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-000652
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 25-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0623

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: East Tower, Lift 4, Skin E

Procedural Procedural [] Description:

Reference Description: Base Metal Repair without Engineer's Approval, East Tower, Lift 4, Skin E
Description of Non-Conformance:

Caltrans Quality Assurance (QA) observed base metal repairs were performed without prior approva from the
Engineer. These repairs were performed using the Shielded Metal Arc Welding (SMAW) process at East
Tower, Lift 4, Skin E, on Seismic Performance Critical Member (SPCM) 485 grade material.

EAST TOWEREIET 4

BASE METAL R/;_PAIR

01-25-2010 A4 15

Applicablereference:
AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engineer shall be obtained for repairs to base metal.”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2.1.2; “Prior approval of
the Engineer shall be obtained for repairs to base metal.”

Who discovered the problem:  Shailesh Gaikwad
Name of individual from Contractor notified: Man Kam Hen
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 14:15 hours, 01-25-2010, verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 8:20 hours, 01-26-2010, verba

QC Ingpector's Name: An Qing Xiang

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

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 26-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: 05.03.06-000611
Subject: NCR No. ZPMC-0623

Reference Description:  Base Metal Repair without Engineer's Approval/ East Shaft Lift 4,/ Skin E

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:
The Cadltrans Quality Assurance (QA) inspector observed base metal repairs being performed without prior approval from the Engineer.
These repairs were performed using the Shielded Metal Arc Welding (SMAW) process at East Shaft, Lift 4, Skin E, on Seismic
Performance Critical Member (SPCM) 485 grade material.

AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engineer shall be obtained for repairs to base metal.”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2.1.2; “Prior approval of the Engineer shall be
obtained for repairs to base metal.”

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance, documenting that the repaired base metal / welding repair isin compliance
with the contract requirements. Documentation provided for the Engineer’ s review of the acceptability of the weld repair shall at a
minimum include the procedure utilized/CWR and the NDT results.

In addition to the material /workmanship non-conformance, address the failure by both Production and Quality Control in proceeding
with base metal repair without prior approval from the Engineer. Provide documentation of the steps/actions taken by Production and

Quiality Control to prevent future occurrences.

The response for the resolution of thisissue is requested within 7 days.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0623

ogral " 05.03.06-000611,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000611,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Feb-2010

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

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000594 Rev: 00
Ref: 05.03.06-000611

Subject:  NCR No. ZPMC-0623

Contractor's Proposed Resolution:

Reference Resolution: Since this NCR was written the process for requesting base metal repair approval has been clarified and this issue
has decreased in frequency. ZPMC requests closure of this NCR.

ZPMC has written an internal NCR regarding the unapproved base metal repair or temporary attachment areas to inform the production
department of this issue. Since this NCR was written the process for requesting base metal repair approval has been clarified and this issue
has decreased in frequency. ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000594R00

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

The Department will not consider closure of this NCR untill all items listed on NCT are addressed.

Submitted by:  Lee, Ken Date: 11-Feb-2010
Attachment(s):
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 13-Jul-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-000594 Rev: 01
Ref: 05.03.06-000611

Subject: NCR No. ZPMC-0623

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the requested CWR and NDT results to show that observed base metal repairs to temporary
attachment areas are acceptable.

ZPMC is providing the requested CWR and NDT results to show that observed base metal repairs to temporary attachment areas are
acceptable. To clarify, per the attached letter ZPMC is not required to provide a CWR when performing base metal repairs to temporary
attachments of non SPCM material. This sub assembly that is referenced in the NCR is not SPCM material, as long as there is a WRR present
and the on site inspector is notified the repair does not require Engineer approval. ZPMC QA has reiterated the requirement that the on site
inspector be notified prior to repairs beginning to prevent this issue from occurring again. Based on this ZPMC

requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000594R01,;

Caltrans' comments: Status: CLO
Date: 14-Jul-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0623 is closed.

Submitted by: Rizzardo, Gina Date: 14-Jul-2010
Attachment(s):
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(ZPMC] T

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-07-12
REGARDING: NCR-000652(ZPMC-0623)

ZPMC received NCR-000652(ZPMC-0623), it mentioned. that CT inspector observed
ZPMC performed base metal repairs without prior approval from engineer.

Here ZPMC need to clarify, first, as we all know SPCM and 485 grade are different, but
in this NCR it mentioned Lift 1 Skin E is SPCM, obviously it was an incorrect concept.
Second, you can find in the NCR, visibly, the repair points were after temporary attachment
removal and according to the letter attached below, CWR is required for SPCM temporary
attachment removal area but no need for Non SPCM.

As a responsibly attitude ZPMC still issued CWR and conducted NDT, finally the
component involved in this NCR was accepted by CT.

Basing on above information, ZPMC hope CT could take a review and close these NCR.

ATTACHMENT:
NCR-000652(ZPMC-0623)
T-CWR564

T787-UT-2617
T787-MT-7957
AFC-ZPM-LTR-000621

sl

R0 7. 1 .




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

ltrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 26-Jan-2010
375 BURMA ROAD '
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Denr: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention; Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000611
Subject: NCR No. ZPMC-0623 -

Reference Description:  Base Metal Repair without Engineer's Approval/ East Shafi Lift 4./ Skin E

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated beIO\;':
| Material or Workmanship not in conformance with contract documents.
v Quality Control (QC) not performed in conformance with contract documents,
| Recurring QC issue that constitutes a systematic problem in quality control,
] Non-Conformance Resolved,
Material Location: Tower Lift: 04
Remarks:
The Caltrans Quality Assurance (QA) inspector observed base metal repairs being performed without prior approval from the Engineer.
These repairs were performed using the Shiclded Metal Arc Welding (SMAW) process at East Shaft, Lift 4, Skin E, on Seismic
Performance Critical Member (SPCM) 485 grade material.

AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engincer shall be abtained for repairs to base metal.”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2.1.2: “Prior approval of the Engineer shall be
obtained for repairs to base metal.”

Action Required and/or Action Taken:
Propose a resolution for the identificd non-conformance, documenting that the tepaired base metal / welding repair is in compliance
with the contract requirements. Documentation provided for the Engincer’s review of the acceptability of the weld repair shall at a

minimum include the procedure utilized/CWR and the NDT resulls.
[n addition to the material/workmanship nen-conformance, address the failure by both Production and Quality Control in proceeding
with base metal repair without prior approval from the Engineer. Provide documentation of the steps/actions taken by Production and

Quality Control to prevent future occurrences.

The response for the resolution of this issue is requested within 7 days.

Transmitted by: Ken Lee Transportation Engineer
Attachments: ZPMC-0623

02,051 3gaesoomsi1vcr Received  rage ror 2
NCT-000611 26 Jan 10




NCT
( Continued Page 2 of 2 )

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

N7, 050306000611 5CT Page 2 of 2




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 el .

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

Vallejo, CA 84592-1133 B ;
(707) 649-5453 File #: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000652
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0623

Type of problem:

Welding Concrete [] Other J
Welding [J Curing [1 Procedural (]  Bridge No: 34-0006
Joint fit-up [J Coating [J Other L1  Component: East Tower, Lift 4, Skin E

Procedural Procedural [1 Description:

Reference Description: Base Metal Repair without Engineer's Approval, East Tower, Lift 4, Skin E
Description of Non-Conformance:

Caltrans Quality Assurance (QA) observed base metal repairs were performed without prior approval from the
Engineer. These repairs were performed using the Shielded Metal Arc Welding (SMAW) process at East
Tower, Lift 4, Skin E, on Seismic Performance Critical Member (SPCM) 485 grade material.

Applicable reference:
AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engineer shall be obtained for repairs to base metal.”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2.1 .2; “Prior approval of
the Engineer shall be obtained for repairs to base metal.”

Who discovered the problem:  Shailesh Gaikwad
Name of individual from Contractor notified: Man Kam Hen

‘:ﬁ;i TL-15,Quality Assurance -- Non-Conformance Report Page | of 2




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

Time and method of notification: 14:15 hours, 01-25-2010, verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 8:20 hours, 01-26-2010, verbal

QC Inspector's Name: An Qing Xiang

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

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
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
Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

‘M TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2
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American - 375 Burma Road
M - Oakland, CA 94607 USA
. Bridge - F L U@R Phone 510-808-4600

A JOINT YENTURE Fax 510-808-5601

February 22, 2010 AFC-ZPM-LTR-000621

Attention: Mr. Lujianhua
Mr. XuJun

ZPMC

Steel Structure Department
Room 203, Building 2
Shanghai, China 200125

PROJECT:  San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No. 04-0120F4
ABF Job No. 660110

SUBJECT: Clarification letter regarding use of CWR or WRR for base metal repairs of
temporary attachment removal areas and plate edge weld build up areas

Mr. Lujianhua, Mr. XuJun

The following clarifications shall apply for completing WRR or CWR for base metal repair of Tower and OBG
temporary attachment removal areas and plate edge weld build up areas.

1. Base metal repair — After removal of temporary attachmenis

a. SPCM
i. CWR required for SPCM temporary attachment removal areas requiring repair by welding.
b. Non SPCM

i. WRR is required for Non SPCM materials. CT onsite inspector must be notified prior to
performing any weld repair then the CT inspector name noted on the WRR , the WRR and
WPS must be present at the jobsite.

(48]

Base metal repair - Plate edge weld build up areas.

2. SPCM

i.  WRR is required for weld build up of plate edges or to correct weld joint geomelry if the
deposition of weld metal up to 10mm or % the base —metal thickness, whichever is less.
CWR is required if these limitations are exceeded.

b. Non SPCM

i. WRR is required for Non SPCM materials as long as the weld build up does not exceed
the base metal thickness or 20mm whichever is less. CT onsite inspector must be notified
prior to performing any weld repair then the CT inspector name noted on the WRR, the
WRR and WPS must be present at the jobsite. CWR is required if these limitations are
exceeded.

Il comments or clarifications are needed, please contact me.

Kindest Regnrd;“/;z%

American Bridge Company / Fluor Enterprises Inc., A Joint Venture
Steve Lawton
Foreign Quality Assurance Manager

ABF Building San Francisco Bay's New Signature Suspension Bridge




Americaﬂ ) 375 Burma Road
.m?p : i Oalkland, CA 94607 USA
B] idge - F‘L U @ ﬁ : Phone 510-808-4600

o A JOINT VENTURE Fax 510-808-3601

February 22, 2010 AFC-ZPM-LTR-000621

Attention: Mr. Lujianhua
Mr. Xudun

ZPMC

Steel Structure Department
Room 203, Building 2
Shanghai, China 200125

PROJECT: San Francisco Oakland Bay SAS Bridge Superstructure
Caltrans Contract No. 04-0120F4
ABF Job No. 660110

SUBJECT: Clarification letter regarding use of CWR or WRR for base metal repairs of
temporary attachment removal areas and plate edge weld build up areas

Mr. Lujianhua, Mr. XuJun

The following clarifications shall apply for completing WRR or CWR for base metal repair of Tower and OBG
lemporary atiachment removal areas and plate edge weld build up areas.

1. Base metal repair — After removal of temporary attachments

a. SPCM
i. CWR required for SPCM temporary attachment removal areas requiring repair by welding.

b. Non SPCM
i. WRR is required for Non SPCM materials. CT onsite inspector must be notified prior to
performing any weld repair then the CT inspector name noted on the WRR | the WRR and
WPS must be present at the jobsite.

2. Base metal repair - Plate edge weld build up areas.

a. SPCM
i. WRR is required for weld build up of plate edges or to correct weld joint geometry if the
deposition of weld metal up to [0mm or % the base —metal thickness, whichever is less,
CWR is required if these limitations are exceeded.

h. Non SPCM

i. WRR is required for Non SPCM malerials as long as the weld build up does not exceed 4
the base metal thickness or 20mm whichever is less. CT onsite inspector must be notified
prior to performing any weld repair then the CT inspector name noted on the WRR, the
WRR and WPS must be present at the jobsite. CWR is required if these limitations are
exceeded.

If comments or clarifications are needed, please contact me.

Kindest Regm‘dS/
e (S }ZJ/%

American Bridge Company / Fluor Enterprises Inc., A Joint Venture
Steve Lawton
Foreign Quality Assurance Manager

ABF Building San Francisco Bay's New Signature Suspension Bridge



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000881
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  14-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0623

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:  25-Jan-2010

Description of Non-Conformance:

Caltrans Quality Assurance (QA) observed base metal repairs were performed without prior approval from the
Engineer. These repairs were performed using the Shielded Metal Arc Welding (SMAW) process at East
Tower, Lift 4, Skin E, on Seismic Performance Critical Member (SPCM) 485 grade material.

Contractor's proposal to correct the problem:

Contractor proposes to provide the CWR and NDT report to prove the welds are acceptable.

Corrective action taken:

Contractor provided the sufficient CWR and NDT report. The NDT report shows the repairs are acceptable.
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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

I nspected By: Ng,Michael Quality Assurance I nspector

Reviewed By: Devey,Jim QA Reviewer
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