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-000341
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 24-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0315

Type of problem:

Welding Concrete [1 Other []

Welding Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [ Coating [1 Other []  Component: OBG Lift 5,6, 7,and 8

Procedural [ Procedural [J Description:

Reference Description: CJP welds replaced with fillet at repair locations prior to engineer's approval
Description of Non-Conformance:

1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, afillet weld was
discovered welded from the weld joint 97 side only leaving the weld joint 98 exposed. The weld prep of the
fillet weld joint # 98 revealed aroot opening of 7mm. Maximum allowed root opening for afillet weld is 5mm.
Applicable reference listed as# 1 below.

2. X37A Stiffenersrequire atight fit (= 2mm) per approved shop drawing X37A. The X37A stiffener locations
listed in the table below were found to

have a dimension greater than 2mm. Applicable reference listed as# 1 below.

Segment Panel Point  Segment Side  Measurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 3.5mm
7CE 53.25 E5 5mm
7CE 53.75 E5 5mm
7EE 58.25 ES 7mm

3. Weld locations listed in the table below require afillet weld per approved shop drawings. ZPMC has
changed said welds to complete joint penetration welds due to root opening in excess of specified maximum
root opening of 5mm. Applicable reference listed as# 1 below.

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 38 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 39 I ntermittent
6AW X37 Brackets PP37.5 W2 location 4 locations
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 4 )

6AW
6BW
6BW
6BW
6BW
6CW
6CW
6CW
6CW
TAW
TAW
7BW
7BW
7BW
7BW
7CW
7CW
7CW
7DW
DWW
7DW
TEW
TEW
CA48
CAA48
CA54
CAX4
S5CE
SCE
S5CE
SCE
SCW
TAE
TAE
TAE
TAE
6BE
6BE
6BE
7BE
7BE
7BE
7BE
7BE

FB Flange to DP Diaphragm Plate Panel Point 40
FB Flange to DP Diaphragm Plate Panel Point 41
FB Flange to DP Diaphragm Plate Panel Point 42
FB Flange to DP Diaphragm Plate Panel Point 43
X37 Brackets PP42.5 W2 location

FB Flange to DP Diaphragm Plate Panel Point 44
FB Flange to DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 46
FB Flange to DP Diaphragm Plate Panel Point 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange to DP Diaphragm Plate Panel Point 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange to DP Diaphragm Plate Panel Point 51
FB Flange to DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W5 location

FB Flange to DP Diaphragm Plate Panel Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange to DP Diaphragm Plate Panel Point 55
FB Flange to DP Diaphragm Plate Panel Point 56
FB Flange to DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) to Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Panel Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plate

X37 Brackets PP35.5 E2 location

X37 Brackets PP36.5 E2 location

X37 Brackets PP35.5 E5 location

X37 Brackets PP36.5 E5 location

X37 Brackets PP36.5 W2 location

X37 Brackets PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP41.5 E2 location

X37 Brackets PP42.5 E2 location

FB Flange to DP Diaphragm Plate Panel Point 42

X37 Brackets PP49.5 E2 |ocation

X37 Brackets PP50.5 E2 location

X37 Brackets PP51.5 E2 location

X 37 Brackets PP51.5 E5 location

FB Flange to DP Diaphragm Plate Panel Point 50

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

Intermittent
Entire Length
Entire Length
Entire Length
5 locations
Intermittent
Intermittent
Intermittent
I ntermittent
I ntermittent
Intermittent
Entire Length
I ntermittent
I ntermittent
2 locations
I ntermittent
I ntermittent
Entire Length
Intermittent
I ntermittent
Intermittent
I ntermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
1 location
6 locations
4 |ocations
6 locations
4 |ocations
2 locations
1 location
Intermittent
2 locations
2 locations
2 locations
2 locations
I ntermittent
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 3 of 4 )

7BE
7CE
7CE
7CE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8AE
8AE
8AE
8AE
8AE

4. Corner assembly and Segment drawings list weld specifications for all locations. All welds on corner
assemblies have been wrapped when approved drawings do not show any wrapping required. Applicable

FB Flange to DP Diaphragm Plate Panel Point 51

FB Flange to DP Diaphragm Plate Panel Point 53

FB Flange to DP Diaphragm Plate Panel Point 54

X 37 Brackets PP52.5 E2 location

X36 Plate to DP Stiffener PP64.5 E5 location

X 36 Plate to SP Stiffener PP64.5 E2 location

CA FB at PP65 DP, EP, and SP Stiffeners E5 location
FB Flange to DP Diaphragm Plate Panel Point 65

X 36 Plate to SP Stiffener PP65.5 E5 location

X 36 Plate to SP Stiffener PP65.5 E2 location

CA FB at PP66 DP, EP, and SP Stiffeners E5 location
CA FB at PP66 DP, EP, and SP Stiffeners E2 location
X 36 Plate to DP Stiffener PP66.5 E5 location

CA FB at PP67 DP, EP, and SP Stiffeners E5 location
CA FB at PP67 DP, EP, and SP Stiffeners E2 location
X36 Plate to EP Stiffener PP61.5 E5 location

CA FB at PP62 SP Stiffener E5 location

CA FB at PP63 EP Stiffeners E5 location

X36 Plate to EP Stiffener PP64 E5 location

FB Flange to DP Diaphragm Plate Panel Point 64

reference listed as # 3 below.

Intermittent
I ntermittent
Intermittent
5 locations
1 location
2 locations
7 locations
I ntermittent
4 |ocations
1 location
5 locations
5 locations
1 location
1 location
3 locations
1 location
1 location
2 locations
1 location
I ntermittent

nnnnnnn
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 4 of 4 )

v with a
veld Joint

s - .
CEX36 plate shown fillet
B sidle. No backing was used

» hack side of weld joint

Applicablereference:

1. AWSD1.5/2002 Section 3.3.1- “The parts to be joined by fillet welds shall be brought into as close contact
as practicable. The root opening shall not exceed 5 mm [3/16 in.] except in cases involving either shapes or
plates 75 mm [3in.] or greater in thicknessif, after straightening and in assembly, the root opening cannot be
closed sufficiently to meet this tolerance. In such cases, a maximum root opening of 8mm may be used, with a
backing weld or suitable backing. If the root opening is greater than 2 mm, the leg of the fillet weld shall be
increased by the amount of the root opening or the Contractor shall demonstrate that the required weld size has
been obtained.”

2. AWS D1.5/2002 Section 3.5.1.10- “Where attight fit of intermediate stiffenersis specified, it shall be
defined as allowing a gap of up to 2mm between stiffener and flange.”

3. Genera Notes GN3- Detail “WT1” Typica Weld Termination.

Who discovered the problem:  Erik Prue, Rodney Patterson

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1600 hours, Verba

Name of Caltrans Engineer notified:  Stanly Ku

Time and method of notification: 1700 hours, Verba

QC Inspector's Name: Shen Xugjun

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

N/A

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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Simonis,Jim QA Inspector

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: 05-Jul-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: 05.03.06-000302
Subject: NCR No. ZPMC-0315

Reference Description:  CJP welds replaced with fillet at repair locations prior to engineer's approval

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: OBG Lift:
Remarks:
1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, afillet weld was discovered welded from the
weld joint 97 side only leaving the weld joint 98 exposed. The weld prep of thefillet weld joint # 98 revealed aroot opening of 7mm.
Maximum allowed root opening for afillet weld is 5mm. Applicable reference listed as# 1 below.

2. X37A Stiffeners require atight fit (= 2mm) per approved shop drawing X37A. The X37A stiffener locations listed in the table below
were found to

have a dimension greater than 2mm. Applicable reference listed as# 1 below.

Segment  Panel Point  Segment Side  Measurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 3.5mm
7CE 53.25 ES 5mm
7CE 53.75 ES5 5mm
7EE 58.25 ES 7mm

3. Weld locations listed in the table below require afillet weld per approved shop drawings. ZPMC has changed said welds to
complete joint penetration welds due to root opening in excess of specified maximum root opening of 5mm. Applicable reference listed
as# 1 below.

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 38 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 39 Intermittent
6AW X37 Brackets PP37.5 W2 location 4 locations
6AW FB Flange to DP Diaphragm Plate Panel Point 40 I ntermittent
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NCT

( Continued Page 2 of 3)

6BW
6BW
6BW
6BW
6CW
6CW
6CW
6CW
TAW
TAW
7BW
7BW
7BW
7BW
7CW
CW
7CW
7DW
7DW
7DW
TEW
TEW
CA48
CA48
CA54
CA54
5CE
5CE
5CE
5CE
5CW
7TAE
TAE
7TAE
TAE
6BE
6BE
6BE
7BE
7BE
7BE
7BE
7BE
7BE

FB Flange to DP Diaphragm Plate Panel Point 41
FB Flange to DP Diaphragm Plate Panel Point 42
FB Flange to DP Diaphragm Plate Panel Point 43
X37 Brackets PP42.5 W2 |ocation

FB Flange to DP Diaphragm Plate Panel Point 44
FB Flange to DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 46
FB Flange to DP Diaphragm Plate Panel Point 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange to DP Diaphragm Plate Panel Point 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange to DP Diaphragm Plate Panel Point 51
FB Flange to DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W5 location

FB Flange to DP Diaphragm Plate Panel Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange to DP Diaphragm Plate Panel Point 55
FB Flange to DP Diaphragm Plate Panel Point 56
FB Flange to DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) to Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Panel Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plate

X37 Brackets PP35.5 E2 location

X37 Brackets PP36.5 E2 location

X37 Brackets PP35.5 E5 location

X37 Brackets PP36.5 E5 location

X37 Brackets PP36.5 W2 location

X37 Brackets PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP41.5 E2 location

X37 Brackets PP42.5 E2 location

FB Flange to DP Diaphragm Plate Panel Point 42

X37 Brackets PP49.5 E2 location

X37 Brackets PP50.5 E2 location

X37 Brackets PP51.5 E2 location

X37 Brackets PP51.5 E5 location

FB Flange to DP Diaphragm Plate Panel Point 50

FB Flange to DP Diaphragm Plate Panel Point 51

05.03.06-000302,NCT

Entire Length
Entire Length
Entire Length
5 locations
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
2 locations
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
Intermittent
I ntermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
1 location
6 locations
4 |ocations
6 locations
4 |ocations
2 locations
1 location
Intermittent
2 locations
2 locations
2 locations
2 locations
Intermittent
Intermittent
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NCT
( Continued Page 3 of 3)

7CE FB Flange to DP Diaphragm Plate Panel Point 53 Intermittent
7CE FB Flange to DP Diaphragm Plate Panel Point 54 Intermittent
7CE X37 Brackets PP52.5 E2 location 5 locations
8BE X36 Plate to DP Stiffener PP64.5 E5 location 1 location
8BE X36 Plate to SP Stiffener PP64.5 E2 location 2 locations
8BE CA FB at PP65 DP, EP, and SP Stiffeners E5 location 7 locations
8BE FB Flange to DP Diaphragm Plate Panel Point 65 Intermittent
8BE X36 Plate to SP Stiffener PP65.5 E5 location 4 locations
8BE X36 Plate to SP Stiffener PP65.5 E2 location 1 location
8BE CA FB at PP66 DP, EP, and SP Stiffeners E5 location 5 locations
8BE CA FB at PP66 DP, EP, and SP Stiffeners E2 location 5 locations
8BE X36 Plate to DP Stiffener PP66.5 E5 location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners E5 location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners E2 location 3locations
8AE X36 Plate to EP Stiffener PP61.5 E5 location 1 location
8AE CA FB at PP62 SP Stiffener E5 location 1location
8AE CA FB at PP63 EP Stiffeners E5 location 2 |ocations
8AE X36 Plate to EP Stiffener PP64 E5 location 1location
8AE FB Flange to DP Diaphragm Plate Panel Point 64 Intermittent

4. Corner assembly and Segment drawings list weld specifications for all locations. All welds on corner assemblies have been wrapped
when approved drawings do not show any wrapping required. Applicable reference listed as # 3 below.
please see attached NCR ZPMC-315 for details.

Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0315

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
Filee 05.03.06
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AmEI’iE}aﬂ < 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: 27-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-000353 Rev: 00
Ref: 05.03.06-000302

Subject:  NCR No. ZPMC-0315

Contractor's Proposed Resolution:

Reference Resolution: ABF and ZPMC have been briefed by CT that any fit-up gap greater than 5mm must first be approved by CT on a
case by case basis prior to revising to a CJP weld.

A misunderstanding of the requirement to notify the engineer prior to revising a fillet weld to a CJP occurred. ABF and ZPMC have been
briefed by CT that any fit-up gap greater than 5mm must first be approved by CT on a case by case basis prior to revising to a CJP weld.
ZPMC will provide repair documentation and inspection reports at a later date to close this NCR.

Submitted by:
Attachment(s): ABF-NPR-000353R00

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-0315 at that time.

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

‘h‘? Page 1 of 1



AmEI’iE}aﬂ < 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: 31-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-000353 Rev: 01
Ref: 05.03.06-000302

Subject:  NCR No. ZPMC-0315

Contractor's Proposed Resolution:

Reference Resolution: As shown in the NCR response by ZPMC, a misunderstanding occurred between two procedures. See the ZPMC
response in the attached documentation.

As shown in the NCR response by ZPMC, a misunderstanding occurred between two procedures. ZPMC performed welding a CJP in lieu of a
fillet as per an approved procedure, however, after the welding, CT withdrew the procedure as they did not realize that ZPMC would use this
procedure for any case that required a CJP in lieu of fillet for fit-up gaps greater than 5mm. CT then provided a form to complete specifying the
areas where a CJP would be used in lieu of a fillet. This form is notification to the engineer and provides a case by case review by the
engineer for these types of Weld joint modifications and to provide direction of what type of NDT will be required. See the ZPMC response in
the attached documentation. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000353R01;

Caltrans' comments: Status: AAP
Date: 06-Jan-2010

The contractor's response to this NCT has only addressed items no. 1 and 3. However, the response was found to be acceptable for those 2
items. Item no. 2, 2mm tight-fit, and item no. 4, wrapping welds, still required contractor's response.

Submitted by:  Chao, Ching Date: 06-Jan-2010
Attachment(s):
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E'E—I“B No. B-541
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-31
REGARDING: NCR-000341(ZPMC-0315)

With this letter of response, ZPMC requests withdrawal of CALTRANS
NCR~000341(ZPMC-0315) what mentioned that QA observed CJP welds replaced with fillet at
repair locations.

A misunderstanding of the requirement to get engineer’s approval prior to fillet welds change to
CJP occurred. At February 12, 2009, ZPMC got an approved procedure about methods to repair
elements that exceed specified tolerance what mentioned that ZPMC was allowed to using CJPs
replace fillet welds. At September 22, 2009, ZPMC received ABF’s letter that requested ZPMC to
perform notification for Engineer’s review and approval prior to get fillet welds change to CJP,
During this period, ZPMC was carrying out the old appro{fed procedure. So the QA inspector
issued this NCR regarding the requirement to get engineer’s approval prior to change fillet welds
to CJP at Jun 24, 2009 was thought to be a misunderstanding with the old procedure.

So ZPMC provides the old procedure in February & ABF’s letter in September, hoping
CALTRANS could take a review and consider withdraw this NCR.

ATTACHMENT:

NCR-000341(ZPMC-0315)

Submittal 200, Rev.2 — Methods to Repair Elements that Exceed Specified Tolerance
AFC-ZPM-LTR-000566

e
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i DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
i 666 Feng Bin Road Room 708, Changxing Island

\ Shanghai 201813 PR China
(iftrer Tel: D21-56056666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGEFLUOR, A IV *Date: 05-Jul-2006
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-132/ 139

Deay: Mr. Charles Kanapick: Job Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000302
Subjeet: NCR No. ZPMC-0315

Reference Description:  CJP welds replaced with fillet al repair locations prior to engineer's approval
s
The attached Non-Conformance Report describes an occurrence where the conlructor did not comply with a requircment of the coniract document as

indicated below:
Material or Workmanship not in conformance with coniract documents,
Quality Control (QC) nat performed in conformanee with conteact documents.
| Recurring QC issuc Lhat constilules a systematie problem in quality conirol.
[l I\.Ion-Confurmancc Resolved.
Material Location: 0BG Lift:
Remarks:
1.Segment 7CE plate X 16 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, a fillet weld was discovered welded from the
weld joini 97 side only leaving the weld joint 98 exposed. The weld prep of the fillet weld joint # 98 revealed a root apening of 7mm.

Maximum allowed root opening for a fillet weld is Smm. Applicuble reference listed a5 # 1 below.
2. X37A Stiffeners require tight fit (= 2mum) per approved shop drawing X37A. The X37A stiffener locations fisted in the table below
were found Lo

have a dimension greater than 2imm, Applicable reference listed as # ] below.

Segment  Panel Point  Sepment Side  Mensurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 4925 E2 3.5mm
7CE 53.25 E5 Smm
7CE 53.75 Es S5mun
7EE 58.25 ES Tmm

3. Weld locations listed in the table below require a fillet weld per approved shop drawings. ZPMC has changed said welds to
complete joint penetration welds due to root opening in excess of specified maximum root opening of 5mm. Applicable reference listed

as # 1 below.

Segment Localion Remarks
AW FH Flange to DP Diaphragin Plate Pane! Point 37 Entire Length
6AW B Flange to DP Dinphragm Plate Panel Point 38 Entire Length
6AW FB Flange 1o DP Diaphragm Plate Panel Point 39 Intermittent
GAW X37 Brackels PP37.5 W2 location © 4 locations
6AW FB Flange to DI Diaphragm Plate Panel Point 40 Intermittent

N 0503.08-000302 NCT
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NCT

{ Continued Page 2 of 3 )

6BW
6BW
6BW
sBW
6CW
ACW
6CW
6CAY
TAW
TAW
7BW
1BW
7BW
7BW
CW
CwW
W
1DW
DW
DW
TEW
TEW
CA4R
CA48
CA54
CAS54
5CE
SCE
5CE
5CE
5CW
TAE
TAE
TAE
7AE
6BE
G6BE
6BE
1BE
BE
7BE
7BE
7BE
7BE

FB Flange 1o DP Diaphragm Plate Panc) Point 4|
FB Flange to DF Diaphragm Plate Panel Point 42
I'B Flange 10 DP Diaphragm Plate Pane) Point 43
X37 Brackets PP42.5 W2 location

FB Flange to DP Disphragm Plate Panel Point 44
FB Flange 1o DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 45
TB Flange to DP Diaphragm Plate Panel Paint 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange 10 DP Diaphragm Plate Panel Paint 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange 10 DP Dinphragm Plate Panel Point 51
FB Flange 10 DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W5 location

FB Flange to DP Diaphragm Plate Pane] Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange lo DP Diaphragm Plate Panel Point 55
FB Flange to DP Diaphragm Plate Panel Point 56
FB Flange o DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) 1o Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Panel Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plale

X37 Brackets PP35.5 E2 location

X37 Brackels PP36.5 E2 location

X37 Brackets PP35.5 ES location

X37 Brackets PP36.5 ES location

X37 Brackpts PP36.5 W2 location

X37 Brackels PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP4 1.5 E2 location

X37 Brackets PP42.5 E2 Jocation

FB Flange (o DP Diaphragm Plate Panel Point 42

X37 Brackets PP49.5 E2 location

X37 Brackets PP50.5 E2 location

X37 Brackels PP51.5 E2 location

X37 Brackels PP51.5 E5 location

B Fiange 1o DP Diaphragm Plate Panel Point 50

FB Flange to DP Diaphragm Piate Panel Poin( 51

2. 050306000302 NCT

Entire Length
Entire Length
Entire Length

- § locations

Intermitten
Intermnittent
Intermitten|
Intermittest
Intermittent
Intermittent
Entire Length
Intermitient
Intermitient
3 locations
[ntermitient
Intermittent
Entire Lepgth
Intermittent
Intermitient
Intermittent
Intermittent
Intermillent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 lacations
1 location
6 locations
4 Iocations
6 locations
4 locations
2 locations
1 ocation
Intermitient
2 locations
2 locations
2 Jocations
2 locations
Intermittent

Intermitiznt

il
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7CE
1CE
1CE
8BE
EBE
8BE
8BE
8BE
8BE
8BE
BBE
8BE
8BE
8BE
BAE
BAE
BAE
8AE
8AE

4. Comer assembly and Segment drawings list weld specifications for all locations, All welds on comer assemblies have been w

when approved drawings do nol, show any wrapping required.

FB Flange to DP Diaphragm Plate Pane] Poini 53

FB Fiange tu DP Diaphragm Plate Panel Poin( 54
X137 Brackets PP52.5 E2 location

X36 Plate 10 DP Stiffener PP64.5 ES lncation

X36 Plate 10 SP Stiffener PP64.5 E2 Jocation

CA FB at PP65 DP, EP, and SP Stiffeners ES5 location
TB Flange lo DP Disphragm Platc Panel Point 65
X36 Platc to SP Siiffener PP65.5 ES location

X 36 Plale to SP Stiffener PP65.5 E2 Jocation

CA FB at PP66 DP, EP, and SP Stiffeners ES location
CA FB at PP66 DP, EP, and SP Stiffeners E2 location
X36 Plate to DP Stiffener PP66.5 ES location

CA FB al PP67 DP, EP, and SP Stiffeners E5 Jocation
CA FB al PP67 DP, EP, and SP Stiffencrs E2 lacation
X36 Plate to EP Stiffener PP61.5 E5 Jocation

CA FB at PP62 SP Sliffener ES location

CA FB nt PP63 EP Stiffeners E5 location

X36 Plate to EP Stiffener PP64 ES location

FB Flange to DP Diaphragin Plate Panel Point 64

please see attached NCR ZPMC-315 for delzils.
Action Required and/or Action Taken:

Propose a resolution for the identifi
materials/workmanship and quality

occurrences. A response for the resalulion of

Transmitted by;
Attachments:

ce: Rick Morrow, Gary
File: 05.03.06

Ching Chao

ZPMC-0315

. 050106000502 ncT

Intermitent
Intermitient
5 locations
1 location
2 localions
7 locations
[nlermittent
4 locations-~
I location
5 locations
3 locations
1 location
! localion
3 locations
1 location
1 location
2 [ocations
| location

Intermittent

Applicable reference listed as # 3 below.

ed recurring non-conformance which conslitutes a syslematic problem on both
control issues with revised procedures (o remedy the defected work and to prevent future

this issue is expecied within 14 days.

Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files,

rapped

Ching Chac
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STATE OF CALIFORNFA~~BUSJNESS,TRANSPORTACTIDN AND HOUSING AGENCY Armold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION P
DIVISION OF ENGINEERING SERVICES ; * »
Office of Slructurat Malerials

Quality Assurance and Source Inspeclian

Contract #: 04-0120F4
Bay Area Branch T
690 Walnut Ave, 5L 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File H 69255

(707) 649.5453
(707) 649.5493

QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-00034]
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 24-Jun-2009
Submitting Contractar: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-03135

7

Type of problem:

Welding 41 Concrete [J Other J

Welding Curing O Procedural O Bridge No: 34-0006

Joint fit-up [J Coating [J Other LJ ° Component: 0BG Lifi 5. 6, 7,and 8

Procedural [J Procedural [J Description:

Reference Deseription: CJP welds replaced with fillet at repair locations prior to engineer's approval
Description of Nou-Conformance:

1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, a fillet weld was
discovered welded from the weld joint 97 side only leaving the weld Jjoint 98 exposed. The weld prep of the
fillet weld joint # 98 revealed a root opening of 7mm. Maximum allowed root opening for a fillet weld is Smim.
Applicable reference listed us # ] below.

2. X37A Stiffeners require a tight fit (= 2mm) per approved shop drawing X37A. The X37A stiffener locations
listed in the table below were found to

have 2 dimension greater than 2mm. Applicable reference listed as # 1 below.

Segment  Papel Point Segment Side  Measurement -

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 3.5mm
7CE 53.25 E5 Smm
7CE - 3375 E5 Smm
7EE 58.23 Ej Tmm

3. Weld locations listed in the table below require a fillet weld per approved shop drawings. ZPMC has
changed said welds to complere joint penetration welds due to root opening in excess of specified maximum
root opening of Smm. Applicable reference listed as # | below.,

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
GAW FB Flange to DP Diaphragm Plate Panel Point 3§ Entire Length
0AW FR Flange to DP Diaphragm Plate Pancl Point 39 Intermittent
6AW X37 Brackets PP37.5 W2 jocation 4 locations

‘:‘,’ TEF5Quality Assurance - Non. Conformance Repore Dowe I ol 4
3. Page ol ¢




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continuec\Page 2 of 4 )

6AW FB Flange to DP Diaphragm Plate Panel Point 40

6BW FB Flange to DP Diaphragm Plate Panel Point 4]

6BW FB Flange to DF Diaphragm Plate Pane] Point 42

6BW FB Flange to DP Taphragm Plate Panel Point 43

6BW X37 Brackets PP42.5 W2 location

6CW FB Flange to DP Diaphragm Plate Panel Point 44

6CW FB Flange to DP Diaphragm Plate Panel Point 45

6CW FB Flange to DP Diaphragm Plate Panel Point 46 -

6CW FB Flange to DP Diaphragm Plate Panel Point 47

TAW FB Flange to DP Diaphragm Plate Panel Point 48

TAW FB Flange to DP Diaphragm Plate Panel Point 49

TBW FB Flange to DP Diaphragm Plate Panel Point 50

TBW FB Flange to0 DP Diaphragm Plate Panel Point 5]

TBW FB Flange to DP Diaphragm Plate Panel Point 52

7BW X37 Brackets PP49.5 W5 location

7CW FB Flange to DP Diaphragm Plate Panel Point 53

W FB Flange to DP Diaphragm Plate Panel Point 54

CW FB Flange to DP Diaphragm Plate Panel Point 55

DWW FB Flange to DP Diaphragm Plate Panel Point 56

7DW FB Flange to DP Diaphragm Plate Pane] Point 57

TDW FB Flenge to DP Diaphragm Plate Panel Point 58

TEW FB Flange to CF Diaphragm Plate Panel Point 59

TEW FB Flange to DP Diaphrapm Plate Panel Point 60

CA48 Panel Point 62 Stiffeners (3) to Deck Plate

CA43 Panel] Point 64 Stiffeners (3) to Deck Plate

CAS54 Panel Point 68 Stiffeners (3) to Deck Plate

CA54 Panel Point 70 Stiffeners (3) to Deck Plate

5CE X37 Brackets PP35.5 E2 location

5CE X37 Brackets PP36.5 E2 location

5CE X37 Brackets PP35.5 ES location

5CE X37 Brackets PP36.5 E5 location

5CW X37 Brackets PP36.5 W2 location

TAE X37 Brackets PP47.5 E5 Jocation

TAE X37 Brackets PP48.5 ES5 location

TAE X37 Brackets PP47.5 E2 location

TAE X37 Brackelts PP48.5 E2 location

6BE X37 Brackets PP41.5 E2 location

6BE X37 Brackets PP42.,5 E2 location

6BE FB Flange to DP Diaphragm Plate Panel Point 42

7BE X37 Brackets PP49.5 E2 [ocation

7BE X37 Brackets PP50.5 E2 location

7BE X37 Brackets PP51.5 E2 location

TBE X37 Brackets PP51.5 ES location

7BE FB Flange to DP Diaphrapm Plate Panel Point 50
ﬁ,: TL-13,Quality Assurance -- Non-Cunformance Report

Intermittent
Entire Length
Entire Length * -
Entire Length
5 locations
Intermittent
Intermitient
Intermittent
Intermitient
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
2 locations
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
1 location
6 locations
4 locations
6 locations
4 locations
2 locations
| location
Intermittent
2 locations
2 locations
2 locations
2 locations
Intermittent

Page 2 67 4




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 3 of 4 )

BAE
BAE
BAE

FB Flange to DP Diaphragm Plate Panel Point 51

FB Flange to DP Diaphragm Plate Panel Point 53

FB Flange to DP Diaphragm Plate Panel Point 54
X37 Brackets PP=2.5 E2 location

X136 Platc to DP Stiffener PP64.5 ES location

X36 Plate to SP Stiffener PP64.5 E2 lacation

CA FB at PP65 DP, EP, and SP Stiffeners E5 location
FB Flange to DP Diaphragm Plate Panel Point 65 -
X36 Plate to SP Stiffener PP65.5 ES location

X36 Plate to SP Stiffener PP65.5 E2 location

CA FB at PPo6 DP, EP, and SP Stiffeners ES location
CA FB at PP66 DP, EP, and SP Stiffeners E2 location
X36 Plate to DP Stiffener PP66.5 E5 location

CA FB at PP67 DP, EP, and SP Stiffeners E5 location
CA FB at PP67 DP, EP, and SP Siiffeners E2 location
X36 Plate to EP Stiffener PP61.5 E5 location

CA FB at PP62 SP Stiffener E5 location

CA FB at PP63 EP Stiffeners E5 location

X36 Plate to EP Stiffener PP64 ES5 location

FB Flange to DP Diaphragm Plate Panel Poini 64

Intermittent
Intermittent
Intermittent
5 locations
1 location
2 locations
7 locations
Intermittent
4 locations
1 location
5 locations
5 locations
1 location
1 location
3 locations
| location
1 location
2 locations
1 location
Intermittent -

4. Comer assembly and Segment drawings list weld specifications for all locations. Aii welds on comer

assemblies have been wrapped when approved drawings do not show any wrapping required. Applicable
reference listed as # 3 below.

ﬁ'}w TL-15 Quality Assurance -- Non-Conformunce Repont
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QUALITY ASSURA NCE -~ NON-CONFORMANCE REPORT
{ Commued Pagedaf 4 )

Applicable reference:
1. AWS D1.5/2002 Section 3.3.1- “The parts to be joined by fillet welds shall be brought into as close contact
as practicable. The root opening shall not exceed 5 mm [3/16 in.] except in cases involving either shapes or
plates 75 mun [3 in.] or greater in thickness if, after straightening and in assembly, the root opening cannot be
closed sufficiently to meet this tolerance. In such cases, a maximum root opening of 8mm may be used, with a
backing weld or suitable backing. If the root opening is greater than 2 mm, the leg of the fillet weld shall be
increased by the amount of the root opening or the Contractor shall demonstrate that the required weld size has
been obtained.”

. AWS DI1.5/2002 Section 3.5.1.10- “Where a tight fit of intermediate stiffeners is specified, it shall be
deﬁned as allowing a gap of up to 2mm between stiffener and flange.”
3. General Notes GN3- Detail “WT1" Typical Weld Termination.
Wha discovered the problem:  Erik Prue, Rodney Patterson
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1600 hours, Verbal
Name of Caltrans Engineer notified:  Stanly Ku
Time and method of notification: 1700 hours, Verbal
QC Inspector's Name: Shen Xuejun
Was QC Inspector aware of the problem: [ Yes No
Contractor's proposal to correct the problem:
N/A
Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or il for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector
Reviewed By: Wahbeh,Mazen SMR
h} TL-15 Quakity Assieence - Non-Conformance Report
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTATION AND HOUSING AGENCY ARNOLD SCHWARZENEGGER, Govemor

DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge Program
333 Burma Rd.

Oakland, CA 94607

(510) 622-5660, (510) 286-0550 fax

Flex your power
Be energy cfficient!

February 12, 2009
Contract No. 04-0120F4
04-SF-80-13.2/13.9
Self-Anchored Suspension Bridge
Letter No. 05.03.01-003474

Michael Flowers

Project Executive

American Bridge/Fluor, A JV

375 Burma Road

Oakland, CA 94607

Dear Michael Flowers,

Submittal 200, Rev. 2 - Methods to Repair Elements that Exceed Specified Tolerance

The Department has completed review of Submittal ABF-SUB-000200R02, “Fabrication Procedures -
Methods to Repair Elements that Exceed Specified Tolerance,” dated January 23, 2009. The submittal
is “Approved as Noted,” as shown on the attached drawings and as outlined by the following comments:

CATEGORY A: ] o
1. Repair procedures require thé Engineer to be notified for each case of repair.

2. The repair methods will be limited t0 3 holes per hole pattern (graup).
3. Cooling times prior to inspections for SPCMs shall conform to AWS D1.5, Section 12.16.4.and the
approved FCP. '

4. Repair Method 4: Repairs of this type are considered critical repairs and must be addressed on a
case by case basis.

5. Repair Method 5: Buttering is limited to 10mm or less. Edges and faying surfaces are to be ground
flush after buttering. For repairs requiring greater than 10mm thickness, butt weld another plate of
the same size and properties to the plate being repaired.

CATEGORY B:
I, Provide, for review and approval, the Weld Procedure Specifications (WPS) to be used.

2. Specify cooling times for the associated UT and MT testing to be performed in accordance with
Category A, comment 3 above.

CATEGORY C: _
I. Since NDT will be required after welding, when rejectable indications are discovered, they may be

removed during subsequent re-drilling operation and the necessity of repairing again could be
negated.




AMERICAN BRIDGE/FLUQR, A JV
05.03.01-003474
Page 2 of 2

If you have any questions, please contact Gary Lai in the Working Drawing Campus,

Sincerely,

" e
GARY PURSELL
Resident Engineer

Attachment

cc: Rick Morrow
Stanley Ku
Mazen Wahbch
Jason Tom

file: 05.03.01, 55.0200

"Calirgns impraves mobility across California ™
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iCategory B

Caoling times prisr to
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; Smm Use carbon gir arcing to form the bevel and then grind flush.
HOERR T ST ngthening b 9> ! 9 ) : n far SR
m‘ummmmm HERLEETE . z __Mq."ww_nm_._ m?:ﬂmk: ) Weld the joinl per approved WPS with steel backing. Steel bockong \\\!I?cic%,_w ity 5
5 Type of out-ol-tolerance: Inadequate bolt hole edge distance < welding g E shastdbe removed. UT will be performed after 24 hours, &\\\\\\ [Sectian 12.16.4. and he
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RS I EEIEE: an approved WPS. g>dmm BRUIRFRREL0 HEAR  BEHR  SCop wwﬁiwﬁmmmmé@ﬂﬁmwﬁa.mgr_m. AR, HF TS ¥
Il&if“*—,‘*!‘ﬁ‘ U _
_ ' assembly gap |
_ B _ g R ARFIE s Cep T “
Reclification method - M
SCRTARGATRUTERERE | BITAIAZ, TERAWS D15 3.3.41 E4ikf5 —— Fyn [~ | L _
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Repair method:
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1. Type of oul-of-lolerance: hole is not perpendiculor
1 MEAN: GRH AYSHEETEL

A
Width

i

The doshed lines indicale the actucl condition.
BRFRERTANA

Repair Method :

“a. Elongate the hole by erc gouging, and grind smoolh the surface. The elongated hole should

satisty Ihe joint detail in Repair WPS.

Limited to 3 holes per
pattern and QA shall
alsa be notified for
each repair.

Calegory B

Reparir shall be performad in
aeeardance with an approved
WPS

b. Weld the hole longitudinally using string bead, Bocking bar shall
root poss.
c. Grind surface flush after welding.

d. Perform UT and MT ol he repoired hole. —_—

e. Adjust the verticolity between the drill and part, and re—drill the holes,
T

a- #CREE) AFATMFHEY GHIBTA BRELEFHAWPS it LT .

b. RALRBARAANT HETURA 2528, BEEET EHH

c. HERNERT.

d» AHIESATUTIMTER,

e. FRNZDSFARATHEEA  HERTERUL.

244

netal pEgmise

metal
backing

2. Type cf out-of-toleronce: diometer deviation _
2. BESH-. R /

Repair Method:

a. If #1<82, similar lo step 1.
b. i 81282, reom or drill to correct diameler.
b
mmuw e
LA
(=)
\&A
BEAE:

a- SERLEAL(LIRNEK) B TSRS W E244,
b- SERILELZ CLTRARS) 3t RUSRGAE R ARAB LA B

3. RATALRB LA
3. Type of out-ol-tolerance: miss-localed hole &

— ¥

be removed. deck qouge the

|Limited fo 3 Holes per |

wm._zmﬂ:.m.lﬂp shalt

50 be notifigd Tor
each repaw., i

BEAR SN Afigtke

The doshed lines indicote lhe actual condilion

ERIFEERL
Repairing methoa:

a. Similor to step 1.
$EAHE

a. IEEsM; -

4. BEGEETNE  AERLGH gRIEY
4 Misalignment between Lwo bolt

oles of the spliced plates. <<

Repair Method:

0. If the misaligned holes intervene the bolt, ream or dril

matching requirement.

4k

o SFRELGE SREEEUH THRRY REGRALE F2AKE

Noles:

1. NDT is performed after welding, prior lo re-
drilling of holes. Rejectable indications may
be removed when re-drilling rather than
repairing again.

2, AWS D1.5, Sec. 3.7.7.3 requires WPS and
weld tests for hole restoration of quenched
and tempered steels.

3. Repairs to SPCMs require approval on a
case-by-case basis.

the

i

hole lo meel ihe

SHANGHAI ZHENHUA PORT MACHINERY CO LTD

SAN TRANCISCO DARLAMD BAY BRIDGE. €451 SPAn  SELF-ANCHORED SUTRENSIOY 57an
ROUTE 8C EAST OF YERBA BUEHA !SLAND, BISTRICT D4, 5F T
BRIDCE Mos: 34-0005L PH B2, kP 132 L 34-0005R P §.7
STATE OF CALIFCRHIA DEPT. GF TRANSPORTATION CONTRACT
ENGINEER: CALTRANS ----  TYLIN / MOFFATT L WICKHOL, v
CONTRACTOR: AMERICAN BRIDGE / FLUNR LNTERPRISES, v

l

¥ 139

i D4-0120V a

Methods of repoir elemments that esceed specilied lolergnee

o
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v

RCVIZIONT

DRAMH | arzamy T TEET M [EETHT

L Srnua
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American -~ 375 Burma Road
; . Oakland, CA 94607 USA
Brldge : F L U o R Phone 510-808-4600

A 1011T VENTURE Fax 510-808-5601

September 22, 2009 AFC-ZPM-LTR-000566

Attention: Mr. Wu Yun

ZPMC

Steel Structure Department

Room 203, Building 2

Shanghai, China 200125 "

PROJECT: San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No. 04-0120F4
ABF Job No. 660110

Subject; Notification for Engineer’s Review and Approval
Mr. Wu;

American Bridge / Fluor Enterprises, a Joint Venture (ABFIV), is in receipt of Caltrans’ letter No. 05.03.01-
004548, dated July 1, 2009. The letter changed the review comment for Submittal ABF-SUB-000200R02,
Methods to Repair Elements that Exceed Specified Tolerance, from "“Repair procedures require the Engineer to
be notified for each case of repair” to “Repair procedures require Lthe Engineer’s approval prior to each case of
repair”. To meet this new requirement, ABFJV is hereby directing Shanghai Zhenhua Port Machinery Co., LTD
(ZPMC) to fill in the attached “Notification for Engineer’s Review and Approval” form each time a detailed
fillet weld is changed lo complete-joint-penetration (CIP) weld and submit to Caltrans through ABFJV. Please
be reminded that no repair is allowed until Caltrans approves the proposed change.

ABFJV considers it extra work to request for Engineer’s approval for each case of repair with CIP weld based on
Submittal ABF-SUB-0002000R02, and therefore requests ZPMC to track the cost and schedule impact for each
incidence,

Should you have any questions please contact Mr. Thomas Nilsson,

Sincerely, 7
"—‘_’—’-’_—--_ -
gral =

American Bridge Company / Fluor Enterprises Inc., A Joint Venture
Thomas Nilsson
Project Manager - Fabrication

Attach:
Letter No. 05.03.01-004548
*Notification for Engineer's Review and Approval” form

ABF Building San Francisco Bav's New Signature Suspension Bridge




Received by: Date Received: Time Received:

Submitted by: Date Submitted: Time Submitted:

Notification for Engineer’s Review & Approval

Out-of-tolerance Repair: Excessive Raot Gap Turning Fillet Weld to CIP per Submittal 200R2

INFORMATION:
Lift/Segment: Measured Gap Size (mm):
Component(s)/Member(s): SPCM Member: [] Yes [ No

Fiece Mark(s) Related:

Weld ID#:

All Speclfic Y-locations, Reference Paint, Length of Repalr (For Intermittent Welds):

e Attached Location Layout Sketch? [ ] Yes [Jno
o Is the weld a repair or new joint fit up? ] Repair [] New Jaint
® If the repalr requires a CWR, has a CWR submitted for Engineer's Approval? [ Yes [_] No
o The cause of this repair: |:] misaligned member exceeding the fit-up tolerance

(Select all opplicable) E] error in cutting/ uneven cut member
[ ] fiatness or stralghtness Issue
[] other, please specify

Engineer's Approval: Yes/No Reviewed by: Date: .. Time:
Comments:
AGREEMENT;

The Contractor agrees to perform the fallowing wark in the ahove referenced locations.
e Toincorporate the detail changes ta the weld map.
e Toreflect the changes in the shop drawings/as-built drawings.

o Toreflect the changes on the QA Database. (Le., P weld, intermittent weld length, UT inspection)

@ To follow the repair method described in Sec. 6.2 of Submittal 200RZ; RFCO 63.

a o provide inspection notification to CT for witnessing and inspecting the work indicated in the

checklist below prior ta starting.

CT INSPECTOR CHECKLIST:

Yes

Insp. 1D#

Data

—

Copy of the applicable WPS in English.

Acceptable Joint Prep; Proper Steel Backing.

tolerance root gap repair.

— |
The CIP weld extends at least 50mm beyand either side of the out of j_
L]

The CJP weld does hava reinforcing fillets equal to the replaced fillet
welds.

Acceptable 100% MT result to the backgouged area.

Acceptahle 1009 UT result to the CJP weld,

000 o ooz

Lt

The CIP weld preparation does have a 1:1 slope or smaother transition at
the ands.




AmEI’iE}aﬂ < 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: 16-Mar-2010
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-000353 Rev: 02
Ref: 05.03.06-000302

Subject: NCR No. ZPMC-0315

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has removed the X37 stiffeners discussed in item 2 of the NPR response and will be reinstalled and
inspected before blasting by all three parties.

ZPMC has removed the X37 stiffeners discussed in item 2 of the NPR response and will be reinstalled and inspected before blasting by all
three parties. Item 4, weld wrapping has been deemed acceptable by the Department in locations where weld wrapping has already occurred
per ABF-RFI001786R00. Based on this and the previously submitted responses, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000353R02;

Caltrans' comments: Status: REJ

Date: 17-Mar-2010
The NCR cannot be closed because the wrapping has not been adequately addressed. RFI 1786 addressed wrapping at the floor beam

location only (these are at the corner assemblies)and required wrapping on future welds to discontinue prior to the time the welds in question
were completed. Remove the wraps in question or submit an RFI requesting that the wraps remain.

Submitted by:  Howe, Bill Date: 17-Mar-2010
Attachment(s): NPR CT Comments
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@I No. B-681
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-16
REGARDING: NCR-000341(ZPMC-0315)

Part 1 has been addressed in the lastly response and is now acceptable by engineer.

Part 2. All the X37As were tacked in CA. ZPMC has removed those X37As where the tight fit
(=2mm) are not satisfied with the cord requirement. Those removed X37As will be installed
before blasting and will be inspected by three parties together. After then, FVT & Green Tags will
be achieved.

Part 3 has been addressed in the lastly response and is now acceptable by engineer e,

Part 4. Refer to FRI 1786, the wrapping welds are now acceptable.

Based on the responses above, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000341(ZPMC-0315)
ABF-NPR-000353 R1

{4 2
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

ltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jul-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: 05.03.06-000302
Subject: NCR No. ZPMC-0315

Reference Description:  CJP welds replaced with fillet at repair locations prior to engineer's approval

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract docutnents,
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, a fillet weld was discovered welded from the
weld joint 97 side only leaving the weld joint 98 exposed. The weld prep of the fillet weld joint # 98 revealed a root opening of 7mm.

Maximum allowed root opening for a fillet weld is Smm. Applicable reference listed as # 1 below.
2. X37A Stiffeners require a tight fit (= 2mm) per approved shop drawing X37A, The X37A stiffener locations listed in the table below
were found to

have a dimension greater than 2mm. Applicable reference listed as # | below.

Segment  Panel Point  Segment Side  Measurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 3.5mm
7CE 53.25 E5 Smm
7CE 53.75 E5 Smm
7EE 58.25 E5 7mm

3. Weld locations listed in the table below require a fillet weld per approved shop drawings. ZPMC has changed said welds to
complete joinl penetration welds due to root opening in excess of specified maximum root opening of Smm. Applicable reference listed

as# 1 below.

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 38 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 39 Intermittent
6AW X37 Brackets PP37.5 W2 location 4 locations
6AW FB Flange to DP Diaphragm Plate Panel Point 40 Intermittent

N 05.03.06-0003028CT Page 1 of 3




NCT

( Continued Page 2 of 3 )

6BW
6BW
6BW
6BW
6CW
6CW
6CW
6CW
TAW
TAW
BW
7BW
7BW
BW
CW
CW
CW
7DW
DWW
DWW
TEW
TEW
CA48
CA48
CA54
CA54
SCE
5CE
5CE
5CE
5CW
TAE
TAE
TAE
TAE
6BE
6BE
6BE
7BE
7BE
7BE
7BE
7BE
7BE

FB Flange to DP Diaphragm Plate Panel Point 41
FB Flange to DP Diaphragm Plate Panel Point 42
B Flange to DP Diaphragm Plate Panel Point 43
X37 Brackets PP42.5 W2 location

FB Flange to DP Diaphragm Plate Panel Point 44
FB Flange to DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 46
FB Flange to DP Diaphragm Plate Panel Point 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange to DP Diaphragm Plate Panel Point 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange to DP Diaphragm Plate Panel Point 51
FB Flange to DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W5 location
I'B Flange to DP Diaphragm Plate Panel Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange to DP Diaphragm Plate Panel Point 55
FB Fiange to DP Diaphragm Plate Panel Point 56
FB Flange to DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) to Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Pane] Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plate

X37 Brackets PP35.5 E2 location

X37 Brackets PP36.5 E2 location

X37 Brackets PP35.5 ES5 location

X37 Brackets PP36.5 ES location

X37 Brackets PP36.5 W2 location

X37 Brackets PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP41.5 E2 location

X37 Brackets PP42.5 E2 location

FB Flange to DP Diaphragm Plate Panel Paint 42

X37 Brackets PP49.5 E2 location

X37 Brackets PP50.5 E2 location

X37 Brackets PP51.5 E2 location

X37 Brackets PP51.5 E5 location

FB Flange to DP Diaphragm Plate Panel Point 50

FB Flange to DP Diaphragm Plate Panel Point 51

‘B2 05.03.06-000302nCT

Entire Length
Entire Length
Entire Length
5 locations
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
2 locations
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
I location
6 locations
4 locations
6 locations
4 locations
2 locations
1 location

Intermittent

2 locations
2 locations
2 locations

2 locations

Intermittent

Intermittent
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NCT

( Continued Page 3 of 3 )

7CE
7CE
7CE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
8BE
S8AE
8AE
8AE
8AE
8AE

FB Flange to DP Diaphragm Plate Panel Point 53

FB Flange to DP Diaphragm Plate Panel Point 54
X37 Brackets PP52.5 E2 location

X36 Plate to DP Stiffener PP64.5 E5 lacation

X36 Plate to SP Stiffener PP64.5 E2 location

CA FB at PP65 DP, EP, and SP Stiffeners E5 location
FB Flange to DP Diaphragm Plate Panel Point 65
X36 Plate to SP Stiffener PP65.5 E5 lacation

X36 Plate to SP Stiffener PP65.5 E2 location

CA FB at PP66 DP, EP, and SP Stiffeners ES location
CA FB at PP66 DP, EP, and SP Stiffeners E2 location
X36 Plate to DP Stiffener PP66.5 ES location

CA FB at PP67 DP, EP, and SP Stiffeners E5 location
CA FB at PP67 DP, EP, and SP Stiffeners E2 location
X36 Plate to EP Stiffener PP61.5 E5 location

CA FB at PP62 SP Stiffener E5 location

CA FB at PP63 EP Stiffeners ES location

X36 Plate to EP Stiffener PP64 E3 location

FB Flange to DP Diaphragm Plate Panel Point 64

Intermittent
Intermittent
5 locations
1 location
2 locations
7 locations
Intermittent
4 locations
1 location
5 locations
5 locations
1 location
1 location
3 locations
1 location
| location
2 locations
1 location

Intermittent

4. Corner assembly and Segment drawings list weld specifications for all locations. All welds on corner assemblies have been wrapped

when approved drawings do not show any wrapping required. Applicable reference listed as # 3 below.

please see attached NCR ZPMC-315 for details.
Action Required and/or Action Taken:

Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both

materials/workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future

oceurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by:

Attachments:

ce: Rick Morrow, Gary Pursell, Peter Siegenth
File: 05.03.06

Ching Chao

ZPMC-0315

7 0s.03.06-0003028CT

aler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
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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

Bay Area Branch -
690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000341
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 24-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0315

Type of problem:

Welding Concrete  [] Other [

Welding Curing (1 Procedural [J  Bridge No: 34-0006

Joint fittup [] Coating [ Other (J  Component:OBG Lift 5, 6, 7, and 8

Procedural [] Procedural (] Description:

Reference Description: CJIP welds replaced with fillet at repair locations prior to engineer's approval
Description of Non-Conformance:

1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, a fillet weld was
discovered welded from the weld joint 97 side only leaving the weld joint 98 exposed. The weld prep of the
fillet weld joint # 98 revealed a root opening of 7mm. Maximum allowed root opening for a fillet weld is Smm.
Applicable reference listed as # 1 below.

2. X37A Stiffeners require a tight fit (= 2mm) per approved shop drawing X37A. The X37A stiffener locations
listed in the table below were found to

have a dimension greater than 2inm. Applicable reference listed as # 1 below.

Segment Panel Point Segment Side Measurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 - 3.5mm
7CE 53.25 E5 Smm
7CE 53.75 E5 Smm
7EE 58.25 E5 7mm

3. Weld locations listed in the table below require a fillet weld per approved shop drawings. ZPMC has
changed said welds to complete joint penetration welds due to root opening in excess of specified maximum
root opening of 5mm. Applicable reference listed as # 1 below.

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 38 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 39 Intermittent
6AW X37 Brackets PP37.5 W2 location 4 locations

‘H’z‘_ TL-15,Quality Assurance -- Non-Conformance Report Poge I of 4




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continned Page 2 of 4 )

6AW
6BW
6BW
6BW
6BW
6CW
6CW
6CW
6CW
TAW
TAW
7BW
TBW
TBW
7BW
TCW
CW
TCW
TDW
TDW
7DW
TEW
TEW
CA48
CA48
CA54
CA54
5CE
5CE
5CE
5CE
5CW
7AE
7AE
TAE
TAE
6BE
6BE
6BE
TBE
TBE
1BE
7BE
7BE

FB Flange to DP Diaphragm Plate Panel Point 40
FB Flange to DP Diaphragm Plate Panel Point 41
FB Flange to DP Diaphragm Plate Panel Point 42
FB Flange to DP Diaphragm Plate Panel Point 43
X37 Brackets PP42.5 W2 location

FB Flange to DP Diaphragm Plate Panel Point 44
FB Flange to DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 46
FB Flange to DP Diaphragm Plate Panel Point 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange to DP Diaphragm Plate Panel Point 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange to DP Diaphragm Plate Panel Point 51
FB Flange to DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W3 location

FB Flange to DP Diaphragm Plate Panel Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange to DP Diaphragm Plate Panel Point 55
FB Flange to DP Diaphragm Plate Panel Point 56
FB Flange to DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) to Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Panel Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plate

X37 Brackets PP35.5 E2 location

X37 Brackets PP36.5 E2 location

X37 Brackets PP35.5 ES5 location

X37 Brackets PP36.5 E35 location

X37 Brackets PP36.5 W2 location

X37 Brackets PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP41.5 E2 location

X37 Brackets PP42.5 E2 location

FB Flange to DP Diaphragm Plate Panel Point 42

X37 Brackets PP49.5 E2 location

X37 Brackets PP50.5 E2 location

X37 Brackets PP51.5 E2 location

X37 Brackets PP51.5 E5 location

FB Flange to DP Diaphragm Plate Panel Point 50

‘ﬁz_ TL-15,Quality Assurance — Non-Conformance Report

Intermittent
Entire Length
Entire Length
Entire Length
5 locations
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
2 locations
Intermittent
Intermittent
Entire Length
Intermittent
Intermittent
Intermittent
Intermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
1 location
6 locations
4 locations
6 locations
4 locations
2 locations
1 location
Intermittent
2 locations
2 locations
2 locations
2 locations
Intermittent
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Contined Page 3 of 4 )

TBE FB Flange to DP Diaphragm Plate Panel Point 51 Intermittent
7CE FB Flange to DP Diaphragm Plate Panel Point 53  Intermittent
7CE FB Flange to DP Diaphragm Plate Panel Point 54 Intermittent
7CE X37 Brackets PP52.5 E2 location 5 locations
8BE X36 Plate to DP Stiffener PP64.5 E5 location 1 location
8BE X36 Plate to SP Stiffener PP64.5 E2 location 2 locations
8BE CA FB at PP65 DP, EP, and SP Stiffeners ES location 7 locations
8BE FB Flange to DP Diaphragm Plate Panel Point 65 Intermittent
8BE X36 Plate to SP Stiffener PP65.5 ES location 4 locations
8BE X36 Plate to SP Stiffener PP65.5 E2 location 1 location
8BE CA FB at PP66 DP, EP, and SP Stiffeners E5 location 5 locations
8BE CA FB at PP66 DP, EP, and SP Stiffeners E2 location 5 locations
8BE X36 Plate to DP Stiffener PP66.5 E5 location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners ES location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners E2 location 3 locations
SAE X36 Plate to EP Stiffener PP61.5 E5 location 1 location
8AE CA FB at PP62 SP Stiffener ES location 1 location
8AE CA FB at PP63 EP Stiffeners E5 location 2 locations
8AE X36 Plate to EP Stiffener PP64 ES location 1 location
SAE FB Flange to DP Diaphragm Plate Panel Point 64 Intermittent

4. Corner assembly and Segment drawings list weld specifications for all locations. All welds on corner
assemblies have been wrapped when approved drawings do not show any wrapping required. Applicable
reference listed as # 3 below.
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QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT
( Continued Page 4 of 4 )

B plate showryfille

backihg was tsed
dJoint 4

4

10624091021

0624091022

Applicable reference:
1. AWS D1.5/2002 Section 3.3.1- “The parts to be joined by fillet welds shall be brought into as close contact
as practicable. The root opening shall not exceed 5 mm [3/16 in.] except in cases involving either shapes or
plates 75 mm [3 in.] or greater in thickness if, after straightening and in assembly, the root opening cannot be
closed sufficiently to meet this tolerance. In such cases, a maximum root opening of 8mm may be used, with a
backing weld or suitable backing. If the root opening is greater than 2 mm, the leg of the fillet weld shall be

. increased by the amount of the root opening or the Contractor shall demonstrate that the required weld size has
been obtained.”
2. AWS D1.5/2002 Section 3.5.1.10- “Where a tight fit of intermediate stiffeners is specified, it shall be
defined as allowing a gap of up to 2mm between stiffener and flange.”
3. General Notes GN3- Detail “WT]1” Typical Weld Termination,
Who discovered the problem:  Erik Prue, Rodney Patterson
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1600 hours, Verbal
Name of Caltrans Engineer notified: Stanly Ku
Time and method of notification: 1700 hours, Verbal
QC Inspector's Name: Shen Xuejun
Was QC Inspector aware of the problem: L] Yes ] No
Contractor's proposal to correct the problem:
N/A
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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Br ldge ‘/{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: 31-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

Resldent Engineer Document No.: ABF-NPR-000353 Rev: 01
Ref: 05.03.06-000302

Subject:  NCR No. ZPMC-0315

Contractor's Proposed Resolution:

Reference Resolution:  As shown in the NCR response by ZPMC, a misunderstanding occurred between two procedures. See the ZPMC
response in the attached documentation.

As shown in the NCR response by ZPMC, a misunderstanding occurred between two procedures. ZPMC performed welding a CJP in lieu of a
fillet as per an approved procedure, however, after the welding, CT withdrew the procedure as they did not realize that ZPMC would use this
procedure for any case that required a CJP in lieu of fillet for fit-up gaps greater than 5mm. CT then pravided a form to complete specifying the
areas where a CJP would be used in lieu of a fillet. This form is notification to the engineer and provides a case by case review by the
engineer for these types of Weld joint modifications and to provide direction of what type of NDT will be required. See the ZPMC response in
the attached documentation. ZPMC requests closure of this NCR.,

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000353R01:

Caltrans' comments: Status: AAP
Date: 06-Jan-2010

The contractor's respanse to this NCT has only addressed [tems no. 1 and 3. However, the response was found to be acceptable for those 2
items. Item no. 2, 2mm tight-fit, and item no. 4, wrapping welds, still required contractor's response.

Submitted by:  Chao, Ching Date: 06-Jan-2010
Attachment(s):

o
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AmEI’iE}aﬂ < 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-Mar-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000353 Rev: 03
Ref: 05.03.06-000302

Subject:  NCR No. ZPMC-0315

Contractor's Proposed Resolution:

Reference Resolution: The Department stated that it took no exception to leaving all wrap around welds in place at all locations prior to
July 6, 2009; The date of the NCR was written was June 24, 2009.

Per ABF-RFI-001786R00, the Department stated that it took no exception to leaving all wrap around welds in place at all locations prior to July
6, 2009 when the RFI was responded to. The date of the NCR was written was June 24, 2009 therefore wrap welds at the locations noted in
the NCR are acceptable. Based on this clarification and previously submitted responses, ZPMC requests that this NCR be closed.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000353R03

Caltrans' comments: Status: CLO
Date: 25-Mar-2010

This proposed resolution is acceptable. The Department concurs that Non-Conformance ZPMC-0315 is closed.

Submitted by:  Eagen, Sean Date: 25-Mar-2010
Attachment(s):
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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-000619
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0315

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:  24-Jun-2009

Description of Non-Conformance:

1.Segment 7CE plate X36 at panel point 54.5 fillet weld joints 97 & 98 at E2 location, afillet weld was
discovered welded from the weld joint 97 side only leaving the weld joint 98 exposed. The weld prep of the
fillet weld joint # 98 revealed aroot opening of 7mm. Maximum allowed root opening for afillet weld is 5mm.
Applicable reference listed as# 1 below.

2. X37A Stiffenersrequire atight fit (= 2mm) per approved shop drawing X37A. The X37A stiffener locations
listed in the table below were found to

have a dimension greater than 2mm. Applicable reference listed as# 1 below.

Segment Panel Point  Segment Side  Measurement

TAE 48.75 E2 3mm
7BE 51.25 E2 3mm
7BE 49.25 E2 3.5mm
7CE 53.25 E5 5mm
7CE 53.75 E5 5mm
7EE 58.25 ES 7mm

3. Weld locations listed in the table below require afillet weld per approved shop drawings. ZPMC has
changed said welds to complete joint penetration welds due to root opening in excess of specified maximum
root opening of 5mm. Applicable reference listed as# 1 below.

Segment Location Remarks
6AW FB Flange to DP Diaphragm Plate Panel Point 37 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 38 Entire Length
6AW FB Flange to DP Diaphragm Plate Panel Point 39 I ntermittent
6AW X37 Brackets PP37.5 W2 location 4 locations
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 4 )

6AW
6BW
6BW
6BW
6BW
6CW
6CW
6CW
6CW
TAW
TAW
7BW
7BW
7BW
7BW
7CW
7CW
7CW
7DW
DWW
7DW
TEW
TEW
CA48
CAA48
CA54
CAX4
S5CE
SCE
S5CE
SCE
SCW
TAE
TAE
TAE
TAE
6BE
6BE
6BE
7BE
7BE
7BE
7BE
7BE

FB Flange to DP Diaphragm Plate Panel Point 40
FB Flange to DP Diaphragm Plate Panel Point 41
FB Flange to DP Diaphragm Plate Panel Point 42
FB Flange to DP Diaphragm Plate Panel Point 43
X37 Brackets PP42.5 W2 location

FB Flange to DP Diaphragm Plate Panel Point 44
FB Flange to DP Diaphragm Plate Panel Point 45
FB Flange to DP Diaphragm Plate Panel Point 46
FB Flange to DP Diaphragm Plate Panel Point 47
FB Flange to DP Diaphragm Plate Panel Point 48
FB Flange to DP Diaphragm Plate Panel Point 49
FB Flange to DP Diaphragm Plate Panel Point 50
FB Flange to DP Diaphragm Plate Panel Point 51
FB Flange to DP Diaphragm Plate Panel Point 52
X37 Brackets PP49.5 W5 location

FB Flange to DP Diaphragm Plate Panel Point 53
FB Flange to DP Diaphragm Plate Panel Point 54
FB Flange to DP Diaphragm Plate Panel Point 55
FB Flange to DP Diaphragm Plate Panel Point 56
FB Flange to DP Diaphragm Plate Panel Point 57
FB Flange to DP Diaphragm Plate Panel Point 58
FB Flange to DP Diaphragm Plate Panel Point 59
FB Flange to DP Diaphragm Plate Panel Point 60
Panel Point 62 Stiffeners (3) to Deck Plate
Panel Point 64 Stiffeners (3) to Deck Plate
Panel Point 68 Stiffeners (3) to Deck Plate
Panel Point 70 Stiffeners (3) to Deck Plate

X37 Brackets PP35.5 E2 location

X37 Brackets PP36.5 E2 location

X37 Brackets PP35.5 E5 location

X37 Brackets PP36.5 E5 location

X37 Brackets PP36.5 W2 location

X37 Brackets PP47.5 E5 location

X37 Brackets PP48.5 E5 location

X37 Brackets PP47.5 E2 location

X37 Brackets PP48.5 E2 location

X37 Brackets PP41.5 E2 location

X37 Brackets PP42.5 E2 location

FB Flange to DP Diaphragm Plate Panel Point 42

X37 Brackets PP49.5 E2 |ocation

X37 Brackets PP50.5 E2 location

X37 Brackets PP51.5 E2 location

X 37 Brackets PP51.5 E5 location

FB Flange to DP Diaphragm Plate Panel Point 50

TL-16,QA -- Non-Conformance Resolution

Intermittent
Entire Length
Entire Length
Entire Length
5 locations
Intermittent
Intermittent
Intermittent
I ntermittent
I ntermittent
Intermittent
Entire Length
I ntermittent
I ntermittent
2 locations
I ntermittent
I ntermittent
Entire Length
Intermittent
I ntermittent
Intermittent
I ntermittent
Intermittent
Various welds
Various welds
Various welds
Various welds
2 locations
3 locations
1 location
2 locations
1 location
6 locations
4 |ocations
6 locations
4 |ocations
2 locations
1 location
Intermittent
2 locations
2 locations
2 locations
2 locations
I ntermittent
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7BE FB Flange to DP Diaphragm Plate Panel Point 51 I ntermittent
7CE FB Flange to DP Diaphragm Plate Panel Point 53 I ntermittent
7CE FB Flange to DP Diaphragm Plate Panel Point 54 I ntermittent
7CE X37 Brackets PP52.5 E2 location 5 locations
8BE X 36 Plate to DP Stiffener PP64.5 E5 location 1 location
8BE X 36 Plate to SP Stiffener PP64.5 E2 location 2 locations
8BE CA FB at PP65 DP, EP, and SP Stiffeners E5 location 7 locations
8BE FB Flange to DP Diaphragm Plate Panel Point 65 Intermittent
8BE X 36 Plate to SP Stiffener PP65.5 E5 location 4 |ocations
8BE X 36 Plate to SP Stiffener PP65.5 E2 location 1 location
8BE CA FB at PP66 DP, EP, and SP Stiffeners E5 location 5 locations
8BE CA FB at PP66 DP, EP, and SP Stiffeners E2 location 5 locations
8BE X 36 Plate to DP Stiffener PP66.5 E5 location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners E5 location 1 location
8BE CA FB at PP67 DP, EP, and SP Stiffeners E2 location 3 locations
8AE X36 Plate to EP Stiffener PP61.5 E5 location 1 location
8AE CA FB at PP62 SP Stiffener E5 location 1 location
8AE CA FB at PP63 EP Stiffeners E5 location 2 locations
8AE X 36 Plate to EP Stiffener PP64 E5 location 1 location
8AE FB Flange to DP Diaphragm Plate Panel Point 64 Intermittent

4. Corner assembly and Segment drawings list weld specifications for all locations. All welds on corner

assemblies have been wrapped when approved drawings do not show any wrapping required. Applicable

reference listed as# 3 below.

Contractor's proposal to correct the problem:

Remove X 37A brackets and address fit up issues, supply NDT records verifying CIPsinstalled in lieu of fillets

are acceptable. Contractor is of the understanding that all weld wrapping was accepted prior to July 6, 2009,

and fillet to CJP changes were made in accordance with Submittal 200, prior to the institution of the form for

changing weld details.

Corrective action taken:

X37A brackets were removed and fit up issues were adjusted to be in conformcane with Contract specifications.
NDT documentation for the welds which were changed from fillets to CIPs will be supplied via the electronic

data base. Contractor is of the understanding that no action is required for the weld wrapping issues as the

Department accepted all wrapped welds prior to July 6, 2009. Future weld joint changes will be approved by

the Engineer prior to performing work.

Did corrective action require Engineer's approval? L] Yeslvl No

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [] Yeslvl No

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 Jim Simonis 152.1675.3703, who represents the Office of

Structural Materials for your project.
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I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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