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-000531
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0504

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Segment 5CW Side Plate T Stiffeners

Procedural [ Procedural [J Description:

Reference Description: Segment 5CW Heat Straightening in wet conditions and not following the approved
HSR

Description of Non-Conformance:

During arandom visual inspection of Heat Straightening of Side Plate (SP147) T Stiffeners (RS37AD) located

at panel point 37, the Quality Assurance (QA) Inspector discovered the following issues listed below:

1) ZPMC personnel deviated from the approved HSR(B)-338 Heat Straightening procedure by not utilizing the
mechanical jacks the way it was detailed on the approved HSR. The jacks were placed from web to web
between the T-Stiffeners, which are not allowed per this approved HSR.

2) Heat Straightening was performed on interior weld surfaces while rain water was flowing freely over the
heated surface.

The T Stiffeners were located at 5CW to 6AW PP37 Counter Weight side, 3rd, 4th and 5th T Stiffeners
(RS37AD) from the Bottom Plate.

Jack not placed on face of flange
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
ZPMC Heat Straightening Procedure; HSR (B)-338

AWS D1.5 2002 Section 3.1.3; Welding shall not be done when the ambient temperature is lower than -20
degree C, when surfaces are wet or exposed to rain, snow, or high wind velocities, nor when the welders are
exposed to inclement conditions.

Who discovered the problem:  Joe Alaniz

Name of individual from Contractor notified: CK Chen

Time and method of notification: 1530 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1630 hours, Verbal

QC Ingpector's Name: Wang Lu

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: 24-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: 05.03.06-000492
Subject: NCR No. ZPMC-0504

Reference Description:  Segment 5CW Heat Straightening in wet conditions and not following the approved HSR

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: 05
Remarks:
During arandom visual inspection of Heat Straightening of Side Plate (SP147) T Stiffeners (RS37AD) located at panel point 37, the
Quality Assurance (QA) Inspector discovered the following issues listed below:

1) ZPMC personnel deviated from the approved HSR(B)-338 Heat Straightening procedure by not utilizing the mechanical jacks the
way it was detailed on the approved HSR. The jacks were placed from web to web between the T-Stiffeners, which are not allowed per
this approved HSR.

2) Heat Straightening was performed on interior weld surfaces while rain water was flowing freely over the heated surface.

The T Stiffeners were located at 5CW to 6AW PP37 Counter Weight side, 3rd, 4th and 5th T Stiffeners (RS37AD) from the Bottom
Plate.

Action Required and/or Action Taken:
Submit arepair plan to the engineer for approval that includes a determination of weld condition (due to quenching by rain water). A
response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0504

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

Y/ 05.03.06-000492,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: 09-Mar-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000609 Rev: 00
Ref: 05.03.06-000492

Subject:  NCR No. ZPMC-0504

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation of the welds in question to show that they are acceptable after deviation
from the approved HSR. Based on this ZPMC requests closure of this NCR.

ZPMC is providing NDT documentation of the welds in question to show that they are acceptable after deviation from the approved HSR.
Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000609R00;

Caltrans' comments: Status: CLO
Date: 18-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010

Attachment(s):
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@ No. B-645
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-5
REGARDING: NCR-000531 (ZPMC-0504)

With this letter of response, ZPMC requests closure of CT NCR-000531 (ZPMC-0504)
what mentioned about the incorrect heat straightening.

- ZPMC acknowledged this problem and has issued internal NCR.

- NDT was performed to warrant the affected welds’ quality.

- Punch list item 343 what mentioned this NCR has been confirmed and closed by CT

inspector.
Based on response above and attached documentations, ZPMC requests closure of this

NCR.

ATTACHMENT:
NCR-000531 (ZPMC-0504)
BCR-B-362(ZPMC-0504)
HSR(B)-338
B787-MT-19920

A
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT
Loeation: Changxing island. Shanghai, P.R. China Report No: NCR-00053 o
Prime Contractor: American Biidge/Fiuor Enterprises, a 7V Darer 10-Dec-2009

Submitting Cuntructor: Zherhuz Port Machinery Company. Lid (ZPMC), Changxing island NER #: ZPMO-0504

Type of prabiem:

Welding ] Conerete [ Gther &
Welding  [J Cwing D Procedural [ Bridge No:  34-0000
Joint fitup I Coating | Other J

Component: Segment SCW Side Plate T Soifteness

Procedural  [J Procedural [J Description:

Reference Description: Segmaent 3CW Heas Straighiening in wel conditions and not folluveinyg the YoVl
HSR

Description of Non-Conformance:

During a random visual inspection of Heat Straightening of Side Plate (SPI7YT Siffeners (KS37AD) iveated

at panel point 37, the Quality Assurance (QA) Inspector discovered the following issues listed belaw:

1) ZPMC personnel deviated from the approved FISR(B)-338 Heat Straightening procedure oy not wtilizin
mechanical jacks the way it was detailed on the approved HSR. The jacks were placed from weh to web
between the T-Stiffeners, whick are not allowed per this approved HSR

g the

2) Heat Straightening was performed on interior weld surfaces while sain water was flowing freely over the
heated surface.

The T Stiffeners were located at SCW 10 6AW PP37 Counter Weight side, 3rd. 4¢h and 3th T Stifiener
(RS37AD) from the Bottom Plate,
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Who discovered the problem:  Joe Alan

aame of individuai from Contracror natified: CK Chen

Time and method of notification: 1530 hewrs, Verhal

IName of Caltrays Eugincer yotified: Ching Chao and Bill Howe

Time and method of noiification: 1630 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the prohlem: i] Yes @ No
Contractor's proposal to correct the prohlem:

NEA

Comments;

This report is jor the purpose of determining conformuance with the contract ducumems and s pa far ine
pumpose of making repaw o fit for prrpose reeommenditions. Should vou feditiie recommendations
stneeming repairs or renzedial efions please contact Masen Wabhel, 1(%6) 347247 7571, whe FePITESEIsTy 1he

Office of Structural Materials for your project.

[nspected By: Carreon,Alhent Lead Reviewer/Tesk i eader

Reviewed By:  Wahbeh Mazen SMR T T
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Nonconformance Report
RR-ETHR &

Project Name: S.EO.B.B } NCR Number:
EEEE JEFE v 535_4_3"-_ L ] NCR % 5 NCR-B-362(ZPMC-0504)
Item: rncmrcct Hmr Stl nightening ' Itenu Mnml;cr 1 Drawiny;

conditions ‘ {55 SCYW and 6AW s,
| AR A hiEk _wmﬂw”mmWww‘“;“¢ R S
Location: OBG trinl assembly yard Date: S
B OBG R P45 CEME 209231

Description of Nonconformance:

AT S TRA AL

During a random visual inspection of Heat Straightening of Side Plate (SPI147) T Stiffencrs
(R537AD) located at panel point 37, the QA inspeetor discovered the following issues listed below:

1) ZPMC personnel deviated from the approved HSR (B)-338 Heat Straightening procedures by
not utilizing the mechanical jacks the way it was detailed on the approved HSR. The jacks were placed
front web to between the T-Stiffeners, which are not allowed per this approved HSR.

2) Heat Straightening was performed on interior weld surfuces while rain water was flowing freely
over the heated surface.

The T-Stiffeners were located at 5CW to 6AW PP37 Counter Weight side, 3™, 4% andg 3
T-Stiffeners (RS3I7AD) from the Bottom Plate.
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BT KT ERE 5 T Reporeh ﬁsm?-ssa

2B Revision #

Heat Straioh tening Repori(HSR) H#Date  [2009.12.06
REFF A San Francisco Oakland Bay Bridge
CALTRANS #04-0120F4 TE4%GJIOBH - ZP06-787
HECAssembly; o FEA2 10 Quality Controf Representative

1é’ﬁﬁsub-.l\:ssembly: Xt .Tr,m 2077, l7. PJ ﬁ
2 B Girg: SCW  SP147A Py 325-z(, L2 B2 Quality Assurance Manager~Approval

B Tower: N/A i

BE5 S Weld No: N/A

PR B S Weld Map No: N/A

17 Description of Con dition

£t &7 % Disposition

CauselnF Welding distorion BERTE
Type of DefectERfEIET Welding distorfion T
Inspection Methodia & £ = Visual B}

JEEENDE (Post-Remaval NDE):

fixture.  After finishing the heat siraightening operation, VT, MT and UT shell be perfonned on the
entire length of the weld between the SPC floor beam and edge plata stiffener TS F T
T, FREA, FEATER R EIT, Mﬁﬁﬁ&?ﬁiﬁﬂ'—fw SPCM B S itz IGTreity ]
ZITVI.MT BUT 2.

4 iE$S Hi(Comeciive Action(s)):

Control current , voltage and weld speed according io relevant WPS, If hecessary anli-deformation
or hold down device can be added . IR WPS BIEE R A 5, BEFRBI, o
A R R TR iT, ;

Ed R 'Number of application):1~3
Bk By

{Maxirnum temprature).<650°C

K7 Sketch

|

**To be signed whe

&858 R Inspector: E T Signature:
CWiI
11 SREF5 NDE Certincation: Level I} Closing Date:
BRSQC Manager &% B fReview Date: r

Note: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, confract specifications and AWS D7.5 2002,

#R787-QCP-1100
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REy R R
REPORT NO. %% S B787-MT-19920 DATER i 2010.03.07 PAGE OFH#g 1M Revision No: 0
PROJECT NO. e CONTRACTOR: .
ITR&E: ) o
T —— _— CALTRANS CONTRACT NO.:
04-0120F4
R=H 5CW SIDE PLATE T-STEEL MM TES S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT E1 55 14 BFae {3 B EH B
AWS D1.5-2002 AWS D1.5-2002 . . . ZPQC-MT-01 Dec. 287 ,2010
EQUIPMENT ##% MANUFACTURER #i3% it MODEL NO. 5 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT AG
AL A BT WL 7S Hi L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
et TR WA A pE
MATERIAL TO BE VWELDING #$4f Material & thickness Ao
EXAMINED O CASTING & o, L
PogilE ok O FORGING i 18/10mm
WELDING PROCESS — TYPE OF JOINT . JBIRET
pE iR ki)
WELD I.D DIECONHN e e ACCEPT REJECT REMARKS
mET INDICATION TYPE p il I Il o
i Fsiy
SP147-001-027 ACC. 100%MT
SP147-001-028 ACC. 100%MT
SP147-001-029 ACC. 100%MT
SP147-001-030 ACC. 100%MT
SP147-001-031 ACC. 100%MT
SP147-001-032 ACC. 100%MT
BLANK

EXAMINED BY X4

REVIEWED BY #E;

[Jhen P Chen '7/0!0,03.07 9] We z,v/o.og.o7
LEVEL-H/ SIGN &4 F/DATEHJUJ LEVEL-I SIGN !/ DATER W
it / QCM 1 CUSTOMER

S SIGN/ H I DATE

%5 SIGN / Fl )il DATE

(FORM# ZPQC-MTO1)




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-000546
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 17-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0504

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten: ~ 10-Dec-2009

Description of Non-Conformance:

During arandom visual inspection of Heat Straightening of Side Plate (SP147) T Stiffeners (RS37AD) located
at panel point 37, the Quality Assurance (QA) Inspector discovered the following issues listed below:

1) ZPMC personnel deviated from the approved HSR(B)-338 Heat Straightening procedure by not utilizing the
mechanical jacks the way it was detailed on the approved HSR. The jacks were placed from web to web
between the T-Stiffeners, which are not allowed per this approved HSR.

2) Heat Straightening was performed on interior weld surfaces while rain water was flowing freely over the
heated surface.

The T Stiffeners were located at 5CW to 6AW PP37 Counter Weight side, 3rd, 4th and 5th T Stiffeners
(RS37AD) from the Bottom Plate.

Contractor's proposal to correct the problem:

Perform NDT required to verify the quality of the welds affected by Heat Straightening.

Corrective action taken:

Contractor submitted NDT documentation verifying the affected welds are in conformance with Contract
specifications.

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 Jim Simonis 152. 1675.3703, who represents the Office
of Structural Materials for your project.

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

‘‘‘‘‘ TL-16,QA -- Non-Conformance Resolution Page 2 of 2
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