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-000297
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0271

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 8BE

Procedural Procedural [] Description:

Reference Description: Cracked Tack Welds, Segment 8BE

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC welder Cao Tao (#066163) welding root pass over
3 cracked tack welds on a complete joint penetration (CJP) single bevel grove weld. Tack welds were partially
ground and were being incorporated into the final weld. The welder was using the flux cored arc welding
(FCAW) processin the 3G (vertical) position on weld joint SSD19-PP65-135 (Segment 8BE, Panel Point 65,
FB13A).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

AWS D1.5, 2002 Section 3.3.71- “Tack welds shall be subject to the same quality regquirements as the final
welds.”

AWS D1.5, 2002 Section 6.26.1.1- “The weld shall have no cracks.”

Who discovered the problem:  Dan Hernandez

Name of individual from Contractor notified: Lu Xiao Ying
Time and method of notification: 06/02/09, 10:30, Verba
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 06/03/09, 14:00, Verba

QC Inspector's Name: Chen Chih Ming

Was QC Inspector awar e of the problem: Yes[] 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

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: 05.03.06-000260
Subject: NCR No. ZPMC-0271

Reference Description:  Cracked Tack Welds, Segment 8BE

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 ZPM C welder Cao Tao (#066163) welding root pass over 3 cracked tack welds on
acompletejoint penetration (CJP) single bevel grove weld. Tack welds were partially ground and were being incorporated into the final
weld. The welder was using the flux cored arc welding (FCAW) processin the 3G (vertical) position on weld joint SSD19-PP65-135
(Segment 8BE, Panel Point 65, FB13A).
Action Required and/or Action Taken:

Please propose a resolution for the identified non-conformance to prevent future occurrences. The weld shall have no cracks.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0271

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

ol " 05.03.06-000260,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: 24-Aug-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-000305 Rev: 00
Ref: 05.03.06-000260

Subject:  NCR No. ZPMC-0271

Contractor's Proposed Resolution:

Reference Resolution: ZPMC recognizes that welding over cracked tack welds is not acceptable. As this weld is a CIP, ZPMC will
perform UT to verify a sound weld.

ZPMC recognizes that welding over cracked tack welds is not acceptable. ZPMC has notified the welder and onsite CW1 of this
nonconformance. As this weld is a CIP, ZPMC will perform UT to verify a sound weld. Reports will be forwarded at a later date.

Submitted by:
Attachment(s): ABF-NPR-000305R00

Caltrans' comments: Status: AAP
Date: 10-Sep-2009

The response is acceptable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0271 at that time.

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

‘E}' Page 1 of 1



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: 14-Dec-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-000305 Rev: 01
Ref: 05.03.06-000260

Subject: NCR No. ZPMC-0271

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges that an indication was missed and has written an internal NCR to document it. Attached are
the documents of the repair and subsequent NDT which show that the weld is now acceptable

ZPMC acknowledges that an indication was missed and has written an internal NCR to document it. Attached are the documents of the repair
and subsequent NDT which show that the weld is now acceptable. Based on this ZPMC is requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000305R01;

Caltrans' comments: Status: CLO

Date: 17-Dec-2009

The correc documentation has been received.

Submitted by:  Howe, Bill Date: 17-Dec-2009
Attachment(s):

‘E}' Page 1 of 1



No. B-527

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-11
REGARDING: NCR-000297 (ZPMC-0271)

With this letter of response, ZPMC requests closure for CALTRANS NCR-000297 (ZPMC-0271)
what mentioneti that QA observed welding was performing over cracked tack welds.

ZPMC acknowledged this problem and has issued internal NCR. ZPMC performed NDT for this
weld and issued WWR to repair the UT indication. After repair UT was performed to warrant
weld’s quality. _

According to CT’s comments in NPR, ZPMC providing internal NCR, WWR and NDT
documentations, hoping CALTRANS could take a review and consider close the NCR.

ATTACHMENT:
NCR-B-180

NCR-000297 (ZPMC-0271)
ABF-NPR-000305 RO.
B787-UT-6946

B-VT-30328

B-WR5276
B787-UT-6946R 1
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Nonconformance Report

PRETRE
Project Name: S.E.0.B.B ‘ NCR Number:
B &F: R E AT NCR 45: NCR-B-180 53 (=27
(NCR-297; CQ-OE) 036)
Item: Cracked Tack Welds Item Number: Drawing:
BRER: AERY 5:  N/A ES: B8BE
Location: 8BE ' Date: '
frE: 8BE H$8: 2009-06-10
Description of Nonconformance:
RE LR Hik:

Caltrans QA Inspector observed ZPMC welder Cao Tao  (#066163) welding root pass over 3 cracked
tack welds on a complete joint penetration (CJP) single bevel grove weld. Tack welds were partially ground
and were being incorporated into the final weld. The welder was using the flux cored arc welding (FCAW)
process in the 3G (vertical) position on weld joint SSD19-PP65-135 (segment 8BE, panel point 65, FB13A)
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

-"” St 666 Feng BIn Road Room 708, Changxing Island
e Shanghal 201913 PR China
oflrors Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUQR, A TV Date: 08-Jun-2009

375 BURMA ROAD

OAKILAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr, Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr. Thomgs Nilsson  Project/Fabrication Manager Document No: 05.03.06-000260
Subject: NCR No. ZPMC-0271

Reference Description:  Cracked Tack Welds, Segment 8BE

The attached Non-Conformeance Repori describes an occurrence where the contractor did not comply with a requirement of the contract documcn; as
indicated below:
Material er 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.
] Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC welder Cao Tao (##066163) welding root pass over 3 cracked tack welds on
a complete joint penetration (CJP) single bevel grove weld. Tack welds were partially ground and were being incorporated into the finzl
weld. The welder was using the flux cored arc welding (FCAW) process in the 3G (vertical) position on weld joint SSD19-PP65-135
(Segment 8BE, Pane] Poimt 65, FB13A).
Action Required and/or Action Taken:

Please prapase a resolution for the identified non-conformance to prevent future occurrences. The weld shall have no cracks.

Transmitted by: Staﬁley Ku Sr. Bridge Engineer
Attachments: ZPMC-0271

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

N o05.03.06-000260nCT Pagelof 1



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

Bay Area Branch
690 Walnut Ave.St. 150 . Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84582-1133 File#: 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000297
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 02-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0271

Type of problem:

Welding Concrete [ Other O

Welding O cCuring O Procedural [  Bridge No: 34-0006

Joint fitup [J Coating [ Other 0  Component: OBG Segment 8BE

Procedural Procedural [1 Description:

Reference Description: Cracked Tack Welds, Segment 8BE

Description of Non-Conformance: '

Caltrans Quality Assurance (QA) Inspector observed ZPMC welder Cao Tao (#066163) welding root pass over

3 cracked tack welds on a complete joint penetration (CJP) single bevel grove weld. Tack welds were partially

ground and were being incorporated into the final weld. The welder was using the flux cored arc welding

(FCAW) process in the 3G (vertical) position on weld joint SSD19-PP65-135 (Segment 8BE, Panel Point 63,

FBI3A).
BEE Panel Point
SSD19-1PP65S ;
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ﬂi}“ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Applicable reference:
AWS D1.5, 2002 Section 3.3.71- “Tack welds shall be subject to the same quality requirements as the final
welds.” '

AWS D1.5, 2002 Section 6.26.1.1- “The weld shall have no cracks.”

Who discovered the problem: Dan Hernandez

Name of individual from Contractor notified: Lu Xiao Ying
Time and method of notification: 06/02/09, 10:30, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

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

QC Inspector's Name: Chen Chih Ming

Was QC Inspector aware of the problem: 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 maldng 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

ﬁz TL-15,Quality Assurance -- Non-Conformance Report

Reviewed By: = Wahbeh,Mazen SMR

Page 2 of 2



ﬁ\f”ﬂf‘:f'ﬂ?ﬁl“} o AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV
Bf’iﬁ{)}? [5 _& M @J’ [ri( P.0. BOX 23223 Oakland, CA 94623

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

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Supersiructure Dated: 24-Aug-2008

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary 4 Job Name: SAS Superstruciure

Resident Engineer Document No.: ABF-NPR-000305 Rev: 00
Ref:; 05.03.06-000260

Subject:  NCR No. ZPMC-0271

Contractor's Proposed Resolution:

Reference Resolution:  ZPMC recognizes that welding over cracked tack welds is not acceptable. As this weld is 2 CJP, ZPMC will
perform UT to verify a sound weld.

ZPMC recognizes that welding over cracked tack welds is not acceplable. ZPMC has notified the welder and onsite CWI of this
nonconformance. As this weld is a CJP, ZPMC will perform UT to verify a sound weld. Reports will be forwarded al a later date.

Submitted by:
Attachment(s): ABF-NPR-000305R00

|

Caltrans’ comments: Status: AAP
Date: 10-Sep-2009

The response is acceplable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceplable. The Depariment will review the

Contractor's praposal 1o close Non-Conformance ZPMC-0271 at that time.

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

Trrgat

3-2,.. Page l of |



¥ e

| ——=—— | REPORT OF ULTRASONIC EXAMINATION

REPORT NO. # &5 B787-UT-6946 DATE 2009.06.05 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TfE%E ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG 8BE PLATE  [PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
. PANEL SPLICE SEG46" "
B2 FR j2f=3 M IERe
REFERENCING CODE %37 ACCEPTANCE STANDARDEFHRHE PROCEDURE NO. BFFE S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS £EH % JOINT TYPE J2iE2m CALIBRATION DUE DATE {X & IFH %0
FCAW BUTT ' Dec. 28°7 ,2009
EQUIPMENT &% . MANUFACTURER #1375 MODEL NO. #4&5 SERIAL NO. FFls &
. 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK if#k COUPLANT 35471 MATERIAL/THICKNESS %5} Bt
AWS W BLOCK TYPE I c.M.C AT0OM-345T2-X 30mm
' TRANSDUCER #£k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
flbieges) AE 5 R~ IS fE iz R+
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level &% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ T DISCONTINUITY FdEit 5
=
o w e g
WELD = = ul ~ g lg |58 |= = 4
Z 9w % = | B =s|5EE S "E g LOCATION OF DISCONTINUITY Sa | @
= = 7] = 3 |
IDENTIFICATION |E ik [nE (== B Esss 55 & LA (mm) s £
<gm | MRl oE R - - S E ]
3} b @ E & E
pmgees (8 |& |= |4 = s
a 2 o = Sound | Depth from . s o
= Length From'X | From'Y 5]
alblec]|d £ Path Surface - Y 0
BE aEmmE | a
SSD19-PP65-135 1 | 70 A 1 141331 ]+7] 30 40 13 -5 192 REJ. | 100%
2 70 A 1 {4233} 1|+8] 80 34 12 0 310 REJ. | 100%
S5D19A-PPB5-131 1 70 A 1 |43]|33] 2 |+8] 30 52 17 -10 370 REJ. | 100%
SSD19-PPE6-135 1 70 A 1 (41]33)1|+7] 30 33 11 -2 210 REJ. | 100%
SSD19A-PPE6-131 70 33 ACC., | 100%
S5D19-PP67-135 1 70 A 1 | 42]33) 2 |+7| 20 43 14 0 524 REJ. | 100%
2 70 A 1 143|33| 2 |+8| 20 40 23 -5 1230 REJ. | 100%
SSD19A-PP67-131 1 70 A 1 143(33| 3|+7] 3o 58 19 +7 602 REJ. | 100%
EXAMINED BYZ:if ( REVIEWED BY ##;
__Jiang yong /IT@"" {“b'“\ *‘W ZNM
g —J ™ ' ) —
LEVEL-1l SIGN [ |/DATE rr ALY 'R) LEVEL -1l SIGN /! DATE ﬁﬁs IR 0)
ST / QCM Fi/CUSTOMER
S 2o
= SIGN / B4 DATE ﬁf}..f o 61 L Y [%S SIGN/B#i DATE

(FORM# ZPQC-UTO1)
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Welding Repair Report 0
m\ Ezgﬁ %E%gkﬁ ﬁ%g% SEG4B* #E-%g%% !
i B-WR5276
Project Name SFOBB Drawing No Report No. :
- EiR= : I _
Contract No. it HAL£# | 8BE FLOOR BEAM | NDTHRL 4%
RE = ltems Name |  spLce Report No.of NDT | B787-UT-694
.y ZP0B-787 , '
Project No.:
et e

Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum
allowance aggregate length.

(UTRGRAWREBKENTFBRASRE. ) SSDIO-PPE5-135

Y AS
. iaf;j f’ﬁ
£ (Inspector) llia “Yon B #(Date) : _09.06.05
FFEEBAARTES

Draft of welding discontinuity:

)
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T | %% _‘%gh

WELD NUMBER: SSD19-PP65-135
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7R E:

Caused:

I BEREMNLEFS

1. Did not clear the weld pass completely in time.

Z [ fi 7 A(Foreman): M )/ZM W B J7(Date): ﬁ? .96. v 3 .

HEZRL
Disposition :

1. AREEERTEE—N (D<0.65T, DXEMYERE, THRE) ZERAmT ERTTE R R,
2. SREEEETZNE (WPS) BEFHISLTR, ﬁ#ﬁﬁﬁ-ﬁ

3. BATEHEEITVTRA G52 B e

4. HEFhRERIT %EU’—?&HQ?B:‘EE%—‘F?F:

5. WREMENEREAREELSE

1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of
metal) to remove all defects:

2. Follow repair WPS for joint preparation, preheat, and weld deposit;

3. Verify with VT no defects remain in the weld joint prior to welding;

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

5. Check the welds according fo the working drawings.

= 5 T / -
Technical engineer Approved by //q\& Date
SRS D ob

#R787-QCP-900
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Welding Repair Report 0
i H B =BEEERG A E S SEG46* RAELF .
Project Name SFOBB Drawing No Report No. -WRE5276
RS . |
Contract No.: Pt i+ 44k | 8BE FLOOR BEAM | NDT#R-% 455
LR ltems Name SPLICE | ReportNoof NDT | B787-UT-6946
o i ZP0B-787
Project No.: -
2 EF5

Correction action to prevent re occurrence:

1 mERE RS .

1. Improve monitoring of welding and interpass cleaning.

i .

Ay

2 9 % %t A(Foreman): {1 M ?}Wflﬁﬁ 333(5319)5@7‘ 95’95,

£BEHWPSH S
Repair WPS No.

WPS-345-SMAW-3
G(3F)-Repair
WPS-345-FCAW-3
G(3F)-Repair
WPS-345-SMAW-3
G(3F)-FCM-Repair

ITER
technologist

Vi
o) 9408

TEE () AR E
| Preheat temperature

before gouging

e

iR {8y kP2
Description
of disconiinuity

i

Inspection Preheat temperature o
before welding A/(/C/ before welding / / e
e SR e, SR f = ‘ RS T T T
BRBURE galpk
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PROJECT NO. :TR$EE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG 8BE PLATE  [PRAWING NO.: ) CALTRANS CONTRACT NO.: 04-0120F4
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AWS D1.5-2002

REFERENCING CODE #3313
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AWS D1.5-2002(Table 6.3)
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PROCEDURE NO. BfgE

WELDING PROCESS B# 45 JOINT TYPE {54821 CALIBRATION DUE DATE {% 22 & IEF 18
FCAW ) BUTT Dec. 2857 ,2008
EQUIPMENT 4% MANUFACTURER #1475 MODEL NO. Ex45 SERIAL NO. 748
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #5431 MATERIALITHICKNESS #4% JLiF
AWS IW BLOCK TYPE II cm.e AT09M-345T2-X 30mm
TRANSDUCER #%:L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY. SIZE
IS AEE 2 iiE=:S R T AR kS R~
Changchao 70° " 2.5MHz _ 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #% R #(if 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
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SSD19-PP65-135 | 1R1 | 7D 34 ACC. | 100%
2R1 | 70 34 ACC. | 100%
SSD19A-PPE5-131 | 1R1 | 70 34 ACC. | 100%
SSD19-PPE6-135 | 1R1 | 70 34 ACC. | 100%
SSD18-PP67-135 | 1R1 | 70 34 ACC. | 100%
2R1 | 70 34 ACC. | 100%
S5D19A-PP67-131 | 1R1 | 70 34 ACC. | 100%
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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-000427
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0271

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:  02-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welder Cao Tao (#066163) welding root pass over
3 cracked tack welds on a complete joint penetration (CJP) single bevel grove weld. Tack welds were partially
ground and were being incorporated into the final weld. The welder was using the flux cored arc welding
(FCAW) processin the 3G (vertical) position on weld joint SSD19-PP65-135 (Segment 8BE, Panel Point 65,
FB13A).

Contractor's proposal to correct the problem:

Repair defects and perform the required NDT.

Corrective action taken:

Contractor submitted the WRR used during the weld repair procedure as well asthe NDT documentation
confirming the repair isin conformance with Contract specifications. Aninternal NCR was a so 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
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