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, PRC Report No: NCR-000322
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0296

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: South Tower, Lift 1

Procedural Procedural [] Description: Missing backing barsin South Tower, Lift 1

Reference Description: Missing backing bars on diaphragm corner piece welds in South Tower, Lift 1
Description of Non-Conformance:

During random visual after blast inspection of South Tower, Lift 1, QA observed that there are no backing bars
on diaphragm corner piece welds SSD1-A164H/J194 & SSD1-A164G/J-215. These welds were previously
accepted by ZPMC QC Personnel.

South Shaft Lift 1, 43M
(Inside Double Diaphragm)

South Shaft Lift 1 ;47.6 M (Inside Double Diaphragm)

Backing Bar Missing

Backing Bﬁr Missing

06-15-09 13:30 06-15-09 13:30

Applicablereference:

Weld Joint Detail WT-63 specifies backing bar.

Who discovered the problem:  Amit K. Juvekar

Name of individual from Contractor notified: Don Walton
Time and method of notification: 6/15/09, 15:30; Verba
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 6/17/09, 14:00; Verba

QC Inspector's Name: Ken Zhang

Was QC I nspector awar e of the problem:

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

[ 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 17-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: 05.03.06-000285
Subject: NCR No. ZPMC-0296

Reference Description:  Backing Bars/ South Shaft Lift 1/43m & 47.6m Diaphragm CJP Welds

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.
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: Tower Lift: 01
Remarks:
During random visual after blast inspection of South Tower, Lift 1, QA observed that there are no backing bars on diaphragm corner
piece welds SSD1-A164H/J-194 & SSD1-A164G/J-215. These welds were previously accepted by ZPMC QC Personnel.

Weld Joint Detail WT-63 specifies backing bar.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation that the deficiencies have been brought into
compliance with the contract requirements. In addition to the material/workmanship non-conformance, propose a resolution that
addresses the Quality Control issue with regard to the missing backing bars. Provide documentation of the steps taken by the Quality
Control Manager to prevent future occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0296

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

ol " 05.03.06-000285,NCT

Pagelof 1



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

Ta CALTRANS - SAS Superstricture Datett  24-fug-2009

335 Burma R oad Contract Ho: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABFHPRO003M3 Rev: DO
Ref: 05.03 05-000285

Subject  NCR Mo, ZPmMC0296

Contractor's Proposed Resolution:

Reference Resolution: Backing barz are required for wwelding putpozes only and are not needed far structural integrty ofthe Toeer, ZPMC
chioss to remove the backing bars.

Backing bars are required for welding purposes only and are not needed for structural integrity of the Tower, ZPMC chose to remove the
backing kars. By removing backing bars we have a better weld condition. ZPMC requests dosure ifthis MCR.

Subrritted by
Atachment(s): ABF NPR-000313R00

Caltrans’ comments: Status: REJ
Date: 01-Sep-2000

The propozed resolution iz not acceptable. Weld detail\WT-63 zhown an the approved shop draswings far this weld indudes a backing kar. For
future welds swhere the backing bar wdll be removed | please notify the Engineer.

Pleaszs submit acceptable inspedion document s forthe weld in guestion. The Departnent well revesthe Contrador's proposal to close Non-
Conformance ZP MC-0296 ot that time.

Submitted by 'Wirioht, Doug Date: 01-Sep-2004
Attachment(s):

Fape lafi



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

Ta CALTRANS - SAS Superstricture Datect  21-Oct-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABFHPRO003M3 Rew: 01
Ref: 05.03 05-000285

Subject  NCR Mo, ZPmMC0296

Contractor's Proposed Resolution:

Reference Resolution: IPMC removed the backing bars fram the welds, S501-8164H50-194 and S50 -ATE4G 215 1o perform repairs.
ZPMC has provided UT repats swhich showethat the weld is sound atter the repairs,

PMC removed the backing bars from the welds, S501-8164H7J-194 and 25D1-A164G0-215 10 perfarm repaire. 2P MC has provided UT
repoits which showthat the weldis sound atter the repairs. ZPMC requests closure of this NCR.

Subrritted by
Atachment(s):  AEF MNPR-000313R01;

Caltrans’ comments: Status: ALP
Date: 27-Oct-2009
The Depatment agrees tha the objedive evidence tha suppots the acoeptability of the welds has been provided .

Howevet, this NPR (ABF-MP R-0003 23R 01 does not addressthe Cuality Control issue with regard to the missing backing bars. In addition,
please provide documentation of the steps taken by the Guality Cortral Manager to present future occurrences.

Submitted by:  Les, Hen Date:  27-0ct-2004
Attachment(s): MPR CT Comments

Fape lafi



No. T-066

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-10-19
REGARDING: NCR-000322(ZPMC-0296), NCR-000411(ZPMC-0385)

ZPMC received NCR-000322(ZPMC-0296), NCR-000411(ZPMC-0385), they mentioned
that CT inspector discovered that backing bars had been attached with intermittent fillet
welds outside of the weld joints. The relational welds were SSD1-A164H/J-194,
SSD1-A164G/J-215, SSTL3-1C/K-96, and SSTL3-1C/K-97.

For ZPMC-0296, ZPMC found indications deeply in the welds SSD1-A164H/J-194,
SSD1-A164G/J-215, and they had to be gouged from the backing bars, so the backing bars
were removed. For ZPMC ZPMC-0385, ZPMC had realized this problem, and already made
continuous full length weld on the backing bars, according to AWS D1.5-2002 Section 3.3.7.6.
As a result, ZPMC finally performed re-inspection by UT, and the result showed the welds
were acceptable. In order to avoid such problem occurs again ZPMC will perform welding
work according to related procedures strictly, and engineer will be informed when backing
bars will be removed, also ZPMC will enhance welder and QC be more responsible. Here
attached reports to prove the welds were perfect after re-welding on the backing bars.

So ZPMC hope Caltrans could take a review and close these NCRs.

ATTACHMENT:
NCR-000322(ZPMC-0296)
NCR-000411(ZPMC-0385)
T-WR1099
T787-UT-1342R2
T-WR1097
T787-UT-1340R2
T787-UT-2345

‘Z/W\ﬁ l\o/u/& }5705 (o /7




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 17-Jun-2009 Lis

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: 05.03.06-000285
Subject: NCR No. ZPMC-0296

Reference Description: ~ Backing Bars / South Shaft Lift 1 /43m & 47.6m Diaphragm CJP Welds

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract documeﬁt as ’
indicated below: ,
Material or Workmanship not in conformance with contract documents.
Quélity Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem i.n-quality control.
] Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
During random visual after blast inspection of South Tower, Lift 1, QA observed that there are no backing bars on diaphragm corner
piece welds SSD1-A164H/J-194 & SSD1-A164G/I-215. These welds were previously accepted by ZPMC QC Personnel.

Weld Joint Detail WT-63 specifies backing bar.

Action Required and/or Action Taken:
Propo_;,e a resolution for the identified non-conformance including documentation that the deficiencies have been brought into
compliance with the contract requirements. In addition to the material/workmanship non-conformance, propose a resolution that

addresses the Quality Control issue with regard to the missin g backing bars. Provide documentation of the steps taken by the Quality
Control Manager to prevent future occurrences.

Transmitted by: Scott Kennedy Sr. Bridge Engineer (
Attachments: ZPMC-0296

cc:  Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

. 05.03.06-000285,NCT Page 1 of 1



QUALITY ASSURANCE -- NON-CONF @RMZANCE REPORT
( Continued Page 2 of 2 ) .

O Yes[Z 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 Serge Sinevod, 134-8257- 0045, Who represents the Office
of Structural Materials for your project. s

Inspected By: Sinevod,Serge , ASMR

Reviewed By: =~ Wahbeh,Mazen SMR

m TL-15,Quality Assurance — Non-Conformance Report Page 2of 2
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Welding Repair Report

| EL PR rali-R
- T RS . Report No.
 Project Name SFOBB Brawing No SSDI-Af84HN o T-WRiose
> Db & ]
i
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[0 (B8 R - o - 20 A L
- 04-012074 HELHE | o -0 | NDTRE% | __
FIRST LIFTING TO ¥ T787-UT-134
Contract No.: " = 341
= liems. Nam WER(S) SKIN D,E L = R4
R 8% ZP05-787 ® ' ! rePOH‘ o.0f NDJ "

Proiect No.:
Description of welding discontinuity:

Rejected indication found by ultrasonic inspection is less than the maximum

allowance aggregate length.
(UTRGERAMREERKENTERAE K E . SSDI-A164HIJ-194
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ot a2 v s g—

12 4R 1 W

“ Rev \g

Welding Repair Rep'ert“ e g

EEN Ry
Project N I SSD1-A164H/ .
rocie ame SPOBE Direwing N, TWR']OSSV
S 04-0120F 4 58 5p o NDTii45
Contract No ELaP FIRST LIFTING TO 2 T787-UT-1341
= llems Name  weRr(s) skin b.E " - R1
32 2R 7P0B-787 Report No.of NDT

Prciject No.:

i e, o

Z. The joint shall be ground to a smooth transition 1o ensure that arc st

Arrangemeni.

arls and siops are in a staggered

2. QC shall inspect the weld passes more carefully and enforcing interpass cleaning.

3. All weld slag shall be removed and surface defect

Cts ground during interpass cleaning.

L8 %% = A(Foreman): Zm Yf/‘ﬂt/'

9 % (Date):

WPS-345-FCAW-1

7.4

G (1F) -Repair
WPS-345-FCAW-2

ST WPSEE G G (2F) -Repair LEGR (

Repair WPS No. WPS-345-SMAW-1 technologist Z/Wﬁ/ /ﬁ?@ jﬁ/t
G(1F)-Repair )
WPS-‘MS-SMAW-B

G(QF)—Repair__

Remark :

(& A

Preheai 1emperature Descriptioﬁ .

before gouging VY of discontinuity Q/\ 7’654’ j{f
Inspection Preheat temperature

before.weldi—nﬂg _“_\,ﬁ A\/ before welding /_%_I_/_i(: _____________
BT SR E WELA K

Max. depth of gougmg [ "Yﬂm . Total length of gouging / (e mm
ETTT ERET TR e
welder —'[é(f') i welding iype 9/&\14"‘/ posmon $C7

Voltage

25V

_Inspection After repairing:

EN bW &

VT result

V-

Vi}it-eess/Review:

#R787-QCP-900

S

< H
Speed

// O ml)’l

.Pscector / ! Date
o 7t

el Ji K

ND; pefson

e B2 N



REPORT OF ULTRASONIC EXAMINATION

UTHAG R 45

REPORT NO. #R&E4HS T787-UT-1341R2 DATE 2000.04.07 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T4 S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FIRST LIFTING PRAWING NO.: CALTRANS CONTRACT NO.:-04-0120F4
T s E SSD1-A164H/J
LT OWER(S) SKIN D.E | = mHIRSS

REFERENCING CODE &%l

AWS D1.5-2002

ACCEPTANCE STANDARD B2 15

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 24 2

ZPQC-UT-01

WELDING PROCESS J&#71:

LEVEL -1l SIGN / = DATE

LEVEL-1I SIGN /

ATE

JOINT TYPE {24227 CALIBRATION DUE DATE ({855 IEF %8
SMAW BUTT Dec. 28°7 2009
EQUIPMENT %% MANUFACTURER i/ MODEL NO. B %S SERIAL NO. 7345
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
", ICALIBRATION BLOCK it COUPLANT #&7 MATERIAL/THICKNESS #1561 E
AWS IIW BLOCK TYPE I C.M.C AT09M-HPS-485WT2-Z 75mm
TRANSDUCER #k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE -
B RE LIRS R~ HlER RE ES R~
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level 25 RE(E 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELSZ+ I DISCONTINUITY Akt 5
. g
WELD 2 13 |y |~ls |z I5.1s S "
g b g " < B S5 SEEE 2 LOCATION OF DISCONTINUITY 0 o= LI
T }% © - [Z] o = N P g
IDENTIFICATION | £ I nz 22| T EUESEEEE AELALE (mm) zE | =
> =] = = = (0]
JE 4 = e =
IR S g E =l Sound Depth from . E o
= Length From'X | From'Y o
alblc|d KR Path Surface BEX BBy o
B FERERE o
SSD1-A164H/J-101 70 33 ACC.
1R2 45 34 ACC.
SSD1-A164H/J-194 | 1R2 | 70 33 ACC.
45 34 ) ACC.
AFTER T-WR1098-1099
BLANK
EXAMINED BY E# E{E\{VED BY H#
- 9
D vk ) IG/M\ZW\/\ \)/\,o-rv\ . 957
v J =

FEZE /QCM

%F SIGN / H#A DATE

Fi F"CUSTOMER

% F SIGN/ B#i DATE

(FORM# ZPQC-UT01)
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, : FTES ; e ReportNo. | _ o

SFOBB Drawing No Sel=ean ! TWR10s7 |

-
04-0120F4 HELHER | o — NDT#4% | _ o
Cor}t}-ac‘[ No.- Berns N FIRST LIFTING TO = JI T787-UT-1340 |
TIERE ’ VZFV’£35.-778.7— N | WER(S) SKIN D,E 2606t No'of "D “R1 -
Proiect No.:
e EiaE

Description of-welding discontinuity:

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

(UTHRGRZANGREKENTFERAERE. SSD1-A164G/J-215

22 Gop(lor]

IR (Inspector) : Dai Gengshend B #)(Date) : _09.03.20

TR E‘T‘E’.E
Draft of welding discontinuity:
Y
+ -
|
Al !
| n
! 30,
N —
\ \ NN N
1 \'<‘/g o) \\‘\\\\\\ L
v | U — L.y
. );—\— N 0 N , ]
I () ///////////
; 30,
BE |

o WELD NMERR: SSDI-AI643U215




Caused:

1.The we:d [oint was nol ground sufficieniiy afer arc-gouging.

2. The arc slaris and stops were nct siaggerec 0 i

3. 'nferpass cieaning was not performed preperiy.

nimize 950 enirapment.

3. If User’s request .cneck

sl

. m&é’? i b/7

Technicai engineer

. Check the we:cing according 1o ihe approved shop drawing.

Approved by

[OL;E relatiy

SUre

e WP

the cefect

o
S-repair:

#R787-QCP-900

S



éﬁ j\—- H/Q ﬂ % L Rev. NG

Velding Repair Report ' « g

=l < g TN R R
2 7 [: - /’ A ..(::.’;:_7' -
B T R ORI "

Project Name R SSD1-A164G/ port Ne. :
) ) SFOS3B Drawing No. T-WR1097

4 _ ND T4
Contract No.: ' ' 40 g 7k FIRST LIFTING TO - T787-UT-1340

R llems Name  weR(s) skiN D.E e B R1
RE iR 7P06.787 Report No.of ND7T

:. The joint shall be ground to a smooih transition to ensure that arc stars and stops are in a staggered
Arrangement.
2. QC shall inspect the weld passes more carefully and enforcing interpass cleaning.

3. All weld slag shall be removed and surface defecis ground during interpass cleaning.

* R AT A(Foreman).  Lu fodo 5%®mww7°:w
WPS 345-FCAW-1 ' o

G (1F> -Repair

WPS-345-FCAW-2

G {2F) -Repair .

Repal'. vas No WPS-345-SMAW-1 technologist }_/ﬂji‘/)ué'ﬁ !wzxﬁ

\I l‘"

G(1F)-Repair
WPS-$85-SMAW-3
C(3F)-Repair

55 B - G e
RE (g B

Preheat temperature Description

before gouging M’A . of discontinuity j, ‘%9 9]@2/
P el -

S FE T NF 2R
Vi A E 5L FAY

Inspection Preheat temperatu,e
\r’/

before weldir\g ;Q’W before welding 7/"7 u(/

N e P A T i iR AT
HNRERE RS EC

Max. depih of gouging IR RN Total length of gouging

= B

welc:er ué(‘(i j welding type

Inspechon After repairing:

/\ /\

Y e lns :ac‘..or - i Dlat: .

ik

NDT X # L
NDT result A L NDT person )@MW &70 \)L,L v7

i R

Witness/Review:

g
Remark :

#R787-QCP-900



REPORT OF ULTRASONIC EXAMINATION

UTHGH &

REPORT NO. #R&E4%RE T787-UT-1340R2 DATE 2009.04.07 PAGE i1 OF 1 Revision No: 0
PROJECT NO. : T#E%S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
FIRST LIFTING SSD1-A164F/J,GIJ
A 227K TOWER(S) SKINDE |2 mMITESS

REFERENCING CODE &%#iE

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD #2377

PROCEDURE NO. #2FHS
ZPQC-UT-01

WELDING PROCESS £ 51 JOINT TYPE j24237 CALIBRATION DUE DATE (X 8K E# 2018
Ismaw BUTT Dec. 28°T ,2009
EQUIPMENT %% MANUFACTURER #I35 7§ MODEL NO. #x%% SERIAL NO. 545
UT SCOPE PANAMETRICS EPOCH-4B gg Zggg::: gg;:ggg: (1’
CALIBRATION BLOCK ik COUPLANT 3&&71 MATERIALITHICKNESS #51 E
'|AWS IIW BLOCK TYPE Tl cm.c A709M-HPS-485WT2-Z 75mm
TRANSDUCER ##:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE | FREQUENCY SIZE
HIET RE ME Rt G fE kS R~F
Changchao 70° 2.5MHz 18x18mm ’
Changchao 0° 2.5MHz 20mm Changchao 45° 2.5MHz 18x18mm
Reference Level S£RE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.

%5 SIGN / B3 DATE

DECIBELS4 I DISCONTINUITY Fkedt g
“ it "a
WELD 2 8,16 |alE-18-18.l50 E %
Z, 28| ﬁ R LOCATION OF DISCONTINUITY 2% o
) [0 * 2
IDENTIFICATION | & 1% me s=2|C EIEEcEe L F (mm) 25 | =
£ > = = = ©
mnns |2 8% (¥ 0 © ‘ 2% | &
RERITRE = o = L Sound | Depth from . S o
= ength From’X | From'Y o
a b c d K Path Surface BEX BEY 0
R | ExmERE a
SSD1-A164G/-215 | 1R2 | 70 34 ACC.
45 33 ACC.
AFTER T-WR1097
BLANK
EXAMINED BYZ# REVIEWED BY % #
M 0o %««"\ Lo A )(/'/A Clg 2
VAR 4 [ -.CL i v v
LEVEL -1l SIGN | A ( , [ﬁ) D\) LEVEL -1l SIGN / DATE g]ﬁ s 4— 2 )
3 =
FESE / QCM / FI /1 CUSTOMER /

%F SIGN/ H#i DATE

(FORM# ZPQC-UT01)



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Teo: AMERICAN BRIDGE/FLUOR, A TV Date: 18-Sep-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
Attentiom: Mr. Thomas Nilsson ~ Project/Fabrication Manager Document No: 05.03.06-000373
Subject: NCR No. ZPMC-0385

Reference Description:  Backing Bar Welds / South Shaft Lift 3 / Intermittent Fillet Welds

The attached Non-Conformance Report describes an occurrence where the coﬁtractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmaﬁship not in conformance with contract 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: Tower Lift: 03
Remarks:
During Ultrasonic Testing (UT) of the South Tower, Lift 3 welds SST13-1C/K-96 & 97, QA discovered that backing bars have been
attached with intermittent fillet welds outside of the weld joints. These weld joints were previously tested and accepted by ZPMC
Quality Control Personne]. .

AWS D1.5-2002, Section 3.3.7.6 - "Tack welds used to attach steel backing and placed external to the weld joint shall be made
continuous by fillet welding for the full length of the backing or shall be removed."

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance, documenting that the deficiency has been brought in compliance with the

contract requirements.
In addition, to the material/workmanship non-conformance, propose a resolution for the identified non-conformance that addresses the
failure of Quality Control to indentify the deficiency. Provide documentation of the steps taken by the Quality Control Manager to

prevent future occurrences.

This same type of deficiency has previously resulted in the issuance of NCR ZPMC-0247.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0385

ce: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

Armnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

v

Contract # 04-0120F4

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13 .2/13.9

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File#: 69.25] 25B

QUALITY ASSURANCE -- N@N—CONFORMAN CE REPORT

Location: Changxing Island, Shanghai, PRC
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Report No: NCR-000411
Date: 16-Sep-2009

Submitting Centractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0385

Type of problem:
Welding Concrete [] Other ]

Welding [J Curing [J Procedural (1  Bridge No:

34-0006

Joint fit-up [J Coating [J Other [0  Component: South Tower
Procedural Procedural [] Description: South Tower, Lift 3

Reference Description: Backing bars with intermittent fillet welds in South Tower, Lift 3
Description of Non-Conformance:
During Ultrasonic Testing (UT) of the South Tower, Lift 3 welds SST13-1C/K-96 & 97, QA discovered that
backing bars have been attached with intermittent fillet welds outside of the weld joints. These weld joints
were previously tested and accepted by ZPMC Quahty Control Personnel.

Backing bar

Intermitiant fack wweld

Applicable reference:

Lift 3 South towe

Backhll plate-8om

AWS D1.5-2002, Section 3.3.7.6 - "Tack welds used to attach steel backing and placed external to the weld
joint shall be made continuous by fillet welding for the full length of the backing or shall be removed."

Who discovered the problem:  Chandrakumar Sudalaimuthu
Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 9/17/2009, 14:00, E-mail
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/17/2009, 14:00; Verbal

QC Inspector's Name: Zhang Jiadi

T}iz TL-15,Quality Assurance - Non-Conformance Report
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Was QC Inspector aware of the problem: [J Yes 7] Ne
Contractor's proposal to correct the problem:

Commenmnts:

[

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 Serge Sinevod, 134-8257-0045, who represents the Office

of Structural Materials for your project.

Imspected By: Sinevod,Serge ASMR

Reviewed By: =~ Wahbeh,Mazen ' SMR

m TL-15,Quality Assurance -- Non-Conformance Report
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UTHGHRE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. iR#4m% T787-UT-2345 DATE 2009.10.12 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T84S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: TOWER(S) THIRD LIFTiNG [PRAWING NO.: ssTLaqck  |CALTRANS CONTRACT NO.: 04-0120F4

4 EOMSTIFFENER. | MM TGS

REFERENCING CODE &%£#i

AWS D1.5-2002

ACCEPTANCE STANDARD #: %47
AWS D1.5-2002(Table 6.4)

PROCEDURE NO. #F4i 2
ZPQC-UT-01

WELDING PROCESS J## /7% JOINT TYPE /244257 CALIBRATION DUE DATE {3 #84 IE 5 (37
FCAW BUTT Dec. 28°7 ,2000
EQUIPMENT #% % MANUFACTURER #li&# MODEL NO. ¥4 5 SERIAL NO. 7345
UT SCOPE PANAMETRICS EPOCH-4B ains : Pt ‘1’
CALIBRATION BLOCK it COUPLANT #47 MATERIAL/THICKNESS #4 %} &
AWS IIW BLOCK TYPE II C.M.C A709M-345T2-Z2 40/40mm
TRANSDUCER &3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
& R R R~ HlER AE g R~k
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level &% REE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.

DECIBELS4 I

DISCONTINUITY AEZH

c
2
; i o
WELD 2 |4 |y |~ls |z I8 ]s " 2 #
2 o 2 b P = E= g = TIS S g gl g LOCATION OF DISCONTINUITY i G
( B [3} =1 s s [
IDENTIFICATION | 2 1k | & cl== SES S8 e ATELHALE (mm) g | =
hVjus = B = — =
S*IBR|2¥ o = 2% | £
JE 4 - p=! =
JREEHAT S g E =l Sound Depth from i 5 ©
- Length From'X | From'Y o
alb|c]d K Path Surface BEX SRy 2
=¥ PRI IR EE =]
SSTL3-1C/K-99 70 34 ACC. 100%
SSTL3-1C/K-97 70 34 ACC. 100%
SSTL3-1C/K-96 70 34 ACC. 100%
BLANK

EXAMINED BYF#

o7~ (‘“ DR

REVIEWED &
> f ﬂn\mﬂ

ol o1

% F SIGN/ Hi#i DATE

I JDATE LEVEL-Il SIGN /  DAT
RIZE Qe FIFCUSTOMER
bn ‘Z\‘»v-\wlm:v 1004 (20

£ F SIGN/ B#i DATE

(FORM# ZPQC-UTO01)




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 Datet  30-Hov-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-HPRAO00313 Rew: 02
Ref: 05,03 05-000255

Subject  NCR Mo, ZPmMC0296

Contractor's Proposed Resolution:

Reference Resolution: The QC inzpedors understand that the impottance of identifing cases where backing bars are removed and
naiting the approgriste depatm entsto addressthe issues ZPMC requests dosure of this MCR.

In addition to previous vy submitted documentation showing that the welds docun ented inthe NCR are acceptable 7P MC QA has discussed
this issue with their inspedors and the G inzpectors understand that the importance of idertifing cases where backing bars are removed and
ndifing the appropriste depattin ents to address the izzues. The ABF W QCM hasz alzo covered thiztopic during the UT and MT refresher
training presdously condudted, Bazed on these adions and the sttached documentation, ZPMC requests closuwre ofthis MCR.

Submitted byr |shibaszhi, Joshua
Atachment(g): ABF-MPR-000313R02

Caltrans’ comments: Status: CLO
Date: 03-Dec-2009

The propozed resolution iz acceptable. The Mon-conformance ZPMC-0296 iz dozed.

Submitted bye Les, Ken Date: 03Dec-2009
Attachment(s):

Fape lafi



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, PRC Report No: NCS-000312
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  22-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0296

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: 15-Jun-2009

Description of Non-Conformance:

During visual after-blast inspection of South Tower, Lift 1, QA observed that there are no backing bars on
diaphragm plate welds SSD1-A164H/J-194 & SSD1-A164G/J-215. These welds were previously accepted by
ZPMC QC Personnel.

Contractor's proposal to correct the problem:

The Contactor has explained that the backing bars were removed to access and repair rejectable UT (Ultrasonic
Testing) indications. The Contractor will notify the Engineer if additional backing bars are removed in the
future.

Corrective action taken:

NDT results indicating sound welds have been submitted.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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