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-000564
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0537

Type of problem:

Welding Concrete [] Other []

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

Joint fit-up Coating  [] Other [ ]  Component: OBG Segment 10AW FL3
Procedural [ Procedural [J Description:

Reference Description: Fabrication not according to the approved shop drawings in Segment 10AW
Description of Non-Conformance:

During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA)
Inspector discovered the following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL 3 floor beam at panel
points 86, 87 and 88 was found to be misaligned approximately 10 to 15mm with the weld access hole for the
deck panel splice. The issue was explained by ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit
up. Additional information identifying the weld and component location is listed below. The fabrication at
these locations are not conforming to the approved shop drawings.

- Deck plate splice weld isidentified as; SEG059* -010.

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as
SSD10A-PP86-004.

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as
SSD10A-PP87-004.

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as
SSD10A-PP88-005.

- The OBG Segment 10AW islocated inside the fabrication Bay 14.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Approved Drawing for segment Assembly 10AW; “SEGSD1 — Detail 1AA”. Shows that the weld access hole,
deck panel splice weld and floor beam to diaphragm splice weld should align.

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 0930 hours, 12/18/09, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1500 hours, 12/18/09, Verbal

QC Inspector's Name: Li Ming Yang

Was QC Inspector awar e of the problem: L] 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: 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: 05.03.06-000525
Subject: NCR No. ZPMC-0537

Reference Description:  Fabrication not according to the approved shop drawings in Segment 10AW

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: 10
Remarks:
During random in-process visua inspection of OBG segment 10AW, Caltrans Quality Assurance (QA) Inspector discovered the
following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel points 86, 87 and 88 was
found to be misaligned approximately 10 to 15mm with the weld access hole for the deck panel splice. The issue was explained by
ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit up. The fabrication at these locations are not conforming to the
approved shop drawings.

- Deck plate splice weld isidentified as: SEG059*-010.
- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as SSD10A-PP86-004.
- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as SSD10A-PP87-004.
- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as SSD10A -PP88-005.
- The OBG Segment 10AW is located inside the fabrication Bay 14.
Action Required and/or Action Taken:
The concern is the method used to terminate the weld between the misaligned deck plate splices. Indicate to the engineer how the
termination was done. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0537

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

ol " 05.03.06-000525,NCT

Pagelof 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 25-Jun-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-000720 Rev: 00
Ref: 05.03.06-000525

Subject: NCR No. ZPMC-0537

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has corrected the misalignment noted in the NCR and the final acceptance allowance is documented by the
Final VT inspection performed by ABFJV and ZPMC which is attached.

ZPMC has corrected the misalignment noted in the NCR and the final acceptance allowance is documented by the Final VT inspection
performed by ABFJV and ZPMC which is attached. Based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000720R00;

Caltrans' comments: Status: REJ
Date: 14-Jul-2010

The final VT form was not signed by Caltrans Representative. Additional documentation is needed for all the repairs. The cope holes in
question require grinding before acceptance.

Submitted by:  Woo, Laraine Date: 14-Jul-2010
Attachment(s):
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@ No. B-801
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-25
REGARDING: NCR-000564(ZPMC-0537)

ZPMC acknowledged the weld access hole shown in NCR was misaligned with deck panel splice
weld in 10AW. This misalignment was caused by accumulated error during the deck panel splicing.
The verifications of Green tags and FVT for 10AW have been achieved with the efforts of three
parties. Due to these welds have been completed and are tested to be acceptable, the misalignment
could be deemed to have no affection on welding. Based on this, please consider closure of this
NCR.

ATTACHMENT:
NCR-000564(ZPMC-0537)
B-FVT-057
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gltrans 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
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000525
Subject: NCR No. ZPMC-0537

Reference Description:  Fabrication not according to the approved shop drawings in Segment 10AW

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.
0 Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 10
Remarks:
During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA) Inspector discovered the

following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel points 86, 87 and 88 was
found to be misaligned approximately 10 to 15mum with the weld access hole for the deck panel splice. The issue was explained by
ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit up. The fabrication at these locations are not conforming to the

approved shop drawings.

- Deck plate splice weld is identified as: SEG059*-010.
- The FL3 floor beam (FB19) to deck panel diaphragim weld at panel point 86 is designated as SSD10A-PP86-004.
- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as SSD10A-PP87-004.
- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as SSD10A-PP88-005.
- The OBG Segment 10AW is located inside the fabrication Bay 14.
Action Required and/or Action Taken:
The concern is the method used to terminate the weld between the misaligned deck plate splices. Indicate to the engineer how the

termination was done. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0537

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

Bay Area Branch

680 Walnut Ave,St. 150
Vallejo, CA 84592-1133
(707) 649-5453

(707) 649-5493

Gontract 04:0120E4

Cty: SF/ALARte: 80 PM: 13.2/13.9

File#: 69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Report No: NCR-000564
Date: 16-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #; ZPMC-0537

Type of problem:
Welding Concrete [] Other O

Welding (1 Curing O Procedural []  Bridge No: 34-0006
Joint fit-up Coating [ Other [0  Component: OBG Segment 10AW FL3

Procedural [] Procedural [] Description:

Reference Description: Fabrication not according to the approved shop drawings in Segment 10AW

Description of Non-Conformance:

During random in-process visual inspection of OBG segment 10A'W, Caltrans Quality Assurance (QA)

Inspector discovered the following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel
points 86, 87 and 88 was found to be misaligned approximately 10 to 15mm with the weld access hole for the
deck panel splice. The issue was explained by ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit
up. Additional information identifying the weld and component location is listed below. The fabrication at

these locations are not conforming to the approved shop drawings.

- Deck plate splice weld is identified as: SEG059*-010.

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as

SSD10A-PP86-004.

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as

SSD10A-PP87-004.

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as

SSD10A-PP88-005.
- The OBG Segment 10AW is located inside the fabrication Bay 14.

‘E}’_r TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

|\ odignianeion

Applicable reference:

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Approved Drawing for segment Assembly 10AW; “SEGSD1 — Detail 1AA”. Shows that the weld access hole,
deck panel splice weld and floor beam to diaphragm splice weld should align.

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 0930 hours, 12/18/09, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1500 hours, 12/18/09, Verbal

QC Inspector's Name: Li Ming Yang

Was QC Inspector aware of the problem: ] Yes[¥ No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, -+(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

ﬁ?_’_ TL-15,Quality Assurance - Non-Conformance Report Page 2 of 2
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120/ Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 07-Sep-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-000720 Rev: 01
Ref: 05.03.06-000525

Subject: NCR No. ZPMC-0537

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the misaligned cope hole and is providing the repair report and VT and NDT performed after to
show it is acceptable.

ZPMC has repaired the misaligned cope hole and is providing the repair report and VT and NDT performed after to show it is acceptable.
Where this condition occurs ZPMC conducts the repair so the weld terminates at the cope hole. Based on these documents and the
acceptable condition of the weld and alignment, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000720R01,

Caltrans' comments: Status: REJ
Date: 14-Sep-2010

The Contractor submitted the WRR used to make the repairs along with subsequent NDT reports. The repair would require a CWR rather than a
WRR. The Contractor needs to address the internal lack of management/oversight allowing welders to perform repairs without the Engineer's
approval. Furthermore, one of the members which was repaired, X29B, is designated as SPCM, and the WRR does not have the appropriate
WPS listed on it. Finally, the repair requires UT in addition to the MT and UT.

Submitted by:  Woo, Laraine Date: 14-Sep-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-874
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-09-06
REGARDING: NCR-000564(ZPMC-0537)

ZPMC has fixed the unspecified cope hole and performed MT to ensure the soundness of the
affect area. Based on the attached WRR, and NDT documentations, ZPMC is requesting closure of
this NCR.

ATTACHMENT:
NCR-000564(ZPMC-0537)
B-WR12536

VT AFTER B-WR12536
B787-MT-27240

22"
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

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: 05.03.06-000525
Subject: NCR No. ZPMC-0537

Reference Description:  Fabrication not according to the approved shop drawings in Segment 10AW

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.
O Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lilt: 10
Remarks:
During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA) Inspector discovered the

following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel points 86, 87 and 88 was
found to be misaligned approximately 10 to 15mm with the weld access hole for the deck panel splice. The issue was explained by
ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit up. The fabrication at these locations are not conforming to the

approved shop drawings.

- Deck plate splice weld is identified as: SEG059*-010.
- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as SSD10A-PP86-004.
- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as SSDI0A-PP87-004.
- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as SSD10A -PP88-005.
- The OBG Segment 10AW is located inside the fabrication Bay 14.
Action Required and/or Action Taken:
The concem is the method used to terminate the weld between the misaligned deck plate splices. Indicate to the engineer how the

termination was done. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0537

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

R 050306000525 nCT Page I of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Govermnor

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/ALARte: 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-000564
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Dec-2009
Submitting Contractor; Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0537

Type of problem:

Welding Concrete [ ] Other ]

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

Joint fit-up Coating ] Other []  Component: OBG Segment 10AW FL3

Procedural [] Procedural (] Description:

Reference Description: Fabrication not according to the approved shop drawings in Segment 10AW
Description of Non-Conformance:

During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA)
Inspector discovered the following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel
points 86, 87 and 88 was found to be misaligned approximately 10 to 15mm with the weld access hole for the
deck panel splice. The issue was explained by ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit
up. Additional information identifying the weld and component location is listed below. The fabrication at
these locations are not conforming to the approved shop drawings.

- Deck plate splice weld is identified as: SEG059*-010.

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as
SSD10A-PP86-004.

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as
SSD10A-PP87-004.

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as
SSD10A-PP88-005.

- The OBG Segment 10AW is located inside the fabrication Bay 14.

fhzq TL-15,Quality Assurance -- Non-Conformance Report Poprlof 3



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

Segment T0AW

Applicable reference:

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Approved Drawing for segment Assembly 10AW; “SEGSD1 — Detail 1AA”. Shows that the weld access hole,
deck panel splice weld and floor beam to diaphragm splice weld should align.

Who discovered the problem: Chandra Sudalaimuthu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 0930 hours, 12/18/09, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1500 hours, 12/18/09, Verbal

QC Inspector's Name: Li Ming Yang

Was QC Inspector aware of the problem: [ Yes[v] No

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR
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SR BEBBRE | eren

Welding Repair Report 0
T 2 REEHAS | HHES stoose | REBRE
Project Name SFOBB Drawing No Report No. B-WR12536
L=AGiR=S
Contract No.: VAT L AR - NDTH#H 4 4% 5
T ltems Name Report No.of NDT
: ZP06-787
Project No.:

JFHESR AL ( Description of welding discontinuity ) :
BRI EIOAWTIHOE SR SR E A BIL S5 TO0 B B e 12 42 4 45 07, B ok
18mm. H&ELTH.

Cope hole was offset with the deck connection plate of Segment 10AW by 18mm in maxim
um. Please see the details in the following sketch.

L5 S (o-ot

#ER (Inspector) : Li_Yanhua H J#f(Date) : 10.04.29

RS EETER

Draft of welding discontinuity:

/— S 7du i

Wkl

SSD10A-PPOB6—004
SSD11A-PPOB7-004
SSD12A-PPOBB—005




| AARE
| Caused:
EHEE, BHMHEMNLE S TR AEN.

Accumulative error leads to the offsef.

% 17 #i ft A(Foreman): {,; ZIM?;A/{ g H(Date): (p~ el V‘i

HEEL
Disposition :

1, BEHNTEEBEXEANR, FEBRWPSEREEREE L,
2, WHHBRAY, HAVIRRTHERNRARERFLE:

3, REWPSERETHAREESB W,

4, BAERKUTESRAESHFE,;

5, BHEXNBHARSEH#TVIAMTRE.

right excavation according to approved repair WPS.
2, Clean weld of all loose debris.
3, Preheat and weld according to the repair WPS.
4, Grind the repair area flush with base metal.

5, Perform VT and MT to the repair area.

Technical engineer Approved by

T % MQAD%T@M' Wt L Jowbon |

1, Before repair, grind the repair area to a smooth finish and prepare

H )
Date (/‘9 ULPﬂ

#R787-QCP-800
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Welding Repair Report

Mi4 Rev. No.

@1

5 H % B R IR PN HHE5 SEG059 HRtEm5
Project Name SFOBB Drawing No Report No. B-WR12536
e 04-0120F4
Contract No.: _ SR AR - NDTHR £ % &
IR E Yo ltems Name : Report No.of NDT
. ZP06-787
Project No.:

o F4436: Correction action to prevent re occurrence:

1. HEBETIITEI, REHEARKS. Train the workers to improve their skills.
2. ERILZEEER R BTE K E . Enhance supervision during fabrication.

£ 4] 1 97 A(Foreman):

H HA(Date):

WPS
WPS

WPS

ZE K WPS % &

Repair WPS No. s

-345-SMAW-
1G(1F)- Repair
-345-FCAW-
1G(1F)- Repair-1
-345-SMAW-
2G(2F)-Repair
-345-FCAW-
2G(2F)-Repair-1
WPS-345-SMAW-
3G(3F)- Repair
WPS-345-SMAW-
4G(4F)- Repair

L&
technologist

Yia

(2. °

i (BEAI) A AR e
'reheat temperature
efore gouging

Pl

& /Y Gk B
Description
of discontinuity

foge metal 'te(/{odr

£ AL IR A B
nspection
refore welding

Ao

P2 RT I HGE
Preheat temperature
before welding

I Sl

BN ) R R s K
Max. depth of gouging NA Total length of gouging BZOW
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. i & 4% B

787-MT-27240

DATEH#i 2010.05.07

PAGE OFHf% 11

Revision No: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TS5 B R
DRAWING NO. EHGTa CALTRANS CONTRACT NO.:
04-0120F4
B floor beam M TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT Besthnn BF&S DR EF B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT #% MANUFACTURER #3155 MODEL NO. #5H% SERIAL NO. #4855
MT YOKE PARKER B310S 5395 5617 5620
1MAGNET]Z|NG METHOD Continuous magnetic yoke |CURRENT
AC
BEAL 7 i AR i ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150
RcHy K TR R ] B e
MATERIAL TO BE Y WELDING #1544 i hi
Material & thickness A709M-345F2-X
EXAMINED O CASTING #{f B, ELBE
RrguA4 O FORGING #&i% 18mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
TR o e yiv)
W DISCONTINUITY A~ LE {4 &
ELD I.D. ACCEPT REJECT REMARKS
oy INDICATION TYPE NG s Py Rk
B e
X12C ACC. 100%MT
X298 ACC. 100%MT
X12D ACC. 100%MT
Base metal per B-WR12536
BLANK
EXAMINED ?Yi@ L,_\ REVIEWED BY ##
LiLiming / _——> 09,\,7@1\@ M)OM/(/\AX) 7)\7(\949-3‘ )77
LEVEL-Il SIGN%#% | DATEH LEVEL-  SIGN / ) /| DATEHH#
JRRZH / QCM V R/ CUSTOMER
% SIGN / Hi§ DATE %7 SIGN / F# DATE

(FORM# ZPQC-MT01)




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: 05-Oct-2010
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000720 Rev: 02
Ref: 05.03.06-000525

Subject: NCR No. ZPMC-0537

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the requested UT testing of the weld metal which was added. Based on the acceptable results
and previously submitted documents ZPMC requests closure of this NCR.

ZPMC is providing the requested UT testing of the weld metal which was added. Based on the acceptable results and previously submitted
documents ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000720R02;

Caltrans' comments: Status: REJ
Date: 12-Oct-2010

Per the NCT note "Action Required," please indicate how the termination was done. Also, provide 100% MT verification record.

Submitted by:  Woo, Laraine Date: 12-Oct-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-900
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-09-06
REGARDING: NCR-000564(ZPMC-0537)

ZPMC is providing the UT records to show the soundness of the base metal after repair. Based on
this and with the previousely submitted documentations, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000564(ZPMC-0537)
B787-UT-16585

{2

Uselt




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

&!ﬂfaﬂf 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: 05.03.06-000525
Subject: NCR No. ZPMC-0537

Reference Description:  Fabrication not according to the approved shop drawings in Segment 10AW

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.
O Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 10
Remarks:
During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA) Inspector discovered the

following issues:

The complete joint penetration (CIP) weld joining the Deck panel diaphragm to the FL3 floor beam at panel points 86, 87 and 88 was
found to be misaligned approximately 10 to 15mm with the weld access hole for the deck panel splice. The issue was explained by
ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit up. The fabrication at these locations are not conforming to the

approved shop drawings.

- Deck plate splice weld is identified as; SEG059*-010. i sl bt A

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as SSD10A-PP86-004,

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as SSD10A-PP87-004.

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as SSD10A-PP88-005. |

- The OBG Segment 10AW is located inside the fabrication Bay 14. - [
Action Required and/or Action Taken: ' ;

The concern is the method used to terminate the weld between the misaligned deck plate splices. Indicate to the engincer how the

termination was done. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0537

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

N7 05.05.06-000525nCT Page I of |




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 p

Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 File# 69258

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000564
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0537

Type of problem:

Welding Concrete [] Other Ed

Welding (] Curing L1 Procedural [J  Bridge No: 34-0006

Joint fit-up Coating  [J Other []  Component:OBG Segment 10AW FL3

Procedural [ Procedural [J Description:

Reference Description: Fabrication not according to the approved shop drawings in Segment 10AW
Description of Non-Conformance:

During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA)
Inspector discovered the following issues:

The complete joint penetration (CJP) weld joining the Deck pancl diaphragm to the FL3 floor beam at panel
points 86, 87 and 88 was found to be misaligned approximately 10 to 15mm with the weld access hole for the
deck panel splice. The issue was explained by ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit
up. Additional information identifying the weld and component location is listed below. The fabrication at
these locations are not conforming to the approved shop drawings.

ik 3 § ——

- Deck plate splice weld is identified as: SEG059*-010.

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as
SSD10A-PP86-004.

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as .
SSD10A-PP87-004. -

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as
SSD10A-PP88-005.

- The OBG Segment 10AW is located inside the fabrication Bay 14.

'hz_ TL-15,Quality Assurance - Non-Conformance Report Page 1 of 2




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

Segment 10AW

beksligned of

splige and
. Id

Applicable reference:

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. As a-
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Approved Drawing for segment Assembly 10AW; “SEGSD1 — Detail IAA”. Shows that the weld access hole,
deck panel splice weld and floor beam to diaphragm splice weld should align.

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 0930 hours, 12/18/09, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1500 hours, 12/18/09, Verbal

QC Inspector's Name: Li Ming Yang

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

Contractor's proposal to correct the problem:

N/A - : N Lk s
Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, whé represents the
Office of Structural Materials for your project. '

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

‘ﬁz_ TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2
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REPORT OF ULTRASONI’C EXAMINATION

|[REPORT NO. 49 B787-UT-16585 DATE 2010.09.30 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : | #2453 '; ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: SSD10A/SSD CALTRANS CONTRACT NO.: 04-0120F4
FLOOR BEAM _ ® susm T
2 B 28 g cram e

REFERENCING CODE Z:# i3

AWS D1.5-2002

ACCEPTANCE STANDARD #4245k

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. /54

ZPQC-UT-01

(5
o

WELDING PROCESS i 41i:

JOINT TYPE #§ 4% 71

CALIBRATION DUE DATE {43 FeiE47 400

NA NA Dec. 2857 2010
EQUIPMENT 4% MANUFACTURER {3 i MODEL NO. #3044 SERIAL NO. J3 51854}
UT SCOPE AMERICA EPOCH-XT 070150911
CALIBRATION BLOGCK ittt COUPLANT -7 MATERIALITHICKNESS Ff )/ it
AWS IIW BLOCK TYPE I c.M.C AT09M-345T2/F2 14/50/18mm
TRANSDUCER #3
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il 3¢ il e R~F bl farg ik Jesf
AMERICA 70° 2.25MHz 0.75%0.625 in
Changchao 0° 2.5MHz 20mm Reference Level Z:34 ® T 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#+ DISCONTINUITY A gt =
. b
WELD 2 H 8 ~ |5 @ E s T:; o
z..|22|x sl A EE R LOCATION OF DISCONTINUITY 2= ¥
o e s 5] = A L4 fae A
IDENTIFICATION | 2 1 15 == |5 EEgs|558E FIEELEA F(mm) >= x
<= |mE|0 = = [F |5 FE o
OT|gE | o S = 5
JELGE S ik g gL L . 9 - L]
PREEH 4R g E - i “"Sound | Depth from o & e
- Length FromX | From'Y o
a b c d o Path Surface X sy 0
> R S VR HE - i a
X1H 70 45 ACC. | 100%
0 20 5 ACC. | 100%
X12C 70 45 ACC. | 100%
0 20 ACC. | 100%
X1H 70 45 ACC. | 100%
0 20 ACC. | 100%
X298 70 45 ACC. | 100%
0 20 ACC. | 100%
EXAMINED BY:k: REVIEWED BY # g
Tf,v\é? Ag chan O
LEVEL - Il 'SIGN I/ DATE /e (o . 07, 30 LEVEL -1l SIGN / DAfE 20(o. on S
HIRE3 / QCM A CUSTOMER
% SIGN / F il DATE %< SIGN / B DATE

(FORM# ZPQC-UT01)




i UTHGHk &
REPORT NO. ##i%#% B787-UT-16585 DATE 2010.09.30 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ 1 DISCONTINUITY A&kl
5_|2_|8 |5 S
. = S| s[R S5l2 2 LOCATION OF DISCONTINUITY =
o w w 3zlBzlzE|8= - o e
WELD z d O Pl -] el il R AFELEQ H (mm) = =
% - zE = 3‘3 = = g s %
IDENTIFICATION [E 1k [ XS | =% (2 2z | *
<83 | miE| o 5 = o
2 O * E E Sound Depth from 5% E
JELE St e p O o 4 ; =
FRAE ARG = o = a b c d L?:J%th Path Surface Fr;:';:)( Fr,:::,“( é o
ol om | memme | ™ * o
a]
X1H 70 45 ACC. | 100%
0 20 ACC. | 100%
X12D 70 45 ACC. | 100%
0 20 ACC. | 100%
BASE METAL PER B-WR12536
BLANK
_ g s
ED BY% REVIEWED BY #i#
) sl\ﬂn LA P JGratll c{dm
"4 b N
LEVEL I JIGN DATE Leojo o‘f ;0 LEVEL - Il SIGN »J DATE 20(o ? ) 3@
JE k23 / QCM { JA/"CUSTOMER '
%< SIGN/ H I} DATE 57 SIGN / Hi DATE

(FORM# ZPQC-UT01)




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: 19-Oct-2010
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000720 Rev: 03
Ref: 05.03.06-000525

Subject: NCR No. ZPMC-0537

Contractor's Proposed Resolution:

Reference Resolution: The weld was terminated per contract requirements and drawings. Refer to previous submittal, ABF-NPR-
000720R01, for the MT reports requests

The weld was terminated per contract requirements and drawings. Refer to previous submittal, ABF-NPR-000720R01, for the MT reports
requests. Based on the provided information and previoslt submitted documents ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000720R03

Caltrans' comments: Status: CLO
Date: 20-Oct-2010

The cope was repaired and inspected. Contractor has provided the proper documentation to address this NCR. This NCR is closed.

Submitted by:  Woo, Laraine Date: 20-Oct-2010
Attachment(s):

‘E}' Page 1 of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000878
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 21-Jan-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0537

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  16-Dec-2009

Description of Non-Conformance:

During random in-process visual inspection of OBG segment 10AW, Caltrans Quality Assurance (QA)
Inspector discovered the following issues:

The complete joint penetration (CJP) weld joining the Deck panel diaphragm to the FL 3 floor beam at panel
points 86, 87 and 88 was found to be misaligned approximately 10 to 15mm with the weld access hole for the
deck panel splice. The issue was explained by ZPMC QC Mr. Li Ming yang to be due to excessive cutting at fit
up. Additional information identifying the weld and component location is listed below. The fabrication at
these locations are not conforming to the approved shop drawings.

- Deck plate splice weld isidentified as; SEG059* -010.

- The FL3 floor beam (FB19) to deck panel diaphragm weld at panel point 86 is designated as
SSD10A-PP86-004.

- The FL3 floor beam (FB23) to deck panel diaphragm weld at panel point 87 is designated as
SSD10A-PP87-004.

- The FL3 floor beam (FB27) to deck panel diaphragm weld at panel point 88 is designated as
SSD10A-PP88-005.

- The OBG Segment 10AW islocated inside the fabrication Bay 14.

Contractor's proposal to correct the problem:

ZPMC will perform repair and subsequent NDT.

Corrective action taken:

ZPMC has repaired the misaligned cope hole and is providing the repair report and the acceptable NDT records.

Did corrective action require Engineer's approval?

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



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

[ Yeslvl 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 Devey, (86) 150-0002-6784, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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