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-000406
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0380

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up Coating [ Other (]  Component: T-Stiffener Splicein OBG Segment 10CE

Procedural [ Procedural [1 Description:

Reference Description: Improper backing bar fit-up and unidentifiable material

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor has performed T-stiffeners splice weld
between panel point 93 and 94 in Segment 10CE. The contractor used a steel backing on a T-Stiffener that does
not conform to the code requirements. This steel backing bar is from an unknown material source andisnot in
intimate contact with the base metal. The location of thisjoint is on SP633A closest to the bottom panel.

SEG 10CE

WOT A28 15085
L N R o e

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

T - Suffencr ‘ 1t

Stee) Backing”~

Scrap Steel in aréa next to backing bar in question

Applicablereference:

1. AWSDL1.5 Section 3.13.1 Backing: Steel backing shall conform to the following requirements: (1) When
welding any approved steel described in 1.2.2, backing may be of any of the steels described in 1.2.2 except
that Grade 690 (100) or 690W (100W) backing shall not be used on lower strength steels.

2. AWS D1.5 Section 3.13.5: Steel backing shall be placed and held in intimate contact with the base metal.
The maximum gap between steel backing and the base metal at the weld root shall be 2 mm [1/16in.], as
shown in Figure 3.2(A).

3. AWS D1.5 Figure 3.2 (A)-Workmanship Tolerances in Assembly of Groove Welded Joints (see 3.3.4)

4. AWS D1.5 Section 3.3.4.1: Root openings wider than those allowed in 3.3.4, but not greater than twice the
thickness of the thinner part or 20 mm [3/4 in.], whichever isless, may be corrected by welding to acceptable
dimensions prior to joining the parts by welding.

Who discovered the problem:  Tim McClendon

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1300 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1330 hours, verbal

QC Inspector's Name: Wang Lu

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, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-Sep-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000369
Subject: NCR No. ZPMC-0380

Reference Description:  Improper backing bar fit-up and unidentifiable material

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: 10
Remarks:
This Quality Assurance Inspector (QA) observed that the contractor has performed T-stiffeners splice weld between panel point 93 and
94 in Segment 10CE. The contractor used a steel backing on a T-Stiffener that does not conform to the code requirements. This steel
backing bar is from an unknown material source and is not in intimate contact with the base metal. The location of thisjoint ison
SP633A closest to the bottom panel.
Action Required and/or Action Taken:
Submit arepair plan to the engineer that includes use of the proper steel and correct fit up.

Transmitted by: Bill Howe
Attachments: ZPMC-0380

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

ol " 05.03.06-000369,NCT

Pagelof 1



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

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

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 23-Oct-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-000413 Rev: 00
Ref: 05.03.06-000369

Subject: NCR No. ZPMC-0380

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges Caltrans’ comments and ZPMC QA department has discussed this issue with ZPMC
Production to avoid future occurrences.

ZPMC acknowledges Caltrans’ comments and ZPMC QA department has discussed this issue with ZPMC Production to avoid future
occurrences. ZPMC proposes to provide NDT documents to show the weld is acceptable. The documents will be submitted at a later date.
ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000413R00

Caltrans' comments: Status: AAP
Date: 22-Dec-2009

The Engineer will review the NDT documents when they are submitted and close the NCR if they are found to be sufficient.

Submitted by:  Chao, Ching Date: 22-Dec-2009

Attachment(s):

‘R}'I Page 1 of 1



,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

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

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 04-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-000413 Rev: 01
Ref: 05.03.06-000369

Subject:  NCR No. ZPMC-0380

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation that the CJP weld is sound. Based on this ZPMC is requesting closure of
this NCR.

ZPMC is providing NDT documentation that the CJP weld is sound. Based on this ZPMC is requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000413R01;

Caltrans' comments: Status: AAP
Date: 13-Dec-2009

The NDT documentation submitted has been reviewed by the Engineer. The UT report did not have the correct weld ID number referenced in
the NCR (SP633A). (UT report had SEG003B-50 and SEG003C-50.)

Submitted by:  Chao, Ching Date: 13-Dec-2009
Attachment(s):

‘E}' Page 1 of 1



@ No. B-512
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-03
REGARDING: NCR-000406(ZPMC-0380)

With this letter of response, ZPMC requests closure for Caltrans NCR-000406(ZPMC-0380) what
mentioned that QA observed incorrect welding with backing was performing.

ZPMC acknowledged this problem and has issued interior NCR to warn workers. ZPMC will
enhance our QC’s control on site. UT was performed to warrant weld quality.

So ZPMC provided the NDT documentations, hoping Caltrans could take a review and consider
close these NCRs.

ATTACHMENT:
NCR-B-259(ZPMC-0380)
NCR-000406(ZPMC-0380)
B787-UT-9848

>[4 /s
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! DEPARTMEN Of TRAMSPORTATION - District 4 Tl Bridge
' 333 Burms Road

Ozkland CA 94607

Tol: Fax:

GRS

NON-CONPUORMANCE REPORT TRANSMITT A L

Ter AMERIC AN BRIDGEAFLUGR, A Iy Dt 13.8ep 2000
3TIDURMA ROan
UARLAND Ca ysao? Contruct No: 0404 2074

D4.SF-8012 27137

Deae; Mr. Charles Kunapicki Job Nurne; SAS Superstriowre
Attention: ale Thamus Nifsson Moy Fabncahos M mnger Docwguent Ny: 05.03.06-G003pu
Subject: NUR No, ZPMC-nign

Reference Deseription. fmproper hicking ba Bir-ap i winidentifiable mateyial

The anached Nun-Confonmance Riport descrihes an occurrence where the eantacuar did pog comply with a requircmens of W contract decupent .
indicated hejgw-
[ Material or Workmanstp not cenfonmance with cpntract dovuments,
fﬁj Qualiiv Conirol (QCj not pertarmed m conformance with contract documenty,
(] Recurring QU fssue 1k vansttules a svstemate problen iy quality contral. I
) Non-Conformance Resolved
Material Location: QRG Lift. o
Remarks:
This Quality Assutunce Inspector (QA) observed that (he centracior hus perforiacd T-suifeners splice weld berween pane) porat 93 and
34 11 Segment 10CF The contracton used 2 steed backmg on o T-5tiffener that does npt conform w the code requirements. This steel
backing bar is fromn an unknewn maerial source and is not m intimate contact wilh the base metl. The location of this joant is on
SPE33A closest o the honam panel. )
Action Required and/or Action Tuken:

Submit a zepay plan to the engineet that meludes use of the proper steel and corregr fin up

Transmitted by:  Bill Howe

Attachnients: ZEMC-0350

ce: ek Murrow, Gary Pursell, Peter Swgenthater, Starley Ku, Briay Baal Doug Coe, Juson Tom, Contruce Files, Ching Chag
File:  (5.03.06

S A N A T or . .
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STALE OF CALIMORNIA--RUSINESS TRANSFORTACTION AND HOUSING AGENEY

DEPARTIAENT OF TRANSFORTATION
CVISION oF EMNGINEERING SERVICES

Office of Struclural Maleriais

Quailty Assurance and Souree Inspectinn

Arnod Schwarzenegger Govame:

. Contract % 04-0i20F4
Bay Area Branch gl

690 Walnnt Ave. St 15¢ Cry: SIALA Rie: 0 Prg: 13-2-"13-3"_______
Valigjo, CA 94547.1133 on 1 o T
(707} F49-545% File #: 69.25R

{707} 649-5493

Tt e b

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location; Changxing lsland, Shanghai, PR Ching Report No: NCR-00040¢
Prime Contractor: American Bridge/Fluor Enterprises, » v Date: 37-Aup-2000

Submitting Contractor: Zhenhua Por: Machinery Company, Ltd (ZPMC), Changxing fsland NCR #: ZPMC-0380

Type of problem;

Welding & Conerete  [J Other ]

Welding O cCuring {3 Procedural [ Bridge No:  34-0006

Jomnt fitup M1 Coating [ Other L] Component: T-Suffener Splice in OBG Segment 10CE

Procedural [ Procedmal [ Description:

Reference Description: Improper becking bar fit-up and unidentifiahle material

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor has performed T-sti ffeqers splice weld
between panel point 93 and 94 in Segment 10CE. Tae contractor used a steel backing on a T-Stiffener that does
not conform to the code requirements. This stee] backing bar 1s from an unknown malerial source and is not in
intimate contact with the base metal. The location of this joint is on §P633A closest to the bottom panel,

e
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QUALITY ASSURANCE .. NON-CONFORMANCE REPORT

! Contitiued Page 2 of 2

Applicable reference:
1. AWS DI.3 Section .13 Backing: Steel backing shalf conform fo the following requirements: (1) When

welding ary appraved steel described m 1.2.2, backing may be of any of the steels deseribed in | 2.2 excepr

that Grade 690 (100) or 690W (100W) backmg shall not be used on lower strength steels,

2. AWS D15 Section 3 13 5: Steel backing shall he Placed and held in intjmute contact with the buse meta)
The maxinum gap between speel backing and the base metal at the weld roat shall he 2 mm {1716 m.}, as
shown in Figure 3.2(A).

3. AWS D1.5 Figure 3.2 {A)Workmanship Tolerance: in Assembly of Groove Welded Joints (see 3.3 4)

4 AWS D1.5 Section 3.3.4.1: Root openings wider than those allowed in 3.3 4, but not greater than rwice the
thickness of the thinner parntar 20 mm [3/4 in. |, whichever is less. may be corrected by welding 1o acceptable

dimensions prior to Joining the parts by welding.

Who discovered the problem:  Tim McClendon

Nume of individual from Contractor notified: Li Man Kt

Time and method afnotification: {300 hours, verbal

Name of Caltrans Engincer notified: Ching Chao

Timne and method of notification: 1330 hours, verbal

QC Iaspector's Name: Wang Lu

Was QC Inspector aware of the problem: 0 Yes [ No

Contractor's propesal to correct the problem:

N/A

Comments:

This report is fur the purpuse of detenmuning conformance with the contract documents and is nat for the
purpose of making repair or {it for burpose recommendations. Should vuou require recommendations

concelning repairs or remedial e fforts please contact Mazen Wahbeh, H(56) 134 7247.757). who represents the

Office of Structural Materials far vour praject

Inspected By : Fsang Eric SMR

e -
Reviewed By: Wahheh Mazen SMR
;l'? VLA Qitree dxsuraney: Noy Confrrmiarce Hepor;

i




1/1

Slqedydde Jou s| \wN, ‘sloejep sl , X, 's10859p ous| , p

7]

£09-dJ0-28.Y#
5910 _U_ * ON dSH 1913y 7 " ON MAM 20 ¥p) 83TV [
$Sed I2A00 93]V Al PIo# 1001 J8)1)y [
VN YN JIV ’ s I I r I ’ (I'1)RiL patoazadag I | 8E08+%0 |  000-100-VEE9dS
MRS | SPAC | REEZE | GRE | RO | g LUA Rkt Ty 224 Tek Jeb 2t A5 L T LA
L 2 | nedey 18lay Aoel] [ slalieds |ayuls ouy 181eln [ dejsen | Aysoroy jnatapun s8|qewnsuod Bulpaaa uol | Ll & "ON Plap
lieday 19))e 10 1dso0y 12007| #q
109[0y 12pep
10 1daooy
i Lo B
| [encuddy~ isbeusyy soueinssy Aliteny £81-90dZ - OW,\M\MMMN_“
J erdole rophiagz vz | H WY it T W H Ur
_ SIMD ebpug Aeg puepreo 00s/ouBIH{ ues "ON Jo8foi4
LN 540210-50 &M BT
‘8AneussaldeN 10.nuon Aen ‘ON Joeqjuoy sueen
L&y famo ]

P HZ I E Ty

2ondg1oun Jaguyg b%..o 'k /1apa1n 110d2) 10119 dsuy oy o814
116002 H =)
Capl FEE :




(ZPMC™

REPORT OF ULTRASONIC EXAMINATION

UTHR iR &

REPORT NO. %€ B787-UT-0848 DATE 2009.11.26 PAGE 1 OF 1 Revision No: 0

PROJECT NO. :Ti843< ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: 1AAW+HAW DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
LONGITUDINAL OBW1

2 DIAPHRAGM BHs M ITERS

AWS D1.5-2002

REFERENCING CODE #2435

ACCEPTANCE STANDARD: Z474:

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. EF4H 2
ZPQC-UT-01

WELDING PROCESS 7 %

JOINT TYPE 1482t

CALIBRATION DUE DATE 4 2565 IE 37 %)

SMAW BUTT Dec. 28°7 ;2009
EQUIPMENT #% MANUFACTURER #I3# MODEL NO, fs 8 SERIAL NO. 5%
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011
CALIBRATION BLOCK ist5: COUPLANT &4 MATERIALTHICKNESS 1} L
AWS [IW BLOCK TYPE II C.M.C AT09M-345 35/45mm
TRANSDUCER #:L
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER] ANGLE | FREQUENCY SIZE
HE&m piilid b= Rt bR biitiy iz L
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level £33 i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4r I DISCONTINUITY Fitihit 5
o w c § o
WELD = — w ~1s |g |5 |z 2 #
z, (282 = | B SRR g LOCATION OF DISCONTINUITY s | #
al =l . 4 |17} = 3A L p D g
IDENTIFICATION | ik [ S S | =% (& S32 558183 TELHL B (mm) Ea | X
< mn=|los s = |F IE 58 &
07| g% 2 E= E
JE L fyE] -~
AR S S & - Sound | Depthfrom ; & &
= Length FromX | From'Y o
a|bflc|d e Path Surface FEX g5y i
BR | mExmwm | o
SEGO03B-50 70 34 AcCC. | 100%
SEGDD3C-50 70 34 ACC. | 100%
AFTER HSR1(B)-7416
BLANK
EXAMINED BY 4% jVIEWED BY Wik
o
Vgt ©9, 1) 4/, 1) Roy, gang 7:”(&6
LEVEL - 11 SIGN /' DAT LEVEL-n<iak 1 /pate
ERESE / QoM FAFCUSTOMER
%5 SIGN/ H )il DATE %F SIGN/ F i DATE

(FORM# ZPQC-UT01)




,&meri[}aﬂ A AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u O R P.0. BOX 23223 Oakland, CA 94623

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

A JOINT VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 13-Jan-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000413 Rev: 02
Ref: 05.03.06-000369

Subject:  NCR No. ZPMC-0380

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has now included the documentation as requested by CT. ZPMC requests closure of this NCR.

ZPMC has now included the documentation as requested by CT. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000413R02;

Caltrans' comments: Status: CLO

Date: 13-Jan-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 13-Jan-2010
Attachment(s):

rwaral

Page 1 of 1



@ No. B-556
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-6
REGARDING: NCR-000406(ZPMC-0380)

With this letter of response, ZPMC requests closure of CT NCR-000406(ZPMC-0380), what
mentioned that QA observed improper backing bar been used.

According to CT’s comments in NPR, ZPMC provides the correct UT report, hoping CT could
take a review and consider close this NCR.

ATTACHMENT:
ABF-NPR-000413 R1
NCR-000406(ZPMC-0380)
VT REPORT
B787-UT-10607

e

L/@/to




American - AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge 'F L U O R P.0. BOX 23223 Oakland, CA 94623

Phane (510) 419-0120 / Fax (510) B39-0566

AJG NT YES"URE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 04-Dec-2009

333 Burma Road Contract No.: 04-0120F4

Oakdand G 84607 04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer
Ref: 05.03.06-000369
Subject:  NCR No. ZPMC-0380

Document No.: ABF-NPR-000413 Rev: 01

Contractor's Proposed Resolution:

Reference Resolution:  ZPMC is providing NDT documentation that the CJP weld is sound. Based on this ZPMC is raquesting closure of
this NCR.

ZPMC is providing NDT documentation that the CJP weld is sound. Based on this ZPMC is requesling closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000413R01;

Caltrans' comments: Status: AAP
Date: 13-Dec-2009

The NDT documentation submitted has been reviewed by the Engineer. The UT repart did not have the correct weld ID number referenced in
the NCR (5P633A). {UT report had SEG0D3B-50 and SEG003C-50.)

Submitted by:  Chaa, Ching Date: 13-Dec-2009
Attachment(s):

},{L Puge I of |




. DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
/ 'J = 333 Burma Road

R Oaldand CA 94607

frons Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date; 15-Sep-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
5% 04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000369
Subject: NCR No. ZPMC-0380

Reference Description: Improper backing bar fit-up and unidentifiable material

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 con formance with contract documents.
(] Recurring QC issue that constitutes a systemaltic problem in quality control,
O Non-Conformance Resolved,
Material Location: 0BG Lift: 10
Remarks:
This Quality Assurance Inspector (QA) observed that the contractor has performed T-stiffeners splice weld between panel point 93 and
94 in Segment 10CE. The contractor used a steel backing on a T-Stiffener that does not conform to the code requirements. This steel
backing bar is from an unknown material source and is not in intimate contact with the base metal, The location of this joint is on
SP633A closest to the bottom panel.
Action Required and/or Action Taken:

Submit a repair plan to the engineer that includes use of the proper steel and correct fit up.

Transmitted by:  Bill Howe
Attachments: ZPMC-0380

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

fL. 05.03.06-000369 NCT Page I of !




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

DEPARTMENT OF TRANSPORTATION G
DIVISION OF ENGINEERING SERVICES 8 i
Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch D

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
VQ”E}D, CA 94592-1 133 F]le #: 69.258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000406
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 27-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0380

Type of problem:

Welding Concrete [ Other O

Welding [ Curing L] Procedural (I  Bridge No: 34-0006
Joint fit-up Coating [J Other [l Component: T-Stiffener Splice in OBG Segment 10CE
Procedural [] Procedural [ Description:

Reference Description: Improper backing bar fit-up and unidentifiable material

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor has performed T-stiffeners splice weld
between panel point 93 and 94 in Segment 10CE. The contractor used a steel backing on a T-Stiffener that does
not conform to the code requirements. This steel backing bar is from an unknown material source and is not in
intimate contact with the base metal. The location of this joint is on SP633A closest to the bottom panel,

10CEPPO3 » PPga 1
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QUALITY ASSURANCE -~ NON-CONF ORMANCE REPORT
( Continued Page 2 of 2 )

Applicable reference:

1. AWS D1.5 Section 3.13.1 Backing: Steel backing shall conform to the following requirements: (1) When
welding any approved steel described in 1.2.2, backing may be of any of the steels described in 1.2.2 except
that Grade 690 (100) or 690W (100W) backing shall not be used on lower strength steels.

2. AWS D1.5 Section 3.13.5: Steel backing shall be placed and held in intimate contact with the base metal,
The maximum gap between steel backing and the base metal at the weld root shall be 2 mm [1/16 in.], as
shown in Figure 3.2(A).

3. AWS D1.5 Figure 3.2 (A)-Workmanship Tolerances in Assembly of Groove Welded Joints (sec 3.3.4)

4. AWS D1.5 Section 3.3.4.1: Root openings wider than those allowed in 3.3.4, but not greater than twice the
thickness of the thinner part or 20 mm [3/4 in.], whichever is less, may be corrected by welding to acceptable
dimensions prior to joining the parts by welding.

Who discovered the problem: Tim McClendon

Name of individual from Contractor notified: Li Man Kit

Time and method of notification: 1300 hours, verbal

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 1330 hours, verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: U Yes 4] 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, +(86) 134.7247.757 1, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR
Reviewed By: Wahbeh,Mazen SMR

l}? TL-13,Quality Assurance -- Non-C. onformance Report Fagedor 3
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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-000456
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0380

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  27-Aug-2009

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed that the contractor has performed T-stiffeners splice weld
between panel point 93 and 94 in Segment 10CE. The contractor used a steel backing on a T-Stiffener that does
not conform to the code requirements. This steel backing bar is from an unknown material source andisnot in
intimate contact with the base metal. The location of thisjoint is on SP633A closest to the bottom panel.
Contractor's proposal to correct the problem:

Perform required NDT to verify weld quality.

Corrective action taken:

Contractor submitted NDT reports verifying the weld isin conformance with Contract specifications.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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