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-000306
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0280

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: OBG Segments 5AW & 5BW

Procedural Procedural [] Description:

Reference Description: Improper Welding/Cleaning, Weld OBW5A-004, 5AW/5BW Segment Splice
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel stopping and restarting a
shielded metal arc weld (SMAW) pass without cleaning the “ crater ared’ of the weld prior to resuming the
welding process. Thiswas observed on weld joint OBW5A-004 (5AW to 5BW side panel splice).
Applicablereference:

AWS D1.5 2002 section 3.11.1: “Before welding over previously deposited metal, all slag shall be removed
and adjacent base metal shall be brushed clean. This requirement shall apply not only to successive layers but
also to successive beads and to the crater area when welding is resumed after any interruption.”

Who discovered the problem:  Steve Hall

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 06/10/09, 10:00, Verba

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 06/11/09, 18:00, Email

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: [J 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, (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
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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: 14-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: 05.03.06-000270
Subject: NCR No. ZPMC-0280

Reference Description:  Improper Welding/Cleaning, Weld OBW5A-004, 5AW/5BW Segment Splice

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.
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: 05
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel stopping and restarting a shielded metal arc weld
(SMAW) pass without cleaning the “ crater area”’ of the weld prior to resuming the welding process. Thiswas observed on weld joint
OBWS5A-004 (5AW to 5BW side panel splice).
See NCR report No. ZPMC-280 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0280

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

ol " 05.03.06-000270,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Aug-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-000309 Rev: 00
Ref: 05.03.06-000270

Subject:  NCR No. ZPMC-0280

Contractor's Proposed Resolution:

Reference Resolution: ZPMC QA has informed the welder of this nonconformance as well as several other welders about the importance
of interpass cleaning.

ZPMC QA has informed the welder of this nonconformance as well as several other welders about the importance of interpass cleaning.
ZPMC will submit the necessary inspection reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000309R00

Caltrans' comments: Status: AAP
Date: 28-Aug-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-0280 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009
Attachment(s):
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jan-2010
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-000309 Rev: 01
Ref: 05.03.06-000270

Subject:  NCR No. ZPMC-0280

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has now included all repair documentation regarding this NCR. ZPMC requests closure of this NCR

ZPMC has now included all repair documentation regarding this NCR. ZPMC requests closure of this NCR

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000309R01;

Caltrans' comments: Status: CLO

Date: 11-Jan-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):

rwaral
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@ No. B-553
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-6
REGARDING: NCR-000306(ZPMC-0280)

With this letter of response, ZPMC requests closure of CT NCR-000306(ZPMC-0280),
what mentioned that QA observed improper cleaning before performing SMAW.

ZPMC acknowledged this problem and has issued internal NCR. According to CT’s
comments in NPR, ZPMC providing the welding repair report and NDT documentation, hoping
CT could take a review and consider close this NCR.

ATTACHMENT:
ABF-NPR-000309 RO.
NCR-B-192(ZPMC-0280)
NCR-000306(ZPMC-0280)
B-WR8045
B787-UT-8991R1-2

.W
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AR American - AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bndge F i, il ﬁ ﬁ P.0. BOX 23223 Oakland, CA 94623

e s g s Phone (510) 4190120/ Fax (510) 839-0666

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

Reslident Engineer Docﬁ}nent No.: ABF-NPR-000309 Rav: 00
Ref: 05.03.06-000270

Subject:  NCR No. ZPMC-0280

Contractor's Proposed Resolution:

Reference Resolution: ZPMC QA has informed the welder of this nonconfarmance as well as several other welders about the importance
of interpass cleaning.

ZPMC QA has informed the walder of this nonconfarmance as well as several other welders about the importance of interpass cleaning.
ZPMC will submit the necessary inspection reports at a fater date to close this NCR. :

Submitted by:
Attachment(s): ABF-NPR-000309R00

Caltrans' comments: Status: AAP
Date: 28-Aug-2009

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

Please provide documentation of the weld repairs that wera performed and that the repairs ware acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0280 at that time.

Submitted by:  Wright, Doug Date: 2B-Aug-2009
Attachmant(s):

=
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| Nonconformance Report

NMFEmkE
Project Name: S.F.0.B.B NCR Number: >-LE
TR B 2% 5 15| A it 75 A NCR %5 NCR-B-192 (‘ﬂ:}ﬁz&ﬁ)
Il; Impvroper Welding/Cleaning - ’ [tem Number: } Drawing: o
; !

BRR:  ERREEL S A | E%:  OBWSsA-004

Location: Date:

BRI SAW&SBW H3: 2009-06-20

Description of Nonconformance:

A TURAR R

Caltrans Quality Assurance Inspector observed ZPMC welding personnel stopping and restarting a
shielded metal arc weld(SMAW)pass without cleaning the “crater area” of the weld prior to resuming the
welding process. This was observed on weld Jjoint OBWS5A-004(5AW to SBW side panel splice).
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

lallrpic,« Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 14-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 Projeci/Fabrication Manager Document No: 05.03.06-000270
Subject: NCR No. ZPMC-0280

Reference Description: Improper Welding/Cleaning, Weld OBW5A-004, 5AW/SBW Segment Splice

r
The attached Non-Conformanee Report describes an occurrence where the contractor did not comply with a requirement of the contract document as

indicaled below:
O Material or Workmanship not in conformance with contracl documents.
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: OBG Lift: 05
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel stopping and restarting a shielded metal arc weld
(SMAW) pass without cleaning the “crater area” of the weld prior to resuming the welding process. This was observed on weld Jjoint
OBW3A-004 (5AW to 5BW sida panel splice).
See NCR report Na. ZPMC-280 for details.
Action Required and/or Action Taken:

Propese a resolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0280

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

Tae . )
ﬂ“’_ 05 03.06-000270,NCT Page [ of |




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 Inspeclion

Contract #: 04-0120F4
Bay Area Branch -
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 945921133 . File #  69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China : Report No: NCR-000306
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 10-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0280

s

Type of problem:

Welding Concrete [J Other L]

Welding 0 Curing O Procedural [J Bridge No: 34-0006

Joint fit-up [ Coating (] Other O Component: OBG Segments SAW & 5BW

Procedural Procedural [ Deseription:

Reference Description: Improper Welding/Cleaning, Weld OBWS5A-004, 5SAW/SBW Segment Splice
Description of Non-Conformance;

Caltrans Quality Assurance (QA) Inspector observed ZPMC welding personnel stopping and restarting a
shielded metal arc weld (SMAW) pass without cleaning the “crater area” of the weld prior to resuming the
welding process. This was observed on weld joint OBW5A-004 (5AW to 5SBW side panel splice).
Applicable reference:

AWS D1.5 2002 section 3.11.1: “Before welding over previously deposited metal, all slag shall be removed
and adjacent base metal shal] be brushed clean. This requirement shall apply not only to successive layers but
also to successive beads and to the crater area when welding is resumed after any interruption.”

Who discovered the problem: Steve Hall

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 06/ 10/09, 10:00, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 06/1 1/09, 18:00, Email

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: 0 Yes 1 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,

Inspected By: Guest,Skyler SMR
Reviewed By: Wahbeh,Mazen SMR

. ’
n_l_‘}j‘ T1.-13, Quality Assurance -- Non-Conformance Repory Page | of |




B IR B R A

M4 Rev. No.

allowance aggregate length.

Description of welding discontinuity:
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FERE:

Caused:

T B RO 418,

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

%17 i S A(Foreman): 420 Jun & $(Date): of 10+ 4
REEL '

Disposition :

1. NERKSFEEIRIROE—0 (D<0.65T, DI GRPEIRRE, THIEM) ST AT I 0 77 ok o B A i
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I. 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 lhe repaired area flush with base metal or the adjacent weld;

5. Check the welds according to the working drawings;

Technical engineer Approved by Date
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#R787-QCP-300




Correction action to prevent re occurrence:
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1. Improve monitoring of welding and interpass cleaning.
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REPORT OF ULTRASONIC EXAMINATION

UTHRA i &

REPORT NO. {4445 B787-UT-8991R1-2 DATE 2009.12.10 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : Ti243 % ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME; DRAWING NO.; CALTRANS CONTRACT NO.: 04-0120F4
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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-000446
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0280

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-Confor mance Report waswritten: 10-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPM C welding personnel stopping and restarting a
shielded metal arc weld (SMAW) pass without cleaning the “ crater ared’ of the weld prior to resuming the
welding process. Thiswas observed on weld joint OBW5A-004 (5AW to 5BW side panel splice).
Contractor's proposal to correct the problem:

Perform NDT, repair areas with defects, and perform NDT again to verify welds are in conformance with
Contract requirements.

Corrective action taken:

Contractor submitted WRR confirming the defects were removed from the weld along with NDT
documentation verifying the weld isin conformance with Contract specifications.

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, 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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