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-000296
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0270

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 Splice 1AE/1BE

Procedural [ Procedural [1 Description:

Reference Description: Welding in Downward Progression, Weld Joint OBE1A-009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed welding being performed in a downward progression on
side panel splice weld OBE1A-009 (OBG Segments 1AE to 1BE). The vertical weld progression should be
upwards per AWS D1.5 requirements.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

R
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06/02/2009

Applicablereference:

AWS D1.5 2002, Section 1.9 Welding Procedure Specifications (WPSs): “All production welding shall be
performed in conformance with the provisions of an approved Welding Procedure Specification (WPS), which
is based upon successful test results as recorded in a Procedure Qualification Record (PQR) unless qualified in
conformance with 1.3.1.”

AWS D1.5 2002, Section 4.14.1.7: “The progression for all passes of vertical position welding shall be
upwards, unless adownward progression shall be qualified by tests approved by the Engineer.”

Who discovered the problem:  Rory O’'Kane

Name of individual from Contractor notified: Larry Lu
Time and method of notification: 15:20 hours, 06-02-09, Verba
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 14:00 hours, 06-03-09, Verba
QC Inspector's Name: Xeng Yaun

Was QC Inspector awar e of the problem: L] 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.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 05.03.06-000259
Subject: NCR No. ZPMC-0270

Reference Description:  Welding in Downward Progression, Weld Joint OBE1A-009

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 welding being performed in adownward progression on side panel splice weld
OBE1A-009 (OBG Segments 1AE to 1BE). The vertical weld progression should be upwards per AWS D1.5 requirements.
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-0270

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

ol " 05.03.06-000259,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  27-Jul-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-HPRAO00268 Rev: 00
Ref: 05,03 05-000259

Subject  NCR Mo, ZPmMC0270

Contractor's Proposed Resolution:

Reference Resolution: IPMC hazresponded to thiz NCR and has attached documents az evidence of completion. ZPMC requeds
closure ofthis MCR.

PMC has regponded tothis NCR and has attached documenrts as esidence of campletion. ZPMC requests dosure ofthizs NCR.

Subrritted by
Atachment(s): 2EF MNPR-000265RO0;

Caltrans’ comments: Status: CLO
Date: 15-Aug-2000

The propozed resolution iz acceptable. &ninterral ZPMC MCR waz witten, and the welder received addtional training. Alzo, the weld in
guestion has been accepted by VT, MT, and UT az shown inthe attached documerts. The Department concursthat Mon-Conforn ance 2P MC-
0270 s closed.

Submitted by 'Wirioht, Doug Date:  18-Aug-2009
Attachment(s):

s

Fape lafi



ZPMCc] No. B-417
LETTER OF RESPONSE ~ ~

TO: American BridEe/Flour
DATE: 2009-7-23
REGARDING: NCR-000296 (ZPMC-0270)

With this letter of response, ZPMC requests closure for Caltrans NCR-000296
(ZPMC-0270). We agree what describe in the non-conformance report, as we all know the weld ‘
should be upward in the vertical direction except for the special electrode. ZPMC have instructed
the worker foreman and the welder which mentioned in the report, especially remind that the
downward weld although can improve the speed, but the liquid metal can’t be hold by the before
cooling 'weld, then there will be not enough fusion between the base metal and weld, and some of
the defect will occur and the visual condition also will be more worse than the upward.

By the way we have punished the sub-constractor with the ZPMC quality states. as the
concern of the weld quality we have inspected the weld strictly by visual and NDE, with the
normal procedure the weld also verified by the caltrans inspector.

So base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-000296 (ZPMC-0270).

Please reference attached documentation for acceptance and closure the
NCR-000296 (ZPMC-0270).

ATTACHMENT:
NCR-000296 (ZPMC-0270)
ZPMC internal NCR

The final VT/UT/MT report

Z%Jf/ﬁ %VW%M
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| Nonconformance Report

AFETERE
Project Name: S.F.0.B.B NCR Number:
I B & %R % E MR AR NCR 75 NCR-B-182
(NCR-000296)
Item: Welding in Down Progression Item Number: | Drawing:
BT MERTHE
— H5:  NA ElS: 1AL+IBE
Location: Date: .
ME: S H 38 2009-06-11
Description of Nonconformance:
PSR!

Caltrans Quality Assurance Inspector oberseved welding being performed in a downward progression
on side panel splice weld OBE1A-009(OBG Segment 1AE to 1BE), The vertical weld progressmn Should be
upwards per AWS D1.5 requu‘ements

InPHARES 7 A B 7 RS OBE1A-009 :z%-..d%-uﬁﬂi RIZME AWS1S BERRN FELE, TEM EETF

-
‘Work By: ] é- I2Prepared by Reviewed by QCE:
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SEiREyS TAREHIE HEER Fodh JE B
Disposition: O Useasis [0 Repair O Reject
AhFEIET: 5] B il
Recommendation:

b > HR SR T
B ol Hrdas BAE 2 pb 20 A | ,i?iﬁi@ﬁ pus 1+
Erhonce su.f-Er Uisioh on ~ _Sl't? and f‘—‘”]':n““ fg‘b ;—a]u.f femsA |
Prepared by: __ [a Weeninf _ Approved by QCA:

B & RRGEE

Reason for Nonconformance:

AEFEEEA: R T4y, ot BIf - 291 s ‘iiﬁ@»% 9 #%é’i— ff/ang.j“%‘ﬁ))ﬂ; fih
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B iE . AWS -5 }?,?ww percioal weld 2) @‘i %é_ f;niwces vsim Gnd | nspectol

1"7'7; % %’%‘“’#‘k % é[?'é Approved by/ 6740 ) Uh 04 ,oft 1
Technical Justification for Use-As-Is/Repair: [J Attachment [0 Non-attachment
(] B BRE s (O B AR 3
B T K
Reviewed /th#E:
Verification: O Acceptable 0 Unacceptable
itk TER EACIE: 27
Verified by QCI/JER A Reviewed by QCA/A# EFF#:

#R787-QCP-1300 -
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STATE OF CALIFCRNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY . Arncld Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES C :
Office of Structural Materlals S 5

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

Bay Area Branch :

83D Walnut Ave.St. 150 e Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallsjo, CA 84592-1133 it 5

(707} b48-5453 e . File #:  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000296
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0270

Type of problem:
Welding Concrete [ Other O
Welding Curing L1 Procedural [J  Bridge No: 34-0006

Joint fitup [ Coating [ Other 0  Component: 0BG Segment Splice 1AE/IBE
Procedural [] Procedural [J Description:

Reference Description: Welding in Downward Progression, Weld Joint OBE1IA-009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed welding being performed in a downward progression on
side panel splice weld OBE1A-009 (OBG Segments IAE to 1BE). The vertical weld progression should be
upwards per AWS D1.5 requirements.

(3 R
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QUALITY ASSURANC

E -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicable reference;
AWS DI.5 2002, Section 1.9 Welding Procedure Specifications {(WPSs):
performed in conformance with the provisio
is based upon successful test results as recor
conformance with 1.3.1.”

AWS D1.5 2002, Section 4.14.1.7: “The progression for all passes of vertical position welding shall be

“All production welding shall be

ns of an approved Welding Procedure Specification (WPS), which
ded in a Procedure Qualification Record (PQR) unless qualified in

upwards, unless a downward progression shall be qualified by tests approved by the Engineer.”

Whe discovered the problem: Rory O’Kane

Name of individual from Contractor notified: Larry Lu
Time and method of notification: 15:20 hours, 06-02-09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 14:00 hours, 06-03-09, Verbal

QC Inspector's Name: Keng Yajun
Was QC Inspector aware of the problem:
Contractor's proposal to correct the prob

Comments:

This report is for the purpose of determining conformance with the contract documents and is oot for the
purpose of making repair or fit for purpose recommendations, Should you require recommendations
concerning repairs or remedial efforts please contact Sky

of Structural Materials for your project.

O Yes [ No

lem:

ler Guest, 1500.042.2360, who represents the Office

Inspected By: Guest,Skyler

SMR

Reviewed By: ~ Wahbeh Mazen

'ﬁ’ TL-15,Quality Assurance -- Nan- Conformance Repart

SMR
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(ZBMC]

Visual Weld Inspection Report
1E4E AR BERE

Caltrans Contract No. 04-0120F4 Quality Control Representative:
JiE IS S R tE:
Project No:: I H | San Francisco Oakland Bay Bridge E CWI:
[EHEEAF HRA:
7P06-787 Quality Assurance Manager ~Approval
il
Welding
Weld No. Welder 1.D.#| Location consumables Undercut | Porosity Over lap| Crater Arc strike| Spatters
JREER S BITRHS (A R R Wi 4L 129 iy | RIREY kI
OBE1A-009 045143
3G  |Supercore71H(@1.4) ! J ! \l L ¢
||I.||I|I|I||||.||||||I||I|I.||I|I|I|||||I.|.|.|.|1\||I|I.I|I|||
I———— lIuIl|.I|I|||||I.||||il.||I1lI||||l|.|.||||.|.I|||I|l|l|I.I.I|
||||||||.I||||.|1ll||!||||||illl||||II|I1l||I|I.I|I|I.I|||||l|
_
I A—!
ORI
(1 After root weld [ After cover pass
] After HSR No.:

#R787-QCP-603

] After CWR or WRR No. :

.o

- URIA" ie nnt DSU:ODU_W.

Girder/ 2
Tower/ #=.:

S

Crack

2009.06.21

-

:
Accept or Reject
Accept or Repai after repair
Reject |r iZ EA el
i) e
v ACC NA NA
o
P I T e
P
PR
others NG



Wik 4
e —

85
% 2009.06.21

OBG PlatePay elSplice

Visual Welq Inspection Report
FRLE T 25 258 2

04-0120F4

Girder/ 2% .

Caltrans Contract No.
SN E 7742

Quality Controf Representative-
Y Eigin-
CWi:

BH 7 :

San Francisco Oakland Ba Y Bridge
EAEApF

Welding
consumables

R

Welder 1.D.# Location
B TR 7 E

m:_uo_dowoﬁmAQH.&

O After root weld
O After CHR or WRR No. :
nmﬂmwloovlmow

"V "isno defects. " x » is defects. "NA"

is not applicable.



REPORT OF ULTRASONIC EXAMINATION
UTHRO R

REPORT NO. if##%s B787-UT-7637 DATE 2009.07.15

PAGE 1 OF 1 Revision No: 0

PROJECT NO. :Tf#%% ZP06-787

CONTRACTOR: CALTRANS -

ITEMS NAME: CRAWING NO.: CALTRANE COMTRACT NO.: 04-0120F4
1AE+1BE _ OBE1 :
B AR — 1445 I TR
REFERENCING CODE £ Hlii ACCEPTANCE STANDARD 1£ 7 b7k _ |PROCEDURE NO. i34 4
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS Ji#i# 77 4 JOINT TYPE ¥i4EER! CALIBRATION DUE DATE {85 £ 1F 1 200
FCAW BUTT Dec. 28°" 2009
EQUIPMENT &% MANUFACTURER i3 fi MODEL NO. {30475 SERIAL NO. [FFI% 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #i &7 MATERIAL/THICKNESS #4 1 ELHf
AWS IIWBLOCK TYPE II C.M.C AT09M-345  20/28mm
TRANSDUCER ##:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER, ANGLE FREQUENCY SIZE
HliE HIE e st I pii mE R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #3% RN 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 1 DISCONTINUITY AEELEE 5
: B
WELD S |3 |y |~ls_ |2 5.1z E =
z |8=|lz. | Esl5c[E8E 2 LOCATION OF DISCONTINUITY > &
O ITz|LE|x [23|53|2 8|S3 FHELE R T (mm) '
IDENTIFICATION Elj‘? wg |[EE|~ BggwEex R 23 i
U3 5 3 = & = T
SHL B il g L 0 =
Rt EBIER S z E =l Sound | Depth from . 5 o
- Length From'X | From™ ]
a|b|c|d KR Path Surface Hix Yy ]
) mE | EAERE | * o
OBE1A-009 70 33 ACC. | 100%
BLANK
EXAMINED BY 3£ REVIEWED BY #1#;
Han feng H o ‘fqu IRy S’u wel 04,7207
7
LEVEL-1l SIGN / DATE ' LEVEL -1l SIGN / DATE
HEI£:3 / QCM FCUSTOMER
%<7 SIGN / H W DATE %% SIGN/ F I DATE

(FORM# ZPQC-UTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R4 B4R 5
REPORT NO. i &5 B787-MT-12238 DATELI i} 2009.67.15 PAGE OF_JL3 17 |swvision No: 0
PROJECT NO. - CONTRACTOR: — ’
THES: A Ope
DRAWING NO. OBE1 CALTRANS CONTRACT NO.:
04-0120F4™
=N 1AE+1BE inMHIEmS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NC. LALIGRATION DUE Da 7L
BRI B bR BR&me (BB A0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2000
EQUIPMENT & # MANUFACTURER 1l % MODEL NO. 308555 SERIAL NO, #Eak i
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
LA R e HLHT
PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
B FRH R4 A5E mm
MATERIAL TO BE J WELDING L Material & thickness
AT09M-345
EXAMINED O CASTING %14 R, I
By s O FORGING i 20/28 mm
WELDING PROCESS
EL — TYPE OF JOINT T
TR B ik kil
WELD I.D el Ll g ACCEPT EJECT REMARKS
D. R
HE INDICATION TYPE [N e Jt ik
i HA
OBE1A-009 ACC. 100%MT
BLANK
EXAMINED BYZ:4% IREVIEWED BY ##%
Jin Jianting ):r\ Jian tony @G0 )" Sbm GlOH.q Clqcmq 19‘}, o 0
p 7

LEVEL-Il SIGN#%% |/ DATEHM LEVEL-  SIGN Jr DATEH
JAfEE / QCM HFCUSTOMER

% SIGN / Hli DATE

%< SIGN/ E W] 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, P.R. China Report No: NCS-000345
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0270

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:  02-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed welding being performed in a downward progression on
side panel splice weld OBE1A-009 (OBG Segments 1AE to 1BE). The vertical weld progression should be
upwards per AWS D1.5 requirements.

Contractor's proposal to correct the problem:

Perform required NDT and submit reports verifying the weld isin conformance with Contract specifications.
Corrective action taken:

ZPMC performed visual inspection as well as magnetic particle testing and ultrasonic testing on the weld in
question and submitted the reports verifying that the welds are in conformance. The welder and quality control
technician relieved further instruction on welding in accordance with the approved WPS. Furthermore, the
weld in queston has received further testing and repairs since the non conformance was issued.

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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