME&E ltem Name: b b NDT Report No.:
Project No.: POBTET
B i 38,

Corrective Action to Prevent Re-occurrence: . :
HimMEae T, MR AR T, ﬂﬂiﬁ#ﬂﬂ'—fﬁﬂﬁ?ﬁiﬁ.q’ﬂﬁﬂﬁﬁ. iR,

Train and educate gouger to improve technology and skill and
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enhance supsrvision and contralling in process of fabrica

Bl (Date):
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WPS-SMAW-345-1G(1 r
F) -Repair ;e _
WPS-FCAW-345-1G(1 Aiw frﬂ']LW/
S AIVPSE 2 F)- Repai-1 LTEZH BY o,
Repalr WPS No.: WPS~SMAW—345-TG(1 Technologisi: ; : ;
F)-SPCM-Repair
WPS-FCAW-345-1G(1
F)-SPCM-Repai-1 il |
B CEBED mHE , S8 1 b bose ’“"?j 8
Preheat Temperature Description AT
Before Gouging: %D ¢ of Discontinuity: ﬁﬂlﬁ ?Z’{?ﬁ )
BiradmfE A fﬂh{jﬁﬁlﬁﬁf -
Inspection reneat Temperature
Before Welding: ki Before Welding: // 2 &
KB 3 fe B _
Max. Depth of Gouge: Tmm Tatal Length of Gouge: ?00 man
BT ok 2-¥i] REME
Welder: U[[,§65‘7 Welding Type: 5”1& ‘-"J Position: / é]
M8 i RERE P8 3 B
Current: / JS Voltage: 24”5 Speed: /5 2~
BERiE
Inspection After Repair:
S E # R bt 2foo Gaug T g
VT Result; A’C < Inspector: o_’”/o?,_z/uj Date: 0?. 47(; \ 23
NDTH 45 1 | 3
NDT Result: m’]/\. NDT Person: ate: ra_\,f? 7 7
ILIE : \J q 1418 2GL, nanl 15 APP | /
i . i Ly NS A RUVED
Witsieas Reviow: DEPARTMENT h Sk RTATION
PR Pursuan l%‘n:i esmun,f:]_:;iy&gr!he
Rem.ark . Inliial ale: &?w/?
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UTERG R &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #i&4%E B787-UT-7521 DATE 2009.07.07 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : #2432 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL [PRAWING NO.: BEis CALTRANS CONTRACT NO.: 04-0120F4

TR SPLICE me mMIEse )

AWS D1.5-2002

REFERENCING CODE #3375

ACCEPTANCE STANDARD &S5
AWS D1.5-2002(Table 6.3)

ZP

QC-UT-01

PROCEDURE NO. 258

WELDING PROCESS 1251

JOINT TYPE {f4¢2t 5y

CALIBRATION DUE DATE BB AN

NA NA Dec. 2857 2009
EQUIPMENT # % MANUFACTURER s 5 MODEL NO, #z8 SERIAL NO. F7lge
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT 384 MATERIALITHICKNESS 4% i i
AWS IIW BLOCK TYPE II c.M.C A709M-345F2-X 22mm
TRANSDUCER #f3L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
b B E2ied R+ 1Hl3E 75 be:)ii Eik:24 R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level 25 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# 1 DISCONTINUITY it 5
. = ‘
WELD 2 13 148 |als ls |5 [ 2 2
Bow|28|sg| B RE5sEoSD LOCATION OF DISCONTINUITY gk | @
(o] (3] H Qla = M gk pa. iy
IDENTIFICATION Elk o % == £ 5 3 g JlE Efg & AELEAL F (mm) 25 =
m b 13| — 27 .
G Ea EOJ <3 [% i— 8 < E & %
FE 4 =] -~
RAEEERS % E = Sound | Depth from : 5 x
o Length From'X | From"Y bl
a b c d i Path Surface %X gEY a
iR | mEnmEsE | o
X202D 0 20 ACC. | 100%
X202E 0 20 ACC. | 100%
BASE METAL PER B-CWR562
BLANK
EXAMINED BYZ3§ REVIEWED BY Hi
H o Fony 9507, 97 Huewre Jin  as, B797)
LEVEL-Il SIGN”/ DATE LEVEL-11 SIGN / DATE
KL / QCM : 2"\‘? BPCUSTOMER
BT SION/BMDATE ~— 7). =, & SIGN/ {1 DATE

(FORM# ZPQC-UT01)



AT

JAE 87
V=874 2009.06.28
Visual Weld Inspection Report Girder/ 3 OBG PlatePanelSplice
, BN BEIRE - Tower/ £:
Caltrans ‘m:ow%mw No. 04-0120F4 Quality Control mmbﬁmmm:ﬁmﬁz\mn
TNE TS Viirghe
Project No.: San Francisco Oakland Bay Bridge " CWI: Lugn zhoe_gory
THEH LEEASF 144 012074/
Project No.: Quality Ass M ~A /
ZP06-787 Y urance Manager ~Approva
TEPE : TR
“ Accept or
Welder | Reject after
I.D.# |Locati Welding : Accept or repair
Weld No. HBTRG] |on {if consumables Undercut | Porosity { Over lap| Crater | Arc strike| Spatters | Crack| Reject | Repair| iR{&FH:%
RS 5 & PR BEi4 3L IR oG | AR | Rk | e | ERFEURIR| RE 3B
o B 048659 | 1G | THJ506Fe-14(84.0) J J o o of J J J o v
Cl After root weld [0 After cover pass
& After CWR or WRR No. :B-CWRS62 O After HSR No. : |C] Others

HR787-QCP-603

" "is no defects. " X" is defects. "NA" is not applicable.



REPORT OF MAGNETIC PARTICLE EXAMINATION

A H PR =
REPORT NO. #ii #5433 B787-MT-12155 DATEH | 2009.06.14 PAGE OFT{/ 1M Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —
TRRS: " oA
DRAWING NO, CB3 CALTRANS CONTRACT NO.: N
e, OBG CORSS BEAM MM TEgse i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHEHRE AR BFERYS { BB E AT 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2000
EQUIPMENT #t# ——  |MANUFACTURER #i#5% MODEL NO. #3435 & SERIAL NO. #4585
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
B4R T s B yE i HLi
PARTICLE TYPE Dry magnet powder YOKE SPACING
" 70~150mm
[8 L) TR R ) B
MATERIAL TO BE Y WELDING #4&4 i i
4 Material & thickness .
EXAMINED O CASTING %44 4, i
Lokl O FORGING & 16/22 mm
LD ESS T

WELDING PROC CUHIEEEN TYPE OF JOIN T- JOINT
FREEF it et

WELD I.D PISCONTINUITY T8 ACCEPT REJECT REM

.D. ARKS
ey INDICATION TYPE 'LENGEEEN R I ik pen
PR b <3ic)
AFTER
X202D/E ACC.
GOUGING

AFTER B-CWR562

BLANK
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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, P.R. China Report No: NCS-000267
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0264

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:  30-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel removing temporary tack welds from
SPCM Splice Plate X202E. This splice plate was temporarily tack welded to the outside of the bottom panel
on the north end of Crossheam CB3 and OBG Segment 4BW. The worker was using an oxy/fuel torch to
remove the tack welds. The edge of the splice plate was damaged at 16 areas where the tack welds were
removed.

Contractor's proposal to correct the problem:

Repair areain question and perform subsequent NDT.

Corrective action taken:

Contractor submitted CWR aong with VT, MT, and UT reports verifying repair was performed in
conformance with Contract requirements.

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

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