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-000512
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0485

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Lift 12 OBG Floor Beam FB3054-001

Procedural Procedural [] Description:

Reference Description: ZPMC welder was welding outside of the allowable parameters on afloorbeam in
OBG Lift 12

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed ZPMC personnel performing Flux Cored Arc Welding

(FCAW) of weld joint 126, located on PCMK FB3054-001. The welder identified as #045227 was observed to

be welding with a60mm (mm/min) travel speed. This does not comply with the applicable

WPS-B-T-2231-TC-U4b-F which requires atravel speed of 182.6 - 442.4 (mm/min). Welding amp & volts

were found to be in compliance with the mentioned Welding Procedure Specification (WPS).

FB3054-001-126 :
Travel speed too slow

1047 11-17-2009
04-0120F4

Applicablereference:

Approved Welding Procedure Specification: WPS-B-T2231-TC-U4b-F
Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Larry Lao

Time and method of notification: 1100 hours, Verba

Name of Caltrans Engineer notified: Ching Chao and Bill Howe
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 1200 hours, Verbal

QC Ingpector's Name: Zhai Hai Feng

Was QC Inspector awar e of the problem: [ 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: 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

Gftrans 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: 05.03.06-000475
Subject: NCR No. ZPMC-0485

Reference Description:  ZPMC welder was welding outside of the allowable parameters on a floorbeam in OBG Lift 12

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: 12
Remarks:
This Quality Assurance Inspector (QA) observed ZPMC personnel performing Flux Cored Arc Welding (FCAW) of weld joint 126,
located on PCMK FB3054-001. The welder identified as #045227 was observed to be welding with a 60mm (mm/min) travel speed.
This does not comply with the applicable WPS-B-T-2231-TC-U4b-F which requires atravel speed of 182.6 - 442.4 (mm/min).
Welding amp & volts were found to be in compliance with the mentioned Welding Procedure Specification (WPS).
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval.

Transmitted by: Bill Howe
Attachments: ZPMC-0485

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

Y/ 05.03.06-000475,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: 25-Jan-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-000545 Rev: 00
Ref: 05.03.06-000475

Subject:  NCR No. ZPMC-0485

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide explanation of measures that they took to correct the issue documented in the NCR. In
addition, NDT documentation will be provided to show the weld is acceptable.

ZPMC will provide explanation of measures that they took to correct the issue documented in the NCR. In addition, NDT documentation will
be provided to show the weld is acceptable. Based on this ZPMC requests that this course of action be approved with action pending. When
documents become available ZPMC will request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000545R00

Caltrans' comments: Status: AAP
Date: 26-Jan-2010

The proposed resolution provided by the contractor is accepted. The NCR will be closed once the required preventative measures are taken
and repair documentation are submitted for the Engineer's review and acceptance.

Submitted by:  Chao, Ching Date: 26-Jan-2010
Attachment(s):
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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: 07-Apr-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
Ref: 05.03.06-000475
Subject:  NCR No. ZPMC-0485

Document No.: ABF-NPR-000545 Rev: 01

Contractor's Proposed Resolution:
Reference Resolution: Refer to ZPMC's letter of response for comments.

Refer to ZPMC's letter of response for comments.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000545R01,;

Caltrans' comments:

Status: CLO
Date: 20-Apr-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-

0485 is closed

Submitted by: Ku, Stanley
Attachment(s):

rwgral

Date:

20-Apr-2010
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ZPMC

Y No. B-723

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-4-6
REGARDING: NCR-000512(ZPMC-0485)

Welding was been performing at an exceeding welding speed on FB3045-001-126. ZPMC
acknowledged this issue and has written an internal NCR. ZPMC has removed the affected weld
by gouging and the subsequent weld was finished under the proper welding control by ZPMC
CWI. This weld has been tested and was found to be acceptable. Please also be noticed that this
panel has achieved the green tag under the efforts from three parities. ZPMC is providing the NDT
record and is requesting closure of this NCR.

ATTACHMENT:
NCR-000512(ZPMC-0485)
B787-UT-10060




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

trans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 1 1-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: 05.03.06-000475
Subject: NCR No. ZPMC-0485

Reference Description:  ZPMC welder was welding outside of the allowabie paramelers on a {loorbeam in OBG Lift 12

The attached Non-Conformance Report deseribes an occurrence where the contractor did not comply with & requirement of the contract document as

indicated below:

] Material or Workmanship not in conformance with contract documents,

V] Quality Contrel (QC) not performed in conformance with contract documents.

] Recurring QC issue that constitutes a systemalic probiem in quality control.

| Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:

This Quality Assurance Inspector (QA) observed ZPMC personnel performing Flux Cored Arc Welding (FCAW) of weld joint 126,

located on PCMK FB3054-001. The welder identified as 2045227 was observed to be welding with a 60mm (mm/min) travel speed.

This does not comply with the applicable WPS-B-T-2231-TC-U4b-F which requires a travel speed of 182.6 - 442.4 (mm/min).
Welding amp & volts were found to be in compliance with the mentioned Welding Procedure Specification (WPS).
Action Required and/or Aetion Taken:

Submit a repair procedure 1o the engineer for approval,

Transmitted by:  Bill Howe

Attachments: ZPMC-0483

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

W 0s03.08.000475.80T
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION L5y,
DIVISION OF ENGINEERING SERVICES Bt
Office of Structural Materials 7 3

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/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-000512
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0485

Type of problem:

Welding [ Conerete [ Other L]

Welding L] Curing [ Procedural [1  Bridge No: 34-0006

Joint fitup L] Coating ] Other L Component:Lift 12 OBG Floor Beam FB3054-00]

Procedural 4] Procedural (] Description:

Reference Deseription: ZPMC welder was welding outside of the allowable parameters on a floorbeam in
OBG Lift 12

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed ZPMC personnel performing Flux Cored Arc Welding

(FCAW) of weld joint 126, located on PCMK FB3054-001. The welder identified as #045227 was observed to

be welding with a 60mm (mm/min) travel speed. This does not comply with the applicable

WPS-B-T-2231-TC-U4b-F which requires a travel speed of 182.6 - 442.4 (mm/min). Welding amp & volts

were found to be in compliance with the mentioned Welding Procedure Specification (WPS).

FB3054-001-126
Travelspeed too'slow:

1047 11-17-2009
04-0120E4

Anpplicable reference:

Approved Welding Procedure Specification: WPS-B-T2231-TC-Udb-F
Who discovered the problem: Dhanasingh Sukanthan

Name of individual from Contractor notified: Larry Lao

Time and method of notification: 1100 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

m TL-13,Quality Assurance — Non-Conformance Report Page 1 of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Contintted Page 2 of 2 )

Time and method of notification: 1200 hours, Verbal

QC Inspector's Name: Zhai Hai Feng

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

Inspected By: Carreon,Albert Lcad Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

J'V.. TL-15,Quality Assurance — Non-Conformance Report Page 2 of 2




(ZBMc)

UTHR1GH# 4%

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. {fi&ae B787-UT-10060 DATE 2009.12.09 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T8 2 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG FLOOR BEAM RAWING NO.: FB3054 CALTRANS CONTRACT NO.: 04-0120F4

B4R 12LIFTING g I T #24

REFERENCING CODE %45
AWS D1.5-2002

ACCEPTANCE STANDARD PE g
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. {458

WELDING PROCESS B

JOINT TYPE f5 45267y

CALIBRATION DUE DATE TG TEH 300

FCAW BUTT CORNER-JOINT Dec. 2857 2000
EQUIPMENT i % MANUFACTURER 43 i MODEL NO. Fistase SERIAL NO. 31
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #4471 MATERIALITHICKNESS #1 %} /2 if
AWS IIW BLOCK TYPE II C.M.C AT09M-345T2-X/ AT09M-345F2.X 14/ 20/18/30 mm
TRANSDUCER #3sL
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
kel i G R~ i Ty FE IR Rt
Changchao 70° 2.5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level 23 7 W 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK.
DECIBELS4+ I DISCONTINUITY Ryt 5
g Ll c § o
WELD = r '“ = I5_18_I|8 . [s 2 r
Z. |98 |2 | % Eslfsfs 2 B LOCATION OF DISCONTINUITY 2x | &
IDENTIFICATION | £ Ik | = AN KEEAL L {mm) Ea £
§ ] oy g = o = < |5 2% E
S & H- 4 B =
}:‘?Iﬁf{ﬁiﬂ 5 g E, = Sound | Depth from ? 5 o
L Length From'X | From'y b
a blecl|d i Path Surface Hlix oy a
B kg - : o
FB3054-001-021 1 70 A T(40]32]1)+7] 20 37 15 -4 30 REJ 100%
FB3054-001-148 70 32 ACC. | 100%
FB3054-001-14g 1 70 A 113932 1 |+8]| 3p 41 15 -3 400 REJ. | 100%
FB3054-001-126 70 32 ACC. | 100%
FB3054-001-127 1 70 A 1142132 3|47 4900 60 7 -2 4900 | REJ. | 100%
2 70 A 1 [42(32) 3 [+7| 29 60 7 -2 5300 | REJ. | 100%
3 70 A 1 (421323 |+7]| 20 60 7 -2 5430 | REJ. | 100%
4 70 A 1142132 3 |+7] 29 60 7 -2 5500 [ REJ. | 100%
EXAMINED BY 45 REVIEWED BY 7&
G an J 1
o e ha
LEVEL -1l SIGN / pATE UC)’ s ,,5 LEVEL-II'SIGN / DATE i 7 12 07
T T l
B3 / Qem R FCUSTOMER
EF SIGN/ Bl DATE %F SIGN/ B DATE

(FORM# ZPQC-UT01)




UTHRG &%

@ REPORT OF ULTRASONIC EXAMINATION

REPORT NO. e B787-UT-10060 DATE 2009.12.09 PAGE 2 OF 2 Revision No: 0
DECIBELS 4} DISCONTINUITY Risi 5
. lu "t-u' (TR}
WELD S (Y 8 |z ls_s_I5.[s 2 3
22828 BslEsEslfe LOCATION OF DISCONTINUITY S| %
o iIZ=]IRE X E35328[ES O S i =
IDENTIFICATION [E ik [S€ |z |5 5 58§ EfE & RELAL B (mm) >3 =
Immng|los = E EOE 2z g
2 |5 [2¥|E7| @ = E
(RE H-£ =
AR .5.. E = Sound | Depth from . & e
= Length FromX | From'y o
alb|lc|d 1t Path Surface $iix iy o
WE | iR = a
5 00 A [ 1 fa|32]3|+7] 2 60 7 -2 5600 | REJ. | 100%

AFTER HSR1(B)-7920

BLANK

EXAMINED BY 45
[ o

LEVEL-Il SIGN / paTE of 12,49
]

REVIEWED BY w1k
oy

LEVEL -1l SIGN / DATE

INERY)

FEET / Qom

¥ SIGN / il DATE

HFCUSTOMER

%F SIGN/ Bl DATE

(FORM# ZPQC-UT01)




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-000590
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  16-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0485

Type of problem:

Welding Concrete [1 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: ~ 17-Nov-2009

Description of Non-Conformance:

This Quality Assurance Inspector (QA) observed ZPMC personnel performing Flux Cored Arc Welding
(FCAW) of weld joint 126, located on PCMK FB3054-001. The welder identified as #045227 was observed to
be welding with a 60mm (mm/min) travel speed. This does not comply with the applicable
WPS-B-T-2231-TC-U4b-F which requires atravel speed of 182.6 - 442.4 (mm/min). Welding amp & volts
were found to be in compliance with the mentioned Welding Procedure Specification (WPS).

Contractor's proposal to correct the problem:

Remove said weld, reweld and perform NDT required to verify weld quality.

Corrective action taken:

Weld was removed and subsequent welding was performed under the supervision of CWI to ensure welding
was performed in accordance with the provisions set forth by the approved WPS. Contractor supplied NDT
documentation verifying weld is now in conformance with Contract weld quality requirements. An internal
NCR was also issued by the Contractor in regards to this matter.

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 152.1675.3703, 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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