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-000330
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0304

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segment 1AAW

Procedural [ Procedural [1 Description:
Reference Description: Welding Over Cracked Tack Welds, Segment 1AAW

Description of Non-Conformance:

During verification of joint fit-up of segment weld #Seg1E-380 (location A006, Segment IAAW), Caltrans
Quality Assurance (QA) Inspector discovered atotal of four (4) linear indications (approximately 100~150mm)
in the tack weld areas. QA Inspector confirmed the linear indications by magnetic particle testing (MT).
ZPMC personnel performed flux core arc welding (FCAW) over the tacks without removing the indications.
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Applicablereference:

Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D15 (02) Section 3.3.7.1: “Tack welds shall be subject to the same quality requirements as the final
welds.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

AWSD1.5 (02) Section 6.26.2: “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Wang Wen Bin
Time and method of notification: 1700 hours, 06/13/09, V erbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 800 hours, 06/15/09, Verbal
QC Inspector's Name: Li Zhi Jiang

Was QC Inspector awar e of the problem: [] Yeslvl 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.

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: 22-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: 05.03.06-000294
Subject: NCR No. ZPMC-0304

Reference Description:  Welding Over Cracked Tack Welds, Segment 1AAW

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: 01
Remarks:
During verification of joint fit-up of segment weld #Seg1E-380 (location A006, Segment LAAW), Caltrans Quality Assurance (QA)
Inspector discovered atotal of four (4) linear indications (approximately 100~150mm) in the tack weld areas. QA Inspector confirmed
the linear indications by magnetic particle testing (MT). ZPMC personnel performed flux core arc welding (FCAW) over the tacks
without removing the indications.
See attached NCR No. ZPMC-304 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to remedy the material s/’workmanship issue and to
prevent future occurrences.

Transmitted by: Ching Chao
Attachments: ZPMC-0304

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

Y/ 05.03.06-000294,NCT
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstructure Datect  21-Jul-2004

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

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

Resident Engineser Documnent Ho.: ABF-HPRAO00266 Rev: DO
Ref: 05.03 05-000294

Subject  NCR Mo, ZPmC0304

Contractor's Proposed Resolution:

Reference Resolution: IPMC hazresponded to the NCR and hasz attached the neceszary documents for dosure. ZPMC reguests dosure
ofthiz MCR.

PMC has regponded tothe MCR and has atached the neceszary documents for dosure. ZPMC requests doszure ofthis NCR.

Subrritted by
Atachment(s):  2A5F MPR-000266R00;

Caltrans’ comments: Status: CLO
Date: 10-Aug-2000

The propozed resolution iz acceptable. The tack welds were rem oved, and the removal wes verified by MT. Azo, weld in guestion haz been
aocepted by YT and MT as shown in the attached documents. The Depatiment concurs tha Mon-Conform ance ZP MC-0G04 s closed.

Submitted by Wright, Doug Date:  10-4ug-2009

Attachment(s):

Fape lafi
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@ No. B-400

LETTER OF RESPONSE -

TO: American Bridge/Flour JV
DATE: 2009-7-16
REGARDING: NCR-000330 (ZPMC-0304)

With this letter of response, ZPMC requests closure for caltrans NCR-000330
(ZPMC-0304) . After Caltrans found the crack tack welds and told ZPMC'’s onsite
inspector, ZPMC had arranged the worker to remove the tack weld and verified MT before
welding. Remind that the Caltrans inspector only saw our worker welding between the two
crack tack welds but not cover on them. The final MT of the weld had been done and
accepted by ZPMC and CT.
So base on the above explanation and attached documentations, ZPMC applies to
close the caltrans’s report NCR-000330 (ZPMC-0304) .

Please reference attached documentation for acceptance and closure the
NCR-000330 (ZPMC-0304) .

ATTACHMENT:

NCR-000330 (ZPMC-0304)

The MT report after removing the crack tack welds
The final VI/MT inspection report

24( 7 ;% 544'%‘.4/2;’ éﬂd
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/ : DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

!' : 666 Feng Bin Road Room 708, Changxing lsland
NN Shanghai 201913 PR China
fiklrors Tel: 021-56856666 ext 207061 Fax: _
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-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: 05.03.06-000294
Subject: NCR No. ZPMC-0304
Reference Description:  Welding Over Cracked Tack Welds, Segment |AAW ’,

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document als
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.
[ Non-Conformance Resolved.
Material Location: 0BG Lift: 01
Remarks:
During verification of joint fit-up of segment weld #Seg!E-380 (location A006, Segment 1AAW), Caltrans Quality Assurance (QA)
Inspector discovered a total of four (4) linear indications (approximately 100~150mem) in the tack weld areas. QA Inspector confirmed
the linear indications by magnetic particle testing (MT). ZPMé personnel performed flux core arc welding (FCAW) over the tacks
without removing the indications.
See attached NCR No. ZPMC-304 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to remedy the malerials/workmanship issue and to

prevent future occurrences.

Transmitted by: Ching Chao
Attnchments: ZPMC-0304

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

K2 05.03.06-000294NCT Page 1 of 1




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

DEPARTMENT OF TRANSPORTATION e

DIVISION OF ENGINEERING SERVICES i
Office of Structural Materials ; e
Quality Assurance and Source Inspeclion

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 T ===

(707) 643-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China . Report No: NCR-000330
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Jun-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0304

Type of problem:

Welding ] Concrete [ Other

Welding 0 Curing (] Procedural Bridge No: 34-0006

Joint fit-up [0 Coating [J] Other ]  Component: OBG Segment 1AAW

Procedural [ Procedural [] Description:

Reference Description: Welding Over Cracked Tack Welds, Segment 1AAW

Description of Non-Conformance:

During verification of joint fit-up of segment weld #SeglE-380 (location AQ06, Segment 1AAW), Caltrans
Quality Assurance (QA) Inspector discovered a total of four (4) linear indications (approximately 100~150mm)
in the tack weld areas. QA Inspector confirmed the linear indications by magnetic particle testing (MT).

removing the indications,

Applicable reference:
Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Coniractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during

welding, and afler welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5 (02) Section 3.3.7.1: “Tack welds shall be subject to the same quality requirements as the final
welds.”
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REPORT OF MAGNETIC PARTICLE EXAMINATION

S SIGN/ Bl DATE

R A B IR
REPORT NO. 45438 B787-MT-11934 DATEHR }{j 2009.06.13 PAGE OFIH 1/ Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: CALTRANS
IHEHE: i AP
DRAWING NO. SEGIE CALTRANS CONTRACT NO.: —
e, 1AA PLATE PANEL SPLICE npIERe
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B WTIREG Beszhnik BERY (R ER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT ## MANUFACTURER #i 1§ MODEL NO, #4528 SERIAL NO. E&iR S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
B H: Bt B
PARTICLE TYPE Dry magnet powder YOKE SPACING hisstsg
bt m

T gt TR R 476 ) FE AL
MATERIAL TO BE e i i

v WELDING #R#:4 Material & thickness ATOOM-345T2.X
EXAMINED O CASTING #:4% a4, L
BRHE O FORGING i 45/28mm
WELDING PROCESS TYPE OF JOINT

FCAW TJOINT
1R B AR

DISCONTINUITY ittt
WELD 1.D. e ACRERT REJECT REMARKS
B INDICATION TYPE i re JE Bk
R il
REMOVED
SEG1E-380 ACC. TACK
BLANK
EXAMINED BY:#¢ REVIEWED BY #T#;
YA U "

Li li ming loo st ST 4V IEN
LEVEL-Il SIGN%&% [ DATEEMN ‘ LEVEL-l  SIGN ! DATERM \fi 2 (3 - Z
MiftEa / QCM v B P CUSTOMER

f /

27 SIGN/ A DATE

{FORM# ZPQC-MTO01)




BAT 3oby

Wik 4 wi#
HE7 2099 _m.__\m.
Visual Weld Inspection Report Girder/ 3 : OBG
v PEEH YR BERE Tower/ 2 NA
Caltrans Contract No. Quality Control Representative: \\ {
04-0120F4 e
& 55 FRfF: -~ = A
. - San Francisco Oakland Bay Bridge cCWi: o
- \N.. m\ . - P s
Project No.: Hi 5% ey v R g \\q\»_@nw@ eYiKtiu
- Quality Assurance Manager ~Approval
Project No.: ITH#E: <RUE-187 A L 2"~ R
Accept or
Reject after
Welding Accept or repair
Weld No. Welder 1.D.# | Location| consumables | Undercut | Porosity | Overlap| Crater | Arc strike Spatters | Crack| Reject |Repair| j2{&E5#E%
JREERS BILRHE | R - SRR Wi i e I | RIS | kIR | By Bk Be B EH
Stblg o2 | of(283 3G | ovprear@7ngy N/ v VY \ VAIRVAN R YN,
4EL)E 38 o83 | 3G | aspatseiify N/ V Iy VT v T TV pe [y | m
seal-le) | o683 | o [swpyemeeplyl |/ v J LV S v I/ b o |
/
L] After root weld

&4 After cover pass

[l After CWR or WRR No. :

[J After HSR No. :

|0 Others

HR787-QCP-603

" ¥ "isnodefects. " X" is defects. "NA" is not applicable.



(ZPmc

REPORT OF MAGNETIC PARTICLE EXAMINATION

HCHY R AR 8
REPORT NO. {f{545% B787-MT-12222 DATEH ] 2009.06.16 PAGE OFJi# 1/1 Revision No: 0
PROJECT NO. — CONTRACTOR: o
TRHS: ) L
DRAWING NO. SEG1 E/D CALTRANS CONTRACT NO.: -
[LiR=g OBG 1AA PLATE PANEL SPLICE b et =R el
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HHMTEHT HgArnE BRRe BRI 0N
AWS D1.5-2002 -— ~ |AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT &% MANUFACTURER {35 7§ MODEL NO, X% SERIAL NO. &2
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
Ay E7 S BA Hi
PARTICLE TYPE Dry magnet powder YOKE SPACING
3 3 - 70~150mm
e TREE W AR 2E
MATERIAL TO BE Y WELD B i i
LDING %_E‘H Material & thickness ATOOM-345T2.X
EXAMINED O CASTING %1 B4, T
BRI O FORGING 4R 45/28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
FRBETT R HREEET
WELD |.D R e ACCEPT REJECT REMARKS
ey INDICATION TYPE R e il ik
E1ian agit]
SEG1E-380 ACC. 100%MT
SEG1E-422 ACC. 100%MT
SEG1D-107 ACC. 100%MT
BLANK
EXAMINED BY3:4F AQ REVIEWED BY #i#
Sun gong chang g\‘“’\ "Mﬂ ( “b 6 V\jq L\‘ﬁ’ wl‘ 3 9[7 {7
LEVEL-1l SIGN%%& [ DA =i LEVEL-l  SIGN Dl-{] EH T“ 4
HS I / QCM FIFCUSTOMER !

B

3 SIGN./ Bl DATE

5 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-000280
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0304

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 13-Jun-2009

Description of Non-Conformance:

During verification of joint fit-up of segment weld #Seg1E-380 (location A006, Segment 1AAW), Caltrans
Quality Assurance (QA) Inspector discovered atotal of four (4) linear indications (approximately 100~150mm)
in the tack weld areas. QA Inspector confirmed the linear indications by magnetic particle testing (MT).
ZPMC personnel performed flux core arc welding (FCAW) over the tacks without removing the indications.
Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Work was completed and item was cleared by on Master Punchlist by Caltrans on 6-30-2009. Submittal of
documentation by Contractor being tracked on Documentation Punchlist.

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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