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-000617
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0590

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: Segment 5AW Deck Panel

Procedural [ Procedural [1 Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC on 5AW Deck Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 5AW, this
Quality Assurance Inspector (QA) discovered the following issues:

-One (1) Longitudina linear indication measuring approximately 12mm in length.

-Theweld isidentified as: DP620-001-013.

-ThisFillet Weld joins I-Rib RS62A to Deck Plate DP620A in Corner Assembly CA15A.

-These welds are designated as Non-Seismic Performance Critical Member (SPCM).

The Notice of Witness Inspection Number (NWIT) is 005016. The indication islocated inside the area that has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel.
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Applicablereference:

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

-AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Dan Hernandez

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1020 hours, 01-09-10, Email

Name of Caltrans Engineer notified:  Bill Howe, Ching Chao

Time and method of notification: 2300 hours, 01-09-10, Email

QC Inspector's Name: Wang Lu

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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

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



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: 10-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: 05.03.06-000580
Subject: NCR No. ZPMC-0590

Reference Description:  Missed MT Indication by QC on 5AW Deck Panel

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: 05
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment SAW, this Quality Assurance
Inspector (QA) discovered the following issues:
-One (1) Longitudinal linear indication measuring approximately 12mm in length.
-Theweld isidentified as: DP620-001-013.
-This Fillet Weld joins I-Rib RS62A to Deck Plate DP620A in Corner Assembly CA15A.
-These welds are designated as Non-Seismic Performance Critical Member (SPCM).
The Notice of Witness Inspection Number (NWIT) is 005016. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed MT indications
have become a chronic issue. Provide training and equipment such that the ZPMC MT technician can recognize these types of
indicationsin the future. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0590

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

ol " 05.03.06-000580,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: 18-Jan-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000506 Rev: 00
Ref: 05.03.06-000580

Subject:  NCR No. ZPMC-0590

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached
MT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time.
As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached MT training agenda and
attendance roster. The ABF QCM has been discussing missed MT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. Preliminary findings have resulted in ZPMC taking
immediate action by performing 100% overchecks of the previously tested areas beginning the week of 18 January 09 as a means of
preventing future NCR'’s for missed indications. ABF has purchased powder dispensers for all the ZPMC MT technicians as a means to help
control the amount of powder applied during MT testing. ZPMC requests this NCR be placed in the Approved Action Pending status category
until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000506R00;

Caltrans' comments: Status: AAP
Date: 25-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 25-Jan-2010
Attachment(s):

‘E}'I Page 1 of 1



(AB) B ) yOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety
a.  Safety Glasses
b.  Gloves (if required)
c.  Kbnee Pads
d.  Electrical shock
2 Tools
a.  Lighting
b. MT Powder. Red for ambient, Yellow for High Temperature.
c.  Powder Bulb
d.  Powder Blower
e. MT Yoke Adequate working condition
f. Pie Gage
3. Inspection Technigues
Lighting

@rPo0oTw

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 01-Mar-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000506 Rev: 01
Ref: 05.03.06-000580

Subject: NCR No. ZPMC-0590

Contractor's Proposed Resolution:
Reference Resolution:  This item has been closed on the punchlist and the attached documentation shows it is acceptable.

ZPMC has repaired the indication noted in the NCR and issued an internal NCR to make the production and QA team responsible aware of the
non conformance. This item has been closed on the punchlist and the attached documentation shows it is acceptable. In addition, the MT
inspectors have been equipped with magnetic powder bulbs to improve the application of powder and have attended training both internally with
ZPMC and ABFJV. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000506R01,;

Caltrans' comments: Status: CLO
Date: 08-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 08-Mar-2010
Attachment(s):
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(ZPMC] Ko, T8

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-28
REGARDING: NCR-000617 (ZPMC-0590)

With this letter of response, ZPMC requests closure of CT NCR-000617 (ZPMC-0590)
what mentioned that Missed MT indications were observed by CT inspector.
- ZPMC acknowledged this problem and has issued internal NCR.
- CWR was issued reflecting to this defection. The defections has been removed,
repaired, tested and accepted after then.
- The punch list item 386 what mentioned this NCR has been confirmed and closed by
CT inspector.
- To improve the MT method, refresh training was performed to ZPMC’s MT personnel
by ABF QCM.
Base on the taken actions and attached documentations, ZPMC requests closure of this
NCR.

ATTACHMENT:
NCR-000617 (ZPMC-0590)
NCR-B-387(ZPMC-0590)
B-CWRI1113
B787-MT-18030 R1

M/W

e



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

iknans Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

lo: AMERICAN HRIDGERT UOR A 1V Date: 10-Jan-2010
375 BDURMA 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/Tabrication Manager Document No: 05.03.06-000580
Subject: NCR No. ZPMC-0590

Reference Description:  Missed MT Indication by QC on SAW Deck Panel

The nnached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docuinent as
indicated below:
Matenzl or Workimanship not in conformance with contract documents.
Qualty Control {QC) not performed in conformance with contract documents.
4 Recurring QU sssue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During the Quality Assurance Magnelic Particle Testing (MT) review of welds located an Segment SAW, this Quality Assurance
inspector (QA) discovered the following issues:
-One (1) Longitudinal linear indication measuring approximately 12mm in length.
-The weld is identified as: DP620-001-013.
-This Fillet Weld joins [-Rib RS62A te Deck Plate DP620A in Corner Assembly CA15A.
-These welds are designated as Non-Seisinic Performance Critical Memnber {SPCM).
The Notice of Witness Inspection Number (NWIT) is 005016, The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnet.
Action Required and/or Action Taken:
Propose a resolulion for the identified non-conformance with revised procedures lo prevent future occurrences, Missed MT indications
have become a chronic issuc. Provide training and equipment such that the ZPMC MT technician can recognize these types of

indications in the future. A respanse for the resolution of this issue is expected within 7 days.

Transmitfed by:  Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0590

ce:  Rick Morrow. Gary Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal, Jason Tom., Contract Files, Ching Chao
File:  05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSP ORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Govemnor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source I nspection

Contract #: 04-0120F4
Bay Area Branch

690 Walnut Ave.SL. 150 Cty: SF/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-000617
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 09-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0590

Type of problem:

Welding [] Concrete [J Other
Welding L] Curing [ Procedural [J  Bridge No: 34-0006

Joint fit-up [] Coating 0 Other Component: Segment SAW Deck Panel
Procedural [ Procedural [] Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC on 5AW Deck Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 5AW, this
Quality Assurance Inspector (QA) discovered the following issues:

-One (1) Longitudinal linear indication measuring approximately 12mm in length.

-The weld is identified as: DP620-001-013.

-This Fillet Weld joins I-Rib RS62A to Deck Plate DP620A in Corner Assembly CA15A,

-These welds are designated as Non-Seismic Performance Critical Member (SPCM).

The Notice of Witness Inspection Number (NWIT) is 005016. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel.

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.”

aagid
b L1353, Ouality Assurance - Non-Confornumce Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 202 )

-AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Dan Hernandez

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1020 hours, 01-09-10, Email

Name of Caltrans Engineer notified: Bl Howe, Ching Chao

Time and method of notification: 2300 hours, 01-09-10, Email

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: O 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
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By:  Tsang,Eric SMR
Reviewcd By: Wahbeh,Mazen SMR
‘ﬁ?_ TL-15, Qualiny Assurance -- Non-Conformance Report
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i Nonconformance Report ]
l AR E T

Project Name; S5.F.O.B.B ! NCR Number;

BER: Bk . NCR&%: NCR-B-387(ZPMC-0590)

Drawing:
BS:  Na
Date:

A¥: 20000005

ltem: Welding without yun-off tabs “e_l;l i ;il_illubl_;l::
PREEREACAIBIR | 18, saw e
T,—ucaiiun: OBG Trial Assembly Yard
8% OBG SNEHEH

Description of Nonconformance:

During QA MT review of welds located on Segment SAW,this QA discovered the following issnes:

-One Longitudinal linear indication measuring approximately 12mm in length.

-The weid is identified as:DP620-001-013,

-This Fillet Weld joins I-Rib RS62A to Deck Plate DP620A in Corner Assembly CA [5A.

-These welds are designated as Non-SPCM.

The notice of Witness Inspection Number is 005016.The indication is located inside the area that
has been previously tested and accepted by ZPMC QC personnel.
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Prevention ol Re-occurrence:
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Technical Justification for Use-As-Is/Repair:
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RE RS ELER
Critical Welding Repair Report (CWR)

B (Inspector) : Ding Acheng

e REE A weEs oEws s
Project Name: SFOBB Drawing No.: Report Na.:
=i
SRS 04-0120F4
Contract No,: il SAW CORNER ASSE NDT REHE i
Hem Name: | ymiy LRIB NDT Report No.: 7-MT-18030
ARES ZP06-787
Project No.;
—
b o
Description of Welding Discont‘inuity:
R DP620-001-0138 Ry, ER1 AL, L1=10mm
Welder ID No, (ﬁIﬁ%) 1066261 Position:(ﬁ[f): 4F
One longitudinal crack was found by use of MT on DP620-001-013.
Please see the detail data from MT report!
Ping e bt (0./1 /4

B3 (Date) : 201¢. 01-16
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Draft of Welding Discontinulty:
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(ZPMC)
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Project Name:

—
aRE

Confrapt No.:
————
RESS ZP06-787

Project No.:
1
&) Hes
Corractive Action to Prevent Re-occun-ence:

Lﬁﬁﬁ;QC%ﬂﬁﬁﬁﬁm,m%xﬁéﬁ%ﬁz

04-0120F4

ltem Name: MBLY I-RIB

————

1. QC shall verify sufficient preheat has peen applied, to remove moisture, prior to welding,

NDT #gs
NDT Report No,:

BYB7-MT-18030

Inspection After Repair:

NDTH
NDT Result:

BE R

Inspector:

#R?B?-QCF'—QOO

FRIFHA (Foreman): Ma L 5.3, B3 (Date): foiei i)
1 7
£ M wpsey = WPS-345+485-SMA-W-4G(-4F IZRK 3G Dw#ﬁ’“'
Repair WPS No.: “Repair —| Technologist; 1o a1 g
B CEU) WamE g R '
Preheat Temperature bjﬂ‘ot_. of 57
Before Gouging: : Diszontinyj a .
RUWBHE
BB it B 2 Preheat o
Inspection Temperature
Before Welding: A" Before ’7 P G
Welding:
. B s

B AT ; oo ,
Max. Depth of Gouge: { o I,:tg:::g:?th ="
#T M m 1R fir 5
Welder: 0 b b 2*!7} Welding Type: S‘”‘f&"") Position: 4"
BEERH BEwE RE&ERpr
Current: ’V\Q Voltage: 2 ; Speed: I 4-!7
BEE#HE

<7 | :
JE - ,
VL’itnesiseview:
R b
Remark : - ] _ . N ,.['




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

A R R S
REPORT NO. %45 B787-MT-18030 DATEH i 2010.01.16 PAGE OF#fG 111 Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: ——
TRE%E: i I
DRAWING NO. T CALTRANS CONTRACT NO.: .
04-0120F4
1R=F 5AW CORNER ASSEMBLY I-RIB M ITERE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT BZiriE BEHS BBEERRW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT ## MANUFACTURER 3% MODEL NO. &2 SERIAL NO. #4848
{MT YOKE PARKER B310S 5305 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT ™
RE4L 3 R ¥
PARTICLE TYPE Dry magnet powder YOKE SPACING
e 5 70~150mm
R THEH TSR BE
MATERIAL TO BE Y WELDING #2454 i i
; Material & thickness A709M-345
EXAMINED O CASTING #ft 34, BLAE
bk b O FORGING 1% 30/20mm
PRO JOIN
WELDING CESS R TYPE OF T EAHNER QT
B e Esil]
WELD I.D EIBCONANTYraiRe: ACCEPT REJECT REMARKS
. INDICATION TYPE WLENGEI;N i e ik
%= 1
DP620-001-013 1 longitudinal crack 10 REJ. Y=0
BLANK
EXAMINED BY =45 ‘ Rsv%iiﬁﬁe g
Ding Achen /0—7//5 4 e ) i ¢ 7
/e
LEVEL-II SIGN#%4 | DATEAH] LEVEL-l  SIGN / TER N
Fifit&m / Qem FIFCUSTOMER
%5 SIGN / Al DATE % SIGN / Bl DATE

(FORM# ZPQC-MT01)




(ZBmMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

RHY R B3 2
REPORT NO. #1545 B787-MT-18030R1 DATER I} 2010.01.23 PAGE OFTES 1M Revision No: 0
PROJECT NO. N CONTRACTOR: -
IRHS: ) A ope
BRAGIRE Kb, GBS CALTRANS CONTRACT NO.: |
04-0120F4
HE: 5AW CORNER ASSEMBLY I-RIB MM ILE%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BRI b2 i BF&Y B IR 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT ## MANUFACTURER #1351 MODEL NO. i85 SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
AT [ L W3S L
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
[ Lie TRH A
IMATERIAL TO BE v WELDING #1384} i i
: Material & thickness AT0SM-345
EXAMINED O CASTING %+ 1, LHE
[z O FORGING 4&if% 30/20mm
s TYPE OINT
WELDING PROCES S OF J CORRER JGINT
R pikc £pit]
WELD I.D DISOONTL YR ot ACCEPT REJECT REMARKS
pasE INDICATION TYPE L fEl it
18R Al
DP620-001-013 1R1 ACC.

AFTER B-CWR1113

BLANK

LEVEL -1l SIGN %% |

EXAMINED BY 4§
Ding Acheng !Zyka: & 2224;, /3 D], y}

DATEH #i

REVIBWED BY ## _ ;
g/l/l/\gj ,/0'9/ pb

LEVEL-ll SIGN /

DATEH

Bt / QCM

& F SIGN/ HJYI DATE

FIFCUSTOMER

% SIGN / F 1] DATE

(FORM# ZPQC-MTO01)




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000532
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 11-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0590

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:  09-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 5AW, this
Quality Assurance Inspector (QA) discovered the following issues:

-One (1) Longitudinal linear indication measuring approximately 12mm in length.

-Theweld isidentified as: DP620-001-013.

-ThisFillet Weld joins I-Rib RS62A to Deck Plate DP620A in Corner Assembly CA15A.

-These welds are designated as Non-Seismic Performance Critical Member (SPCM).

The Notice of Witness Inspection Number (NWIT) is 005016. The indication is located inside the area that has
been previously tested and accepted by ZPM C Quality Control (QC) personnel.

Contractor's proposal to correct the problem:

Repair said indication and perform NDT required to verify weld quality

Corrective action taken:

Contractor has submitted CWR aong with subsequent NDT records verifying the weld is now in conformance
with Contract specifications. Aninternal NCR was also issued by the Contractor in regards to thisissue.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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