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-000685
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0652

Type of problem:

Welding Concrete [1 Other []

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [ Coating [1 Other [ ]  Component: Segment 8AE Deck Panel

Procedural Procedural [] Description:

Reference Description: The welder was not using his qualified weld process/position while performing base
metal repairs on Segment BAE Deck Panel

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of segment 8AE, this QA

Inspector discovered the following issue:

-Welder was not qualified to perform base metal repairs in this process/position.

-Repairs being performed using the Shielded Metal Arc Welding (SMAW) process.

-The welder is qualified for Flux Cored Arc Welding (FCAW) only.

-The welder isidentified as Mr. Wang Zhao Cong (068445).

-The base metal repairs were being performed at temporary attachment removal sites on the deck panel near the

bike path side.

-The plate identifications under repair are identified as:

-DP667A, Plate number-PL1376A and DP470A, Plate number-PL436C.

-During the repair, Quality Control (QC) Inspector could not provide aweld repair report (WRR) for the

repairs.

-OBG Segment 8AE is currently located outside the north end of bay 19.

UnQualified welder is performing Shielded” ettal "Welding
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

AWS D1.5/2002, Section 5.24.1.2: “A welder, welding operator, or tack welder shall be qualified for each
process used.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Wang Heng

Time and method of notification: 1000 hours, 02-22-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1430 hours, 02-22-10, Verbal

QC Inspector's Name: LiuHuaJde

Was QC Inspector awar e 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, +(86) 134.7247.7571, who represents the

Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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To:

Dear:
Attention:
Subj ect:

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

Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL
AMERICAN BRIDGE/FLUOR, A JV Date: 25-Feb-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Mr. Charles Kanapicki Job Name: SAS Superstructure
Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000642
NCR No. ZPMC-0652

Reference Description:  The welder was not using his qualified weld process/position while performing base metal repairs on Segment 8AE Deck Panel

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as

indicated below:

L] Material 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 L ocation: OBG Lift: 08

Remarks:

During Quality Assurance (QA) random in-process observations of the fabrication of segment 8AE, this QA Inspector discovered the

following issue:

-Welder was not qualified to perform base metal repairsin this process/position.

-Repairs being performed using the Shielded Metal Arc Welding (SMAW) process.

-Thewelder is qualified for Flux Cored Arc Welding (FCAW) only.

-The welder isidentified as Mr. Wang Zhao Cong (068445).

-The base metal repairs were being performed at temporary attachment removal sites on the deck panel near the bike path side.

-The plate identifications under repair are identified as:
-DP667A, Plate number-PL1376A and DP470A, Plate number-PL436C.
-During the repair, Quality Control (QC) Inspector could not provide aweld repair report (WRR) for the repairs.
-OBG Segment 8AE is currently located outside the north end of bay 19.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Provide NDT report

indicating acceptability of the repair. A response for the resolution of thisissue is expected within days.

Transmitted by: Bill Howe Sr. Transportation Engineer

Attachments:

ZPMC-0652

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

Y/ 05.03.06-000642,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: 09-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-000679 Rev: 00
Ref: 05.03.06-000642

Subject: NCR No. ZPMC-0652

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has written an internal NCR and removed the welds in question. ZPMC is providing the NDT to show that
the welds are acceptable, based on this ZPMC requests closure of this NCR.

ZPMC has written an internal NCR and removed the welds in question. ZPMC is providing the NDT to show that the welds are acceptable,
based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000679R00;

Caltrans' comments: Status: CLO
Date: 13-Jun-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0652 is closed.

Submitted by: Eagen, Sean Date: 13-Jun-2010
Attachment(s):
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@ No. B—781
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-6-7
REGARDING: NCR-000685(ZPMC-0652)

ZPMC acknowledged this problem and has written an internal NCR. The unsatisfied welds have
been removed and were repaired after. ZPMC is providing the WRR and NDT record for Engineer
to review and is expecting the closure of this NCR.

ATTACHMENT:
NCR-000685(ZPMC-0652)
B-WR11503
B787-MT-23750




i i 1 _ DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
e 333 Burma Road
W Oakland CA 94607

{@férans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 25-Feb-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/Fabricalion Manager Document No: 05.03.06-000642
Subject: NCR No. ZPMC-0652

Reference Description:  The welder was not using his qualified weld process/position while performing base metal repairs on Segment 8AE Deck Par

The atlached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
[ Material or Workmenship not in conformance with contract documents,
Quality Control (QC) not performed in conformance with contract documents,
1 Recurring QC issue that constitutes a systematic problem in quality control.
[] Non-Conformance Resolved.
Material Location: 0BG Lift: 08
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of segment BAE, this QA I[nspector discovered the
following issue:
~Welder was not qualified to perform base metal repairs in this process/position.
-Repairs being performed using the Shielded Metal Arc Welding (SMAW) process.
~The welder is qualified for Flux Cored Arc Welding (FCAW) only.
-The welder is identified as Mr, Wang Zhao Cong (063445).
-The base metal repairs were being performed at temporary attachment Temoval sites on the deck panel near the bike path side.
~The plate identifications under repair are identified as:
-DP667A, Plate surnber-PL1376A and DP470A, Plate number-PL436C.
-During the repair, Quality Control (QC) Inspector could not provide a weld repair repart (WRR) for the repairs.
-OBG Segment 8AE is currently located cutside the north end of bay 19.

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Provide NDT report

indicating acceptability of the repair. A response for the resolution of this issue is expected within days.

Transmiited by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0652

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

02.02:18.04 Received
e 3 onscsner NCT-000642 25 Feb 10 #a=/o/ ¢




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES LS
Office of Struclural Malerials

Quality Assurance and Source Inspection
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Contract #: 04-0120F4
Bay Area Branch SO,

890 Walnut Ave.5L 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 k% R T
(707) 649-5452 File#: 69.25B

{707) 549-5493

QUALITY ASSURANCE — NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000685
Prime Contracter: American Bridge/Fluor Enterprises, a TV Date: 22-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0652

Type of problem:

Welding Conecrete [ Other ]

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

Joint fitup [J Coating [J] Other O  Component: Segment 8AE Deck Panel

Procedural Procedural {] Description:

Reference Description: The welder was not using his qualified weld process/position while performing base
metal repairs on Segment 8AE Deck Panel

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of segment 8AE, this QA

Inspector discovered the following issue:

~Welder was not qualified to perform base metal repairs in this process/position.

-Repairs being performed using the Shielded Metal Arc Welding (SMAW) process.

-The welder is qualified for Flux Cored Arc Welding (FCAW) only.

-The welder is identified as Mr. Wang Zhao Cong (068445).

-The base metal repairs were being performed at temporary attachment removal sites on the deck panel near the

bike path side.

-The plate identifications under repair are identified as: witlle S;.

-DP667A, Plate number-PL1376A and DP470A, Plate number-PL436C.

-During the repair, Quality Control (QC) Inspector could not provide a weld repair report (WRR) for the

Tepairs.

-OBG Segment 8AE is currently located outside the north end of bay 19. |

i il weldérls performinp ShISlgad ety ealding
. oaizameiec: Vil DPESTR %
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Applicable reference:

AWS D1.5/2002, Section 5.24.1.2: “A welder, welding operator, or tack welder shall be qualified for each
process used.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Wang Heng

Time and method of notification: 1000 hours, 02-22-10, Verbal

Name of Caltrans Engineer notified;  Bill Howe

Time and method of notification: 1430 hours, 02-22-10, Verbal

QC Inspector's Name: Liu Hua Jie

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, +(86) 134.7247.7571, who represenis the

Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By:  Wahbeh,Mazen SMR

ﬁz‘, TL~15,Quality Assurance - Non-Conformance Report
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Welding Repair Report 0
T E &7 E B A5 SEG044 HBEG5 —
Project Name SFOBB Drawing No Report No. "
=Gk
04-0120F4 3 F Sk be T
Contract No.: L AR DPGE7ADP4T0A NDT#R% % 4 NA
= o ltems Name Report No.of NDT
ME %S
. _ ZP0B-787
Project No.:
PR S A5
Description of welding discontinuity: . ‘
%iﬁﬁﬁEEBAE%’EZ@.—D@&DPBB7A/DP47OAE’LI_:ZEfrfrﬂﬁi’iﬁ‘ﬁﬂ‘, R EFIRE T R EET,

BEWE, BEFEE. 1.1=24m 2. 1L=18m, SEVELTHE!
After inspection 8AE box deck plate DP667/DP470A

+ repair base metal didn’t according

RBERE TG

to technology procedure, and remove unaccepted weld and repair, 1.L=24mm 2. L=18m
m, the detail position sees the following draft.
Li \{MLLW [P~ VZ-!']L
B R (Inspector) : Li Yanhua 8 #(Date) : _10.03.14
AR R %A -
Draft of welding discontinuity:
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FHEEEH: .
Caused: -
TA#HERE, BHEBHHRG.

Worker operated error caused base metal gouged.

% 19 fi fr A(Foreman): [ 5 }L,,‘qmpﬂ #(Date): (2. (€
B ER o
Disposition :
1. QCHICKITEREMER TR T AL I 16 S LIS (RIR 5 FRACEE T8 I LA JLAWS D1. SZEsfeifAT,

2. ERBZRETENRE (WPS) TEGEREZNE,

3. EE—AIEMRNELEN, BHESLEEHWPS;

4. TENDTHEIAT OLELQA. IHREREFE100%MTH100% VT HE;

5. WMRMEIVEGE, EdTENTEEBRATREUTRARSELSEHR, FEESNE URIAGMEELER,
8. HIMLIEMTRE R E A% E YT

7. REMEFEBRREETEARE (WPS) #HITMAREE,

8. WEZEXEITEZSEHTF,

9. TENDTREMEIO:AELHQA. FEBEK {’Emoymwwovw.ﬂ

1. QC and CWI should be present to witness the repair, direct and supervise all repair operations during thi
s repair to ensure the repair is per the disposition requirements, and the AWS D1.5 code requirements.

2. Grind the repair area to a smooth finish according to the approved repair WPS.
3. Prepare the joint according to the approved WPS.
4. Notify QA verbally prior to NDT. Perform 100%MT and 100%VT of the repair area.

5. Remove all defects by grinding to ensure all defects are completely removed if defects still exist, and rep
eat “step 4”7 to assure complete removal of all defects if necessary.

6. Clean the repair area of all loose debris including MT powder.
7. Preheat and weld according to the approved WPS.

8. Grind the weld flush after welding.
9. Notify QA verbally prior NDT. Perform 100%MT and 100%VT of the repair area.

T % Ha e lon e EI [on 0 4§

Technical engineer Approved by Date

A

#R787-QCP-900
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Welding Repair Report 0
5 H 4 K S EEE I HHEF SEGD44 BEHT el
Project Name SFOBB Drawing No Report No. &
RS
; 04-0120F4 i , S g
Contract No.: At 4 #R —— NDT4RE %5
RE 5= ltems Name Report No.of NDT
ok B ZP06-787
Project No.:
Y ER:

Correction action to prevent re occurrence:
BVIMBEFRIEL, REEEKF.

Train and educate operator to improve operation skill.

nfB H(Date): (0. 02 (L

%1 fi A (Foreman):[ < Zh- o
7

ZBHIWPSE S WPS-345-SMAW-1 | TE€ R ) e Yoo (tim
Repair WPS No. | G(1F)-Repair technologist (5. © -t
B (KAl & AR E B {E 79 kI
Preheat temperature NA Description ZJYZ'
before gouging of discontinuity
BT A B R & & T HAGR BE D
Inspection A{CC’ Preheat temperature 7g c
before welding before welding
T KTl i o E /}l
Max. depth of gouging fmm Total length of gouging vt
]I : g | 2B
welder Dé’lé [U welding type g&%’kw position 7/&?
12 B2 W 0/ RERE 2$¢ BEEE
Current / g Voltage "7 _ Speed /!‘L
EBEERE
Inspection After repairing:

mE A ' .‘;/a,nhu.a, H '
NBWE Inspector Date g/o
VT result ACC.f . 0711,0791 z (0. 06‘-04
NDTHE & s R B A
NDT result Az&L/ NDT persong’md\w/‘ KMMte 7%3 ﬂ‘.{_ 05
W ' B e e
Witness/Review; '
EE
Remark :

#R787-QCP-800




REPORT OF MAGNETIC PARTICLE EXAMINATION

& SIGN/ A DATE

R R R
REPORT NO. iR %452 B787-MT-23790 DATEH#i 2010.06.06 PAGE OFW# 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: T
TEEE: i A P
DRAWING NO. DP66TAIDPA70A CALTRANS CONTRACT NO.:
04-0120F4
3R DECK PLATE MRS
REFERENCING CODE ACGEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEMTERED B2 BF&RE B ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT %% MANUFACTURER #l3#§ MODEL NO. #3.5%E SERIAL NO. EZme
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
AL B BAREL L3
PARTICLE TYPE Dry magnet powder YOKE SPACING Fi4i
REBHE FRB R gl |
MATERIAL TO BE v WELDING i i
BEM Material & thickness T p——
EXAMINED O CASTING # 1t B JELHE
H AR O FORGING 8% 14 mm
GP
WELDING PROCESS —_ TYPE OF JOINT -
pUk i S gk i)
DISCONTINUITY i &4t '
WELD 1.D. e ] ACCEPT REJECT REMARKS
JBsgyn INDICATION TYPE 1 P T 6 &5
- E= 3l
PL1376 i AGC, 100%MT
PL436 ACC, 100%MT
BASE METAL PER B-WR11053
BLANK
EXAMINED BY1:# WREVIEWED BY # i
_Sun Gongchang g-—n &ﬁﬂj Cf(ﬁ""? ’E e, 7
LEVEL-1l SIGN%4% |/ DATEEM /0« vb.0f LEVEL-l  SIGN / DATERM /08 o 5
R / QCM Fi FCUSTOMER ’

4% SIGN/ Bl 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-000681
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  13-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0652

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:  22-Feb-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of segment 8AE, this QA
Inspector discovered the following issue:

-Welder was not qualified to perform base meta repairsin this process/position.

-Repairs being performed using the Shielded Metal Arc Welding (SMAW) process.

-The welder is qualified for Flux Cored Arc Welding (FCAW) only.

-The welder isidentified as Mr. Wang Zhao Cong (068445).

-The base metal repairs were being performed at temporary attachment removal sites on the deck panel near the
bike path side.

-The plate identifications under repair are identified as:

-DP667A, Plate number-PL1376A and DP470A, Plate number-PL436C.

-During the repair, Quality Control (QC) Inspector could not provide aweld repair report (WRR) for the
repairs.

-OBG Segment 8AE is currently located outside the north end of bay 19.

Contractor's proposal to correct the problem:

Remove said weld and have qualified personnel replace it.

Corrective action taken:

Weld was removed and replaced by welder qualified for the applicable position and process. The Contractor
issued an internal NCR regarding this matter and supplied NDT documentation verifying the weld meets
Contract weld quality requirements.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?

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



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

[] Yes¥l No
Comments:
Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Simonius, who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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