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-000704
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 26-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0671

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 [] Description:

Reference Description: No CWI/QC present during welding of exterior FL 3 stiffners to EP on Segment 9BE
Description of Non-Conformance:

During random Quality Assurance visua observations of OBG segment 9BE in the yard between bay 17 and
blast shop #2 this Quality Assurance Inspector (QA) observed the following issues:

-ZPMC welder 54013 was welding stiffener plates on the exterior of OBG Segment 9BE, between panel point
PP75 and PP76, Cross Beam side, without a ZPMC Quality Control (QC) Inspector / CWI being present.
-This QA Inspector observed said welder performing work on weld SEG052E-092 and other adjacent deck
plate stiffener welds.

-The weld is a Complete Joint Penetration (CJP) joining deck panel stiffener X8E to edge panel EP145A.
-Edge panel EP145A is designated as a Seismic Performance Critical Member (SPCM) on the approved shop
drawings.

-This QA Inspector was present in the area of this welding from the hours of 19:30 to 20:15 on this date.
During this time, QC representatives were not observed near this location.

Welder 054013 continued welding for over 45 minutes
without any QC/CWI monitoring of this work.

™, /
\ OBG Segment9BE
|

' .

Welder 054013 is welding OBG segment 9BE without an
CWI/QC monitgring of this work.

03-26-2010 20:15 03-26-2010 19:32

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

Caltrans Special Provision Section 8-3.01: QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed,
and (2) having a QC Inspector within such close proximity of all welders or operators so that inspections by the
QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30 minutes.
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Peter Shaw (no ABF QA available at time of incident)
Time and method of notification: 08:30_03/27/10 Email

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 13:00, 03/27/2010, e-mail

QC Inspector's Name: Mr. Wang Xu (CWI)

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

Contractor's proposal to correct the problem:

N/A

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR
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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: 29-Mar-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: 05.03.06-000661
Subject: NCR No. ZPMC-0671

Reference Description:  No CWI/QC present during welding of exterior FL3 stiffnersto EP on Segment 9BE

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 Location: OBG Lift: 09
Remarks:
During random Quality Assurance visual observations of OBG segment 9BE in the yard between bay 17 and blast shop #2 this Quality
Assurance I nspector (QA) observed the following issues:
-ZPMC welder 54013 was welding stiffener plates on the exterior of OBG Segment 9BE, between panel point PP75 and PP76, Cross
Beam side, without a ZPMC Quality Control (QC) Inspector / CWI being present.
-This QA Inspector observed said welder performing work on weld SEG052E-092 and other adjacent deck plate stiffener welds.
-The weld is a Complete Joint Penetration (CJP) joining deck panel stiffener X8E to edge panel EP145A.
-Edge panel EP145A is designated as a Seismic Performance Critical Member (SPCM) on the approved shop drawings.
-This QA Inspector was present in the area of this welding from the hours of 19:30 to 20:15 on this date. During thistime, QC
representatives were not observed near this location.
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 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0671

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
File 05.03.06
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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: 04-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-000649 Rev: 00
Ref: 05.03.06-000661

Subject: NCR No. ZPMC-0671

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has written an internal NCR to document this issue and prevent a future lapse in CW| coverage. To show
the welds are acceptable ZPMC is providing NDT documentation.

ZPMC has written an internal NCR to document this issue and prevent a future lapse in CWI coverage. To show the welds are acceptable
ZPMC is providing NDT documentation. Based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000649R00;

Caltrans' comments: Status: CLO
Date: 05-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0671 is closed.

Submitted by: Eagen, Sean Date: 05-May-2010
Attachment(s):

rwaral
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@ No. B-744
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-4
REGARDING: NCR-000704(ZPMC-0671)

An internal NCR has been written to warn the coverage issue on QC/CWTI’s duty. ZPMC is
providing the NDT record shows these affected welds’ soundness. Based on this, ZPMC is
requesting closure of this NCR.

ATTACHMENT:
NCR-000704(ZPMC-0671)
B787-UT-12116

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

Llrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 29-Mar-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: 05.03.06-000661
Subject: NCR No. ZPMC-0671

Reference Description: No CWI/QC present during welding of exterior FL3 stiffners to EP on Segment 9BE

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.
il Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: 0BG Lift: 09
Remarks:
During random Quality Assurance visual observations of OBG segment 9BE in the yard between bay 17 and blast shop #2 this Quality
Assurance Inspector (QA) observed the following issues:
-ZPMC welder 54013 was welding stiffener plates on the exterior of OBG Segment 9BE, between panel point PP75 and PP76, Cross
Beam side, without a ZPMC Quality Control (QC) Inspector / CWI being present.
-This QA Inspector observed said welder performing work on weld SEGO52E-092 and other adjacent deck plate stiffener welds.
-The weld is a Complete Joint Penetration (CJP) joining deck panel stiffener X8E to edge panel EP145A,
-Edge panel EP145A is designated as a Seismic Performance Critical Member (SPCM) on the approved shop drawings.
-This QA Inspector was present in the area of this welding from the hours of 19:30 to 20:15 on this date. During this time, QC
representatives were not observed near this location.
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 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0671

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch S ee——a

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File# 69.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000704
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 26-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0671

Type of problem:

Welding Concrete [] Other O

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

Joint fit-up [J] Coating [J Other [J  Component:

Procedural Procedural [] Description:

Reference Description: No CWI/QC present during welding of exterior FL3 stiffners to EP on Segment 9BE
Description of Non-Conformance:

During random Quality Assurance visual observations of OBG segment 9BE in the yard between bay 17 and
blast shop #2 this Quality Assurance Inspector (QA) observed the following issues:

-ZPMC welder 54013 was welding stiffener plates on the exterior of OBG Segment 9BE, between panel point
PP75 and PP76, Cross Beam side, without a ZPMC Quality Control (QC) Inspector / CWI being present.

-This QA Inspector observed said welder performing work on weld SEG052E-092 and other adjacent deck
plate stiffener welds.

-The weld is a Complete Joint Penetration (CJP) Joining deck panel stiffener X8E to edge panel EP145A.
-Edge panel EP145A is designated as a Seismic Performance Critical Member (SPCM) on the approved shop
drawings. '

-This QA Inspector was present in the area of this welding from the hours of 19:30 to 20:15 on this date.
During this time, QC representatives were not observed near this location.

Welder 054013 continued welding for over 45 minutes
without any QC/CWI monitoring of this work.

4”‘
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v
OBG Segment9BE

Welder 054013iis welding @BGisegment 9BE without an
CWI/QC monitgring of this work,

(3=28:2010'20415 03-26-2010 19:32

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

Caltrans Special Provision Section 8-3.01: QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed,
and (2) having a QC Inspector within such close proximity of all welders or operators so that inspections by the
QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30 minutes,
Who discovered the problem:  Paul Dawson

Name of individual from Contractor notified: Peter Shaw (no ABF QA available at time of incident)
Time and method of notification: 08:30_03/27/10_Email

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 13:00, 03/27/2010, e-mail

QC Inspector's Name: Mr. Wang Xu (CWT)

Was QC Inspector aware of the problem: [J Yesl¥] 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
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. fii$4 B787-UT-12116 DATE  2010.0413  PAGE 1 OF1 Revision No: 0
PROJECT NO. : T###S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
9BE X8E SEG52E ,
4 R Bl M CERS

REFERENCING CODE #::%#lid

AWS D1.5-2002

ACCEPTANCE STANDARD 470

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #F#4

WELDING PROCESS ##: /7

JOINT TYPE

P& R

CALIBRATION

DUE DATE {352 IF45 %

SMAW CORNER-JOINT Dec. 2857 ,2010
EQUIPMENT ##% MANUFACTURER #li%if§ MODEL NO. #:3l4#5 SERIAL NO. 5|5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i}t COUPLANT #5&7 MATERIAL/THICKNESS £} B i
AWS IIW BLOCK TYPE II c.M.C AT09M-345T2/F2-X 25/18mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
TRl g fHEE b2k R~F 3t biili EyE JF
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ U DISCONTINUITY Attt s
. B
WELD S |4 o ~ 15 (8 I8 1Is 2 .
Z . Q| < = Sl EEEEDE 2 LOCATION OF DISCONTINUITY &= &
o w = X ke = x> 3 By
IDENTIFICATION | 2 Ii <E|-z|5g323 ST LA T (mm) 2E :.5
<@ I nk|of S I - S = o
- ST ok e™ O £ 5
BT R S S e - Sound | Depth from : g o
= Length From'X | From"Y o
a b c d K Path Surface X oy 0
& mE | mRmwm | " =)
SEGO52E-074 70 32 ACC. | 100%
SEG052E-092 70 32 ACC. | 100%
SEG052E-101 70 32 ACC. | 100%
SEGO052E-110 70 32 ACC. | 100%
SEG052E-119 70 32 ACC. | 100%
SEGO52E-042 70 32 ACC. | 100%
SEGDS2E-128 70 32 ACC. | 100%
AFTER B-WR11013
EXAMINED BY 45 /\_& REVIEWED BY ##
3 —J A = 4 L'S
LEVEL-Il SIGN /| DATE s, T 1 } HLEVEL -1l SIGN | DATE 1o~ YD~
JEitEE / QCM F /A CUSTOMER
&5 SIGN/ Bl DATE %< SIGN/ Hil DATE

(FORM# ZPQC-UT01)




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-000669
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee 05-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0671

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:  26-Mar-2010

Description of Non-Conformance:

During random Quality Assurance visua observations of OBG segment 9BE in the yard between bay 17 and
blast shop #2 this Quality Assurance Inspector (QA) observed the following issues:

-ZPMC welder 54013 was welding stiffener plates on the exterior of OBG Segment 9BE, between panel point
PP75 and PP76, Cross Beam side, without a ZPMC Quality Control (QC) Inspector / CWI being present.
-This QA Inspector observed said welder performing work on weld SEG052E-092 and other adjacent deck
plate stiffener welds.

-The weld is a Complete Joint Penetration (CJP) joining deck panel stiffener X8E to edge panel EP145A.
-Edge panel EP145A is designated as a Seismic Performance Critical Member (SPCM) on the approved shop
drawings.

-This QA Inspector was present in the area of this welding from the hours of 19:30 to 20:15 on this date.

During this time, QC representatives were not observed near this location.

Contractor's proposal to correct the problem:

Issue an internal NCR in regards to thisissue and perform NDT required to verify weld quality.

Corrective action taken:

The Contractor hasissued an internal NCR in regards to thisissue and has submitted NDT records verifying
the weld isin conformance with 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
Materials for your project.

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



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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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