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-000610
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0583

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: 6BE/6CE Bottom Plates and Edge Plates

Procedural Procedural [] Description:

Reference Description: ZPMC performed Base Metal Repairs without the prior approval of the Engineer in
Segment 6BE/6CE

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segmentsin the Trial

Assembly area, this QA inspector discovered the following issues:

ISSUE FOR THE BOTTOM PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of
removed temporary attachments.

-These BMR’ s were located along the 6BE/6CE Bottom Plate Complete Joint Penetration (CJP) Splice.
-The Bottom Plates on 6BE are identified as: BP168A, BP60A, BP114A

-The Bottom Plates on 6CE are identified as: BP169A, BP61A, BP115A

-The CJP splice weld # is designated OBEG6C-004.

-The approximate lengths of the BMR’ s range from 10mm to 150mm.

-A total of seventeen (17) repairs were in-process on 6BE and twenty-two (22) repairs on 6CE throughout the
length of the Bottom Plate splice.

-The material is A709M Grade 345 Non-SPCM.

ISSUE FOR THE EDGE PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of
temporary attachments.

-These BMR’ s were located along the 6BE+6CE Edge Plate Complete Joint Penetration (CJP) Splice.

-The Edge Plate on 6BE is identified as: EP41A

-The Edge Plate on 6CE isidentified as. EP36A.

-The CJP splice weld # is designated OBEGA-005.

-The Approximate lengths of the BMR’ s range from 15mm to 125mm.

-A total of eleven (11) repairs were in-process on 6BE and four (4) repairs on 6CE throughout the length of the
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)

Edge Plate splice.
-Both EP panels EP36A and EP41A are A709 Grade 345 Seismic Performance Critical Members (SPCM)
material.
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Applicablereference:

Special Provisions Section 8-3.01: “The Engineer shall be notified immediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair procedures to correct them. For requests to perform repairs, The
contractor shall include an engineering evaluation of the proposed repair.”

ZPMC Welding Quality Control Plan, Section 9.2.1.2: “Prior approval of the Engineer shall be obtained for
repairs to base metal other than what was identified in Section 9.2.1.1 of this manual and the repair of all other
cracks.”

AWS D1.5/2002, Section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal.”
Who discovered the problem:  Joe Alaniz and Dan Hernandez

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1045 hours, 01-07-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1400 hours, 01-07-10, Verbal

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

QC Inspector's Name: Wu Zhi Chen

Was QC Inspector awar e of the problem: [] Yeslvl 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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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: 07-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: 05.03.06-000573
Subject: NCR No. ZPMC-0583

Reference Description:  ZPMC performed Base Metal Repairs without the prior approval of the Engineer in Segment 6BE/6CE

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 (QA) random in-process visual inspection of the OBG segmentsin the Trial Assembly area, this QA
inspector discovered the following issues:

ISSUE FOR THE BOTTOM PLATES:
-Base metd repairs (BMR) were being performed without prior approval of the Engineer at |ocations of removed temporary attachments.

-These BMR’s were |located along the 6BE/6CE Bottom Plate Complete Joint Penetration (CJP) Splice.

-The Bottom Plates on 6BE are identified as: BP168A, BPG60OA, BP114A

-The Bottom Plates on 6CE are identified as: BP169A, BP61A, BP115A

-The CJP splice weld # is designated OBE6C-004.

-The approximate lengths of the BMR’ s range from 10mm to 150mm.

-A total of seventeen (17) repairs were in-process on 6BE and twenty-two (22) repairs on 6CE throughout the length of the Bottom Plate
splice.

-The material is A709M Grade 345 Non-SPCM.

ISSUE FOR THE EDGE PLATES:

-Base metd repairs (BMR) were being performed without prior approval of the Engineer at |ocations of temporary attachments.
-These BMR’ s were located along the 6BE+6CE Edge Plate Complete Joint Penetration (CJP) Splice.

-The Edge Plate on 6BE isidentified as: EP41A

-The Edge Plate on 6CE isidentified as: EP36A.

-The CJP splice weld # is designated OBEGA-005.

-The Approximate lengths of the BMR'’ s range from 15mm to 125mm.

-A total of eleven (11) repairs were in-process on 6BE and four (4) repairs on 6CE throughout the length of the Edge Plate splice.
-Both EP panels EP36A and EP41A are A709 Grade 345 Seismic Performance Critical Members (SPCM) material.

ol " 05.03.06-000573,NCT
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NCT
( Continued Page 2 of 2 )

Action Required and/or Action Taken:
Propose aresolution for both the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0583

ccC: 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
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000553 Rev: 00
Ref: 05.03.06-000573

Subject:  NCR No. ZPMC-0583

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has held internal training with the CWIs and production regaining base metal repairs without Engineer
approval. NDT of base metal repaired areas will be provided when available.

ZPMC has held internal training with the CWIs and production regaining base metal repairs without Engineer approval. Attached is the meeting
minutes of the ZPMC meeting that was held on 1/28/2010. NDT of base metal repaired areas will be provided when available, based on this
ZPMC requests this proposal be accepted with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000553R00;

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

In order to accept approved action pending status it is understood that the word "regaining" above should read "regarding".

Submitted by:  Howe, Bill Date: 08-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: 29-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-000553 Rev: 01
Ref: 05.03.06-000573

Subject: NCR No. ZPMC-0583

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the WRR that was used at the time of the repair and the NDT documentation to show that those
welds are now acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC acknowledges that a CWR should have been prepared in this case and has issued an NCR to documents this non conformance. In
addition, ZPMC QA has discussed this with the QC/CWI on site to ensure that they understand that a CWR or WRR must be present during
repair. ZPMC is providing the WRR that was used at the time of the repair and the NDT documentation to show that those welds are now
acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000553R01,;

Caltrans' comments: Status: CLO
Date: 05-Apr-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0583 is closed.

Submitted by: Eagen, Sean Date: 05-Apr-2010
Attachment(s):
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@ No. B-706
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-21
REGARDING: NCR-000608 (ZPMC-0581) NCR-000610(ZPMC-0583)

ZPMC acknowledged this problem and has issued internal NCRs. ZPMC is providing the WRR &
NDT records what show ZPMC'’s repair procedure and the soundness of the base metal after repair.
ZPMC QA has instructed the QC/CWI that a copy of WRR/CWR should be prepared on site
during repair. These issues have been confirmed and removed from punchlist by CT’s
representative. Based on this, ZPMC is requesting these NCRs to be closed.

ATTACHMENT:
NCR-000608(ZPMC-0581)
NCR-000610(ZPMC-0583)
B-WRO9815
B787-MT-19443
B787-MT-19947
B787-MT-19943
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. DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
&5 '_ s j 333 Burma Road
- Oakland CA 94607

Hllrans Tel: Fax:
NON-CONFORMANCE REPORT TRAN SMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 07-Jan-2010
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 Nifsson  Project/Fabrication Manager Document No: 05.03.06-000571
Subject: NCR No. ZPMC-0581

Reference Description:  ZPMC performed Base Metal Repairs without the Engineer's approval in Segment 6AW

The attached Non-Conformnnce Report describes an occutrence where the contraclor did not comply with a requirement of the contract document as
indicated below:
Materiaf or Workmanship not in conformance with contract documents.
- Quality Control (QC) not performed in conformance with contract documents,
- Recurring QC issue that constitutes o systematic problem in quality control.
(1 Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of the OBG segments in the Trial Assembly area, this QA
inspector discovered the following issues:

-Base metal repairs (BMR) were being performed without prior approval of the Engincer at locations of removed femporary attachments.

-These BMR's were located on the east end of the segment on the Bottom Plate (BP140A) and Side Plate (SP752B), Cross Beam side,
-The Bottom Plate is identified as; BP 140A
-The Side Plate is identified as; SP5728
~This complete joint penetration (CIP) weld # SEG027B-031 juins panels BP140A 10 SP752B.
-The approximate lengihs of the BMR’s range from |0mm to 150mm on BP140A and 30mm to 150mm on SP752B.
-A tatal of nine (9) repairs were in-process on BP140A and saven (7) repairs on SP752B.
-Theses repairs begin at the GAW/6BW segment splice progressing west approximately 3100mm.
-The material is A709M Grade 345 SPCM,
Action Required and/or Action Taken:
Propose s resolution for the identified non-conformance with revised procedures to prevent future ocourrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engincer
Attachments: ZPMC-0581

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

N3, 05.05.06-000571 N7 Page lof |




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 Inspeclion

Contract #: 04-0120F4
Bay Area Branch e L

680 Walnut Ave SL. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Valigjo. CA 94592-1133 File # 69.25B

(707) 643-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000608
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0581

Type of problem:

Welding Concrete [ Other ]

Welding [ Curing [0 Procedural [J  Bridge No: 34-0006

Joint fit-up [ Coating [J Other (0 Component: 6AW Bottom Panel and Side Panel

Procedural [Z] Procedural [J Description:

Reference Description: ZPMC performed Base Metal Repairs without the Engineer's approval in Segment
6AW

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segments in the Trial

Assembly area, this QA inspector discovered the following issues:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of

removed femporary attachments,

-These BMR’s were located on the east end of the segment on the Bottom Plate (BP140A) and Side Plate

(8P752B), Cross Beam side.

-The Bottom Plate is identificd as: BP140A

-The Side Plate is identified as: SP572B

-This complete joint penetration (CJP) weld # SEG027B-031 joins panels BP140A to SP752B.

-The approximate lengths of the BMR’s range from 10mm to 150mm on BP140A and 30mum to 150mm on

SP752B.

-A total of nine (9) repairs were in-process on BP140A and seven (7) repairs on SP752B.

-Theses repairs begin at the 6AW/6BW segment splice progressing west approximately 3100mm.

~The material is A709M Grade 345 SPCM.

'HZ Tt-15.Onality Assurance -- Non-Conformance Repore Poge T of 2




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

Applicable reference:

Special Provisions Section 8-3.01: “The Engincer shall be notified immediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair procedures to correct them. For requests to perform repairs, The
contractor shall include an engineering evaluation of the proposed repair.”

ZPMC Welding Quality Control Plan, Section 9.2.1.2: “Prior approval of the Engineer shall be obtained for
repairs to base metal other than what was identified in Section 9.2.1.1 of this manual and the repair of all other
cracks.”

AWS D1.5/2002, Section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal,”
Who discovered the problem:  Dan Hernandez

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 0950 hours, 01-06-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1550 hours, 01-06-10, Verbal

QC Inspector's Name: Wu Zhi Cheng

Was QC Inspector aware of the problem: O 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

‘HZ TL-15,Quality Assurance -- Non-Conformeance Report Poge2ef 2
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Nonconformance Report

A& TR S
Project Name: S.I.O.B.B | NCR Number:
T H A5 MBS L NCR %i5: NCR-B- ~446(ZPMC-0581)
Item: Base Metdi Rep'nr Item-Number: i I)mwmg """""
| LRk HEE | 155 | ms.  saw
Location: OBG Trial Assembly Yard Date:
JUALE 5+-5 _ ek, 1 : 2010-02-10

Description of Nonconformance:

During CT’s inspection, following issues were found:

- Base metal repairs were being performed without prior approval of engineer at
locations of removed temporary attachments on the east end of bottom Plate BP140A
and SP752B, CB side. The splices weld is SEG027B-031.

- A total of 9 repairs were in-process on BP140A and 7 repairs on SP752B.

The material is SPCM.
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y . DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
J\- 5 ",f 333 Burma Road
N Oakland CA 84607

Giférans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUQOR, A JV Date: 07-Jan-2010
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: 05.03.06-000373
Subject: NCR No. ZPMC-0583

Reference Description:  ZPMC performed Base Melal Repairs without the prior approval of the Engineer in Segment 6BE/6CE

The attached Nen-Conformance Report deseribes 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.
‘ OJ Recurring QC issue that constitutes a systematic problem in quality control.
0 Non-Conformance Resolved.
Material Location: 0BG Lift: 06
Remarks:
During the Quality Assurance (QA) random in-process visual inspection of the QOBG segments in the Trial Assembly area, this QA
inspector discovered the following issues:

ISSUE FOR THE BOTTOM PLATES;

-Base meral repairs (BMR) were being performed without prior approval of the Engineer at locations of removed temporary attachments,

-These BMR's were located along the 6BE/6CE Bottom Plate Complete Joint Penetration (CJP) Splice,

~The Bottom Plates on 6BE are identified as: BP168A, BPG0A, BP114A

-The Bottom Plates on 6CE are identified as: BP169A, BPGLA, BPT115A

-The CIP splice weld # is designated OBE6C-004.

-The approximale lengths of the BMR's range from 10mm to 150mm.

-A total of seventeen (17) repairs were in-process on 6BE and twenty-two (22) repairs on 6CE throughout the length of the Bottom Plate
splice.

-The material is A709M Grade 345 Non-SPCM.

ISSUEFOR THE EDGE PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of temporary attachments.
-These BMRs were located along the 6BE+6CE Edge Plale Complete Joint Penetration (CIP) Splice.

~The Edge Plate on 6BE is identified as: EP41A

-The Edge Plate on 6CE is identified as: EP36A.

-The CIP splice weld # is designated OBE6A-005.

-The Approximate lengths of the BMR's range from 15mm to 125mm.

-A total of eleven (11) repairs were in-process on 6BE and four {4) repairs on 6CE throughout the length of the Edge Plate splice.
-Both EF panels EP36A and EP41A are A709 Grade 345 Seismic Performance Critical Members (SPCM) material.

‘W2 0s.05.06.000573.NCT
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( Continued Page 2 of 2 )

Action Required and/or Action Taken:

Prapase a resolution for both the identified non-conformance with revised procedures to prevent future occurrences, A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0583

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

85 0s.01.06.000573 NCT Page2of 2




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENGY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION R,

DIVISION OF ENGINEERING SERVICES 5 ";"g\

Office of Structural Materials A

Quality Assurance and Source Inspeclion \x.’:;’f,‘i‘w
Contract #: 04-0120F4

Bay Area Branch .

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallgjo, 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-000610
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 07-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0583

Type of problem:

Welding [ Concrete [J Other &

Welding [l Curing [1 Procedural [  Bridge No: 34-0006

Joint fit-up [J Coating {1 Other U  Component: 6BE/6CE Bottom Plates and Edge Plates

Procedural (4] Procedural [] Description:

Reference Description: ZPMC performed Base Metal Repairs without the prior approval of the Engineer in
Segment 6BE/6CE

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segments in the Trial

Assembly area, this QA inspector discovered the following issues:

ISSUE FOR THE BOTTOM PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of
removed temporary attachments.

-These BMR’s were located along the 6 BE/6CE Bottom Plate Complete Joint Penctration (CJP) Splice.
-The Bottom Plates on 6BE are identified as: BP168A, BPG0OA, BP114A

-The Bottom Plates on 6CE are identified as: BP169A, BP61A, BP115A

-The CJP splice weld # is designated OBE6C-004.

~The approximate lengths of the BMR s range from 10mm to 150mm.

-A total of seventeen (17) repairs were in-process on 6BE and twenty-two (22} repairs on 6CE throughout the
length of the Bottom Plate splice.

-The material is A709M Grade 345 Non-SPCM.

ISSUE FOR THE EDGE PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at locations of
temporary attachinents.

-These BMR’s were located along the 6BE+6CE Edge Plate Complete Joint Penetration (CIP) Splice.

-The Edge Plate on 6BE is identified as: EP41A

-The Edge Plate on 6CE is identified as: EP36A.

-The CJP splice weld # is designated QBEGA-005.

-The Approximate lengths of the BMRs range from |5mm to 125mm.

-A total of eleven (11) repairs were in-process on 6BE and four (4) repairs on 6CE throughout the length of the

héw TL-15.Quality Assurance -- Non-Conformance Report Page 1of 3




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

Edge Plate splice.
-Both EP panels EP36A and EP41A are A709 Grade 345 Seismic Performance Critical Members (SPCM)
material.

\GBERGCEIEdge Plate:
on Bike/Path{Side’,

1

BRANSA

.we_id#
®BE6E-004)

Applicable reference:

Special Provisions Section 8-3.01: “The Engineer shall be notified iminediately in writing when welding
problems, deficiencies, base metal repairs, or any other type of repairs not submitted in the WQCP are
discovered and also of the proposed repair procedures to correct them. For requests to perform repairs, The
contractor shall include an engineering evaluation of the proposed repair.”

ZPMC Welding Quality Control Plan, Section 9.2.1.2: “Prior approval of the Engineer shall be obtained for
repairs to base metal other than what was identified in Section 9.2.1.1 of this manual and the repair of all other
cracks.”

AWS D1.5/2002, Section 3.7.4: “Prior approval of the Engineer shall be obtained for repairs to base metal.”
Who discovered the problem:  Joe Alaniz and Dan Hernandez

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1045 hours, 01-07-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1400 hours, 01-07-10, Verbal

.h}'_ TL-15.Quality dssurance - Non-Conformance Report Page2af 3




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

QC Inspector's Name: Wu Zhi Chen

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 purpose of determining conformance with the contract documents and is not for the
purpase 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

‘h} TL-13.0uality Assurance -- Non-Canformance Report g
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| Nonconformance Report

| PMEETHR S
Project Name: 5.F.0.B.B NCR Number:
Tl H 4 7: REMMEEERST _| NCR 4i'5: NCR-B-445(ZPMC-0583)
—Itenr B;:se M;rt;Rep,ur Item N_umbu i Drawing: B T
B AR 15 BS: 6BE/6CE
Location: ' OBG Trial Assembly Yard ol Date:
AR _4M5 L i : 2010-02-10

Deseription of Noncnnform‘mca

During CT’s inspection, following issues were found:

ISSUE FOR BOTTOM PLATES

- Base metal repairs were being performed without prior approval of engineer at
locations of removed temporary attachments along the 6BE/6CE bottom plate CJP
splice (OBE6C-004).

- The Bottom Plates on 6BE are identified as: BP168A, BP60A, BP114A(NON-SPCM)

- The Bottom Plates on 6CE are identified as: BP169A, BP61A, BP115A(NON- -SPCM)

- A total of 17 repairs were in-process on 6BE and 22 repairs on 6CE,

ISSUE FOR EDGE PLATES

- Base metal repairs were being performed without prior approval of engineer at
locations of removed temporary attachments along the 6BE/6CE edge plate CJP splice
(OBLEGA-005).

- The edge plate on 6BE is identified as: EP41A (SPCM)

- The edge plate on 6CE is identified as: EP36A (SPCM)
A total of 11 repairs were in-process on 6BE and 4repair on 6CE,

}Jﬂ}llﬁffi&i’%*}iﬂwﬂ"ﬁ [e] 5

JEEAR -

s ﬁxzﬂlfnm‘*’:f{frﬁl%?ﬁ‘}{ Eg%rzr iﬁ:ﬁ{% ¥ 6BE/6CE JEEAR#f4% ( OBE6C-004)

- OBE Bt EFIRMH: 114
6CE Bt L ffieAR 4 - B!PIG%IA Bl ?%ﬂl’ﬁ%%z, o

6BE 3t47 17 &i&1%&, 6CE L4 22 5.

- EEXT IR MR B RO T, IEZEMHT AR, 3 6BE/GCE B 4% ( OBE6A-005)
- 6BE B! EMIIIRA: EP41A (SPCM) /
- 6CE BLLBOMIIRN: EP36A (SPCM) o W 10C }’U/@j&

. 6BE 3LFH 11 4MRE, 6CE 34 4 4biR{E.

Work By Prepared by: Reviewed by QCE: 7(/ / A

W W v Tt TR it L ij ;”w%o

0O Drawing Erpor [0 Material Defect IE/ Fabrication Error [ Othe
_ LR HIFERR HAbJE R

Disposition: [0 Useasis [0 Repair U  Reject
KT B L B ke
Recommendation: '
B
Prepared by: Approved by QCA:

| #es | : RSB
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Reason for Nonconformance:

ATFE R

)Tfj@fvﬁéjfﬁw[;'}“ %
Umﬂf“ﬁdﬁ oparsbion

Prevention of Re-occurrence:

T i

TR V)"g
Moy o a7/ B0
Znhorce sufe'ru[ga.\ !;(} oc and QA o site .

Approved by/itH: A/\ A W

Technieal Justification for Use-As-Is/Repair: [0 Attachment O Non-attachment
B F 2R B I BOR A IE: P4 T

lﬁ%"ﬁ@»“g@?‘ ,ﬁ/)ﬂi & 44/?\7‘09!_(' ) "n"J L3, 23‘}1%@ 41’ "*"ZMT gin W/‘q
By }
“AES 7

Reviewed /{thHE: /
Verification: 0/ Acceptable O Unacceptable
Tk X ATEE
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Avle. 3.5

Verified by QCI/FiHTfi1A: Reviewed by QCA/ EEH #::
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T ZPMC)

‘ Welding Repair Report U
= 4 = . e > ar - T o N ey ,‘!:_ '(..‘ T—A—- T - T
TH el )| HAE | OBBVIENORTWIE) F kil ‘
[ . . I | § F_“f":[\' it N ).
Project |\J;\I‘n5 i Drawing N ! !
- SEOBR | | - S
[l AR G R OR 8 i
04-0120F4 i F
Contract No.: Ak 4 i R, WS i b e A
T | ' | NDTaRA5 254
VR s =ms Na ate and side plat IA
Project JN(J)- I : ; . o nE e e Report No.of NDT
| njec 2 7P06-787 , e J tre plive, docl ‘
| Tty J !

Description of welding discontinuity:
AL T2 TG 4R GAW+6BR/6HY 46N/ GON 7AW 1 AL BAB+GBE/SBEGCE/GCETAL ) 35 5 i 45 | ik =
9 B0 I AR BUBAR, TR B i BRIGBEM WA . Bk R R 14 3 o
After inspection weet linear 6AW+6}W/6BW+SCW/5CW+7AW and east

R m—————

linear
\E+BBE/6BE+6CE/6CE+TAR lifting botton plate and side plate, edge plate without fia
strut plate, deck plate, the basge metal was gouged after

removing temporary at
achiment, the detail sees the following draft.

| Wi 2
i IR (Inspector): wang~zhu BH (Dete): 2010.01.15

i o

i AL IR A {J-JJ.'T"’ 8
i Draft of welding discontinuity:

CB5CHE

e ——a

T —————




Worker operator error causad base meatal gouged,

i} i reman) [ B MDat
{ i
Disposition :
1. GCHICWIVE 2 7= eabal i il 2045 5 R {4 QLR ARS DL sEE kT
2 A T I (WPS) 11 B 3 55 Y 1
0 30 HER- TR LA, B BGR A WPS,
4. ENDTHEINT G0 OA. A0 IREEIRIE100 % MT 00 % VTS
5. DUALOVRIRAT GG, G0ILAT N0 U B AT R L G L S s A M, O ST U 2 L G S A Yy

i
6. A RS MIT F i B S 70 B 30
7. ARSEEHERDIREER 1 TR (WPS) T HIA R 4R,
8. RPMRERUSAT IS S G EER Y T

9. {ENDTHEGT H S0 510A. AFIRERIE{E100%MTHIT00% VTig .

1. QC and CWI should be present to witness the repair, direct and supervise all repair operations duri

ng this repair to ensure the repair is per the disposition requirements, and the AWS D1.5 code req
virements.

2. Grind the repair area to a smooth finish according to the approved repair WPS.
3. Prepare the joint according to the approved WPS.

4. Nofify GA verbally prior (o NDT. Perform 100%MT and 100%VT of the repair ara

5. Remove all defecls by grinding to ensure all defects are completely removed it defects still exist, an

d repeat “step 4" fo assure complete removal of all defects if necessary.
6. Clean the repair area of all loose debris including MT powder.

FPreheat and weld according to the approved WPS
8. Grind the weld flush after welding.

5. Nofiiy QA verbally prior NDT. Perform 100%MT and 100%VT aof the repair ares
Y Y I |

ks, -] HA

chinical enginee: b AP wed i {at




TZPMC

| Velding rieparr Report | 0
'_“_‘i_“‘“ e et et o ‘_“T*‘_"“‘**u*r“—?“*‘ - T
[ M I 4 R E ahikre OBEW(E)/OBTW 1 ‘
| . oo o o Report N D-VVi
; Project Nama SFOBRB i L--"“'=-'”ir"1 No. | ‘ '_‘ o o
; frje] 2 . | e A R R
04-0120F 4 l I ‘
Contract No.: l il o 24 A i TR i l i sabs a2 2
_'__’—_“T'r,—"—“—‘_‘*“""—‘ g L | | NDTHR 24 5 |
I H & { ltems Na | 4. wd sid | | NA
: Protact Hu i neport No.of NDT |
HRGk Bn. ZP06-787 ' e plate, edge pla J
! te, deek plate ‘ I
MEMM T e
2 E {56
Correction action to prevent re occurrence:
Reun T0gs e 1, PR kA,
Train and educate Operator to improve operation skill,
17 fi 4 J\(Foreman} éggju.r\ B J(Date): [. 20
C - [Wrs 345 SMAW-1 '
G(1F)-Repair ; },,)%‘
WPS-345-SMAW-2 /‘a{m ﬁ"j 5
G(2F)-Repair
WPS-345-SMAW-3
G(3F)-Repair
WPS-345.SMAW-4 _ -
2 4 WPSH 4 G(4F)-Repair T 5 [ 279
Repalr WPS Nu. WPS-345-SMAW-1 technologist
G(1F)-FCM- Repair
WPS-345-SMAW-2
G(2F)-FC - Repair
WPS-345-SMAW-3
G(3F)-FCM- Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair
| G(4F)-FCM-Rq pair_| —_—
BAE (AT i 131 1A e & {1 B pe
Preheat temperature i Description 3 j sy
AT g : . r} i 47
before gouging ¢ : of dlscont!nmty
- T L D O B o
’J-i'- W] Ak g i.’T f)' h‘ i fii ?Ir i jie
Inspection Preheat temperature
before welding before welding ; O
e —t 1Y L s b A
A I U ) g i ik ] e
Max. depth of gouqinq Total length of gouaing —)
W_h_f s L W‘J\_ I EERE T
weidlng type position
! i i1y | ‘I ,j.": it
] \mllag\_ ; I Speed
m@ﬁmﬁ"" ' |

't Y

VT result

| NDT i |5

Remark .
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Tk A o B4 5
REPORT NO. {435 B787-MT-19443 DATEH I 2010.03.16 PAGE OFT#g 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: SALTRERE
TRHE: i A ope
DRAWING NO. SP140A/SP752 CALTRANS CONTRACT NO.:
04-0120F4
[R=H BOTTOM PLATE mHTERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S W4 iRk BFERY PR EAT RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28T 2010
EQUIPMENT &% MANUFACTURER #li& 7 MODEL NO. #xi42 SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AG
A T4 S 287
PARTICLE TYPE Dry magnet powder YOKE SPACING
e 70~150mm
T e Ry TRE R4 2R
MATERIAL TO BE v WELDING 4 i i
R Material & thickness ATOIM-345-X
EXAMINED O CASTING %14 REHF, L E
Pogilpop el O FORGING $gi% 20/18mm
WELDING PROCESS NA TYPE OF JOINT -
A PRy
DISCONTINUITY A it a4l
WELD 1.D. TENGT o] ACCEPT REJECT REMARKS
A5 B INDICATION TYPE i e el 2
{67 Fn
BP140A ACC. 100%MT
SP752B ACC. 100%MT
BLANK

Vg Woe el .

LEVEL - || SIGN %4

DATEF i

REVIEWED BY #i#

JuWen 9elo.

3. [C

LEVEL-ll SIGN /

DATEH il

FlitE23 7 QCm

A5 SIGN / FJi DATE

H/CUSTOMER

5 SIGN / H )il DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

T SIGN / H)JI DATE

f A R U R 5
REPORT NO. {448 B787-MT-19047 DATEH i 2010.03.00 PAGE OFTf 1M1 Revision No: 0
PROJECT NO. CONTRACTOR:
) ZP06-787 CALTRANS
TREEE: H P
DRAWING NO. BP168A/BPGOA/BP114A/EP41A CALTRANS CONTRACT NO.:
. 04-0120F4
2R temporary attachment/web plate MM IR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEEERN R FHE BEFHES (AR IEAT R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
|EQUIPMENT # % MANUFACTURER #i# 7§ MODEL NO. f=i452 SERIAL NO. #48
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Conﬁnuous magnetic yoke CURRENT
) . . AC
Bk ik A ek HLFE
PARTICLE TYPE Dry magnet powder YOKE SPACING
i 70~150mm
ESl Y N
MATERIAL TO BE v WELDING ##:4: | i
Material & thickness A700M-345T2/F2.X
EXAMINED O CASTING %4 194, FLHE
B O FORGING ‘i 20/28mm
WELDING PROCESS TYPE OF JOINT
NA NA
HRAE A REgR
e DISCONTINUITY A% &:4: - - AR
WELD I.D. —————— ACCE EC REMARKS
LENGTH IN
PR INDICATION TYPE E'E Sl ™ Il P
TP & <Xt
PL812A ACC. base metal
PL704B ACC. base metal
PL758A ACC. base metal
PL1149A ACC. base metal
BLANK
EXAMINED BY 4% / |REVIEWED, BY W&
\
_Ding Acheng ‘Dn;w«: A Chon Zo/o .03-°7 SUWe Jolo.a]. < 7
LEVEL -l SIGN %4 4/ DATER } LEVEL-I  SIGN ! DATEF
SIS / QCM B FCUSTOMER

% SIGN/ H ¥ DATE

(FORM# ZPQC-MTO1)
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T A A 2

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1 {45 B787-MT-19948

DATEH i 2010.03.09

PAGE OFTI& 1M

Revision No: 0

PROJECT NO. CONTRACTOR:
, ZP06-787 CALTRANS
THEE: H A
DRAWING NO. BP169A/BPG1A/BP115A/EP36A CALTRANS CONTRACT NO.: i
04-0120F4
HE: temporary attachmentiweb plate MM TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
24 D g BFRs B EA BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2010
EQUIPMENT %% MANUFACTURER #fil#5 i MODEL NO. #3452 SERIAL NO, #4428
IMT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
Ak A My HL T
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150
R TR A m
MATERIAL TO BE vV WELDING 124 i i
Material & thickness AT09M-345F2-X
EXAMINED O CASTING %4 REH JLE
B O FORGING i 20/18mm
WELDING PROCESS TYPE OF JOINT
NA NA
i yiks 23]
wE " DISCONTINUITY A& &k - o e
LD I.D. e 1 ACCEPT ECT REMAR
s R INDICATION TYPE HLENGEJEN m s E1ET\e i
LB £zt
PL813A ACC. base metal
PL705C ACC. base metal
PL759A ACC. base metal
X110C ACC. base metal
BLANK

EXAMINED BY 4%
__Ding Acheng p)lxr"l A 0 envi

}e/ﬂ.o?,o7

REVIEWED BY i #

S0 Wirr 2elo 95,29

E ¥ SIGN/ F1 il DATE

LEVEL -1l SIGN %4£-/! DATERJ LEVEL-Il SIGN ! DATE EiéU]
BitEm /7 acm JAFCUSTOMER

%< SIGN / Al DATE

(FORM# ZPQC-MTO1)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000579
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0583

Type of problem:

Welding Concrete [1 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:  07-Jan-2010

Description of Non-Conformance:

During the Quality Assurance (QA) random in-process visual inspection of the OBG segmentsin the Trial
Assembly area, this QA inspector discovered the following issues:

ISSUE FOR THE BOTTOM PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at |ocations of
removed temporary attachments.

-These BMR'’ swere located along the 6BE/6CE Bottom Plate Compl ete Joint Penetration (CJP) Splice.
-The Bottom Plates on 6BE are identified as: BP168A, BP60A, BP114A

-The Bottom Plates on 6CE are identified as: BP169A, BP61A, BP115A

-The CJP splice weld # is designated OBE6C-004.

-The approximate lengths of the BMR'’ s range from 10mm to 150mm.

-A total of seventeen (17) repairs were in-process on 6BE and twenty-two (22) repairs on 6CE throughout the
length of the Bottom Plate splice.

-The materia is A709M Grade 345 Non-SPCM.

ISSUE FOR THE EDGE PLATES:

-Base metal repairs (BMR) were being performed without prior approval of the Engineer at |ocations of
temporary attachments.

-These BMR' swere located along the 6BE+6CE Edge Plate Complete Joint Penetration (CJP) Splice.

-The Edge Plate on 6BE isidentified as. EP41A

-The Edge Plate on 6CE is identified as: EP36A.

-The CJP splice weld # is designated OBEGA -005.

-The Approximate lengths of the BMR’ s range from 15mm to 125mm.

-A total of eleven (11) repairs were in-process on 6BE and four (4) repairs on 6CE throughout the length of the
Edge Plate splice.

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



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

-Both EP panels EP36A and EP41A are A709 Grade 345 Seismic Performance Critical Members (SPCM)
material.

Contractor's proposal to correct the problem:

Perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted WRR used during repair work along with subsequent NDT documentation verifying the
repairs in question are in conformance with Contract specifications. An internal NCR was also issued by the
Contractor in regards to this matter.

Did corrective action require Engineer's approval ? [] Yesl¥l 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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