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

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000502
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 27-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0475

Type of problem:

Welding Concrete Other
Welding Curing Procedural Bridge No: 34-0006
Joint fit-up Coating Other Component:OBG Segment 6AW
Procedural Procedural Description:
Reference Description: ZPMC moved segment 6AW to the Blast Shop prior to completion and obtaining the 

"QA Approval Form" per CCO77
Description of Non-Conformance:
The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on 
October 26th, 2009 and observed that the OBG segment 6AW had been moved to the blast shop for blast and 
paint prior to the completion of the following fabrication and obtaining the "QA Approval Form" per CCO77.

1.	The transverse X37 Deck Brackets in this segment require a fillet weld per approved drawings with the 
maximum root opening not to exceed 5mm as allowed by AWS D1.5-2002 Section 3.3.1. The termination of 
these fillet welds at the following locations show a root gap greater than that allowed by the code:
X37 Brackets at Location W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75. 
X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75. 

2.	The FL2-1, FL1 and FL3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the 
 adjacent Deck Panel Diaphragm weld connecting to this upper Flange Plate was changed from a fillet weld to 
a complete joint penetration (CJP) due to fit up issues.  The maximum distortion (tilt) of the flange from its 
original flat position is 23mm.

3.	Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on 
both ends of the cut out for T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded 
both sides and not welded all around (wrapped). Furthermore, RFI 1786 clarified that contractor shall 
“terminate welds in accordance with the contract plans and the approved shop drawings.”
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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.”
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2.	Standard Specifications July 1999, Section 55-3.01: Workmanship and finish shall be equal to the best 
general practice in modern bridge shops.   

3.      AWS D1.5/2002 Section 3.4.1; In assembling and joining parts of a structure or of built-up members and 
in welding reinforcing parts to members, the procedure and sequence shall minimize distortion and shrinkage.

4.      Standard Specifications July 1999, Section 55-3.09: Finish members shall be true to line and free from 
twists, bends and open joints.

5.	Segment Assembly Drawings SEGSD9/9A, SEGSD10/10A, SEGSD11/11A, SEGSD12/12B - Joint design 
on drawing calls for a 6-8mm fillet weld, welded on both sides not wrapped and RFI 1786.

6.	Contract Change Order CCO77, Section 3.3.i) “The QA approval form shall be issued for the following 
subassemblies: Segment assembly before painting and lift assembly.”
Who discovered the problem: Rodney Patterson
Name of individual from Contractor notified: Peter Shaw
Time and method of notification: 1100 hours, Verbal
Name of Caltrans Engineer notified: Ching Chao and Bill Howe
Time and method of notification: 1200 hours, Verbal
QC Inspector's Name: Zhang Wei
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 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. 

Inspected By: Carreon,Albert Lead Reviewer/Task Leader
Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road 

Oakland CA 94607 

Tel:  Fax: 

NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000465

Subject: NCR No. ZPMC-0475

Reference Description: ZPMC moved segment 6AW to the Blast Shop prior to completion and obtaining the "QA Approval Form" per CCO77

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: OBG Lift: 06

Remarks:

The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on October 26th, 2009 and 

observed that the OBG segment 6AW had been moved to the blast shop for blast and paint prior to the completion of the following 

fabrication and obtaining the "QA Approval Form" per CCO77.

1.	The transverse X37 Deck Brackets in this segment require a fillet weld per approved drawings with the maximum root opening not to 

exceed 5mm as allowed by AWS D1.5-2002 Section 3.3.1. The termination of these fillet welds at the following locations show a root 

gap greater than that allowed by the code.

X37 Brackets at Location W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75. 

X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75. 

2.	The FL2-1, FL1 and FL3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the  adjacent Deck Panel 

Diaphragm weld connecting to this upper Flange Plate was changed from a fillet weld to a complete joint penetration (CJP) due to fit up 

issues.  The maximum distortion (tilt) of the flange from its original flat position is 23mm.

3.	Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on both ends of the cut out for 

T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded both sides and not welded all around (wrapped). 

Furthermore, RFI 1786 clarified that contractor shall “terminate welds in accordance with the contract plans and the approved shop 

drawings.”

Action Required and/or Action Taken:

1.  Make sure to submit the "QA Approval Form" per CCO77.

2.  Submit repair request to use CJP weld in lieu of fillet weld.

3.  Submit a repair plan to the engineer for approval.
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Transmitted by: Bill Howe            

Attachments: ZPMC-0475

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

File: 05.03.06 
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AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV 

 
P.O. BOX 23223 Oakland, CA 94623 
Phone (510) 419-0120 / Fax (510) 839-0666 

 
 

NCR PROPOSED RESOLUTION 
 
 

To: CALTRANS - SAS Superstructure 
333 Burma Road 
Oakland CA 94607 

Dated: 08-Feb-2010 
 
Contract No.:  04-0120F4 

04-SF-80-13.2 / 13.9 
Attention: Pursell, Gary 

Resident Engineer 
Job Name:  SAS Superstructure 

 

Document No.: ABF-NPR-000574 Rev:  00 
Ref: 05.03.06-000465 

 

Subject: NCR No. ZPMC-0475 
 

 
Contractor's Proposed Resolution: 

Reference Resolution: Once the QA approval forms are signed after trial assembly is complete, ZPMC will provide them to close this NCR. 

Once the QA approval forms are signed after trial assembly is complete, ZPMC will provide them to close this NCR. Since it is clear that the 
documents required to close this NCR will not be available until that time, ZPMC request that this proposal be accepted with action pending. 

 
 
 
 
 
 
 

Submitted by: Ishibashi, Joshua 
 

Attachment(s): ABF-NPR-000574R00 
 

Caltrans' comments: 
 
 

Trial assembly should not preclude submitting the documents as requested. This NPR is rejected. 

Status:  REJ 
 

Date:  08-Feb-2010 

 
 
 
 
 
 
 
 
 
 

Submitted by: Howe, Bill Date: 08-Feb-2010 
 

Attachment(s): 
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AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV 

 
P.O. BOX 23223 Oakland, CA 94623 
Phone (510) 419-0120 / Fax (510) 839-0666 

 
 

NCR PROPOSED RESOLUTION 
 
 

To: CALTRANS - SAS Superstructure 
333 Burma Road 
Oakland CA 94607 

Dated: 10-Feb-2010 
 
Contract No.:  04-0120F4 

04-SF-80-13.2 / 13.9 
Attention: Pursell, Gary 

Resident Engineer 
Job Name:  SAS Superstructure 

 

Document No.: ABF-NPR-000574 Rev:  01 
Ref: 05.03.06-000465 

 

Subject: NCR No. ZPMC-0475 
 

 
Contractor's Proposed Resolution: 

 
Reference Resolution: Until the remaining tags are signed, ZPMC requests that this proposal be accepted with actions pending. 

 
To close this NCR, when ZPMC, ABFJV, and Caltrans agree that the non conformances documented have been corrected and the material is 
in conformance ZPMC will request the green tags not yet signed for this segment be signed by all three parties. Until the remaining tags are 
signed, ZPMC requests that this proposal be accepted with actions pending. 

 

 
 
 
 
 
 

Submitted by: Ishibashi, Joshua 
 

Attachment(s): ABF-NPR-000574R01 
 

Caltrans' comments: 
 
 

AAP approved. 

Status:  AAP 
 

Date:  11-Feb-2010 

 
 
 
 
 
 
 
 
 
 

Submitted by: Howe, Bill Date: 11-Feb-2010 
 

Attachment(s): 
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AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV 

 
P.O. BOX 23223 Oakland, CA 94623 
Phone (510) 419-0120 / Fax (510) 839-0666 

 
 

NCR PROPOSED RESOLUTION 
 
 

To: CALTRANS - SAS Superstructure 
333 Burma Road 
Oakland CA 94607 

Dated: 09-Mar-2010 
 
Contract No.:  04-0120F4 

04-SF-80-13.2 / 13.9 
Attention: Pursell, Gary 

Resident Engineer 
Job Name:  SAS Superstructure 

 

Document No.: ABF-NPR-000574 Rev:  02 
Ref: 05.03.06-000465 

 

Subject: NCR No. ZPMC-0475 
 

 
Contractor's Proposed Resolution: 

 
Reference Resolution: ZPMC has rectified the issues listed in non conformance report and is providing documents to show that root gap, 

distortion and wrap around welds have been corrected or accepted. 

ZPMC has rectified the issues listed in non conformance report and is providing documents to show that root gap, distortion and wrap around 
welds have been corrected or accepted. The QA Approval form will be signed after closure of this NCR. Based on the documents provided 
ZPMC requests closure of this NCR. 

 

 
 
 
 
 
 

Submitted by: Ishibashi, Joshua 
 

Attachment(s): ABF-NPR-000574R02; 
 

Caltrans' comments: Status:  CLO 
 

Date:  17-Mar-2010 
 

The information to close this received for this NCR is sufficient NCR. It should be noted that this 6AW segment has had numerous issues with 
respect to heat straightening, and floor beam flatness that remain open. 

 
 
 
 
 
 
 
 
 

Submitted by: Howe, Bill Date: 17-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

Bay Area Branch
690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

Contract #:  04-0120F4 

Cty:  SF/ALA Rte:  80 PM:  13.2/13.9

File #:     xx.25A

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000568
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 29-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0475

Type of problem:

Welding Concrete Other
Welding Curing Procedural Bridge No: 34-0006
Joint fit-up Coating Other Component:
Procedural Procedural Descripton:
Date the Non-Conformance Report was written: 27-Oct-2009
Description of Non-Conformance:
The Caltrans Quality Assurance (QA) Inspector arrived onsite at the ZPMC fabrication facility at 0700 on 
October 26th, 2009 and observed that the OBG segment 6AW had been moved to the blast shop for blast and 
paint prior to the completion of the following fabrication and obtaining the "QA Approval Form" per CCO77.

1.	The transverse X37 Deck Brackets in this segment require a fillet weld per approved drawings with the 
maximum root opening not to exceed 5mm as allowed by AWS D1.5-2002 Section 3.3.1. The termination of 
these fillet welds at the following locations show a root gap greater than that allowed by the code:
X37 Brackets at Location W2 at panel points 37.25, 37.75, 38.25, 38.75, 39.25, 39.75, 40.25, and 40.75. 
X37 Brackets at Location W5 at panel points 37.25, 37.75, 38.25, and 38.75. 

2.	The FL2-1, FL1 and FL3 Floor Beam sub-assemblies were found distorted on the upper Flange Plate after the 
 adjacent Deck Panel Diaphragm weld connecting to this upper Flange Plate was changed from a fillet weld to 
a complete joint penetration (CJP) due to fit up issues.  The maximum distortion (tilt) of the flange from its 
original flat position is 23mm.

3.	Welds connecting the Floor Beam Web Plate to the Bottom and Side Plates have fillet welds wrapped on 
both ends of the cut out for T-Rib stiffeners. The weld detail on drawing shows the fillet weld is to be welded 
both sides and not welded all around (wrapped). Furthermore, RFI 1786 clarified that contractor shall 
“terminate welds in accordance with the contract plans and the approved shop drawings.”
Contractor's proposal to correct the problem:
Address distorition issues by heat straightening, remove X37 brackets and butter ends to correct excessive root 
opening.
Corrective action taken:
Contractor has performed heat straightening at said location, and flange is now in conformance with Contract 
specifications.  X37 brackets were removed and excessive root openings were repaired via buttering.
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( Continued Page 2 of     )2

Did corrective action require Engineer's approval? Yes No
If so, name of Engineer providing approval: Date:
Is Engineer's approval attached? Yes 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. 

Inspected By: Simonis,Jim Quality Assurance Inspector
Reviewed By: Wahbeh,Mazen QA Reviewer
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