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-000637
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0610

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: West Tower Lift 4

Procedural Procedural [] Description:

Reference Description: ZPMC used different type filler wires performing the weld repair at the joint
connecting 345 grade to 485 grade material located at West Tower Lift 4

Description of Non-Conformance:

During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector

observed the following issues:

- ZPMC welding personnel performing weld repair of B/C corner seam of West tower lift 4 using Flux Cored
Arc Welding (FCAW) process.

- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for
345 grade material.

- ZPMC personnel performing the weld repair at the joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.

- Therequired filler wire for welding of these jointsis K-71TSR with WPS-345+485-FCAW-1G-REPAIR.

- The weld joint is a Complete Joint Penetration (CJP) weld.

- The material is designated as non Seismic Performance Critical Member (non SPCM).

- The member islocated at Tower bay no. 11.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

1. AWS D1.5 2002 section 6.3.1: “The Inspector shall make certain that all WPSs are qualified in conformance
with Section 5 of this code. The Inspector shall make certain that each welding operation is covered by a
written WPS and that such WPSs are available to the welders and Inspectors for reference’”.

2. AWS D1.5 2002 section 12.17.1.1: " The Contractor may use preapproved repair WPSs as soon as the QA
inspector has verified the discontinuity to be repaired is covered by the WPS'.

3. Approved WPS: WPS-345+485-FCAW-1G-REPAIR.

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: You Yuan Mao

Time and method of notification: 1040 Hrs, 01/17/10, Verbal

Name of Caltrans Engineer notified: KenLee

Time and method of notification: 1815 Hrs, 01/17/10, Verbal

QC Inspector's Name: Peng Guo

Was QC Inspector awar e of the problem: [] Yeslvl No

Contractor's proposal to correct the problem:

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: Ng,Michael QA Inspector

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: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 19-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: 05.03.06-000597
Subject: NCR No. ZPMC-0610

Reference Description:  Incorrect WPS West Shaft Lift 4/ B/C Corner Seam

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: Tower Lift: 04
Remarks:
During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector observed the following
issues:
- ZPMC welding personnel performing weld repair of B/C corner seam of West tower lift 4 using Flux Cored Arc Welding (FCAW)
process.
- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for 345 grade material.
- ZPMC personnel performing the weld repair at the joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.
- The required filler wire for welding of thesejointsis K-71TSR with WPS-345+485-FCAW-1G-REPAIR.
- The weld joint is a Complete Joint Penetration (CJP) weld.
- The material is designated as non Seismic Performance Critical Member (non SPCM).
- The member islocated at Tower bay no. 11.

AWS D1.5 2002 section 6.3.1: “The Inspector shall make certain that all WPSs are qualified in conformance with Section 5 of this code.
The Inspector shall make certain that each welding operation is covered by awritten WPS and that such WPSs are available to the
welders and Inspectors for reference”.

AWS D1.5 2002 section 12.17.1.1: " The Contractor may use preapproved repair WPSs as soon as the QA
inspector has verified the discontinuity to be repaired is covered by the WPS”.

Approved WPS: WPS-345+485-FCAW-1G-REPAIR.

Action Required and/or Action Taken:
The above referenced weld repair isrejected. In accordance with Section 5-1.09, "Removal of Rejected And Unauthorized Work", of
the Standard Specifications, this weld repair isto be removed and replaced with the proper filler wire utilizing the correct WPS.

In addition, to the material/workmanship non-conformance, propose aresolution for the identified non-conformance that addresses the

H..,,.,w" 05.03.06-000597,NCT
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NCT
( Continued Page 2 of 2 )

failure of Quality Control to identify the deficiency.

Provide documentation of the steps/actions taken by the Quality Control Manager with regard to both Production and Quality Control to
prevent future occurrences.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0610

ccC: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
Filee 05.03.06

05.03.06-000597,NCT Page 2 of 2



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: 09-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-000588 Rev: 00
Ref: 05.03.06-000597

Subject:  NCR No. ZPMC-0610

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC has completely removed the weld in question and rewelded it using the correct filler metal. NDT
documentation will be provided at a later date, based on this ZPMC request closure of this NCR.

ZPMC has completely removed the weld in question and rewelded it using the correct filler metal. NDT documentation will be provided at a
later date, based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000588R00;

Caltrans' comments: Status: AAP
Date: 09-Feb-2010

The Department will consider closure of this NCR once NDT documentation is submitted and reviewed.

Submitted by:  Lee, Ken Date: 09-Feb-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. T-127

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-2-09
REGARDING: NCR-000637(ZPMC-0610)

ZPMC received NCR-000637(ZPMC-0610), it mentioned that CT inspector observed
ZPMC welding personnel performed the weld repair of B/C corner seam of West tower lift 4
using FCAW process during random QA in process inspection, which the required filler wire
for welding of these joints is K-71TSR with WPS-345+485-FCAW-1G-repair.

ZPMC acknowledged this problem. Due to a repairing area at the joint of 345+485, the
filler material should be cooperated with the 485 material. The welder did not noticed the
conversion of material and repaired wrongly along with gouging groove. After notified by
CT inspector, ZPMC took the action right away that the wrong filler metal was removed by
gouging. And ZPMC NDT technician performed the MT for the gouging area. Under the
verification of no indication, ZPMC resumed the repairing.

Late, ZPMC will provide the relevant NDT reports after all work done, hoping CT could
close this NCR at that time.

ATTACHMENT:
NCR-000637(ZPMC-0610)

AN WS
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4

Bay Area Branch i

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 945921133 o i

(707) 640.5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE - NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000637
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0610

Type of problem:

Welding Conerete [ Other O

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

Joint fitup [] Coating [0 Other O  Component: West Tower Lift 4

Procedural Procedural [] Description:

Reference Description: ZPMC used different type filler wires performing the weld repair at the joint
connecting 345 grade to 485 grade material located at West Tower Lift 4

Description of Non-Conformance:

During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector

observed the following issues:

- ZPMC welding personnel performing weld repair of B/C corner seam of West tower lift 4 using Flux Cored
Arc Welding (FCAW) process.

- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for
345 grade material,

- ZPMC personnel performing the weld repair at the joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.

- The required filler wire for welding of these joints is K-71TSR with WPS-345+485-FCAW-1G-REPAIR.

- The weld joint is a Complete Joint Penetration (CJP) weld.

- The material is designated as non Seismic Performance Critical Member (non SPCM).

- The member is located at Tower bay no. 11.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicable reference:

1. AWS D1.5 2002 section 6.3.1: “The Inspector shall make certain that all WPSs are qualified in conformance
with Section 5 of this code. The Inspector shall make certain that each welding operation is covered by a
written WPS and that such WPSs are available to the welders and Inspectors for reference”,

2. AWS D1.5 2002 section 12.17.1.1: "The Contractor may use preapproved repair WPSs as soon as the QA
inspector has verified the discontinuity to be repaired is covered by the WPS”.

3. Approved WPS: WPS-345+485-FCAW-1G-REPAIR.

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: You Yuan Mao

Time and method of notification: 1040 Hrs, 01/17/ 10, Verbal

Name of Caltrans Engineer notified: Ken Lee

Time and method of notification: 1815 Hrs, 01/17/ 10, Verbal

QC Inspector's Name: Peng Guo

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

Contractor's proposal to correct the problem:

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: Ng,Michael QA Inspector

Reviewed By: Wahbeh,Mazen SMR

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




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-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-000588 Rev: 01
Ref: 05.03.06-000597

Subject:  NCR No. ZPMC-0610

Contractor's Proposed Resolution:

Reference Resolution: Per the Department’s comments ZPMC is providing NDT documentation of the new weld which shows that it is
acceptable. Based on this ZPMC requests closure of this NCR.

Per the Department’'s comments ZPMC is providing NDT documentation of the new weld which shows that it is acceptable. Based on this
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000588R01;

Caltrans' comments: Status: CLO
Date: 18-Mar-2010

This propsed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0610 is closed.

Submitted by:  Lee, Ken Date: 18-Mar-2010
Attachment(s):

‘E}'I Page 1 of 1



(ZBPMc> No. T-133

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-3-18
REGARDING: NCR-000637(ZPMC-0610)

ZPMC received NCR-000637(ZPMC-0610), it mentioned that CT inspector observed
ZPMC welding personnel performed the weld repair of B/C corner seam of West tower lift 4
using FCAW process during random QA in process inspection, which the required filler wire
for welding of these joints is K-71TSR with WPS-345+485-FCAW-1G-repair.

According to ZPMC’s last Response letter No. T-127 and CT’s comments in
ABF-NPR-000588 Rev00: The Department will consider closure of this NCR once NDT
documentation is submitted and reviewed, herewith ZPMC provide the relevant NDT

reports after all work done, hoping CT could close this NCR.

ATTACHMENT:
NCR-000637(ZPMC-0610)
ABF-NPR-000588 Rev00
T787-MT-8135
T787-UT-2684

Z/Wﬁ Juf

290 - 3-1¢




l

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

aftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 19-Jan-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/139
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000597
Subject: NCR No. ZPMC-0610

Reference Description:  Incorrect WPS/ West Shaft Lift 4/ B/C Corner Seam

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: Tower Lift: 04
Remarks:
During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector observed the following
issues:
- ZPMC welding personnel performing weld repair of B/C: comner seam of West tower lift 4 using Flux Cored Arc Welding (FCAW)
process.
- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for 345 grade material.
- ZPMC personnel performing the weld repair at the joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.
- The required filler wire for welding of these joints is K-71TSR with WPS-345+485-FCAW-1G-REPAIR.
- The weld joint is a Complete Joint Penetration (CJP) weld.
- The material is designated as non Seismic Performance Critical Member {non SPCM).

- The member is located at Tower bay no. 11,

AWS D1.5 2002 section 6.3.1: “The Inspector shall make certain that all WPSs are qualified in conformance with Section 5 of this code.
The Inspector shall make certain that each welding operation is covered by a written WPS and that such WPSs are available to the

welders and Inspectors for reference”.

AWS DL.5 2002 section 12.17.1.1: "The Contractor may use preapproved repair WPSs as soon as the QA

inspector has verified the discontinuity to be repaired is covered by the WPS”,

Approved WPS: WPS-345+485-FCAW-1G-REPAIR.
Action Required and/or Action Taken:
The above referenced weld repair is rejected. In accordance with Section 5-1 .09, "Removal of Rejected And Unauthorized Work", of

the Standard Specifications, this weld repair is to be removed and replaced with the proper filler wire utilizing the correct WPS.

In addition, to the material/workmanship non-conformance, propose a resolution for the identified non-conformance that addresses the

K. 050306000507 nCT T —




NCT
{ Continued Page 2 of 2 )

failure of Quality Control to identify the deficiency.

Provide documentation of the steps/actions taken by the Quality Control Manager with regard to both Production and Quality Control to
prevent future occurrences.

Transmitted by: Ken Lee Transportation Engineer
Attachments: ZPMC-0610

cc: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
File: 05.03.06

N7 05.03.06-000597.8CT Page 2 of 2




STATE OF CALIFORNIA--BUSINESS, TRANSPORTAGCTION 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 94502-1133 File #: 69258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000637
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0610

Type of problem:

Welding Concrete [1 Other I

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

Joint fitup [] Coating [0 Other [0 Component: West Tower Lift 4

Procedural Procedural [] Description:

Reference Description: ZPMC used different type filler wires performing the weld repair at the joint
connecting 345 grade to 485 grade material located at West Tower Lift 4

Description of Non-Conformance:

During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector

observed the following issues:

- ZPMC welding personnel performing weld repair of B/C corner seam of West tower lift 4 using Flux Cored
Arc Welding (FCAW) process.

- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for
345 grade material.

= ZPMC personnel performing the weld repair at the Joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.

- The required filler wire for welding of these Joints is K-71TSR with WPS-345+485-FCAW-1G-REPAIR.

- The weld joint is a Complete Joint Penetration (CIP) weld.

- The material is designated as non Seismic Performance Critical Member (non SPCM).

- The member is located at Tower bay no. 11. _

Niiw
gr seam

West Tower !ift 4B/Cco

345+485 materialy
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Applicable reference:

1. AWS D1.5 2002 section 6.3.1: “The Inspector shall make certain that all WPSs are qualified in conformance
with Section 5 of this code. The Inspector shall make certain that each welding operation is covered by a
written WPS and that such WPSs are available to the welders and Inspectors for reference”.

2. AWS D1.5 2002 section 12.17.1.1: "The Contractor may use preapproved repair WPSs as soon as the QA
inspector has verified the discontinuity to be repaired is covered by the WPS”.

3. Approved WPS: WPS-345+485-FCAW-1G-REPAIR.

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: You Yuan Mao

Time and method of notification: 1040 Hrs, 01/17/10, Verbal

Name of Caltrans Engineer notified: Ken Lee

Time and method of notification: 1815 Hrs, 01/17/10, Verbal

QC Inspector's Name: Peng Guo

Was QC Inspector aware of the problem: LI Yes 4 No

Contractor's proposal to correct the problem:

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: Ng,Michael QA Inspector

Reviewed By: Wahbeh,Mazen SMR

‘}i;i TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2




AB : American p AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

' Brtdge o F L u _ O Rw P.0. BOX 23223 Oakland, CA 94623

Phone (510} 418-0120 / Fax (510) 839-0666

A JOINT VENTURE

NCR PROPOSED RESOLUTION

% CALTRANS - SAS Superstructure Dated: 09-Feb-2010

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-5F-80-13.2 /13.9

tention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000588 Rev: 00
i 05.03.06-000597

thject:  NCR No. ZPMC-0610

sontractor's Proposed Resolution:

Reference Resolution:  ZPMC has completely removed the weld in question and rewelded it using the correct filler metal. NDT
’ documentation will be provided at 2 later date, based on this ZPMC request closure of this NCR.

" 'S has completely removed the weld in question and rewelded it using the correct filler metal. NDT documentation will be provided at a
s.. date, based on this ZPMC request closure of this NCR,

iubmitted by:  Ishibashi, Joshua
ttachment(s): ABF-NPR-000588R00;

:altrans' comments: Status: AAP

Date: 08-Feb-2010
he Department will consider closure of this NCR once NDT documentation is submitted and reviewed.

ubmitted by: Lee, Ken Date: 09-Feb-2010
ttachment(s):

FEB 0 2010
AMERICAN BRIDGE/FLUGR
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(ZBMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

Rl Ei e
REPORT NO. {42 T787-MT-8135 DATEH 1 2010.03.14 PAGE OFTIH 1M Revision No: 0
PROJECT NO. —— CONTRACTOR: ——
ITEHRS: ) P
N T it
CRATIING R, . CALTRANS CONTRACT NO
WSTL4-2B/L L/L 04-0120F4
e JuPURE =R
) FOURTH LIFTING TOWER(W)
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
R b e 1 S PRUE BFRYS BB EA BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2010
EQUIPMENT #% MANUFACTURER #3715 MODEL NO. B4 SERIAL NO. #4452
MT YOKE PARKER B3105 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
BEAR T A B
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—_
e m
e TR A 7 "
[MATERIAL TO BE VWELDING # 84 . . A709M-345T2-Z/A709M-HPS-
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EXAMINED O CASTING &4 485WT2-Z
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BLANK
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(ZBMc)

REPORT OF ULTRASONIC EXAMINATION
UTHRGHR &

[REPORT NO. i  T787-UT-2684 DATE 20100201  PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T4 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
) g WSTL4-2B/L L/L _
A48 B HS M LR

AWS D1.5-2002

REFERENCING CODE %4

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD & it

ZPQC-UT-01

PROCEDURE NO. 5§ %

WELDING PROCESS #4547

JOINT TYPE &% 21551

CALIBRATION DUE DATE {3 #5547 %0t

SMAW CORNER JOINT Dec. 2857 2010
EQUIPMENT %1% MANUFACTURER iili&s i MODEL NO. fit# S SERIAL NO. Fi* |45 &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: 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-000542
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 22-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0610

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-Confor mance Report waswritten: 17-Jan-2010

Description of Non-Conformance:

During the random Quality Assurance(QA) in process verification of West Tower lift 4, this QA Inspector
observed the following issues:

- ZPMC welding personnel performing weld repair of B/C corner seam of West tower lift 4 using Flux Cored
Arc Welding (FCAW) process.

- The weld numbers are identified as WSTL4-2L/L-3A/B for 485 grade material and WSTL4-2B/L-58A/B for
345 grade material.

- ZPMC personnel performing the weld repair at the joint connecting 345 grade to 485 grade material using
WPS-345-FCAW-1G(1F)-REPAIR with Supercored 71H filler wire.

- Therequired filler wire for welding of these jointsis K-71TSR with WPS-345+485-FCAW-1G-REPAIR.

- Theweld joint is a Complete Joint Penetration (CJP) weld.

- The materia is designated as non Seismic Performance Critical Member (non SPCM).

- The member islocated at Tower bay no. 11.

Contractor's proposal to correct the problem:

Remove incorrect weld material, reweld, and verify with NDT.

Corrective action taken:

Weld material was removed and rewelded with the correct filler material. Weld was verified by MT
(T787-MT-8135) and UT (T787-UT-2684).

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 Skyler Guest, 15000422360, who represents the Office of
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Structural Materials for your project.

I nspected By: Guest,Skyler Quality Assurance | nspector
Reviewed By: Wahbeh,Mazen QA Reviewer
N TL-16,QA -- Non-Conformance Resolution
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