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-000516
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0489

Type of problem:

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

Procedural [ Procedural [1 Description: North Tower Interior Splice Plate

Reference Description: Excessive weld pass width on North Tower Lift 3to 4 Interior Splice Plate weld
Description of Non-Conformance:

During in-process Visua Inspection (VT), QA observed a 23mm FCAW weld pass, performed in the flat
position, on CIJP weld NSD1-SPSA4-18-2A/B. The maximum FCAW weld pass width allowed in the flat
position for groove welds is 16mm.

Morth tower interior splice plate between
lift 3 and lift 4
Base plate

2 18-2a/8

weld # NSD1spspq.
L

I
The width'8ffiveld pass

approximately 23mm

Applicablereference:

AWS D1.5-2002, Section 4.14.1.5 - FCAW: “When the width of alayer of a groove weld in the flat, horizontal,
or overhead position is 16 mm [5/8 in.] or greater, a multiple-pass split-layer technique shall be used.”

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Zhang Qin Jian

Time and method of notification: 12/13/2009, 10:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 12/17/2009, 16:00; Verbal

QC Ingpector's Name: Jang LaMei
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

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

I nspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 18-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: 05.03.06-000479
Subject: NCR No. ZPMC-0489

Reference Description:  Excessive weld pass width/ Tower (North Lift 3 to 4)/ Interior Splice Plate weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material 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:  N/A
Remarks:
During in-process Visual Inspection (VT), QA observed a 23mm FCAW weld pass, performed in the flat position, on CJP weld
NSD1-SPSA4-18-2A/B. The maximum FCAW weld pass width allowed in the flat position for groove welds is 16mm.

AWS D1.5-2002, Section 4.14.1.5 - FCAW: “When the width of alayer of agroove weld in the flat, horizontal, or overhead position is
16 mm [5/8 in.] or greater, a multiple-pass split-layer technique shall be used.”

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation that the welds placed are in compliance with the
contract requirements. |n addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of
Quality Control to identify the lack of preheat of the base material. Provide documentation of the steps taken by the Quality Control
Manager to prevent future occurrences.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0489

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

Y/ 05.03.06-000479,NCT
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,&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: 30-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-000451 Rev: 00
Ref: 05.03.06-000479

Subject:  NCR No. ZPMC-0489

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has verified the nonconformance with the CT inspector on site and has taken the appropriate action to
remove the over width weld pass, make the correct weld and inspect.

ZPMC has verified the nonconformance with the CT inspector on site and has taken the appropriate action to remove the over width weld pass,
make the correct weld and inspect. The weld has been completed and green tagged. Attached are the corresponding UT reports. ZPMC
requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000451R00;

Caltrans' comments: Status: AAP
Date: 30-Dec-2009

The Department's inspector varified that the over width weld pass has been corrected, but NSD1-SPSA4-18 has not been green tagged.
However, the Department accepts the attached UT report for NSD1-SASA4-18-2A/B as the evidence of acceptibility for this non-conformance.
Please address the failure of Quality Control to identify this non-conformance and steps taken by the QCM to prevent future occurrences.

Submitted by:  Lee, Ken Date: 30-Dec-2009
Attachment(s):
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= TR No. 10

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-12-29
REGARDING: NCR-000516(ZPMC-0489)

ZPMC received NCR-000516(ZPMC-0489), it mentioned that QA discovered 2 23mm
FCAW weld pass, performed in the flat position on CJP weld NSD1-SPSA4-18-2A/B. The
maximum FCAW weld pass width allowed in the flat position for groove welds should be

16mm. :
ZPMC acknowledged this problem when the CT inspector warned it, and immediately

removed the over width weld pass with grinding under the agreement of the CT inspector.,
and finally re-welded it again. ZPMC had also inculcated foreman to enhance the
management and control of welding and it must be checked by QC during welding pass.
Finally the influenced weld was inspected and green tagged by CT.
Here attached the UT report to prove the weld was finally sound, ZPMC hope Caltrans

could take a review and close this NCR.

ATTACHMENT:;
NCR-000516(ZPMC-0489)
T787-UT-2574
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REPORT OF ULTRASONIC EXAMINATION

FOURTH LIFTING

A TOWER(N)

- NSD1-SPSA4-18
EE

M TEgYS

REPORT NO. 5% T787-UT-2574 DATE 2009.12.29 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T35 ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

REFERENCING CODE #5131

AWS D1.5-2002

AWS D1.5-2002(Table 6.4)
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

&tf&w Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 18-Dec-2009

375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000479
Subject: NCR No. ZPMC-0489

Reference Description:  Excessive weld pass width/ Tower (North Lift 3 o 4)/ Interior Splice Plate weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
(1 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 contral.
L] Non-Cenformance Resolved.
Material Location: Tower Lift:  N/A
Remarks: .
During in-process Visual Inspection (VT), QA observed a 23mm FCAW weld pass, performed in the flat position, on CIP weld
NSDI1-8PSA4-18-2A/B. The maximum FCAW weld pass width allowed in the flat pasition for groove welds is 16mm.

AWS D1.5-2002, Section 4.14.1.5 - FCAW: “When the width of a layer of a groove weld in the flat, horizontal, or overhead position is
16 mm [5/8 in.] or greater, a multiple-pass split-layer technique shall be used.”

Action Required and/or Action Taken:
Prapose a resolution for the identified non-conformance including documentation that the welds placed are in compliance with the
contract requirements. In addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of
Quality Control to identify the lack of preheat of the base material. Provide documentation of the steps taken by the Quality Control

Manager to prevent future occurrences.

Transmitted by: Ken Lee Transportation Engineer
Attachments: ZPMC-(489

e Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
file:  05.03.06

Received
NCT-000479 18 Dec 09  #aze 1 or 1
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contr - 04- g
Bay Area Branch onfract #: 04-0120F4

690 Walnut Ave.St, 150 Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 a4
7 e File#: 69.25R

(707) 648-5493

QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000516
Prime Contractor; American Bridge/Fluor Enterprises, a JV Date: 13-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0489

Type of problem:

Welding Concrete [ Other [

Welding Curing O Procedural [0  Bridge No: 34-0006
Joint fit-up [0 Coating [1 Other OO  Component: North Tower

Procedural [J Procedural [J Description: North Tower Interior Splice Plate

Reference Description: Excessive weld pass width on North Tower Lift 3 to 4 Interior Splice Plate weld
Description of Non-Conformance:

During in-process Visual Inspection (VT), QA observed a 23mm FCAW weld pass, performed in the flat
position, on CIP weld NSD1-SPSA4-18-2A/B. The maximum FCAW weld pass width allowed in the flat
position for groove welds is 16mm.

North tﬁwi}ri; s
life3 andiifcr g

i thigfamveld pass
approximately 23mm

Applicable reference:

AWS D1.5-2002, Section 4.14.1.5 - FCAW: “When the width of a layer of a groove weld in the flat, horizontal,
or overhead position is 16 mm [5/8 in.] or greater, a multiple-pass split-layer technique shall be used,”

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Zhang Qin Jian

Time and method of notification: 12/13/2009, 10:00; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 12/17/2009, 16:00; Verbal

QC Inspector's Name; Jiang La Mei

ﬁ TL-15,Quality Assurance -- Non-Conformance Report Pogelof 2




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

Was QC Inspector aware of the probiem: L] Yes 4 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, 139-1686-1597, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

Reviewed By: Wahbeh,Mazen SMR

i‘z_‘ TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2




,&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: 20-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
Ref: 05.03.06-000479
Subject:  NCR No. ZPMC-0489

Document No.: ABF-NPR-000451 Rev: 01

Contractor's Proposed Resolution:

Reference Resolution: ABFJV QCM has discussed this incident with the ZPMC QC department to reinforce the importance of continuous

inspection.

The ZPMC QA department and the ABFJV QCM has discussed this incident with the ZPMC QC department to reinforce the importance of
continuous inspection to prevent the welders from welding excessive weld passes and thus prevent non conformances. The ZPMC QC
department has acknowledged the lapse inspection and will continue to improve in this area. Based on these steps and previously submitted

NDT documentation ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000451R01

Caltrans' comments:

The propsed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0489 is closed.

Submitted by:  Lee, Ken
Attachment(s):

Status: CLO

Date: 20-Jan-2010

Date:

20-Jan-2010
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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-000481
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0489

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:  13-Dec-2009

Description of Non-Conformance:

During in-process Visua Inspection (VT), QA observed a 23mm FCAW weld pass, performed in the flat
position, on CJP weld NSD1-SPSA4-18-2A/B. The maximum FCAW weld pass width allowed in the flat
position for groove welds is 16mm.

Contractor's proposal to correct the problem:

Repair weld and verify with NDT.

Corrective action taken:

The overwidth weld pass was removed and repaired; documentation was provided (T787-UT-2574). To
prevent reoccurrence, the ABF QCM discussed this issue with ZPMC QC and reinforced the importance of
continuous inspection.

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

If so, name of Engineer providing approval: Date:
| s Engineer'sapproval attached? [ Yeslv] 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 Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

I nspected By: Ng,Michael Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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