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-000578
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 01-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0551

Type of problem:

Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006

Joint fit-up [J Coating L1 Other Component: Segment 6CW Closed Rib

Procedural [ Procedural [1 Description: Work deviated from the approved procedure

Reference Description: The performed heat straightening in 6CW closed rib was deviated from the approved
HSR procedure

Description of Non-Conformance:

During the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment

6CW, this Quality Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as: DP515A and DP275A are located inside segment 6CW.

-Heat Straightening (HS) was performed at two locations on each rib, one at approximately 160mm and the
second at 620mm as measured from Floor Beam FB35A |ocated at PP44 (as measured toward PP43).

-A total of seven (7) Closed Ribs were heat straightened. Thisis adeviation from the approved HSR document
of heating the 3 closed ribs at the specified locations.

-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.

-ZPMC QC or CWI were not present during the time of the HS process.

-Orthotropic Box Girder (OBG) segment 6CW islocated in the Trial Assembly area.

Typical heat straightened closed
rib.

7 deck plate closed ribs were
heat straightened.

\ \ DP275A (5 ribs on left)

DP515A
(3 ribs on
right)

—

Floor Beam FB35A Floor Beam

FB35A

01-01-2010 21:21 01-01-2010 20:1/5J~
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
Approved Heat Straightening Report HSR(B)-340 Rev 1; “the approved procedure has approved Heat
Straightening for 3 Closed Ribs at the specified locations.”

AWS D1.5/2002 Section 3.7.3; Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of alimited amount of localized heat as approved by the engineer.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Li Jingbo

Time and method of notification: 2000 hours, 01-01-2010, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2300 hours, 01-02-2010, Email

QC Ingpector's Name: Li Wang

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, (818) 292-0659, 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: 03-Jan-2010
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: 05.03.06-000541
Subject: NCR No. ZPMC-0551

Reference Description:  The performed heat straightening in 6CW closed rib was deviated from the approved HSR procedure

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 the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment 6CW, this Quality
Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as: DP515A and DP275A are located inside segment 6CW.
-Heat Straightening (HS) was performed at two |ocations on each rib, one at approximately 160mm and the second at 620mm as
measured from Floor Beam FB35A located at PP44 (as measured toward PP43).
-A total of seven (7) Closed Ribs were heat straightened. Thisis adeviation from the approved HSR document of heating the 3 closed
ribs at the specified locations.
-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.
-ZPMC QC or CWI were not present during the time of the HS process.
-Orthotropic Box Girder (OBG) segment 6CW islocated in the Trial Assembly area.
Action Required and/or Action Taken:
Submit an amended HS plan for the additional 4 closed ribs. Ensure QC is present during the operation. A response for the resolution
of thisissueis expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0551

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

Y/ 05.03.06-000541,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: 11-Jan-2010

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000460 Rev: 00
Ref: 05.03.06-000541

Subject:  NCR No. ZPMC-0551

Contractor's Proposed Resolution:

Reference Resolution: ABF QCM has discussed with ZPMC QA/QC that the CWI must be present during all heat straightening, if present,
this misunderstanding could have been avoided as well as this NCR.

This NCR states the HSR specifies (3) closed ribs to be heat straightened while in fact 7 ribs were observed as showing heat marks. However,
contrary to the NCR, the HSR is intended to mean 3 deck panels as shown in below the sketch of deck panels. A misunderstanding in
nomenclature. In this case ZPMC was following the HSR. ABF QCM has discussed with ZPMC QA/QC that the CWI must be present during
all heat straightening, if present, this misunderstanding could have been avoided as well as this NCR. ZPMC request closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000460R00;

Caltrans' comments: Status: REJ
Date: 11-Jan-2010

Submit a revised HSR that shows what was actually done.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):
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E"EJ-_Z:'B No. B-551
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-6
REGARDING: NCR-000578(ZPMC-0551)

With this letter of response, ZPMC requests closure of CT NCR-000578(ZPMC-0551), we
don’t agree what describe in the non-conformance report, the main opinion in the report that the
performed heat straightening in the 6CW closed rib was deviated from the approved HSR
procedure, but rechecking the HSR we found there are visible remark below the draft drawing that
heat straightening should be three deck panel but not three U-rib, and the approved note as ‘H.S
total of 3 U-ribs in this manner’ are not consist with real situation on fabrication site, by the way
it’s also no possible to got the successful of adjusting the misalign of the splice plate joint. Since
all of the heat straightening U-rib are included in the three panel DP113/DP275/DP515, we think
the performance should be have followed the require of the heat straightening report.

So base on the above clarification that we apply to closure the
NCR-000578(ZPMC-0551).

ATTACHMENT:
NCR-000578(ZPMC-0551)
The approved heat straightening report

ZAJM? 54’“41/? Z’ tey)

zo/le. (€&




STATE OF CALIFORNIA--BUSINESS, TRANSPORTAGTION AND HOUSING AGENCY Arnald Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION AT
DIVISION OF ENGINEERING SERVICES L)
Office of Structural Materials B 7_}?5
Qualily Assurance and Source Inspection R 50
Contract #: 04-0120F4
Bay Area Branch P
690 Walnut Ave.S1. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 e e
(707) 649-5453 File #:  69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000578
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 01-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0551]

Type of problem:

Welding O Conerete [J Other

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

Joint fittup [] Coating ] Other Component: Segment 6CW Closed Rib

Procedural [] Procedural [ Description: Work deviated from the approved procedure

Reference Description: The performed heat straightening in 6CW closed rib was deviated from the approved
HSR procedure

Description of Non-Conformance:

During the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment

6CW, this Quality Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as: DP515A and DP275A are located inside segment 6CW,

-Heat Straightening (HS) was performed at two locations on each rib, one at approximately 160mm and the
second at 620mm as measured from Floor Beam FB35A located at PP44 (as measured toward PP43).

-A total of seven (7) Closed Ribs were heat straightened. This is a deviation from the approved HSR document
of heating the 3 closed ribs at the specified locations.

-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.

-ZPMC QC or CWI were not present during the time of the HS process.

-Orthotropic Box Girder (OBG) segment 6CW is located in the Trial Assembly area.

Iypical hent stralghtenad closad

{3 ribs on

'_ﬁ}_‘ TL-15, Onality Assurance - Nou-C anfornemnee Report Page I of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 of 2 )

Applicable reference:
Approved Heat Straightening Report HSR(B)-340 Rev 1: “the approved procedure has approved Heat
Straightening for 3 Closed Ribs at the specified locations.”

AWS D1.5/2002 Section 3.7.3; Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of a limited amount of localized heat as approved by the engineer.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Li Jingbo

Time and method of notification: 2000 hours, 01-01-2010, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2300 hours, 01-02-2010, Email

QC Inspector's Name: Li Wang

Was QC Inspector aware of the problem: L] 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, (81 8) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

h) TL-13. Quality Assurance - Now-Conformance Report Page 20f 2




e s __&jg__.;;—_.;—/i—-r . s
== i T T A HME G Repori No: | HSR(B)-340
“L T \.[:_'J /(‘—'7—' {;/F'CI l'/‘{-" 7£ = /g?—,t-?i;'g/nf‘i’iff:ﬂﬁ No.: 1

. JLCAl DUraigliening Repert (HSR)  EHDae [otarasi T
FFH H A San Francisco Oakland Bay Bridge

CALTRANS #04-0120F4 LB JOBH . ZP06-787

#FcAssembly: N/A Gt U4 /Quality Control Representalive T
%% Sub-Assembly; N/A J;;,,/; — Y | /Il [
REGird: 6CW ) }ﬁﬁﬁfg@f/duamy Assyrance Ivfanaéer-Appm val
B Tower: N/A ) s B e s

H 45 Weld No: On Sketch i / -
FREE b B S Weld Map No:  On Sketch /,

15 R 7# 8 Description of Condition |

Cause[A Welding distortion TR 76

Type of Defectff[ZER Welding distortion EIE% B
Inspection Methodi@ & A7 Visual Hig

; et ; P e
:@E)}“&DISPOSII‘!OH Inili:‘mi;-': = e a bl s b
WG =T 7 (Defect Removal Method): J
Using hand torch and Jack ,Jack shall be used in a manner such that all forces are applied passively.
ERKIHR BT AT T8 A FAHA e 2 B %E 14 B e 7=t B P 70
Jacking shall not be used o plastically deform the flange. The Jack shal only be used as a fixture
After finishing heal straightening, the weld of the heat area shall perform NDT according to the
approved shop drawing. J- G/ F/7 T8 rE a0, FRIREFEEEER. BEAE T
AL TER S 2 B F AT NDT 25,

e y ; , Increase the fiange anti-deformation aflowance during the course of fit-up. and Controf the welding parameters
z s
&i1"J# Hi{Corrective Action(s)): aceoding 10 associaled WPS. & £ EH il BN B NETHFE, HEH 2 WPSEHIRE 4,

J5 8:NDE(Post-Removal NDE):

5 i . 5 (Number of application). 1~3
T 14 v, 5 (Mlaximum temprature):<650°C

5 & Sketch
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A-A L-Rib or I-Rib
A,
e 1
. |
1]
=1 DP625A | DPBGA| DP1134A DP 1404 DPLG7A DE 1844 DP221A DP24BA DP113A
Z T=20 T=44 T=14 T=114 T=14 T=14 T=14 T=14 T=14 _
[ B
Ji\ \Eomray : -
He 1 RAEREAIImm, e _R =
2.HED-BARK LREBA L, BP113-001-001~ 008 H.5: odal 2
A SRKERRTIAER BRI, DP275-001-001~ 006 g v
NOTE:1.lhe max deformalion is about 33mm. ; DP515-001-001~ 002 o 5 L{-&ES’ d HKER: " 7 RIEE56™ 1500,
Z.seclion B-B presents all lhe seclions of I-Ribs or U-Ribs. C"’—"“\’ TN A0S tnconer, » fieat straightening erens: vy -
& JAlter heal stroighlening, jocks will be used Lo fix the heoted areo N ‘_,.__,j width is sbout 507150nm ’6/ 2 1-:,'_ ”/
ond orevenl the dislartion. { iy

**To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

Y238 R inspector: 5 Signature:
CWi #
I £#5 67 NDE Certification: Level | Closing Date:
JikE £ ¥EQC Manager H % H #iReview Date:

Note: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contrac! specificalions and A WS D1.5
2002,

#R787-QCP-1100




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: 11-Feb-2010

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607

04-SF-80-13.2/13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer
Ref: 05.03.06-000541
Subject: NCR No. ZPMC-0551

Document No.: ABF-NPR-000460 Rev: 01

Contractor's Proposed Resolution:

Reference Resolution: Per Caltrans’ response to the NPR, ZPMC is submitting the HSR used. ZPMC is requesting closure of this NCR.

Per Caltrans’ response to the NPR, ZPMC is submitting the HSR used. ZPMC is requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000460R01,;

Caltrans' comments:

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill
Attachment(s):

Status: CLO
Date: 14-Feb-2010

Date:

14-Feb-2010

Page 1 of 1



@ No. B-608

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-11
REGARDING: NCR-00578 (ZPMC-0551)

With this letter of response, ZPMC requests closure of CT NCR-000578 (ZPMC-0551), what
mentioned that CT Inspector observed the Heat Straightening was performed deviating from the
HSR procedure.

As per caltrans’ comments in ABF-NPR-000460 R0. ZPMC provides the revised HSR for

Engineer to review, requests closure of this NCR.

ATTACHMENT:
NCR-000578 (ZPMC-0551)
HSR(B)-340 R2
ABF-NPR-000460 RO
HSR(B)-340 R1

/f/\ o

1 U [



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

Lftrans Tel: Fax: .
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 03-Jan-2010
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: 05.03.06-000541
Subject: NCR No. ZPMC-0551

Reference Description:  The performed heat straightening in 6CW closed rib was deviated from the approved HSR procedure

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.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment 6CW, this Quality

Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as: DP515A and DP275A are located inside segment 6CW.
-Heat Straightening (HS) was performed at two locations on each rib, one at approximately 160mm and the second at 620mm as
measured from Floor Beam FB35A located at PP44 (as measured toward PP43),
-A total of seven (7) Closed Ribs were heat straightened. This is a deviation from the approved HSR document of heating the 3 closed
ribs at the specified locations.
-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.
-ZPMC QC or CWI were not present during the time of the HS process.
-Orthotropic Box Girder (OBG) segment 6CW is located in the Trial Assembly area,
Action Required and/or Action Taken:
Submit an amended HS plan for the additional 4 closed ribs. Ensure QC is present during the operation. A response for the resolution

of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0551

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

‘N7, 05.03.06-000541 NCT Page | 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

Contract # 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File# 69.25B

(707) 649-5453 T

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000578
Prime Contractor: American Bridge/Fluor Enterprises, a J'V Date: 01-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0551

Type of problem:

Welding [ Concrete [J Other

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

Joint fitup [] Coating [J Other Component: Segment 6CW Closed Rib

Procedural [] Procedural [ Description: Work deviated from the approved procedure

Reference Description: The performed heat straightening in 6CW closed rib was deviated from the approved
. HSR procedure

Description of Non-Conformance:

During the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment

6CW, this Quality Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as: DP515A and DP275A are located inside segment 6CW.

-Heat Straightening (HS) was performed at two locations on each rib, one at approximately 160mm and the
second at 620mm as measured from Floor Beam FB35A located at PP44 (as measured toward PP43).

-A total of seven (7) Closed Ribs were heat straightened. This is a deviation from the approved HSR document
of heating the 3 closed ribs at the specified locations.

-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.

-ZPMC QC or CWI were not present during the time of the HS process.

-Orthotropic Box Girder (OBG) segment 6CW is located in the Trial Assembly area.

Typical heat straightened closed 7 deck plate closed ribs were
rib. heat straightened.

\ DP275A (5 ribs on left)
AN
b 1N

Y DP515A
> Q\\ ST {3 ribs on
i, i right)

Floor Beam FB35A ] FloorBeam

v ' FB35A k.
01-01-201021:21 . 29 01-01-2010 JZ('.):‘I%‘L

‘HZ TL-135,Quality Assurance -- Non-Conformance Report Page I of 2



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

Applicable reference:
Approved Heat Straightening Report HSR(B)-340 Rev 1; “the approved procedure has approved Heat
Straightening for 3 Closed Ribs at the specified locations.”

AWS D1.5/2002 Section 3.7.3; Members distorted by welding shall be heat straightened by mechanical means
or by carefully supervised application of a limited amount of localized heat as approved by the engineer.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Li Jingbo

Time and method of notification: 2000 hours, 01-01-2010, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 2300 hours, 01-02-2010, Email

QC Inspector's Name: Li Wang

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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

h,i_ TL-13,Quality Assurance - Non-Conformance Report Page dof' 3



K LEIETR &

“Heat Straightening Repori (HSR)

R &5 /Report No.:

HSR(B)-340

/& 4-E/Revision No.:

2

CALTRANS #04-0120F4

S E B AHF San Francisco Oakland Bay Bridge

ITEEEIOB:: 2P06-787

H#iDate [2009.12.31

$EACAssembly: N/A JEEe{C# /Quality Control Representative
HB3ESub-Assembly: NIA Noaldioan 200919 -3 |
FEGird: B6CW /ﬁ?fﬁ,&zﬂ’/Qual}f;g\Assuraqce Mar;[’ager~Approval
# B Tower N/A LA nr/14R
#4ESWeld No: On Sketch

463 S Weld Map No:  On Sketch )

&% #:8 Description of Condition

CauselR A Welding distortion BE% T2

Type of Defectli %25 Welding distortion /F&30%

Inspection MethodiG 5%  Visual By

£t B 7% Disposition

[BRIEZ T 5 & (Detect Removal Method):
Using hand torch and Jack ,Jack shall be used in 2 manner such that all forces are applied passively.

BRI K L BT A IEMTR K, T A TR R 5 E 5 MR AR R A S 2

JE4NDE(Post-Removal NDE):

Jacking shall not be used to plastically deform the flange. The Jack shall only be used as a fixture,

L BITERNT S AT NDT 25,

After finishing heat straightening, the weld of the heat area shall perform NDT according to the
approved shop drawing. e/ F /T METERELTE. THRREFIEEERE. BASHEEE

4| IE#§#(Corrective Action(s)):

Increase the fiange anti-deformation alfowance during the course of fit-up.and Controf the welding parameiers
accoding to assaciated WPS. B EEN I EVENETBHE. FEHAWPSEEERF 1,

LR (Number of application). 1~3

Ti% o i . (Mlaximium temprature):<650°C

ond prevent the distartion,

NOTE:1.lhe max delormation is about 33mm.
2.section B—B presents all ihe seclions of [~-Ribs or U-Ribs,
J.After heal straightening, jocks will be used to fix the hecled orea

HKE "V “BEE50™1 500

Heat stroightening oreas; "7 ©

width is about 507150mn

#7 5 Sketch
i
BRI B Y v v v Vo VANV ANV AL VAV NV o vV b VAR VAR VAR VERVAIVES I L ; I
1y Y 0 .ﬂ. U O
E3
A-A hend Toreh _U-Rib or I-Rib
. 20733
I |
= DP625A DPB6A| DP113A DPi40A DP167A DP194A DP221A DP24BA DP113A [DP275A | DP515A §
2 T=20 | T=14] T=14 T=14 T=14 T=14 T=14 T=14 T=14 | T=14 J*-‘ 8 -
8 ]
i T T v—— ‘Lf Z“g::
f "RE
#: LEAEFESIImm, ;" B
2. BB -BATH LR 6 4, DP113-001-001~ 008 8B
JEKE ERTRREE WL GEIR, DP275-001-001~ 006 P

“**To be signed when Closing HSR~Verify compliance and all necessary reporis are ready to atiach***

#3573 Inspector: &5 Signature:
CWI#
Il 287 NDE Certification: Level [l Closing Date:

F#Z2#EQC Manager

# 1% H #iReview Date;

2002

Note: All repair work shall be performed in accordance with applicable CALTRANS approved procedures, contract specifications and AWS D1.5

4R787-QCP-1100




AMERICAN BRIDGE/FLUDR ENTERPRISES, a JV

P.O. BOX 23223 Qakland, CA 84623
Phone (510) 419-0120 / Fax (510} B39-0666

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jan-2010
333 Burma Road

Contract No.: 04-D120F4
QOakland CA 94607

04-5F-80-13.2/13.9
Job Name: SAS Superstructure

Pocument No.: ABF-NPR-000460 Rev: 00

Attention: Pursell, Gary
Resident Engineer

Ref: 05.03.06-00054 1
Subject: NCR No. ZPMC-0551

Contractor's Propased Resolution:

-~ Reference Resolution:  ABF QCM has discussed with ZPMC QA/QC that the CWI must be present during all heat straightening, if present,
i this misunderstanding could have been avoided as well as this NCR. .

This NCR states the HSR specifies (3) closed ribs to be heat straightened while in fact 7 ribs were observed as showing heat marks. However,
contrary to the NCR, the HSR is intended to mean 3 deck panels as shown in below the sketch of deck panels, A misunderstanding in
nomenclature. In this case ZPMC was following the HSR. ABF QCM has discussed with ZPMC QA/QC that the CWI1 must be present during

Submitted by:  Lawton, Steve
Attachment{s): ABF-NPR-000460R00;

Caltrans' comments: Status: REJ

Date: 11-Jan-2010
Submit a revised HSR that shows what was actually done.

_J

Submitted by:  Howe, Bill
Attachment(s):

Date: 11-Jan-2010

'}14“ Poge 1af |



PR e &5 /Report No.: HSR(B)-340 |
EE K LIIERE -

/R ZE/Revision No.: 1
Heat Straightening Report (HSR) H#Date [2000.12.31

F [F#EEAHF San Francisco Oakland Bay Bridge

GALTRANS #04-0120F4 T2EEI0B#: 2P06-787 -

2R Assembly: N/A : A3 /Quality Control Representative

#iZE Sub-Assembly: N/A L e t Lid v

EEGird: 6CW ﬁiﬁi}%ﬂ/duamy Assyrance Manager~Approval

B Tower: NIA /A, o ,/,, ) Ll s

#E4SWeld No: On Sketch ’

/R4 E S Weld Map No:  On Skeich J

1B #2 Description of Condition

Causelr A : Welding distortion Bz Thic drryment In i

Type of Defectsh 525 R  Welding disfortion B&% 7% . SlEle g CalEa

‘{nspECtIDI’I-MEthOd S - - VESUEI—E-E’E i ym}ﬁr‘s&ﬁ:\{ﬁS&C{.‘Oﬁh&ﬁ“ﬁi’

4B % Disposition ‘ Inflei < = Dale: o/ ¢/
- |BREE T E(Defect Removal Method): '

Using hand torch and Jack ,Jack shall be used in a manner such that all forces are applied passively.
R KBS U BT AT Rk, FRIAR REREE AR i S a7

Jacking shall not be used to plastically deform the flange. The Jack shall only be used as a fixture

e ) After finishing heaf straightening, the weld of the heat arsa shall perform NDT according to the -
Ja %NDE(Post-Removal NDE): approved shop drawing. THEQEAT7/7 LT EIMETE. T/TMRISFHEEERR. BAs s
KL ERA BB EEERTNDT 00,

egnd : ¢ ) . Increase the Nlange anti-deformation aliowance Guring the course of fi-up.and Gonirol the welding parameiers
A1 fa3E(Corrective Action(s)): accouing to associaled WPS. i £ B 1) il B VA8 113 E B, HEHEWPSEHBE S 5
32k R (Number of application): 1~3

T A (Maximum temprature):<650°C

/5 Sketch ) ' ‘ '

Foalad Note3™
{ 3 l. vsed after H.S.

T 'uuu'uuuu‘uuuuu'vuuuu'uuuuu'uuuvu‘uuu%\v‘\;\fuuuuu
§

A '[fl Tefor [ms.f{—rmms.
~ st = 7T Noaohve fyece allowd

=
=]

=

A=A L-tib or I-Rib
' 20733 -
& &
;|
=] DPB25A | DPBGA| DP1134 DP1404 DP167A DP194A DP221A DP248A DP113A |DP275A | DP5154
f=1 -
= T=20 T=14 T=14 T=14 T=14 T=14 - T=14 T=14 T=14 T=14 =
B
| =g
A EEDTOS  \SESmIE fm“ 5 z
it 1 RSB ERI Imm, S ™) I h
2. HEB-BATA LRSI HE, DP113-001-001~ 008
W IBEKE EATRRER FAHHRE. DP275-001-001~ 00G HI_'_S" "“"{’"[, % e /TVP
NOTE:).the max delarmation is about 33mm. DP515-001-001~ 002 of--3 (4P ) HERES: " ¥ " BIFE50™150mn
2.seclion B-B presants all the seclions of ~Ribs or U-Ribs. g it 7 it PAEA0ET éﬁnl.:t strafghtening erens:™y7 ~
. ¥ 3Mler heol slraighlening, jacks will be used to fix the heoted areo M Fldth is about §07150mz ’67 ‘ ot
: ond orevenl the distortion. 't

_***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to aftach***

e 5 Inspector: % < Signature:
CWI # :
Il &7 {77 NDE Certification: Level I| Closing Date:

FHRZEQC Manager
Nole: All repair v
2002

#R787-QCP-1100

1% B #Review Date:
work shall be performzd in sccordznce with epplicable CALTRANS approved procedures, contract spacifications and AWS D1.5




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-000526
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0551

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:  01-Jan-2010

Description of Non-Conformance:

During the Quality Assurance in-process inspection of Closed Ribs being Heat Straightened at OBG segment
6CW, this Quality Assurance Inspector (QA) discovered the following issues:

-Deck Plates (DP) identified as. DP515A and DP275A are located inside segment 6CW.

-Heat Straightening (HS) was performed at two locations on each rib, one at approximately 160mm and the
second at 620mm as measured from Floor Beam FB35A |ocated at PP44 (as measured toward PP43).

-A total of seven (7) Closed Ribs were heat straightened. Thisis adeviation from the approved HSR document
of heating the 3 closed ribs at the specified locations.

-Three (3) Closed Ribs were HS on DP515A and four (4) on DP275A.

-ZPMC QC or CWI were not present during the time of the HS process.

-Orthotropic Box Girder (OBG) segment 6CW islocated in the Trial Assembly area.

Contractor's proposal to correct the problem:

Provide Heat Straightening Record reflecting work performed in the field.

Corrective action taken:

Contractor has submitted an HSR detailing the work performed as referenced in this report.
Did corrective action require Engineer's approval ? [] Yeslvl No

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

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



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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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