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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #. 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File# 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000494
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 05-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0467

Type of problem:

Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: Tower Strut

Procedural [ Procedural [1 Description: Tower Strut WD1-A305-65M

Reference Description: Missed UT indication on Tower Strut WD1-A305-65M

Description of Non-Conformance:

During Ultrasonic Testing (UT) of Strut Web to Flange CIJP weld joint WD1-A305-65M-4-10B, QA
discovered one (1) Class“A” longitudinal indication, with an indication rating of +6, measuring approximately
30 mmin length. The plate thickness at the location of theindication is 28 mm. Thisweld was previously
tested and accepted by ZPMC QC UT technicians.
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Applicablereference:

AWS D1.5-2002, Section 6, Table 6.3 specifies for material thicknesses of 20mm through 38mm, a decibel
(db) indication rating of 8 db or less shall be categorized as Class A (large flaws) and any indication in this
category shall be rejected (regardless of length).

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Zhang Hui Long

Time and method of notification: 12/5/2009, 14:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 12/7/2009, 15:00; Verbal

QC Ingpector's Name: Sun Zi Wang

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

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

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-Dec-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: 05.03.06-000457
Subject: NCR No. ZPMC-0467

Reference Description:  Missed Indication (UT)/ Tower /Strut WD1-A305-65M-4-10B

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During Ultrasonic Testing (UT) of Strut Web to Flange CJP weld joint WD1-A305-65M-4-10B, QA discovered one (1) Class“A”
longitudinal indication, with an indication rating of +6, measuring approximately 30 mm in length. The plate thickness at the location
of theindicationis 28 mm. Thisweld was previously tested and accepted by ZPMC QC UT technicians.
AWS D1.5-2002, Section 6, Table 6.3 specifies for material thicknesses of 20mm through 38mm, a decibel (db) indication rating of 8
db or less shall be categorized as Class A (large flaws) and any indication in this category shall be rejected (regardiess of length).
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance that addresses the failure of Quality Control to identify the linear
indications(UT). Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

In addition to the Quality Control failure, propose a resolution for the identified material/workmanship non-conformance documenting
that the repaired weld isin compliance with the contract requirements.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0467

cc: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
File: 05.03.06

Y/ 05.03.06-000457,NCT
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Ameri[}aﬂ d 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: 22-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-000450 Rev: 00
Ref: 05.03.06-000457

Subject:  NCR No. ZPMC-0467

Contractor's Proposed Resolution:

Reference Resolution: The indications has been repaired and inspected. ZPMC is attaching both the CWR and NDT to show that the
welds is acceptable.

ZPMC acknowledges that the indication in the NCR was missed by the Quality Control inspector. The indications has been repaired and
inspected. ZPMC is attaching both the CWR and NDT to show that the welds is acceptable. To reduce the occurrence of missed MT
indications, the ABFJV QCM is conducting training with ZPMC on 12/22/09 to ensure that earlier training topics are reinforced. Based on this
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000450R00;

Caltrans' comments: Status: CLO

Date: 22-Dec-2009

The proposed resolution is acceptable. The Department concurs that NCR ZPMC-0467 is closed.

Submitted by:  Lee, Ken Date: 22-Dec-2009
Attachment(s):

Page 1 of 1



zc
—L No. T-109

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-12-22
REGARDING: NCR-000494(ZPMC-0467)

ZPMC received NCR-000494(ZPMC-0467), it mentioned that QA discovered one Class
“A” longitudinal incication, with an indication rating of +6, measuring approximately 30mm

in length during UT of Strut Web to Flange CJP weld joint WD1-A305-65M-4-10B.
ZPMC acknowledge this problem and arranged people to repair this point. Now this

member has been checked again by ZPMC’s NDT and the result show it’s acceptable. This
member has been green tagged as well. Here attach the UT report, Critical Weld Repair
Report and QA Approval Request Form to show acceptable condition.

And ZPMC hope Caltrans could take a review and withdraw this NCR.

ATTACHMENT:

T-CWR502

T787-UT-2505R2

QA APPROVAL REQUEST FORM

Zhe -
gu’]- -2




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

MWH. Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 08-Dec-2009
375 BURMA RCAD
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: 05.03.06-000457
Subject: NCR No. ZPMC-0467

Reference Description:  Missed Indication (UT) Tower /Strut WD1-A305-65M-4-10B

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 documents.
[ Recurring QC issue that constitutes a systematic problem in quality control.
(] Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During Ultrasonic Testing (UT) of Strut Web to Flange CIP weld joint WD1-A305-65M-4-10B, QA discovered one (1) Class “A”
longitudinal indication, with an indication rating of +6, measuring approximately 30 mm in length. The plate thickness at the location
of the indication is 28 mm. This weld was previously tested and accepted by ZPMC QC UT technicians,
AWS D1.5-2002, Section 6, Table 6.3 specifies for material thicknesses of 20mm through 38mm, a decibel (db) indication rating of 8
db or less shall be categorized as Class A (large flaws) and any indication in this category shall be rejected (regardless of length).
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance that addresses the failure of Quality Control to identify the linear

indications(UT). Provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

In addition to the Quality Control failure, propose a resolution for the identified material/workmanship non-conformance documenting

that the repaired weld is in compliance with the contract requirements.

Transmitted by: Ken Lee Transportation Engineer
Attachments: ZPMC-0467

cc: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
File: 05.03.06

02.02:1 Received
%;_ ‘Q”%""’”""”“VCT NCT-000457 08 Dec 09 Pageior 1




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

DEPARTMENT OF TRANSPORTATION Ty
DIVISION OF ENGINEERING SERVICES f oy
Office of Structural Materials 7 v
Quality Assurance and Source Inspection Nkt
Contract #: 04-0]120F4
Bay Area Branch -
690 Walnul Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94582-1133 e 4
107 BAgsaa File#: 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000494
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0467

Type of problem:

Welding (] Concrete [ Other
Welding LJ Curing [J Procedural [0  Bridge No: 34-0006
Joint fittup [ Coating [J Other Component: Tower Strut

Procedural [ Procedural [] Description: Tower Strut WD1-A305-65M

Reference Description: Missed UT indication on Tower Strut WD1-A305-65M

Description of Non-Conformance:

During Ultrasonic Testing (UT) of Strut Web to Flange CJP weld joint WD1-A305-65M-4-10B, QA
discovered one (1) Class “A” longitudinal indication, with an indication rating of +6, measuring approximately
30 mm in length. The plate thickness at the location of the indication is 28 mm. This weld was previously
tested and accepted by ZPMC QC UT technicians.
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Applicable reference:

AWS D1.5-2002, Section 6, Table 6.3 specifies for material thicknesses of 20mm through 38mm, a decibel
(db) indication rating of 8 db or less shall be categorized as Class A (large flaws) and any indication in this
category shall be rejected (regardless of length).

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Zhang Hui Long

Time and method of notification: 12/5/2009, 14:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 2 )

Time and method of notification: 12/7/2009, 15:00; Verbal

QC Inspector's Name: Sun Zi Wang

Was QC Inspector aware of the problem: [ Yes [l No
Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen ' SMR

ﬁz_ TL-15.Quality Assurance -- Non-Conformance Report Page 2of 2
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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, PRC Report No: NCS-000385
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  23-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0467

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  05-Dec-2009

Description of Non-Conformance:

During Ultrasonic Testing (UT) of Strut Web to Flange CIJP weld joint WD1-A305-65M-4-10B, QA
discovered one (1) Class“A” longitudinal indication, with an indication rating of +6, measuring approximately
30 mmin length. The plate thickness at the location of the indication is 28 mm. Thisweld was previously
tested and accepted by ZPMC QC UT technicians.

Contractor's proposal to correct the problem:

Repair affected weld.

Corrective action taken:

The affected weld has been repaired, NDT documentation indicating weld soundness has been submitted, and
the strut has been green tagged. Furthermore, ABF QCM has conducted a training session with ZPMC QC
personnel on 12/22/2009 to reinforce previously covered topics.

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 Serge Sinevod, 139-1686-1597, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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