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-000646
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0617

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 12CE

Procedural Procedural [J Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to correct root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWSD1.5 (02) Section 3.3.4.2 —“Root openings larger than those allowed in 3.3.4.1 may be corrected by
welding only with the approval of the Engineer”.
Who discovered the problem:  Shailesh Vasant Wadkar.
Name of individual from Contractor notified: Mr. Wang Wei Nan
Time and method of notification: 16:00/01-22-10/ Verbal
Name of Caltrans Engineer notified:  Bill Howe
Time and method of notification: 18:00/01-23-10/ e-mail
QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector awar e of the problem: L] Yeslvl No
Contractor's proposal to correct the problem:
N/A
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report Page3of 3



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617

Reference Description:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

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: 12
Remarks:
During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)
- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

ogral " 05.03.06-000608,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 29-Jan-2010

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000548 Rev: 00
Ref: 05.03.06-000608

Subject:  NCR No. ZPMC-0617

Contractor's Proposed Resolution:

Reference Resolution: The weld built measured by the inspector was not in its final state. After grinding, the build up measured 15mm
which is allowable by AWS D1.5. Based on this ZPMC requests closure of this NCR.

The weld built measured by the inspector was not in its final state. After grinding, the build up measured 15mm which is allowable by AW S
D1.5. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000548R00;

Caltrans' comments: Status: AAP
Date: 02-Feb-2010
Approval pending MT, VT and UT.

Submitted by:  Howe, Bill Date: 02-Feb-2010
Attachment(s):

‘h‘} Page 1 of 1
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@ No. B-597
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-29
REGARDING: NCR-00646 (ZPMC-0617)

With this letter of response, ZPMC requests withdraw/closure of CT NCR-00646
(ZPMC-0617) , what mentioned that CT Inspector observed unapproved buttering was carrying
out.

- This CT inspector noticed that ZPMC has issued B-WR-10076.

- This CT inspector measured the buttering area to be 21 mm at horizontally direction. CT
inspector should have rich experience and be realized that it’s not the final status for
buttering. According to B-WR-10076 this buttering area should be maximum 15mm
after grinding what is allowed refer to AWS D1.5 section 3.3.4.1.

- No ZPMC QA personnel was notified by this CT inspector prior to the Incident Report
was issued.

Based on the responses above, ZPMC requests withdraw/closure of this NCR.

ATTACHMENT:
NCR-00646 (ZPMC-0617)
B-WR10076 (Draft Only)
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

ltrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV : Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617

Reference Description:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

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 Centrol (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: 12
Remarks:
During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)
- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

N7 05.03.06-000608 NCT Page I of 1



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Oifice 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 gt
(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000646
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0617

Type of problem:

Welding Concrete [ Other O

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

Joint fitup [1 Coating [ Other [0  Component: OBG Segment 12CE

Procedural Procedural [ Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to correct root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )
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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.”

AWS D1.5 (02) Section 3.3.4.2 — “Root openings larger than those allowed in 3.3.4.1 may be corrected by
welding only with the approval of the Engineer”.
Who discovered the problem:  Shailesh Vasant Wadkar.
Name of individual from Contractor notified: Mr. Wang Wei Nan
Time and method of notification: 16:00/01-22-10 / Verbal
Name of Caltrans Engineer notified: Bill Howe
Time and method of notification: 18:00/01-23-10/ e-mail
QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector aware of the problem: [ 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,(818) 292-0659, who represents the

'h,:_'“_ TL-15,0uality Assurance - Non-Conformance Report Page 2 of 3
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Welding Repair Report 0
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Project Name SEOBB Drawing No port o B-WR10076
RS : £ e b S R
’ 04-0120F4 o FHRAL SR | |\ v g 2
Contract No.: i ™ | Side plate and " NA
B ltems Name Report No.of NDT
e ZP06-787 bottom plate
Project No.:
17 e S I 4G L

Description of welding discontinuity:

¥ 75 % B, 12CEH J&E A BP3007A L5 SP3012A MY Hf 4% 18] R #8 #7, F X 8mm, & J3E #9  1500mm, &R
BP3009AL SP302 1A B 5 ] B A8 47, 5 K 15mm, 1K BE £5 0 5000mm, B 4RI SRk

After inspection 12CE bottom plate gap at BP3007A and SP3012A, the gap was maximum 8mm, 1500m
m in length, maximum 15mm at BP3009A and SP3021A, the detail sees the following draft.

#1545 (Inspector) : GENGWEI B #f(Date) : _2010-1-19

pPaiAfE B R
Draft of welding discontinuity:

A B
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Caused:
A A T 0 A A 5 2

Weld distortion and fabricate error.

% 8] §i v A(Foreman);

B #(Date):

“EENL
Disposition :

1.

O N ;R LN

NOBm Ao bt

AR T RCEIT I SN

A — N EHREIGEN, RiEZ LR EMWPS;

IR AE TR 240 BCEAT VTR, 05 16 A 0 A% 1 A7 7
T2 G B — T s AR AT

R IEMFHERE T ZHE (WPS) Tl & B,
LEREIAT R, RHE AR AT I 3 55 1 B B 5
FRERKIMNDT (VT MT UT) LUGHIE S R b & 10
122 188 P 41 2 o T o

BRE%/sSurFfacing area

FH/metal

]

drowing 1 AL/ S tee\bocking

Grind the edge of the repair area cleanly;

Prepare an right joint according to the approved WPS;
Perform VT to the repair area to ensure no impurity exist;
Add steel backing according to the attached drawing 1;
Preheat and weld a&:cording to the relevant repaired WPS;

Remove the steel backing and grind the weld flush with around metal;

Perform post NDT (VT MT UT) of repaired area to insure sound weld metal has been de

posited.

Prepare excavation again according to the shop drawings

I &: GEEE

Technical engineer Approved by

=1 14
Date

#R787-QCP-900
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Welding Repair Report

&4 Rev. No.

0

TE & T REHT
Project Name RN A 5 PEEIA ] Reporto. B-WR10076
: SFOBB Drawing No. 2
i » U A 5 AR
D4-0120F4 L A g NDTiR4% 45
Confract No.: E - Side plate and NA
RE %o ltems Name Report No.of NDT
" ZP06-787 bottom plate
Project No.:
# IF 356

Correction action to prevent re occurrence:

InEgflfE R R, WRE.

Enhance supervision in process of fabrication to reduce error.

% &) §i 9 A(Foreman):

B #1(Date):

Z B WPSH;
Repair WPS No.

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

T&H
technologist

WA (B l) T A R
Preheat temperature
before gouging

' i 0 B PR
Description
of discontinuity

A5 10 At TR 7
Inspection
before welding

B AT TR i
Preheat temperature
before welding

iz R T ) B BE B Ul &1
Max. depth of gouging Total length of gouging
"I Rk P bl
welder welding type position
g ol IR L 12 g2 3 i
Current Voltage Speed
EiERRE
Inspection After repairing:

o R o B
SF W B A Inspector Date
VT result
NDTH £ 5 45 g 0
NDT result NDT person Date
TAIE
Witness/Review:
&
Remark :

#R787-QCP-900




,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 23-Apr-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-000548 Rev: 01
Ref: 05.03.06-000608

Subject: NCR No. ZPMC-0617

Contractor's Proposed Resolution:

Reference Resolution: After grinding the horizontal height of the weld metal from the groove face was 15mm, which does not require the
Engineer’s approval. Based on this ZPMC requests closure this NCR.

After grinding the horizontal height of the weld metal from the groove face was 15mm, which does not require the Engineer’s approval. Based
on this ZPMC requests closure this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000548R01,;

Caltrans' comments: Status: REJ
Date: 27-Apr-2010

Please provide a copy of the WRR used for this repair showing that the amount of weld metal deposited was 15mm as indicated.

Submitted by: Eagen, Sean Date: 27-Apr-2010
Attachment(s):

‘h‘} Page 1 of 1
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@ i No. B-735
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-4-21
REGARDING: NCR-000646(ZPMC-0617)

The buttering size is 15mm after grinding, according to AWS D1.5 it’s not required to notify the
engineer if the buttering size is within 20mm. Please be noticed that this panel has now been
assembled into 12CE and the dimension was measured to be acceptable. And based on the
pervious response, ZPMC is requesting this NCR to be closed.

ATTACHMENT:
NCR-000646(ZPMC-0617)

V4
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DEPARTMENT-OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Roam 708, Changxing Island
Shanghai 201913 PR China

&ltrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A TV Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617

Reference Description:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

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.
L] Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)
- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-cenformance with revised procedures to prevent future occurrences, A response for the

resolution of this issuc is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

K 05.03.06-000608 nCT Page I of |




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES _
Office of Structural Materials

Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch T =

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

Vallejo, CA 94592-1133 3. S
(707) 649-5453 File#  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000646
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0617

Type of problem:

Welding Concrete [ Other ]

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

Joint fit-up [] Coating [ Other [l  Component: OBG Segment 12CE

Procedural Procedural [ ] Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to correct root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.

3
1
i
.1
]
*
w8
o
¥
4

i, AT T AR UAEA AR AR

Ly )

ta g Backing strip

01/22/10 14:58 i 8 01/22/10 15:06

'_:ﬁz_ TL-15,Quality Assurance — Non-Conformance Report Page 1of 3




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

Bay 14.

SP3012A
I (i6mm thk)

Buttering
derle,

T .I

1 % 0122110 10:33

12CE

/ SP3021A

ONI22/10

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.”

AWS D1.5 (02) Section 3.3.4.2 — “Root openings larger than those allowed in 3.3.4.1 may be corrected by
welding only with the approval of the Engineer”.
Who discovered the problem:  Shailesh Vasant Wadkar.
Name of individual from Contractor notified: Mr. Wang Wei Nan
Time and method of notification: 16:00/ 01-22-10 / Verbal
Name of Caltrans Engineer notified:  Bill Howe
Time and method of notification: 18:00 /01-23-10/ e-mail
QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector aware of the problem: [J 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,(818) 292-0659, who represents the

ﬁz_ TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 3




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

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

hz_ TL-15,Quality Assurance -- Non-Conformance Report Page 3 of 3




,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 21-May-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-000548 Rev: 02
Ref: 05.03.06-000608

Subject: NCR No. ZPMC-0617

Contractor's Proposed Resolution:

Reference Resolution: Per the Engineer’s request ZPMC is submitting the WRR used when performing the weld build up. Based on this
ZPMC requests closure of this NCR.

Per the Engineer’s request ZPMC is submitting the WRR used when performing the weld build up. Based on this ZPMC requests closure of
this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000548R02;

Caltrans' comments: Status: REJ
Date: 25-May-2010
Please provide NDT results from UT specified in the WRR.

Submitted by: Eagen, Sean Date: 25-May-2010
Attachment(s): NPR CT Comments

‘h‘} Page 1 of 1
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@ No. B-767
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-21
REGARDING: NCR-000646(ZPMC-0617)

As Engineer’s request, ZPMC is providing the WRR what was used on this issue and is request
closure of this NCR.

ATTACHMENT:

NCR-000646(ZPMC-0617)
B-WR10076

f%%

S [




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

mftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617

Reference Deseription:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
During random In-process Visual [nspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)
- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

‘ﬁ/’i 05.03.06-000608 NCT Page Lof 1




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 i
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000646
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0617

Type of problem:

Welding Concrete [] Other Il

Welding [0 Curing (] Procedural []  Bridge No: 34-0006

Joint fit-up [] Coating (1 Other [  Component: OBG Segment 12CE

Procedural Procedural [ Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to cotrect root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.

Backing strip

01/22110 15:06

‘HZ_ TL-13,Quality Assurance -- Nou-Conformance Report Page [ of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continned Page 2 of 3 )

Bay 14.
12CE
5830128
l (16mm thk)

Buttering

done. | i
ht \

01/22110°  10:33

12CE
SPINZTA Y

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.”

AWS D1.5 (02) Section 3.3.4.2 — “Root openings larger than those allowed in 3.3.4.1 may be corrected by
welding only with the approval of the Engineer”.
Who discovered the problem:  Shailesh Vasant Wadkar.
Name of individual from Contractor notified: Mr. Wang Wei Nan
Time and method of notification: 16:00/01-22-10 / Verbal
Name of Caltrans Engineer notified: Bill Howe
Time and method of notification: 18:00/01-23-10/ e-mail
QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector aware of the problem: [] Yes[] No
Contractor's proposal to correct the problem:
N/A
Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

‘ﬁ'}_ TL-15,Quality Assurance -- Non-Conformance Report ) Pogedof 3




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

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen ' SMR

hz_ TL-13,Quality Assurance -- Non-Conformance Report Page 3 of 3
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Welding Repair Report

AHew S EHA KA HEE S sEGaonaa | TREHT
Project Name SFOBB Drawing No folieidis B-WR10076
am% e
Contract No.: el B 43134#-;2 # Sijrféﬂ‘);i ;j Fii NDTiR4% %5 !
R 45 RESTRE ltems Name Ib-sttpni & % Report No.of NDT _NA
Project No.: 5 ‘ @m plate
b E pA dhE -

Description of welding discontinuity:

h 2% R DL12CERI K M BP3007A 5 SP3012A Y #t 4% 8] (2 #8 4% , %% A 8mm, & E 410 1500mm, JE 1R
BP3009A L5 SP3021ARY Hf 4% Al BR B #%, &% K 15mm, & &4 % 8450nm, B {hin F & R

After inspection 12CE bottom plate gap at BP3007A and SP3012A, the gap was maximum 8mm, 1500m
maximum 15mm at BP30094 and SP3021A, tf}e de’pa-il sees the following draft.

m in length,

.-

é&wﬂ e Sl lve
#I R (Inspector) : GENGWE] B #9(Date) : _2010-1-19

BHBSEETER

Draft of welding discontinuity:

A B
VIEW A _
o SPI01ZA P v ﬁ%[ $ -
=t BP3007A

VIEW B

BP3009A

. SPaD2A FL‘; 057}3/[2

ARSH15mm
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FERE:

Caused:

TR AR R AR .

Weld distortion and fabricate error.

% Jd) % 4 A(Foreman): L‘ }/L‘M #(Date): 2ote o -2
\J

HEEL

Disposition :
1. HEEIMIRKRITE L,
2. WE—PTEMMELER, AiELEEHIWPS;
3. BEREHKEITVTRA, e EiRETiEEE;
4. EFEE g,
5. RBEEMEEEEIZME (WPS) #THHREE.
6. ERMFH, BEHBEITERS FRBHTF,
7. XHEERIEMNDT (VT MT UT) LURFL @ Eh & rimes.
8. EMEMEREFHMHIED,;

RUE$/surfocing orea

#l/metal

/ . =)
drawing 1 ﬂﬁi’/SteMlng

Grind the edge of the repair area cleanly;

Prepare an right joint according to the approved WPS;

Perform VT to the repair area to ensure no impurity exist;

Add steel backing according to the attached drawing 1;

Preheat and weld according to the relevant repaired WPS;

Remove the steel backing and grind the weld flush with around metal;

Perfg:gn post NDT (VT MT UT) of repaired area to insure sound weld metal has been de
posited.

s SIS S IS R

8. Prepare excavation again according to the shop drawings

N
T % ot U i M.’W B 2efon g

Technical engineer Approved by

#R787-QCP-900




—z_H X BaREBRS }g7 Rev. No.
: LT Welding Repair Report 0
R A . REHRS
S5 #RHkE | meme | SEGS0A | o
elent. Name SFOBB Drawing No. B2WR1G076
AE ; ' 3
e : 04-0120F4 e RS R NDTH.4 %5
Contract No.: it o Side plate and NA
RE G ems Name Report No.of NDT
. 3 ZP06-787 bottom plate
Project No.:
B E 5k

Correction action to prevent re occurrence:
InsRGIVEIE R B R, WARE.

Enhance supervision in process of fabrication to reduce error.

£ fi "ﬁ‘/\(Foreman)_:mL\ MAL %%](Date): 2elo— =22

ZBHWPSHE S
Repair WPS No.

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

I#R
technologist

L(//)L,"W'b )

EAE (ME) sTmHMBE | E B9 G [E
Preheat temperature /\/Q Description M
before gouging of discontinuity
18 B0 4 B R 12 TR E -
Inspection AM/ Preheat temperature /076
before welding before welding
£ Ok Gk I R BE A PSS
Max. depth of gouging /‘//al Total length of gouging /V/&
B’T - BExEL BREME
welder ﬂﬂ 4’7 / welding type /;W position /ﬁ
J B R o BEak 178 E
Current 'B'Q—( Voltage %p‘/ Speed 3’7%/
EERRE i
Inspection After repairing:
BB R z I
5/+T2mm;ﬁlt . ’4 Inspector - g@m Date = }
resu oy | e / : .

L g %E - 2010 D/k of.
NDTHE®E  m7 g B 15 R 9'?5@ '7"° R R
NDT result 07 Atc NDT person %‘é‘%\[ Date Jy/‘,) g ,,137
T : ' AT A AT 10« 12
Witness/Review:
&E
Remark :

#R787-QCP-900




,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 10-Jun-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-000548 Rev: 03
Ref: 05.03.06-000608

Subject:  NCR No. ZPMC-0617

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC is providing NDT of the welds after repair and is requesting closure based on the acceptable results.

ZPMC is providing NDT of the welds after repair and is requesting closure based on the acceptable results.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000548R03;

Caltrans' comments: Status: AAP
Date: 14-Jun-2010

The NDT report provided with the NPR is for PL3069S and not PL3069A that is the subject of the NCR. This proposed resolution is accepted,
action pending. Please provide NDT results for buttering performed on PL3069A.

Submitted by:  Eagen, Sean Date: 14-Jun-2010
Attachment(s):

rwaral

Page 1 of 1



@ No. B-785
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-10
REGARDING: NCR-000646(ZPMC-0617)

ZPMC is providing the NDT records to show the acceptance of the buttering. Based on this,
ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000646(ZPMC-0617)
B787-MT-18953
B787-UT-11127

e
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

&ftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A IV Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617

Reference Description:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

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.
[w] Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1 500mm) and SP3021A (30mm x L=2000mm)
- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)}-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

K. 05.03.06-000608nCT Pagelof I




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4 —
Bay Area Branch = TR

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 TR
(707) G10.5453 File#  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000646
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0617

Type of problem:

Welding Concrete [] Other U

Welding 1 Curing [0 Procedural [J  Bridge No: 34-0006

Joint fitup [ Coating [ Other [0  Component: OBG Segment 12CE

Procedural Procedural [1 Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to correct root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.

Bay 14.

Backing strip

01/22/10 01/22/10 15:06

ﬁ’}; TL-15,Quality Assurance -- Non-Conformance Report Page l of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 3 )

Applicable reference:

Bay 14.

Buttering

ci_gne. \ !

Backing strip

Bay 14

12CE
y; SP3021A

12CE
SP3012A
l t16mm thk)

a5 67890

01/22/10 10:33

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.”

AWS D1.5 (02) Section 3.3.4.2 — “Root openings larger than those allowed in 3.3.4.1 may be corrected by

welding only with the approval of the Engineer”.

Who discovered the problem:  Shailesh Vasant Wadkar.

Name of individual from Contractor notified:

Mr. Wang Wei Nan

Time and method of notification: 16:00/ 01-22-10 / Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 18:00/01-23-10/ e-mail

QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector aware of the problem:
Contractor's proposal to correct the problem:
N/A

Comments:

[ Yes [ No

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

ﬁ TL-15,Quality Assurance — Non-Canformance Report

Page 2 of 3




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

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

hZ, TL-15,Quality Assurance — Non-Conformance Report Page3of 3




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
Tk R B
REPORT NO. %445 B787-MT-18953 DATEH #1 2010.01.28 PAGE OFW& 1/ Revision No: 0
PROJECT NO. e CONTRACTOR: e
TR ; R o
DRAWING NO. SP3012A/SP3021A CALTRANS CONTRACT NO.:
04-0120F4
EHe. SIDE PLATE InMIBgmE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B 5k ke fu] i BFEs B EH A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°",2010
[EQUIPMENT B MANUFACTURER 35§ MODEL NO. #4558 SERIAL NO. #4428
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
AL % R B vk HL 3
PARTICLE TYPE Dry magnet powder YOKE SPACING iy
R ey FRM R 25 e
MATERIAL TO BE +V WELDING ##:4: i i
pek2ig Material & thickness ATOOMI48TZ:X
EXAMINED O CASTING &:4F T
foki peE Sy O FORGING &i% 16mm
ELD OCESS PE T
WELDING PROCES o TYPE OF JOIN A
1R peat 23]
WELD I.D DISCONTINUITY o ACCEPT REJECT REMARKS
B INDICATION TYPE LENGE;JI'N ™™ e JB il P
izt Ry
base metal per B-
PL3060A/B ACC. WR10076
base metal per B-
PL30695/B ACC. WR10076
BLANK
EXAMINED BY£#§ REVIEWED BY #i#%
Zhao Chenggong Z/|Q.0 0/[/9713\711‘7 L. 2] R 1 5.{ !V/{/e,“ [ o 'L 2%
JLEVEL -1l SIGN%4% |/ DATERYH ‘ |LEVEL-N IGN ! DATEHMI
JRIRET / QCM F FCUSTOMER
%< SIGN / F il DATE 4 SIGN / B DATE

(FORM# ZPQC-MTO01)




(ZEMC) UTRUIR &
=
REPORT NO. iH#iRE B787-UT-11127 DATE 2010.01.27 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T##% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME:; RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SIDE PLATE SP3012A/SP3021A ]
A4 B EiEE] I T s
REFERENCING CODE £ J3i ACCEPTANCE STANDARD 5 451 PROCEDURE NO. #5454
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS }liE ik JOINT TYPE #4825 50 CALIBRATION DUE DATE {X42 8: iF 43 %3]
FCAW NA Dec. 28°7 2010
JEQUIPMENT # 4% MANUFACTURER #ili#& MODEL NO. #3UR 5 SERIAL NO. 55148
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i3t COUPLANT #1471 MATERIALITHICKNESS #1¥} JERf
AWS [IW BLOCK TYPE II C.M.C AT09M-345T2-X 16mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
g 7 REE MR R il g pj:fi'a EHIE Rt
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3 RigHir 20dB
Base metal Inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4}+1 DISCONTINUITY i g
. ®
WELD g’ I._I.I’ g ~ |5 |8 E s 'E e
Z Q| =B FElEeEsRE LOCATION OF DISCONTINUITY 2 e
iy SloeB S = o = gk 40
IDENTIFICATION |E ik | SE (=2 (T BI85 558 AMEEEALEE (mm) 25 |
SE|lnz|o& s kR E Eley o
; 2 |e¥|(E| 8§ 5 5
£l f g8 L =
RRAEHITHS % E = Sound | Depth from : 5 o
= Length From'X | Fram'Y ]
alb|lc|d i Path Surface HiX Sy @
s O WP d) 3 i a
PL3060A/B 70 32 ACC. 100%
PL3069S/B 70 32 ACC. 100%
base metal per B-WR10076
BLANK
EX?.MINED BY 31§ REV,EWED BY #1E
ITCN 77 7 . of &) Husrg Jin (o of Y]
LEVEL -1l SIGN /[ DATE LEVEL - IIJSIGN / DATE
JEEE / QCM F FFCUSTOMER
%S SIGN/ Hll DATE %< SIGN/ Bl DATE

(FORM# ZPQC-UTO01)




,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 29-Jun-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000548 Rev: 04
Ref: 05.03.06-000608

Subject: NCR No. ZPMC-0617

Contractor's Proposed Resolution:

Reference Resolution: Previously submitted NDT documents were for the incorrect plates. ZPMC is submitting NDT documents with the

correct plates to show that the weld up is acceptable.

Previously submitted NDT documents were for the incorrect plates. ZPMC is submitting NDT documents with the correct plates to show that
the weld up is acceptable. ABFJV has had discussions with the ZPMC QA Manager and he has agreed to increase CWI presence in all areas
to prevent lapse in QC oversight in the future. Based on these actions and submitted documents, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000548R04;

Caltrans' comments:

Status: AAP
Date: 07-Jul-2010

The preventative measures taken by the QCM is acceptable. The area has been repaired and NDT documents with the correct plates have

been submitted. This NCR is considered closed.

Submitted by:  Woo, Laraine
Attachment(s):

Date:

07-Jul-2010

Page 1 of 1



@ No. B-803
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-28
REGARDING: NCR-000646(ZPMC-0617)

Wrong plate number was typed in the previously submitted NDT records. ZPMC is providing the
corrected reports and is requesting closure of this NCR.

ATTACHMENT:
NCR-000646(ZPMC-0617)
B787-UT-11127
B787-MT-18953
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

&ftrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 24-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: 05.03.06-000608
Subject: NCR No. ZPMC-0617 _

Reference Description:  ZPMC performed unapproved buttering to correct root opening size on side panels for OBG Segment 12CE

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.
= Recurring QC issue that constitutes a systematic problem in quality control.
L] Non-Conformance Resolved.
Material Location: OBG Lift: 12
Remarks:
During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA) discovered the following

issues:

- Deposition of weld metal (buttering/build up) of up to 21 mm measured horizontally from the groove face to correct excessive root
opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.
- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)
= ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report (WRR)-B-WR-10076 Dated
January 9th, 2010 for the work being performed.
- The material being welded is Non SPCM.
- The Side Panel components are located in Bay 14.
Please see attached NCR ZPMC-617 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0617

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

‘K7 05.03.06-000608.nCT Page 1 of 1




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 bRt b B

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

(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China , Report No: NCR-000646
Prime Contractor: American Bridge/Fluor Enterprises, a JV 2 Date: 23-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0617

Type of problem:

Welding Concrete [1 Other &

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

Joint fitt-up [1 Coating [J Other [0  Component: OBG Segment 12CE

Procedural Procedural [] Description: Unapproved Buttering of Side Panel Splice Welds

Reference Description: ZPMC performed unapproved buttering to correct root opening size on side panels
for OBG Segment 12CE

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)

discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.

._ Re” ‘ 12CE
Buttering dane g ‘ | e ok 30214 :

Backing strip

01/22/10 : -~ 01/22/10  15:06
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

nn:,-t-:_' . .

SP3012A
l {(16mm thk)

Buttering

done, £ A
i \ .

01122110

Bay 14 R~ — ~ B 12CE
3 SP3021TA

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.”

AWS D1.5 (02) Section 3.3.4.2 — “Root openings larger than those allowed in 3.3.4.1 may be corrected by
welding only with the approval of the Engineer”.
Who discovered the problem:  Shailesh Vasant Wadkar.
Name of individual from Contractor notified: Mr. Wang Wei Nan
Time and method of notification: 16:00/01-22-10/ Verbal
Name of Caltrans Engineer notified: Bill Howe
Time and method of notification: 18:00/01-23-10/ e-mail
QC Inspector's Name: Mr. Guo Xing Hui.
Was QC Inspector aware of the problem: ] Yes[v] No
Contractor's proposal to correct the problem:
N/A
Comments:
This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the

ﬁ TL-15,Quality Assurance — Non-Cenformance Report Page2of 3




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

Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

I‘Z.. TL-15,Quality Assurance - Non-Conformance Report Poge3of 3
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. iRi54&S B787-UT-11127 DATE 2010.01.27 PAGE 1 OF1 Revision No: 1
PROJECT NO. : T#24%% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SIDE PLATE SP3012A/SP3021A ,
B & mMTEHS

REFERENCING CODE #3#1i

AWS D1.5-2002

ACCEPTANCE STANDARD 1&547 1
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. /R4

WELDING PROCESS 1EH JOINT TYPE 42y CALIBRATION DUE DATE {{# e iE 47 %01
FCAW NA Dec. 28°7 2010
EQUIPMENT ##% MANUFACTURER iflif i MODEL NO. ¥l SERIAL NO. i394 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK %5 COUPLANT #i&77 MATERIALITHICKNESS 4 #} JELI
AWS IIW BLOCK TYPE II c.M.Cc ATOSM-345T2-X 16mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
3 FHHE B R~ e g i R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:35 R iF 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#} Il DISCONTINUITY sk s
o w c E s
WELD Z = w ~ 15 18 |8 _|Is =2 &
Z S EE % Eslss B 2P LOCATION OF DISCONTINUITY 3; &
- : o S EE =
IDENTIFICATION | = Ik cE|=®m Sl s35ERE TG (mm) 22 | «
A [ he = c ]
amnen o |SF|EF| @ c £%| £
RS % E = Sound | Depth from . 5 ®
e Length From'X | From"Y o
a|lblc|d i Path Surface HiX &
R FRAImRIE o
PL3060A/B 70 32 ACC. 100%
PL3069A/B 70 32 ACC. 100%
base metal per B-WR10076
BLANK
EXAMINED BY 4% REVIEWED BY # £
Lesn V.r\l'/\ {0. 0[‘} A LA ,:rl"l/l. !n‘ a!.>—7
LEVEL - Il SIGN / DATE LEVEL -1l SIGN / DATE
£ / QeM " CUSTOMER
%-F SIGN/ Bl DATE £ SIGN/ Al DATE

(FORM# ZPQC-UT01)




@ REPORT OF MAGNETIC PARTICLE EXAMINATTION
R gRLLE &
REPORT NO. i {5455 B787-MT-18953 DATEB T 2010.01.28 PAGE OFTH 1A Revision No: 1
PROJECT NO. — CONTRACTOR: —
TE%S: i B oA
DRAWING NO. SP3012A/SP3021A CALTRANS CONTRACT NO.:
04-0120F4
e SIDE PLATE MHTIERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SZEMTERD HZIRE BEHE B ER W
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT ## MANUFACTURER {31 MODEL NO. #4318 SERIAL NO. #4428
MT YOKE PARKER B310S 5395 5617 5620
‘MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
Bk F i M E B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TR BEAR (A PR
MATERIAL TO BE Y WELDING i
1 N Material & thickness ATODM-345T2:X
EXAMINED O CASTING #ff k4, L EE
itk Eo B O FORGING i 16mm
N
WELDING PROCESS e TYPE OF JOINT o
1T b il
DISCONTINUITY A4 1t
WELD I.D. TENGTT N ] ACCEPT REJECT REMARKS
R B INDICATION TYPE 1 It g BIELL ik
base metal per B-
PL3060A/B ACC. e
base metal per B-
PL3069A/B ACC. WR10076
BLANK
EXAMINED BY F:#§ REVIEWED BY #7#
Chanomq L2 of 14 % [5 ol 29
Zhao Chenggong 0 @ﬂrﬂ j . Gt 14 P s ol 2
JLEVEL -1l SIGN &% | LEVEL-l  SIGN / DATERM
RitEE / QCM FH CUSTOMER
A< SIGN/ Bl DATE % SIGN/ H}if 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-000716
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  07-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0617

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:  23-Jan-2010

Description of Non-Conformance:

During random In-process Visual Inspection of OBG Segment 12CE, this Quality Assurance Inspector (QA)
discovered the following issues:

- Deposition of weld metal (buttering/build up) of up to 21mm measured horizontally from the groove face to
correct excessive root opening by Flux Cored Arc Welding (FCAW) without the prior approval of the engineer.

- Buttering was performed on Side Panel SP3012A (38mm x L=1500mm) and SP3021A (30mm x L=2000mm)

- ZPMC onsite Quality Control Inspector (QC), Mr. Guo Xing Hui, produced Welding Repair Report
(WRR)-B-WR-10076 Dated January 9th, 2010 for the work being performed.

- The material being welded is Non SPCM.

- The Side Panel components are located in Bay 14.

For further information, please see the attached photos and applicable reference below.

Contractor's proposal to correct the problem:

Provide WRR used during repair work along with subsegent NDT documentation verifying weld quality.
Corrective action taken:

Contractor has submitted WRR used during repairs aswell as NDT documentation verifying repair welds meet
Contract weld quality requirements.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonis, who represents the Office of Structural

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



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

Materials for your project.

I nspected By: Simonis,Jim Quality Assurance | nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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