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-000560
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0533

Type of problem:

Welding [] Concrete [ Other

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [ Coating [1 Other Component: Lift 5SW Side Panels

Procedural [ Procedural [ Description: Skin Flatnessis out of allowable tolerance

Reference Description: Skin flatness allowable tolerance not met at Side Panels on Lift 5SW

Description of Non-Conformance:

During arandom skin flatness survey of the exterior surfaces of Lift 5 West located in the Trial Assembly area,
the Caltrans Quality Assurance (QA) Inspector discovered the following issues:

Issues found in 5AW to 5BW Side Panels:

5AW SP (SP918A) to SP (SP409A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG021A-001, counterweight side of 5AW between PP31 to PP32. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 8mm in 630mm

-The longitudinal weld spliceisidentified as: SEG021A-001.

-Thetransverse weld spliceisidentified as: OBE5SA-002 & OBESA-001.

-The SP plate numbers are: SPO18A to SP409A.

-The location is on the counterweight side of segment 5SAW between PP31 to PP32.

Issues found in 5BW to 5CW Side Panels:

5BW SP (SP92A) to SP (SP410A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG023A-031, counterweight side of 5BW between PP34 to PP35. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm.

-The longitudinal weld spliceisidentified as: SEG023A-031.

-The transverse weld splice for 5BW to 5CW isidentified as: OBW5A-007 & OBW5A-006.

-The SP plate numbers are: SPO2A to SP410A.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

-The location is on the counterweight side of segment 5BW between PP34 to PP35.

5CW SP (SP472A) to SP (SP418A) - CB Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG025A-010, cross beam side of 5CW between PP34 to PP35. The measurements were taken transverse to
the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm deviation from
flat specified in State letter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm

-The longitudinal weld spliceisidentified as. SEG025A-010.

-The transverse weld splice for 5BE to 5CE isidentified as: OBW5A-009 & OBW5A-010

-The SP plate numbers are: SP472A to SP418A

-The location is on the cross beam side of segment 5CW between PP34 to PP35.

Transverse weld splice #

i 00f —————
Side panel # OBWS5A-006

" sPa09g” o o Side panel #

241 0A

“Fongitudinal WE ¢ e 3 ! '
5E6021A 001 W . i § ) 'fl'ransverse weld splice #
: OBW5A-007 ——————

Transverse weld splfcé #
OBWS5A-010 +——i=

Longitudinal Weld %plice #
_SEG025A-070 :

Transyér;e weld sélice'# < ~.Sidepanel
OBW5A-809 — ’ SP472A

...»‘

S 2009 12 >:

Applicablereference:

CALTRANS Letter No. 05.03.01-004667 Subject: OBG Skin Plate Flatness

“The maximum deviation from detailed flatness for the stiffened plate would not exceed the greater of 5mm.”
“The 630mm long template (straight edge) could be used to check both transversely between stiffeners, and
along the length of the stiffeners to determine local deviations.”

Standard Specifications July, 1999: Section 55-3.17 WELDING; Theflat side of all butt welded joints shall not
deviate from flatness by more than 5 mm in alength of 600 mm centered over the weld joint.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Who discovered the problem: ~ M.Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hours, 12-23-09, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1023 hours, 12-24-09, Email

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: Tsang,Eric 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: 25-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: 05.03.06-000521
Subject: NCR No. ZPMC-0533

Reference Description:  Skin flatness allowable tolerance not met at Side Panels on Lift 5SW

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.
Il 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 skin flatness survey of the exterior surfaces of Lift 5 West located in the Trial Assembly area, the Caltrans Quality
Assurance (QA) Inspector discovered the following issues:

Issues found in 5AW to 5BW Side Panels:

5AW SP (SP918A) to SP (SP409A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified as SEG021A-001,
counterweight side of SAW between PP31 to PP32. The measurements were taken transverse to the direction of the side panel
longitudinal weld joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 8mm in 630mm

-Thelongitudinal weld spliceisidentified as: SEG021A-001.

-The transverse weld splice isidentified as: OBE5A-002 & OBESA-001.

-The SP plate numbers are: SP918A to SPA09A.

-Thelocation is on the counterweight side of segment 5AW between PP31 to PP32.

Issues found in 5BW to 5CW Side Panels:

5BW SP (SP92A) to SP (SP410A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified as SEG023A-031,
counterweight side of 5BW between PP34 to PP35. The measurements were taken transverse to the direction of the side panel
longitudinal weld joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 7mm in 630mm.

-Thelongitudinal weld spliceisidentified as: SEG023A-031.

-The transverse weld splice for 5BW to 5CW is identified as: OBW5A-007 & OBW5A-006.

-The SP plate numbers are: SP92A to SP410A.

-Thelocation is on the counterweight side of segment 5BW between PP34 to PP35.

H..,,.,w" 05.03.06-000521,NCT
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NCT
( Continued Page 2 of 2 )

5CW SP (SP472A) to SP (SP418A) - CB Side
Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified as SEG025A-010, cross
beam side of 5CW between PP34 to PP35. The measurements were taken transverse to the direction of the side panel longitudinal weld
joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 7mm in 630mm
-The longitudinal weld spliceisidentified as: SEG025A-010.
-The transverse weld splice for 5BE to 5CE isidentified as: OBW5A-009 & OBW5A-010
-The SP plate numbers are: SPA72A to SP418A
-Thelocation is on the cross beam side of segment 5CW between PP34 to PP35.
Action Required and/or Action Taken:
Provide arepair procedure to the engineer for approval. A response for the resolution of thisissueis expected within 7 days.

Transmitted by:  Bill Howe
Attachments: ZPMC-0533

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao
Filee 05.03.06
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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: 08-Feb-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000578 Rev: 00
Ref: 05.03.06-000521

Subject:  NCR No. ZPMC-0533

Contractor's Proposed Resolution:

Reference Resolution: Dimensional acceptance will be available at the time of shipment after all parties are in agreement. ZPMC requests
that this NCR be approved with actions pending.

As these are related to the final dimensions of the sub assembly and there is potential for distortion with ongoing work in trial assembly.
Dimensional acceptance will be available at the time of shipment after all parties are in agreement. Until that those results are available, ZPMC
requests that this NCR be approved with actions pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000578R00

Caltrans' comments: Status: REJ
Date: 08-Feb-2010

The information requested was not submitted. This NPR is rejected.

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s): NPR CT Comments
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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: 10-Feb-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000578 Rev: 01
Ref: 05.03.06-000521

Subject:  NCR No. ZPMC-0533

Contractor's Proposed Resolution:

Reference Resolution: To close this NCR, once the distortion documented in this non conformance is corrected and the applicable
documents that verify this are submitted ZPMC will request closure.

To close this NCR, once the distortion documented in this non conformance is corrected and the applicable documents that verify this are
submitted ZPMC will request closure. Until they become available ZPMC requests that this proposal be accepted with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000578R01

Caltrans' comments: Status: AAP
Date: 11-Feb-2010
AAP approved.

Submitted by:  Howe, Bill Date: 11-Feb-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: 01-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-000578 Rev: 02
Ref: 05.03.06-000521

Subject:  NCR No. ZPMC-0533

Contractor's Proposed Resolution:

Reference Resolution: ZPMC repaired the welds and is attaching documentation to show that welds documented in the NCR are
acceptable after both heat straightening and repair.

After this NCR was written, ZPMC performed heat straightening to bring the flatness of the plates into tolerance during NDT of the welds after
heat straightening defects were discovered. ZPMC repaired the welds and is attaching documentation to show that welds documented in the
NCR are acceptable after both heat straightening and repair. The plates documented are in conformance with flatness requirements and has
been verified by Caltrans inspector who have jointly closed this item on the punchlist. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000578R02;

Caltrans' comments: Status: CLO
Date: 07-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 07-Mar-2010
Attachment(s):
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@ No. B-627

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-28
REGARDING: NCR-000560 (ZPMC-0533)

With this letter of response, ZPMC requests closure of CT NCR-000560(ZPMC-0533 Ywhat

mentioned about the flatness issue of SPs.

ZPMC has rectified the flatness according to approved HSRs.

After heat straightening the flatness for SPs were accepted by three parities.

Punch List Item 333 what mentioned this issue has been confirmed and closed by CT
inspector.

The affected welds were tested, repaired, retested and accepted after then.

Base on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-000560 (ZPMC-0533)
B-WR10705

B-WR10700

B-WR10706

B787-UT-11240 R1
B787-MT-19651

LL/W

el



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

Gfbrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 25-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: 05.03.06-000521
Subject: NCR No. ZPMC-0533

Reference Description:  Skin flatness allowable tolerance not met at Side Panels on Lift 5W

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.
U Recurring QC issuc that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During a random skin flatness survey of the exterior surfaces of Lift 5 West located in the Trial Assembly area, the Caltrans Quality

Assurance (QA) Inspector discovered the following issues:.

Issues found in 5AW to SBW Side Panels:

S5AW SP (SP918A) to SP (SP409A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified as SEG021 A-001,
counterweight side of SAW between PP31 to PP32. The measurements were taken transverse to the direction of the side panel
longitudinal weld joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 8mm in 630mm

-The longitudinal weld splice is identified as: SEG021A-001.

-The transverse weld splice is identified as: OBE5A-002 & OBE5SA-00].

-The SP plate numbers are: SP918A to SP409A.

-The location is on the counterweight side of segment SAW between PP31 to PP32.

Issues found in SBW to 5CW Side Pancls:

5BW SP (SP92A) to SP (SP410A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified as SEG023A-031,
counterweight side of SBW between PP34 to PP35. The measurements were taken transverse to the direction of the side panel
longitudinal weld joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 7mm in 630mm.

-The longitudinal weld splice is identified as: SEG023A-031.

-The transverse weld splice for SBW to 5CW is identified as: OBW5A-007 & OBW5A-006.

-The SP plate numbers are: SP92A to SP410A.

-The location is on the counterweight side of segment 3SBW between PP34 to PP33.

‘N7 05.03.06-000521 NCT Pia 4ot 2



NCT
( Continued Page 2 of 2 )

5CW SP (5P472A) to SP (SP418A) - CB Side
Surface flatness surveys were taken on the exterior Side Pancl (SP) surface of longitudinal weld joint identified as SEG025A-010, cross
beam side of SCW between PP34 to PP35. The measurements were taken transverse to the direction of the side panel longitudinal weld
joint. This area exceeded the maximum 5mm deviation from flat specified in State letter 05.03.01.004667.
-Deviation from flat is 7mm in 630mm
-The longitudinal weld splice is identified as: SEG025A-010.
-The transverse weld splice for 5BE to 5CE is identified as: OBWS5A-009 & OBW35A-010
-The SP plate numbers are: SP472A 1o SP418A
-The location is on the cross beam side of segment 5CW between PP34 to PP35.
Action Required and/or Action Taken:

Provide a repair procedure to the engineer for approval. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0533

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

ah 3 57
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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: SE/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-000560
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0533

Type of problem:

Welding [J Concrete [] Other

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

Joint fitup [] Coating [ Other Component: Lift 5W Side Panels

Procedural [ Procedural [] Description: Skin Flatness is out of allowable tolerance
Reference Description: Skin flatness allowable tolerance not met at Side Panels on Lift 5W
. Description of Non-Conformance:
During a random skin flatness survey of the exterior surfaces of Lift 5 West located in the Trial Assembly area,
the Caltrans Quality Assurance (QA) Inspector discovered the following issues:

Issues found in SAW to 5SBW Side Panels:

5AW SP (SP918A) to SP (SP409A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG021A-001, counterweight side of SAW between PP31 to PP32. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 8mm in 630mm

-The longitudinal weld splice is identified as: SEG021A-001.

~The transverse weld splice is identified as: OBE5A-002 & OBE5A-001.

-The SP plate numbers are: SP918A to SP409A.

-The location is on the counterweight side of segment SAW between PP31 to PP32.

Issues found in 5BW to 5CW Side Panels:

5BW SP (SP92A) to SP (SP410A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG023A-031, counterweight side of 5SBW between PP34 to PP35. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum Smm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm.

-The longitudinal weld splice is identified as: SEG023A-031.

-The transverse weld splice for SBW to 5CW is identified as: OBWS5A-007 & OBW5A-006,

-The SP plate numbers are: SP92A to SP410A.

‘h} TL-15,Quality Assurance -- Non-Conformance Report Pogaaf 3



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 3 )

-The location is on the counterweight side of segment SBW between PP34 to PP35.

5CW SP (SP472A) to SP (SP418A) - CB Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG025A-010, cross beam side of 5SCW between PP34 to PP35. The measurements were taken transverse to
the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm deviation from
flat specified in State letter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm

-The longitudinal weld splice is identified as: SEG025A-010.

-The transverse weld splice for 5BE to 5CE is identified as: OBW5A-009 & OBW5A-010

-The SP plate numbers are: SP472A to SP418A

-The location is on the cross beam side of segment 5SCW between PP34 to PP35.

] Transverse weld splice # ol
Side panel # 1 OBWSA-008 =i

SP409

St

EEGM A00T R ' . ‘ STransverse weld splicd #

OBWS A-()7 et ffi-

SBW

sfse weld splice #

Transverse weld s L. S{defanal £
OBWSABI0 . | Jm?m

’ 2009 12-

».]

Applicable reference:

CALTRANS Letter No. 05.03.01-004667 Subject: OBG Skin Plate Flatness

“The maximum deviation from detailed {latness for the stiffened plate would not exceed the greater of Smm.”
“The 630mm long template (straight edge) could be used to check both transversely between stiffeners, and
along the length of the stiffeners to determine local deviations.”

Standard Specifications July, 1999: Section 55-3.17 WELDING; The flat side of all butt welded joints shall not
deviate from flatness by more than 5 mm in a length of 600 mm centered over the weld joint.

‘hz_ TL-15,Quality Assurance -- Non-Conformance Report Fage Zof



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

Who discovered the problem:  M.Manikandan

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 1600 hours, 12-23-09, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1023 hours, 12-24-09, Email

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: L) Yes 4] No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purposc 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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

‘h} TL-15,Quality Assurance -- Non-Conformance Report Page 3 of 3
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Caused:
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1. Did not clear the weld pass completely in time.

£ 1 fi e A(Foreman): /na9 7;“\ H #i(Date): D - 2 g’

HEER
Disposition :

1. MGRFSBERSRTTBOE—M (D<0.65T, DXGAMSIRA, T0IR) SEM I QIBRIT B 07 ik b 48 St
2. SREEIETZME (WPS) MAIEMMELER, TmEeE,

3. IRHUREEFME ATV T R R G R SE 2 Mt B

4. BEINKBITREH S M AN BT 5

5. IRIERCHERZE S R TSt

1. Gouge or grind from nearer side from metal edge (D<0.685T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld:

5. Check the welds according to the working drawings.
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Correction action to prevent re occurrence:
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1. Improve monitoring of welding and interpass cleaning.
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SRS 04-0120F4 A 4 A CORNER ASSEMBLY b
Gonrast N 4 NDTIR4% %45
ontract No.: ltems Na BOTTOM PLATE AN Report No.of NDT | B787-UT-11240
e ;
R s 2P05-787 me D BOX SIDE PLATE
Project No.:
8] 56

% 3] f{ $¢ A(Foreman): [»{Wd jur\ Bi(Date): -2

e o 5, ' sas——

#RT7B7 QCF 400

WPS-345-SMAW-1 .
G(1F)-Repair /C/‘ Dgra P

ZBMHWPSH 2 WPS-345-FCAW-1 | . R

Repair WPS No. G(1F)-Repair-1 technologist .
WPS-345-SMAW-4 ). PR
G(4F)-Repair

EAE (KD i 5o p— B Y &t 1S W

Preheat temperature 537< e Description - f

before gouging /= G of discontinuity

HE AR R TR W AR E p

Inspection Sy Preheat temperature £

before welding /ﬂ L before welding ( -

B KW / & A Bl G Kk )] o sl

Max. depth of gouging Total length of gouging i

"I ik / N RiEgmn BB /

welder U[/ ¢ 52; welding type 5/1/7/"\/1/ position &5(

7 8 i i ) o [BEEE 5 (N maws |

Current B o Voltage -~ Speed /

EEERE '

Inspection After repairing: o

% 5 ! Ao
2 Wb B Ir:spe;tor 23 ‘r(\h)lb"\ IIJate i
VTresul G127 | PP o, i
A w
NDTH i En 7, / EIT] /0 07. L T
NDT result A/M/ NDT pers{MVYqy )%/‘M‘ Dale ' ﬁ,
3 T e e b 7_ o e . e e

RAE

Witness/Review:

i pr— s e N

Remark -
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Welding Repair Report 0
B &% REFEIF | AHET sawmEWECW | KT A
Project Name SFOBB Drawing No Report No. -
FNSEs ]
&% 04-0120F4 Gtk 245 | CORNER ASSEMBLY B | .
Lo - ltems Na | OTTOM PLATE AND B B787-UT-11240
MH$HE ZP06.78 i Report No.of NDT]
| Project No.: 06-787 OX SIDE PLATE
AR A

Description of welding discontinuity:

Rejected indication
allowance aggregate length.

(UTRG R AWM G BB EENTRBAASELE. ) SEG023A-031

found by ultrasonic inspection is less than the maximum

#I A (Inspector) :Xue Hairong B Ji(Date) : _2010.02.20

WA E T A -
Draft of welding discontinuity:

Afli
I )T
e \ 2 K
I Y

B J

~—_ |

\-.___,_/

M~
N

. _,r‘/

Y
>

WELD NUMBER: SEGO21A-031

St}




XY

Disposition :

Caused:
To R R RBR A F i,
1. Did not clear the weld pass completely in time.
% [8) i $f A(Foreman): H Ji(Date);
EEL

T MBUREE BRI EGE —W (D<0.65T, DUBLAHY, THIRE) R FIRR U ST BE 7 3 2 I AR S i s

2. ZRESFETENE (WPS) Hi4 FHifELma, T,
3. R RS R BOE ATV IR G S B 58 S IS
4 FHEFNECRAT B B b5 B b s A R
5. IRIEMHENZEE MR TS
1. Gouge or grind from nearer side from metal edge (D<0.65T, “D”" is depth of defects, “T” is thickness of
metal) to remove all defects;
2. Fallow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld:;
5. Check the welds according to the working drawings.
T % ", i3 1
Technical engineer Approved by Date
| _

#R787-QCP-900
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Correction action to prevent re occurrence:
T TR i 34 3 e T
1. Improve monitoring of welding and interpass cleaning.

19 51 9t A (Foreman):

£ Jf(Date):

Welding Repair Report 0

7 B 55 KEAAAE | HHES sawisBwiscw | REHA T —_—

Project Name SFOBB Drawing No REHGLNE.
#REE 1 ok CORNER ASSEMBLY

e 04-0120F 4 L A5 NDT#R % 45

on ra*‘ No Items Na | BOTTOM PLATE AN Report No.of NDT | B787-UT-11240
B &5 ZP06-787 me D BOX SIDE PLATE

Project No.:

# g€

EHMWPSH 2
Repair WPS No.

WPS-345-SMAW-1
G(1F)-FCM-Repair
WPS-345-FCAW-1

G(1F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair

ITER
technologist

WE (R AR B
Preheat temperature

Az it ba
Description

#R787-QCP 500

before gouging N7A of discontinuity T F
PRI B i TR
Inspection Preheat temperature i
before welding Ao before welding Fo’c
5 B U 3 1t FERIS
Max. depth of gouging [omm Total length of gouging ] 2o
#1T B 128
welder 05? éghg welding type gMAH/ position 4,57
R TR R 4
Current fchf' Voltage Q_%\ £ Speed [ o>
EERRHE
Inspection After repairing: |
e R R A <an P T
AR A Inspector Date oo 2. >+
VT result QY 312070 A

# - 3 I e
NDTH A cé i T =
NDT result /,) M/ NDT pers ”"’7 jj Date /0"7’ ‘1)
Wi
Witness/Review:
®IE T
Remark




FREE R B R %
Welding Repair Report

jtiz 4.

i
,:_,m_.
|

A ko ‘J;Mm 4 I sAwmsBW/ECW REthS :|
Project Name SFOBR Drawing No Report No.
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L : ltems Na OTTOM PLATE AND B '
B 45 i eport No.of ND
| _Project No. ZP06-787 0 ~ OX SIDE PLATE
o e -
ITAE S 1k ‘

Description of welding discontinuity:

allowance aggregate length.
(UTiﬁfﬁﬁﬂﬂ.fﬁJfﬁkﬁé’;E&ﬁﬁd\?!ﬁkﬁi@*K:lﬁn ) SEG025A-010

Xat (o
. BB R (Inspector) :Xue Hairon B J8(Date) : _2010.02.20

o ;
Rev. No. J
e l

0

RGBS E 7S

Draft of welding discontinuity:

|
| |
Bl , Irl

WELD NUMBER: SEGO254-010

| P ——



Causec:
T 50 Ak K A TR
1. Did not clear the weld pass completely in time.

X 1] i Fr A(Foreman): &M/‘ uwn.  BiDate); 31>

HEER
Disposition :
1. NGAERERRTTRE — ) (D<O0.65T, DXYSMSBREE, T ) ST EIEIT B0 A7 L bR IR 4aops;

2. BREERETZAE (WPS) WA EMIELT, TmHfeE
3. AR BT VTR SHRIE S B T2 £ BT S
4. CHHER X BETER R S A s LR R T

5. IREMAERZEE EARE R

1. Gouge or grind from nearer side from metal edge (D=0.65T, “D" is depth of defects, “T" is thickness of

metal) to remove all defects;
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;
5. Check the welds according to the working drawings.

T %, ]{-\ADQ‘JB s E i

Technical enginekr 7 Approved by Date
L. Y9

2

#R787-QCP-900
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Welding Repair Report 0
JH & e B A A ARt B 5 BE T i
_ el S5AW/SBWISCW Report No. B-WR10706
Project Name SFOBB Drawing No
AR ; =
& ddiahEa Sl ony | CORNER ASSENBLY) ooy o
Contract No.: ltems Na | BOTTOM PLATE AN B787-UT-11240
A Report No.of NDT
o ZP06-787 e D BOX SIDE PLATE
Project No.:
B3
Correction action to prevent re occurrence:
1.0 PR R M 5 i ] S B
1. Improve monitoring of welding and interpass cleaning.
5 £ 18 §i fr A(Foreman):  (,p0 /\U,.‘\E] H(Date): g 17

ZBEYWPSE &
Repair WPS No.

WPS-345-SMAW-1
G(1F)-Repair
WPS-345-FCAW-1
G(1F)-Repair-1
WPS-345-SMAW-4
G(4F)-Repair

LER
technaologist

)(ng]caw
5.2

Max. depth of gouging

] € i

EfE (W) i Bl E . e B 11 1A

Preheat temperature /é ’ Description — ./1:
before gouging of discontinuity i

e s 7 AT AR ‘ i
Inspection k) £ Preheat temperature //) C
before welding before welding ~
R Rl i

Total length of gouging

o ) ET 1o

o e G i

#R787 QCP-900

g 3
I sl B e BERw . B N z
welder / 67/% 2 welding type 6]17 ’{h’{/ position /%
megwn |8 wEwE [/ BuEE /0
Current ASLJ- Voltage /fqg'q_ Speed /I”}
BEEFRE
Inspection After repairing:
N ek 5 NIV IS nom
R Inspector ° s Date .
VT result A 5 2132076 | nel, 2.2¢4
- V, / —
NDTH & i - (I e Ll
NDT result A NDT peégy/w”?m% Date /[? j—
i Y
Witness/Review:
E3 o - -
Remark :




(ZPMC ]

REPORT OF ULTRASONIC EXAMINATION
UTHEGR S

(FORM# ZPQC-UTOD1)

REPORT NO. #i&%iR% B8787-UT-11240 DATE 2010.02.20 PAGE 1 OF1 Revision No: @
PROJECT NO. :TT{2#8+ ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: CORNER BOTTOM PpDRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
PLATE AND BOX i SAW/SBWISCW
A TR SIDE PLATE 145 I TS
REFERENCING CODE Z4#3 ACCEPTANCE STANDARD &5 $52E PROCEDURE NO. 8435
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 1234 % JOINT TYPE #i4g24 2 CALIBRATION DUE DATE {¥ 4% A %)
SAW BUTT Dec. 28%7 2010
EQUIPMENT % MANUFACTURER iili& MODEL NO. #3i5% SERIAL NO. J35|5 4
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT -4l MATERIALITHICKNESS #4#] J5 i
AWS lIW BLOCK TYPE 11 c.M.C AT709M-345T2/F2-X 18/16mm
TRANSDUCER #i:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| . ANGLE FREQUENCY SIZE
iR I b2k R G M b R=t
Changchao 70° 2.5MHz 18%18mm
Changchao o0° 2.5MHz 20mm Reference Level #:% R 4{HF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I} DISCONTINUITY Faiis 5
. ]
=) w = = By
WELD 2 g |6 |[als_|8_I5.|5 = =
z_ | 9x E =| 8 EsEs[EEED LOCATION OF DISCONTINUITY N
IDENTIFICATION | £ ik “Ei=E|E R3S Efs & FEEE B (mm) >3 =
SE|m@|OoE E o E | 55 ©
H§ 22} Q 2 o E 8 '-E.a = qEJ
a1 % i = Sound | Depth from . 5 e
e Length From'X | From™Y Q
a|lbfec]|d et Path Surface Py iy o
T own | mmmsm * a
SEG021A-001 1 70 A 1 41132 2| +7 10 48 16 -10 1900 REJ. 100%
SEGO21A-010 1 70 A 1 40| 32| 1 | +7 10 42 14 +10 4050 REJ. 100%
2 70 A 1 4041 32| 1 | +7 10 39 13 o] 5420 REJ. 100%
SEG023A-031 1 70 A 1 411321 1| +8 10 38 10 0 3140 REJ. 100%
2 70 A 1 41|32} 2 | +7 10 56 2 -10 9100 REJ. 100%
SEGO025A-009 70 32 ACC. 100%
SEG025A-010 1 70 A 1 41132 2 | +7 10 55 4 -10 8500 REJ. 100%
AFTER HSR1(B)-348~350
EXAMINED BY'HE! / REVIE%ED BY @i
| /WM 4y Jolo.ol.» ovey o Jo/p .0)-27
LEVELAL |l 8IG DATE LEVEL -1l ‘S/QN/ L’/DATE
JEIEER38 7 QoM A )*CUSTOMER
%5 SIGN/ Al DATE RS SIGN / [ DATE




(ZBMC)

UTHR G &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #l&#S B787-UT-11240R1 DATE 2010.02.25 PAGE 1 OF1 Revision No: 0
PROJECT NO. : 24 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: CORNER BOTTOM RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4

; PLATE AND BOX SAW/SBWI/SCW

EH g SIDE PLATE (R MM TRES

REFERENCING CODE &5

AWS D1.5-2002

ACCEPTANCE STANDARD i byt

AWS

D1.5-2002{Table 6.3) ZPQC-UT-01

PROCEDURE NO. ¥4 %

LEVEL - SIGN DATE

WELDING PROCESS #1{E/H5: JOINT TYPE HiE2 R CALIBRATION DUE DATE (& #%#3 1F 33 2 1
SMAW BUTT Dec. 28°7 2010
EQUIPMENT 4 MANUFACTURER 3% 1f§ MODEL NO. #3ik S SERIAL NO. I§ )4t
071565311, 061488510
| . .
UT SCOPE PANAMETRICS EPQCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk _|COUPLANT #1550 MATERIAL/THICKNESS #4 L fif
AWS lIW BLOCK TYPE 1i cM.C A709M-345T2/F2-X 18/16mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
g FHEE e Rt il 155 1 pii)i Hi Rt
Changchao 70° 2.5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level £ R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 Il DISCONTINUITY AL £
- ]
WELD g = a ~ g 18 |5 ]s 2 a4
z . |8x|2_|= Esl5szER g LOCATION OF DISCONTINUITY 5= &
'y w = B i = = S i i S
DENTIFICATION |26 | X8 |55 | S B3E35ERE EEAL I mm) 2E | =
€«mimi | O S A - S= [
0 o ¥ | Q & E
L B g o “
HHEEATA = E = Sound | Depth from P E e
- Length From'X | From'Y o
atb|lc|d o Path Surface gix sy o
s AR ERmR " o
SEG021A-001 1R1 70 32 ACC. 100%
SEGD21A-010 1R1 70 32 ACC. 100%
2R1 70 32 ACC. 100%
SEGDZ23A-031 1R1 70 32 ACC. 100%
2R1 70 32 ACC. 100%
SEGG25A-010 1R1 70 32 ACC. 100%
AFTERB-WR10689.10700.10705.10706.
BLANK
EXA ~ REVIEWED BY i #
: dafe . ol L) IJIKQ)‘R@M@WW Z‘?/U.:’Z“?‘.S’

FETE e / aom

%7 SIGN/ H Wi DATE

R F'CUSTOMER

% F SIGN 1 1] DATE

(FORM# ZPQC-UTD1)




(ZPMC)

REPORT OF MAGNETIC PARTICLE EXAMINATION

T e A
REPORT NO. it i 4§ B787-MT-19651 DATEH Jil 2010.02.25 PAGE OFRE 1M Revision No: 0
PROJECT NO. 2P05.767 CONTRACTOR: CALTRANS
ITRES: P
BRERIRE NG, SRR CALTRANS CONTRACT NO.: .
04-0120F4
Es: CORNER ASSEMBLY BOTTOM PLATE |[ImM TE&S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B Eae I bl i Bras PR IER %o
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2010
EQUIPMENT ##% MANUFACTURER #5584 MODEL NO. ## %5 SERIAL NO. B4t =
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
R4 T B RS %)
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70~150mm
LyESS TR B ()3
MATERIAL TO BE VWELDING 84 Material & thickness A709M-345T2/F2-X
EXAMINED O CASTING %t 3, B HE
Lk Lo s O] FORGING ‘i 16/18mm
WELDING PROCESS -~ TYPE OF JOINT ———
BENE HREEHRY
WELD |.D DIBGONTHUIT Tt ACCEPT REJECT REMARKS
Pt INDICATION TYPE 1LENGEQ'N ™ w I i
t{Eman Bt
SEGD21A-001 ACC. 100%MT
SEG021A-010 ACC. 100%MT
SEG023A-031 ACC. 100%MT
SEG025A-009 ACC. 1009%MT
SEG025A-010 ACC. 100%MT

AFTER HSR(B)-349~354

BLANK

EXAMINED BY F:#§

Dt ptheny [o-2V8

LEVEL -1l SIGN %% |

DATER

; VERYHZN

LEVEL-ll SIGN /

DATER il

it &E / QCM

%5 SIGN / B DATE

FIFCUSTOMER

% SIGN / HJIil DATE

(FORM# ZPQC-MTO01)




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-000527
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0533

Type of problem:

Welding [] Concrete [ 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:  23-Dec-2009

Description of Non-Conformance:

During arandom skin flatness survey of the exterior surfaces of Lift 5 West located in the Trial Assembly area,
the Caltrans Quality Assurance (QA) Inspector discovered the following issues:

Issues found in 5AW to 5BW Side Panels:

5AW SP (SP918A) to SP (SP409A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG021A-001, counterweight side of 5AW between PP31 to PP32. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 8mm in 630mm

-The longitudinal weld spliceisidentified as: SEG021A-001.

-Thetransverse weld spliceisidentified as: OBE5SA-002 & OBESA-001.

-The SP plate numbers are: SPO18A to SP409A.

-The location is on the counterweight side of segment 5SAW between PP31 to PP32.

Issues found in 5BW to 5CW Side Panels:

5BW SP (SP92A) to SP (SP410A) - CW Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG023A-031, counterweight side of 5BW between PP34 to PP35. The measurements were taken
transverse to the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm
deviation from flat specified in State letter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm.

-The longitudinal weld spliceisidentified as: SEG023A-031.

-The transverse weld splice for 5BW to 5CW isidentified as: OBW5A-007 & OBW5A-006.

-The SP plate numbers are: SPO2A to SP410A.

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



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

-The location is on the counterweight side of segment 5BW between PP34 to PP35.

5CW SP (SP472A) to SP (SP418A) - CB Side

Surface flatness surveys were taken on the exterior Side Panel (SP) surface of longitudinal weld joint identified
as SEG025A-010, cross beam side of 5CW between PP34 to PP35. The measurements were taken transverse to
the direction of the side panel longitudinal weld joint. This area exceeded the maximum 5mm deviation from
flat specified in State |etter 05.03.01.004667.

-Deviation from flat is 7mm in 630mm

-The longitudinal weld spliceisidentified as: SEG025A-010.

-The transverse weld splice for 5BE to 5CE isidentified as: OBW5A-009 & OBW5A-010

-The SP plate numbers are: SP472A to SP418A

-The location is on the cross beam side of segment 5CW between PP34 to PP35.

Contractor's proposal to correct the problem:

Perform Heat Straightening at the areas mentioned above along with the required NDT to verify weld quality
after Heat Straightening.

Corrective action taken:

Contractor submitted NDT reports verifying the welds are in conformance with Contract specifications. The
issue was tracked by the Voyage 2 Punchlist, item 333, and was found to be in tolerance on 02-26-10.

Did corrective action require Engineer's approval? [] Yesl4l No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] 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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