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-000544
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0517

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Lift 6 West

Procedural [ Procedural [J Description:

Reference Description: Excessive Weld Size, T-rib Splice, L6W

Description of Non-Conformance:

During arandom visual inspection at Segments 6AW to 6BW for dimension verifications of T-Stiffeners, the
Caltrans Quality Assurance (QA) Inspector observed ZPMC in-process of welding T-Stiffeners that connect
the segment splice at 6AW to 6BW. The non-conforming item documented during the welding process was the
excessive width of avertical single weld pass, utilizing the Flux Core Arc Welding (FCAW) process.
Additional information identifying the non-conforming issuesis listed below.

-The vertical weld isidentified as: BP032-001-025

-Thewelding processisidentified as. FCAW

-The Weld is a Complete Joint Penetration (CJP) joint.

-The maximum vertical single pass width for FCAW is 25mm.

-The maximum root opening between parts shall not exceed 5mm

-The approved weld procedure specification (WPS) isidentified as. WPS-B-T-2233-B-U2-F
-The approved WPS allows aroot opening of 5Smm maximum.

-The 6AW to 6BW segment splice weld isidentified as. OBW6B-003

-The vertical T-Stiffener weld islocated at panel point 41 (PP41).
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Bottom Panel T-Rib CJP
Weld- 6AW to 6BW

Weld Numbe.r~
BP032-001-025
vertical position

Weld Number:
BP032-001-025

__ 2009:12:18 08:54:59
e BAW-BBW.

Applicablereference:
Approved WPS # WPS-B-T-2233-B-U2-F; “ states the maximum root opening is 5mm.”
AWS D15 (02) Section 3.3.2.1; The root opening between parts shall not exceed 5mm [3/16in.].

AWS D15 (02) Section 4.14.1.5 FCAW; “The thickness of the weld layers in groove welds, except root and
surface layers, shall not exceed 6 mm [1/4 in.]. When the root opening is 12 mm [1/2in.] or greater, a
multiple-pass split-layer technique shall be used. 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. When welding in the vertical position, a split-layer technique shall be used when the width of the layer
exceeds 25 mm[Llin.].”

Who discovered the problem: M. Manikandan

Name of individual from Contractor notified: Kevin Chen
Time and method of notification: 1600 hours, 12-18-09, Verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1100 hours, 12-21-09, Verbal
QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: L] 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 Eric Tsang, 15000422372, who represents the Office of
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

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: 05.03.06-000505
Subject: NCR No. ZPMC-0517

Reference Description:  Excessive Weld Size, T-rib Splice, L6W

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: 06
Remarks:
During arandom visual inspection at Segments 6AW to 6BW for dimension verifications of T-Stiffeners, the Caltrans Quality
Assurance (QA) Inspector observed ZPMC in-process of welding T-Stiffeners that connect the segment splice at 6AW to 6BW. The
non-conforming item documented during the welding process was the excessive width of avertical single weld pass, utilizing the Flux
Core Arc Welding (FCAW) process. Additional information identifying the non-conforming issues is listed below.

-The vertical weld isidentified as: BP032-001-025
-The welding processisidentified as. FCAW
-The Weld is a Complete Joint Penetration (CJP) joint.
-The maximum vertical single pass width for FCAW is 25mm.
-The maximum root opening between parts shall not exceed 5mm
-The approved weld procedure specification (WPS) isidentified as: WPS-B-T-2233-B-U2-F
-The approved WPS allows a root opening of 5mm maximum.
-The 6AW to 6BW segment splice weld isidentified as: OBW6B-003
-The vertical T-Stiffener weld islocated at panel point 41 (PP41).
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0517

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

ogral " 05.03.06-000505,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 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-000610 Rev: 00
Ref: 05.03.06-000505

Subject:  NCR No. ZPMC-0517

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation to show that the welds are acceptable. Based on this ZPMC requests
closure of this NCR.

ZPMC acknowledges that the weld pass width exceeded the allowable limits and has issued an internal NCR to the Production department to
prevent future occurrences. ZPMC is providing NDT documentation to show that the welds are acceptable. Based on this ZPMC requests
closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000610R00;

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-646
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-8 -
REGARDING: NCR-000544 (ZPMC-0517)

With this letter of response, ZPMC requests closure of CT NCR-000544 (ZPMC-0517)
what mentioned about the Excessive Weld Size in L6W.

- ZPMC acknowledged this problem and has issued internal NCR.

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

- Punch list item 338 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-000544 (ZPMC-0517)
BCR-B-371(ZPMC-0517)
B787-UT-10903

1o o

37 [l
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333 Burmz Koacd
Oukland CA 94607

y I (N — .
Ltinnne Tel: Fex:

To: AMERICAN BRIL LAY Dade; 34 Dee-2009
375 BURMA ROAD
OANLAND CA 95007 Contraet No: 04-0120F4
04-SF-80-13.2 7 134
Dear: M. Charles Kanapicki Job Name: SAS Super c{ruu_m;:\ \ \.\
Artention: Mi. Thomas Nilsson Project/Fabricution Manager Document No; .03.06-060505 ~ 3 " \\
Subject: NCR No. ZPMC-0517 < S,f.\‘

Reference Description:  Excessive Weld Size, T-rib Spﬁcc. Lew

The anached Non-Conformance Report describes an ocourence where the contzactor did not comply with

mdicated below; :
] Material o Workmanship not in conformance with commact documents, 2

o3 Quslity Control (QC) nci performed in conformance with centract documens.

] Recurring QC issue that constinutes a sysiematic problens in guality contral
0 Non-Cenlommznce Resolved.
Material Locadoen: 0BG (:'\"‘\'
Remarks: ; e B :

-h_ \
During'a random visual inspection at Segments 64 W o 6BW __.;,J{Q‘f::nslon\\ \,\\

mihations gf Q\}@H!“cners the Caltrans Qualiry
i <
Assurance (QA) Inspector observed ZPMC in-process of welﬂmﬂ Slzrfcnt.)fs that ¢ he segient splice a1 8AW 10 6B W, The

!

I
non-conforming jtems documented during the welding '\rgzé::s' was the \iws.ﬂve wi@f”
Core Arc Walding (FCA W) process. Additional mfomW ntifying the nt\(g\mﬁbrming issues is listed below.

| &)
/ s o

~The vertical weld is d is identifjed d as: BPU?"-OOI(K.:{‘ \\ v g @
-The welding process is tdcntmcd as! FC‘A"?‘\\ \:\// M

5

':l/! uml‘/ '\Q\;
QE{(F\‘;j Wis 25 ®

-The maximum vertical single pass widih

-The Weld is « Complete Joint Peactrati

-The maximum root opening bet}:’?iqm’fs‘shﬁ ITiGT eS8t Srun
-The approved weld proceéuregg\ i

n (WPS) is identified as: WPS-B-T-2233-B-U2-F

MMg of Smm maximum,
& weld is identified as: OB W6E-003

-The approved WPS alloy
~The 6AW 10 6BW ;s
-The veriic St.

Action Re%‘.e andfer-Action Taken:

Submita "cpazr \/f/\ure to the engineer for approval. A
k

response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0817

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom

- , Contragt Fiies,‘Ching Chae
File:  05.03.06

(15.G3.06- 000303, NCT
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Laocation: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a JV
Submiiting Contractor: Zhenhua Port Machinery Company. Lid {ZPM

(), Chan gxing Isiand

Report No: NCR-000544

Bater 18-Dec-2009

Type of problem:

Welding (1 Comerete [J Other L]
Welding ¥ Curing O Procedural [ Bridge No:  34-0006
Joint fitup [ Ceating [0 Other [0 Component: OBG Lifi 5 West

Frocedural [ Procedural [] Description:

Reference Description: Excessive Weld Size, T-rib Spiice, L6W
Description of Non-Conformance:

During 2 random visual inspection at Segments 6A W
Caltrans Quality Assurance (QA) Inspector observed ZPMC' in-process of weldin
the segment splice at 6AW to 6BW. The nen-conforming item documented dunn
excessive width of a vertical single weld pess, utilizing the Flux Core Arc W
Additional information identifying the non-conforming issues is listed below,

-The vertical weld is identified as: BP032-00] -025

-The welding process is identified as: FCAW

-The Weld is a Complete Joint Peneiration (CJP} joint.

-The maximum vertical single pass width for FCAW is 25mm.

-The maximum root openin g between parts shall not exceed 5mm

-The approved weld procedure specification (WPS) is identified as: WPS-B-T-2233-B-U2.F
-The approved WPS allows a root opening of Smm maximum.

-The 6AW 10 6BW segment splice weld is identified as: OBW6B-003

-The vertical T-Stiffener weld is located at panel point 41 (PP41),

o . o
“_{“Z_ TL-13,Quality Assurance .- Non-Conformance Repur:

t0 6BW for dimension verifications of T-Stiffeners, the
g T-Stiffeners that connect

g the welding process was the
elding (FCA W) process.
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Applicable reference:
Approved WPS # WPS-B-T.2233-B-U2-F ; staies the maximum root opening is Smm.”
AWS D1.5(02) Section 3.3.2.7; The root opening between parts shali not exceed Smin {3/ 6 n.].

AWS D1.5(02) Section 4.14.1.5 FCAW; “The thickness of the weld layers in groove welds, except root and
surface layers, shail not exceed 6 mm [1/4 in.]. When the root opening is 12 mm [1/2 m.]or g_rea[(;f_ a
multiple-pass split-layer technique shall be used. When the width of a laver of a groove weld
horizontal, or overhead position is 16 mm [3/8 in.] or greater, a multiple-pass split-
used. When welding in the vertical position, a split-
exceeds 25 mm [ in].”

in the flat,
layer technique shall be
layer technique shall be used when the width of the laver

Who discovered the problem: M. Manikandan

Name of individual from Contractor notified; Kevin Chen
Time and method of notification: 1600 hours, 12-18-09, Verbal
Name of Caltrans Engineer notified:  Bil| Howe

Time and method of notification: 1100 hours, 12-21-09, Verbal
QC Inspector's Name: Weng Lu

Was QC Inspector aware of the problem: 00 Yes 2 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
purpese of makdng repair or fit for purpose recommendations. Should you require recorrumendations

concerning repairs or remedial efforts please contact Eric Tsang, 1 5000422572, whao represents the Office of
Structural Materials for your project. '

the

Inspected By: Guest,Skyler SMR
Reviewed By: ‘Wahbeh,Mazen SMR

jﬁ,{‘ TL-15 Quality Assurance . Non-Conformuance Report
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Nonconformance Report
/I’P{fif%ﬁ%‘
Project Name: S.FO.BB NCR Mumber:
I E B 2y PR} r,w)\ i NCR #i5: NCR-B-371 (ZPMC- 0517)
Item: excessive weld size l tem Number: D:.mmu
5 RamE o KB S R T | FEE6AW/6BW | ES:  OBW6B-003
Location: trail assembly yard - Date:
fLH: BEHE F 5 2010-01-04

Description of Monconformance:

During a random visual inspection at segments 6AW to 6BW for dimension verifications of
T-stiffeners, the CT people observed ZPMC in process of welding T-stiffeners that conned the segment
splice at 6AW to 6BW. The non-conforming item documented during the welding process was the
excessive width of a vertical single weld pass, utilizing the FCAW process. Additional information
identifving the non-conforming issues is listed below.

FEAN MRS 53 18 P R IR TIEEE 6AW,6BW ) FCAW 45838 R ~Hig .
1. MEHRERS: BP032-001-025.

2. BEHEE: FCAW.

3. BRBEERS. 25 28X,

4y BORERMEIRR: 5 K.

5. WPSH 53%: WPS-B-T-2233-B-U2-F

6. WPS EREIRIMAM A 5 K.

7. 6AW 5 6BW BHFELES: OBW6EB-003.

8. IRAAIELE PP4L.

Work By: Prepared by: /| ?f\:f‘.{j’ﬁ"ﬂ? Reviewed by QCE: | 7 .'_rx:_,»ub’
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. i#l#5#%E B787-UT-10903 DATE 2010.03.01 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T+ ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
T-RIB _ OBW6 ,
R CE I TR

REFERENCING CODE #:¥ 4

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD 2 #7ifE

PROCEDURE NO. 5455

ZPQC-UT-01

WELDING PROCESS i 4% JOINT TYPE #5482 1Y CALIBRATION DUE DATE {{ 3B i* 41 1)
FCAW BUTT Dec. 2857 2010
EQUIPMENT 4 MANUFACTURER ffllift /i MODEL NO. F:R#s SERIAL NO. ff5ll4%: %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT &7 MATERIAL/THICKNESS #4#} JELfiF
AWS IIW BLOCK TYPE I c.M.C AT09M-345 10mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
Hils g fRE EHE R il 7 iz BF Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELSZ} 1 DISCONTINUITY A#E&EE s
. B
WELD S & |w . ls Is |5.[s 3 3
= oS = | B REsEEERE LOCATION OF DISCONTINUITY g &= ¥
s) g —: W H = = 3] = - L gy 40
IDENTIFICATION | E ik | | 52 SR SIS E|E e AAEEEAL 1T (mm) 22| =
fiin o 3 — — = °
oF oz R® o K E& 5
FELE dut 1] ps L (TN =
FRAERRT 5 S g % = Sound | Depth from i 5 o
= Length From'X | From"Y 1)
a b c | d it Path Surface X Fiy 0
& | s | a
BP032-001-025 70 32 ACC. 100%
BLANK
EXAMINED BYX:#§ REVIEWED BY ##%
0.9}/ j)ﬁ}_&ﬁw«m Yo/o 2}.2)
7
LEVEL - li / DATE
JEEH / QCM i CUSTOMER
%% SIGN / B i) DATE & SIGN/ H il 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-000547
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0517

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:  18-Dec-2009

Description of Non-Conformance:

During arandom visual inspection at Segments 6AW to 6BW for dimension verifications of T-Stiffeners, the
Caltrans Quality Assurance (QA) Inspector observed ZPMC in-process of welding T-Stiffeners that connect
the segment splice at 6AW to 6BW. The non-conforming item documented during the welding process was the
excessive width of avertical single weld pass, utilizing the Flux Core Arc Welding (FCAW) process.
Additional information identifying the non-conforming issuesis listed below.

-The vertical weld isidentified as: BP032-001-025

-Thewelding processisidentified as. FCAW

-The Weld is a Complete Joint Penetration (CJP) joint.

-The maximum vertical single pass width for FCAW is 25mm.

-The maximum root opening between parts shall not exceed 5mm

-The approved weld procedure specification (WPS) isidentified as. WPS-B-T-2233-B-U2-F

-The approved WPS allows aroot opening of 5Smm maximum.

-The 6AW to 6BW segment splice weld isidentified as. OBW6B-003

-The vertical T-Stiffener weld islocated at panel point 41 (PP41).

Contractor's proposal to correct the problem:

Perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted NDT report verifying the weld is in conformance with Contract specifications and issued
an internal NCR in regards to thisissue.

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

If so, name of Engineer providing approval: Date:
Is Engineer's approval attached?

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



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

[] Yes¥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.

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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