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-000295
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0269

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Segment 4BE

Procedural Procedural [] Description:

Reference Description: Improper Weld Joint Cleaning, Segment 4BE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed the Contractor perform base metal edge weld repair
without cleaning and removing slag prior to welding. The part was identified as X82V and located on Floor
Beam FBO18A (FL3, PP026, OBG Segment 4BE).
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/ Weld repair location
No grinding performed
prior to welding ‘

Applicablereference:
AWS D1.5 2002 section 3.7.1... “The surface shall be thoroughly cleaned before welding.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Li Jing Bo
Time and method of notification: 0900 hours, 06-03-09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1830 hours, 06-04-09, Email
QC Ingpector's Name: Zhang Hai Jun
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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 Skyler Guest, 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: 08-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: 05.03.06-000257
Subject: NCR No. ZPMC-0269

Reference Description:  Improper Weld Joint Cleaning, Segment 4BE

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 the Contractor perform base metal edge weld repair without cleaning and
removing slag prior to welding. The part was identified as X82V and located on Floor Beam FBO18A (FL3, PP026, OBG Segment
4BE).
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-0269

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

H.‘,,.,w" 05.03.06-000257,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-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-000267 Rev: 00
Ref: 05.03.06-000257

Subject:  NCR No. ZPMC-0269

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests
closure of this NCR.

ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000267R00;

Caltrans' comments: Status: CLO
Date: 18-Aug-2009

The proposed resolution is acceptable. A Critical Weld Repair (CWR) report for the repair is included, and the welder received additional
training. Also, the weld in question has been accepted by MT as shown in the attached documents. The Department concurs that Non-
Conformance ZPMC-0269 is closed.

Submitted by:  Wright, Doug Date: 18-Aug-2009
Attachment(s):
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(ZPMC
LETTER OF RESPONSE

No. B-413

TO: American Bridge/Flour
DATE: 2009-7-22

REGARDING: NCR-000295 (ZPMC-0269)

With this letter of response, ZPMC requests closure for Caltrans NCR-000295
(ZPMC-0269). We agree what describe in the non-conformance report, and have trained the
worker staff for the weld internal surface condition prior the next pass, and all of the defects which
can be found by visual must make cleaning and removing exactly.

We have also prepared the CWR for the engineer approval before the base metal
beveling repair, and through the final VI/MT inspection we can assure the repair
areas were all acceptable.

So base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-000295 (ZPMC-0269)

Please reference attached documentation for acceptance and closure the
NCR-000295 (ZPMC-0269). '

ATTACHMENT:

NCR-000295 (ZPMC-0269)

ZPMC internal NCR

The closed critical welding repair report
The final MT report
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Nonconformance Report

TREIRE
Project Name: S.LLO.B.B NCR Number:
Bl H B : R E AT NCR %8: NCR-B-183

| (NCR-000295)
Item: Improper Weld joint Cleaning, Item Number; TDrawing:

Segment 4BE | oo
TR B B N | B8: 4pE
Location: Trial assembly Date:
fr8: Mg — H3i: 2009-06-11
Description of Nonconformance:

ANEETURA

Caltrans Quality Assurance inspector observed the contractor perform buse metal edge weld repair
without cleaning and removing slag prior to welding ,The part was identified as X82V and located on Floor
Beam FBO18A(FL3,PP026,0BG Segment 4BE}, f
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/ DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
§66 Feng Bin Road Rooem 708, Changxing Island

N Shanghal 201813 PR China
dffig-na Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A }V Date: 08-Jun-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

(4-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Mame:. SAS Superstruclure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000257
Subject: NCR No. ZPMC-0269 -

Reference Description:  Jmproper Weld Joint Cleaning, Segment 4BE

Pl

The atiached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
Calirans Quality Assurance (QA) Inspector observed the Contractor perform base metal edge weld repair without ¢leaning and
removing slag prior to welding, The part was identified as X82V and located on Floor Beamn FBO18A (FL3, PP026, OBG Segment
4BE).
Action Required and/or Action Taken:

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

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0269

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

N . 06-000257,NCT
N/ 05.03.06-0 , Page lof |



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials Tr e

Quality Assurance and Source Inspeclion i
Contract #: 04-0120F4

Bay Area Branch : i

690 Walnin Ave.S1. 150 Cty: SE/ALARte: 80 PM: 13.7/13.9

Vallejo, CA 94592-1133 File# 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China | ' Report No: NCR-000295
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-026%

4

Type of problem:

Welding Conerete [ Other i

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

Joint fit-up [] Coating [ Other [  Component: OBG Segment 4BE

Procedural Procedural [J Description: :
Reference Description: Improper Weld Joint Cleaning, Segment 4BE y £
Description of Non-Conformance: ;{"q F~ 75\1 f{VJ
Caltrans Quality Assurance (QA) Inspector observed the Contractor perform base metal edge weld repair
without cleaning and removing slag prior to welding. The part was identified as X82V and located on Floor
Beam FBO18A (FL3, PP026, OBG Segment 4BE).
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Applicable reference:
AWS D1.5 2002 section 3.7.1... “The surface shall be thoroughly cleaned before welding.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor natified:  'Li Jing Bo
Time and method of notification: 0900 hours, 06-03-09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1830 hours, 06-04-09, Email
QC Inspector's Name: Zhang Hai Jun

‘}V_, TL-15, Quality Assurance - Non-Conformance Repa.ﬂ Page I of 2



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

Was QC Inspector aware of the problem: [0 Yes 4 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, 1500.042.2360, who represents the Office
of Structura] Materials for your project. -

Inspected By:  Guest,Skyler SMR

Reviewed By: Wahbeh Mazen o SMR
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Critical Welding Repair Report (CWR) 0
I E &/ 5 Bl ¥ KA HeEs Sk HEEE
Project Name: SFOBB Drawing No.: Report No.: _ e
PN =
S 04-0120F4 |-
Contract No.: B2 3 FL3 L8 X82v NDT #H&E%e
B——— = ltem Name: | FL3 stiffener xa2v | NDT Report No.: .
. . ZP06-787
Project No.: ’
R ERIE T

Description of Welding Discontinuity: .

4BEFL, FL3 (FBIBA) LAS#af4XB2VEY 4 w1k AT, AIARFERERE, BhdTE

4BE segment, work -teem didn’t clean welding area before building up FL3 (FB18A) stiffener X82V,
the detail see the following draft.

BER (Inspector) : Wa Weimin H#i (Date) : 2009-06-17

MR BNRRTE
Draft of Welding Discontinuity:

1 }“\8 ;_V T

N ARR

Build up area

This dacument js APPROVED,
DEPARTWENT OF {RASS20RTAT]
Pursuani to Section 5-1,02 of tha o

Initin! s%g Spggtcat peb (’ L2 /Ci
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Cause:

ATINEMBE, DEFIUL, FHITEEBEA Aw T,

Work team didn't grind adequately before welding, which caused it didn't clean weld afea-completely,

EFAHEA (Foreman): Z; ;,/\_,jm? F¥ (Date): u7_ N

@

AbFREE N

Disposition :

Lo A EELER, A6 SRR NEEwPs,

2 FERQIRBETELN, FARS RO LR R,

3. REEAEIRAATVTSHTRYE

4. HERMAMRIEEIET ZHE (WPS) HHTHizh e,

5. M EEITESBHEES BT,

6. REFXEIEL00%VT SHTHI,

1. Prepare excavation according to the appraved repasr WPS,

2. Grind the gouged area to a smooth and shiny finish, with tapered ends, to ensure Staggered
starts and stops. N . 7

3. VT and MT the repair area. -;,7{’4-]-5‘1‘-" c".l"jc?'--'z,’j?ﬂsii b’:’jcl’\r"?— e ey rgfﬁ,.r'

4. Preheat and weld according to the rélevant 1'ep%ir WES.

5. Grind the repaired area flush with base metal or the adjacent weld.

6. Perform VT end MT over 100% of the repair area.
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g(AFPROVED
APPROVED AS NOTED

O RETURNED FOR CORRECTION

Pursuant to Saction 5-1.02
of the Standard Specifications
State of California

DEPARTMENT OF TRANSPORTATION
. Division of Engineering Stnice:

Offics of Structure Construor
o B R g
re Representative Datd

L]
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Technical Engineer: /3, 7}7(_D.j/npproved By: Date:
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Critical Welding Repau' Report (CWR) 0
T B &% EEMHE KA HEe fﬁ““‘%““
Project Name: SFOBB Drawing No.: xBz2y Report No.: B-CWRS68
HRE T
HE 04-0120F4
Contract No.: Hfpefs | FLOEEEAXEV | NDT SRS
S item Name: | FL3 stiffener X82v | NDT Report No.: NA
WMEHY -
bred i ZP06-787
roject No.:
| iE Kk
Corrective Action to Prevent Re-occurrence: )
BRI FET, AERLARRERRT S, LQOTHNEEH#TIRE. .
Train and educate gnnder it shall clean weld pass beilore welding and check by QC before welding.
EfHA (Foreman): FAE »ZLAqW B (Date): uf b 1f
WPE-345-SMAW- 1
% Jf M) WPSHS & G(1F)-Repair -. T%8 /\/M r.yj—ev(/
Repalir WPS No.: WPS-345-FCAW-1 | Technologist:
G(1F)-Repair-1 ! 761
B (R WHAHERE B & BBk B
Preheat Temperature %* 0. Description
Before Gouging: / C of Discontinuity: N{,@
BwwaEks BumARE
Inspection Preheat Temperature 5
Before Welding: A’C’G Before Welding: / ._/’)LJ‘ UC,
B KB B WU &K
Max. Depth of Gouge: P'/é Total Length of Gouge: T\/Qj
A T ﬁeﬁgd%;én% &8
Welder: Position: |
046119 | Type: Smgw on G
B B RERE k3l
Current: [5-8 Voltage.; * .2 Speed: V1o
EEERE
inspection After Repair: ;
SRES 1
7T
SR _ B R SR T
VT Result: Nie Inspector: U7/207p,| Date: 2009, (.0 &
NDTH & #ii R \ B
NDT Result: P\(—c’ NDT Person: [z ZM!’WA Date: :9?‘ 7‘ /7
R | '
Witness/Review: :
&
Remark :
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REPORT OF MAGNETIC PARTICLE EXAMINATION

BB RS

REPORT NO. #4455 B787-MT-12377 DATEH# 2009.07.17 PAGE OFI#S 1M1 Revision No: 0
PROJECT NO. T CONTRACTOR: P

TR AP -
IDRAWING NO. 4BE CALTRANS CONTRACT NO.:

04-0120F4

1R=H OBG FLOOR BEAM mHIBSES
IREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Eoregs EeR =] HERiRE BR&S B ERHM

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T ,2009

EQUIPMENT #% MANUFACTURER i3 1§ MODEL NO. e SERIAL NO, &85

MT YOKE ~ |PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT . e

RE4L A M i3
|PARTICLE TYPE Dry magnet powder YOKE SPACING sy

R AT FRiH e ) =

MATERIAL TO BE Y WELDING i ick

\ By Material & thickness A709M-345F2

EXAMINED O CASTING %4 B+, FLAE

B I FORGING &% 14/30 mm

WELDING PROCESS i TYPE OF JOINT -

HiEHE: ks rcriil

WELD I.D CLRNTIR T PR i ACCEPT REJECT
.D. REMARKS
Py INDICATION TYPE "‘ENGE"I’E'N i Ik P
5 ]
BASE
X82v ACC. MATERIAL

AFTER B-CWR568

BLANK

EXAMINED BY %

Li zhen hua {,{

e, hs

LEVEL - 1i

SIGN £4£ |/

DATEB 1

REVIEWED BY # #

Wwd| e |

LEVEL-II SIGN I

ATEH i

JRIEEE / QCM

%< SIGN / H i DATE

i/ CUSTOMER

£ SIGN / Bl 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, P.R. China Report No: NCS-000375
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  02-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0269

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:

Caltrans Quality Assurance (QA) Inspector observed the Contractor perform base metal edge weld repair
without cleaning and removing slag prior to welding. The part was identified as X82V and located on Floor
Beam FBO18A (FL3, PP026, OBG Segment 4BE).

Contractor's proposal to correct the problem:

Remove defect and perform NDT to ensure repair is free of defects. Increase interpass cleaning and training of
NDT technicians.

Corrective action taken:

Contractor submitted Critical Weld Repair (CWR 568) along with required MT report confirming that the
repair isin compliance.

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 Jim Simonis 1347 246 3441, 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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