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-000710
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0677

Type of problem:

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

Procedural Procedural [] Description:

Reference Description: Welding Without Approved WPS, Insufficient QC Coverage

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Tower skirt connection
angles Caltrans QA discovered the following:

-ZPMC Personnel performing plug welded restoration of the material with mis-located drilled bolt holes
without approved repair Weld Procedure Specification (WPS).

-ZPMC Certified Welding Inspector (CWI)/Quality Control Inspector (QC) were not observed as being
present during the welding process from 10:00 to 11:00 hours.

-The welding was being performed by using Flux Cored Arc Welding (FCAW) process.

-The members are identified as Tower skirt connection angles.

-Total number of skirt angles repaired: 22 NoO's.

-These members are located in Bay #8.

pair by»@iSing FCAW process.

Bolt holes repai
s 9

2010/04/15 10:25
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

s

welder ispeffoyming repair by using FCAW
welding process®

2010/04/15 10:30

Applicablereference:
AWSD D1.5:2002, Sec. 1.9:” All production welding shall be performed in conformance with the provision of
an approved Welding Procedure Specification (WPS)...”

AWS D1.5 2002, Sec. 3.7.7.1: “Base metal not subjected to dynamic tensile stress may be restored by welding,
provided the Contractor prepares and follows arepair WPS. The repair weld soundness shall be verified by UT
or RT as approved by the Engineer.”

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:  Surendra Prabhu

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 1600 Hours, 04/15/2010, Verbal
Name of Caltrans Engineer notified: KenLee

Time and method of notification: 1400 Hours, 04/16/2010, Verbal
QC Ingpector's Name: Ken Zhang

Was QC Inspector awar e of the problem: [ Yeslvl No
Contractor's proposal to correct the problem:

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.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

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



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

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

To: AMERICAN BRIDGE/FLUOR, A JV Date: 18-Apr-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: 05.03.06-000667
Subject: NCR No. ZPMC-0677

Reference Description:  Welding Without Approved WPS, Insufficient QC Coverage/ Towe/ Tower Skirt

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:  N/A
Remarks:
During Quality Assurance (QA) random in-process observations of the fabrication of Tower skirt connection angles Caltrans QA
discovered the following:

-ZPMC Personnel performing plug welded restoration of the material with mis-located drilled bolt holes without approved repair Weld
Procedure Specification (WPS).

-ZPMC Certified Welding Inspector (CWI)/Quality Control Inspector (QC) were not observed as being

present during the welding process from 10:00 to 11:00 hours.

-The welding was being performed by using Flux Cored Arc Welding (FCAW) process.

-The members are identified as Tower skirt connection angles.

-Total number of skirt angles repaired: 22 ea.

-These members are located in Bay #8.

AWSD D1.5:2002, Sec. 1.9:” All production welding shall be performed in conformance with the provision of an approved Welding
Procedure Specification (WPS)...”

AWS D1.5 2002, Sec. 3.7.7.1: “Base metal not subjected to dynamic tensile stress may be restored by welding, provided the Contractor
prepares and follows arepair WPS. The repair weld soundness shall be verified by UT or RT as approved by the Engineer.”

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.”

Action Required and/or Action Taken:

H..,,.,w" 05.03.06-000667,NCT
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NCT
( Continued Page 2 of 2 )

Propose aresolution for the identified non-conformance, documenting that the plug welded restorations are in compliance with the
contract requirements. Documentation provided for the Engineer’s review of the acceptability of the weld repairs shall at a minimum
include the procedure utilized and the NDT results.

In addition to the material/workmanship non-conformance, address the failure by both Production and Quality Control in proceeding
with work without proper WPS. Provide documentation of the steps/actions taken by Production and Quality Control to prevent future

occurrences.

The response for the resolution of thisissueis requested within 7 days.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0677

cc: Rick Morrow, Gary Pursell, Mark Woods
Filee 05.03.06

05.03.06-000667,NCT Page 2 of 2



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jun-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000693 Rev: 00
Ref: 05.03.06-000667

Subject:  NCR No. ZPMC-0677

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC has repaired the areas in question and is providing the NDT after to show it is acceptable. Based on this
ZPMC requests closure of this NCR.

ZPMC has repaired the areas in question and is providing the NDT after to show it is acceptable. Based on this ZPMC requests closure of this
NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000693R00;

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

The proposed resolution is rejected. The attachment is in reference to NCR No. ZPMC-0608 instead of ZPMC-0677. Please submit the
applicable welding repair procedure utlitized as well as the NDT results for review and approval.

Submitted by:  Rizzardo, Gina Date: 14-Jun-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. T-140

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-6-11
REGARDING: NCR-000635(ZPMC-0608)

ZPMC received NCR-000635(ZPMC-0608), it mentioned that CT inspector discovered
free hand thermal cutting were carried out on edges of the strut towards South Tower side
without Engineer’s approval, this strut is ND1-A468-33M-1.

ZPMC has taken action to repair these areas by buttering, and hole edge distance can
also be satisfied. Now this strut has been green tagged.

Here attached CWR and relative NDT report to show all these new member sound well.

And ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000710(ZPMC-0677)
T787-MT-9221
T787-UT-2952

T-CWR628

gt

doro - b-[ |




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: 17-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: 05.03.06-000595
Subject: NCR No. ZPMC-0608

Reference Description:  Free hand thermal cutting without Engineer's Approval/ Tower/ Strut

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control,
[] Non-Conformance Resolved.
Material Location: Tower Lift: N/A
Remarks:
During the random Quality Assurance(QA) in process verification of Tower strut, the Caltran Quality Assurance (QA) Inspector
observed the following issues:
- Free hand thermal cutting was carried out on edges of the strut plate towards South Shaft side without Engineer's approval.
- The strut is identified as ND1-A468-33M-1 at elevation level 33M.
- The thermal cut area is measured approximately 1010 mm.
- The material is designated as Seismic Performance Critical Member (SPCM).

- The member is located at Tower assembly area (Jetty Area).

AWS D1.5 (02) Section 3.2.3: “Steel and weld metal may be thermally cut, provided a smooth and regular surface free from cracks and
notches is secured, and provided that an accurate profile is secured by the use of a mechanical guide. Freehand thermal cutting shall be
done only where approved by the Engineer.”

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance, documenting that the affected plate edges have been brought in compliance

with the contract requirements.

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

failure of Quality Control to identify the deficiency.

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

prevent future occurrences.

Transmitted by: Ken Lee Transportation Engineer

02.82:1 . Received
9’;« Rl pe T NCT-000595 19 Jan 10 Pegelo2




NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0608

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

W2, 0s.03.06-000505.nCT Page2of 2




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

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: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 4

(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE - NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000635
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 16-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0608

Type of problem:

Welding [l Concrete [ Other

Welding ] Curing [l Procedural Bridge No: 34-0006
Joint fitup [] Coating [J Other [0  Component: Tower Strut

Procedural [] Procedural (] Description:

Reference Description: Free hand thermal cutting on tower strut without Engineer's approval, South Tower
Side

Description of Non-Conformance:

During the random Quality Assurance(QA) in process verification of Tower strut, this QA Inspector observed

the following issues:

- Free hand thermal cutting were carried out on edges of the strut plate towards South Tower side without

Engineer's approval.

- The strut is identified as ND1-A468-33M-1 at elevation level 33M.

- The thermal cut area is measured approximately 1010 mm.

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

- The member is located at Tower assembly area (Jetty Area).

/Frno Hand Therr
wtting Auresn

~ LW 8 ¢

2010:04:16.08:55:98
Tower Strut 33MEE

Applicable reference:

AWS D1.5 (02) Section 3.2.3: “Steel and weld metal may be thermally cut, provided a smooth and regular
surface free from cracks and notches is secured, and provided that an accurate profile is secured by the use of a
mechanical guide. Freehand thermal cutting shall be done only where approved by the Engineer.”

ﬁz_, TL-15,Quality Assurance — Non-Conformance Report Page 1 of 2




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

ABF Free Hand Flame Cutting Procedure 2.1: This procedure outlines the technique and process for flame
cutting of material 25mm in thickness and up to 300mm in length when mechanical guides are not available.
Who discovered the problem:  Nagalingam Pandaram Pillai / Shailesh Gaikwad

Name of individual from Contractor notified: Bi De Wei

Time and method of notification: 10:55 Hrs, 01/16/10, Verbal

Name of Caltrans Engineer notified: Ken Lee

Time and method of notification: 00:00 Hrs, 01/17/10, Email

QC Inspector's Name: Zhao Chen Sun

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 Mazen Wahbeh, -+(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By:  Ng,Michael ' QA Inspector

Reviewed By: Wahbeh,Mazen SMR

ﬁ_ TL-15,Quality Assurance — Non-Conformance Report ; Page 2 of 2




(ZPMc

REPORT OF ULTRASONIC EXAMINATION

UTHGHR &

REPORT NO. #&&HS T787-UT-2952 DATE 2010.06.03 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T4 S ZP08-787 CONTRACTOR : CALTRANS
ITEMS NAME: FIRSTLIFTING  PRAWING NO.: D1aggs  |CALTRANS CONTRACT NO.: 04-0120F4
ND1-A46
2R LRWERN) B MM TRSE

REFERENCING CODE Z#H#

AWS D1.5-2002

ACCEPTANCE STANDARD 5+ §5HE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ik &
ZPQC-UT-01

WELDING PROCESS 1iE ki

SMAW

JOINT TYPE 1482471
T-JOINT

CALIBRATION DUE DATE {338 B IE 47 %A

Dec. 28°7 ,2010

EQUIPMENT ##

MANUFACTURER #I357%

MODEL NO. #3452

SERIAL NO. FFl%5

EWM&W Fp ubé g

LEVEL -1l SIGN [ DATE

A E.TE\E’\%”V\ ’74[0

L 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ikt COUPLANT #5& 7 MATERIAL/ITHICKNESS # ¥} F
AWS IIW BLOCK TYPE II C.M.C AT09SL-Gr485 75/60mm
TRANSDUCER 53k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
g s FIRE iz R b ] e iE R
Changchao 70° 2.5MHz 18%18Bmm Changchao 60 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level £ R i ff 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# U DISCONTINUITY ittt s
: 3
WELD S |8 |uw [~z ls I5.]s E ﬁ
= Q|9 = | B EelEezaR e LOCATION OF DISCONTINUITY Sk |
[T et |} = 3 y
IDENTIFICATION [ E 1k | 5 8 | = = ERa SHlg ez 2 RAELEAL T (mm) Frn || e
: ay = = m
AR S % g = Sound | Depth from . S X
= Length From'X | From'Y o
a|lb|c|d £1F Path Surface EX Y @
mR | mEmme | o
ND1-A468-23M-1-1A/B 70 34 ACC. 100%
60 33 ACC. 100%
0 C 20 ACC. 100%
ND1-A468-23M-1-3A/B 70 34 ACC. 100%
60 33 ACC. 100%
0 C 20 ACC. 100%
ND1-A468-28M-1-1A/B 70 34 ACC. 100%
60 33 ACC. 100%

.9

L€VEL ] SIGN I

DATI\:'"‘

JAREE / QCM

% F SIGN/ Bl DATE

Fi F CUSTOMER

% SIGN/ Bl DATE

(FORM# ZPQC-UTO1)




(ZBmMc UTRGR &
=]
REPORT NO. {545  T787-UT-2952 DATE 2010.06.03  PAGE 2 OF 2 Revision No: 0
DECIBELS %+ DISCONTINUITY gt 5
o w [~ § :
WELD zZ |2 I8 |=Il5_[8 6.5 = #
z, |25 2 g | B SslEs[E52 2 LOCATION OF DISCONTINUITY b
[ = [%] = '« Y
IDENTIFICATION | 2 Ik TE| -8 253 I ANELAL T (mm) a’§ £
<um | mBE| 0 & = e g |E T = ]
; S [ | Sits |G
REE RS 2 e | Sound | Depth from : 5 =
o Length From'X | From'Y i
alb|c|d P Path Surface FEX Y 0
PE | RN £
0 [ c 20 ACC. | 100%
ND1-A468-28M-1-3A/B 70 34 ACC. | 100%
60 33 ACC. | 100%
(S e 20 ACC. | 100%
ND1-A468-33M-1-1A/B 70 34 ACC. | 100%
60 33 ACC. | 100%
0| c 20 ACC. | 100%
ND1-A468-33M-1-3A/B 70 34 ACC. | 100%
60 33 ACC. | 100%
0| c 20 ACC. | 100%

AFTER T-CWR626~628

BLANK

EXAMINED BY 45
D&m (q@vvu 5}\/9-(“1 Cal ». ‘6”5

LEVEL -1l SIGN / — DATE

REVIEWED BY ##
L Yoy ol Bl oé.
LEVEL - Il SIGN / —bATE

5

FiZE / QCM

% F SIGN/ B DATE

A FCUSTOMER

HF SIGN/ B8 DATE

(FORM# ZPQC-UT01)




CZPMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

gk ki gt
REPORT NO. %45 T787-MT-9221 DATEH M} 2010.06.02 PAGE OFTLE 1M1 Revision No: 0
PROJECT NO. S CONTRACTOR: S A
TE&%S: i A P
i : CALTRANS c i
AN b TR CONTRACT NO
et 04-0120F4

iE= MHITEES

; 1st lifting strut E
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BHMERG AR BFRS R B e O
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # & MANUFACTURER #|1§ MODEL NO. 3 i5E SERIAL NO. E£5 B8
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
REfb A b R e L
PARTICLE TYPE Dry magnet powder YOKE SPACING

] 70~150mm
MRAR TR R B
MATERIAL TO BE v WELDING ##:4f | [
Material & thickness AT09SL-Gr485

EXAMINED O CASTING %1
R e O FORGING $&i% 4, JEEE 75/60mm

LDING P PE OF
WELDING PROCESS A TY JOINT T BT
HRHR T Bk o L]

WELD I.D SISCONTILITY A R ikt ACCEPT REJECT REMARKS

W INDICATION TYPE 'LENGEE'N "™ e Tl e

ND1'A?i?é23M'1' ACC. after repaired
ND1'A;1§?[;23M'1' ACC. after repaired
ND1'A:§?:BM'1' ACC. after repaired
ND1-A;i?é28M-1- ACC. after repaired
ND1-A;1§J&,3I;33M-1~ ACC. after repaired
ND'I_A;E%SBM-L ACC. after repaired

AFTER T-CWR626-628

BLANK

EXAMINED BY 4§

___Cai Xinxin é }ta = ¥‘n XD: el 3 aé.o‘/

REVIEWED BY #i#%

N
X\.’\- %\Wﬂ
L T

Yl o_ob. 0V

& SIGN/ Bl DATE

LEVEL-Il SIGNZ%#% / DATEHM ILEVEL-I  SIGN / DATEH#
Jit&3E / QeMm A FCUSTOMER

£F SIGN/ B} DATE

(FORM# ZPQC-MT01)
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PMC

tmEZEERS
Critical Welding Repair Report (CWR)

" . Rev. No.:

&S

0

I
e
5
-

0 H & ZE AN RS BEHT
o ND1-A468-33M-1 : )
Project Name: SFOBB Drawing No.: Report No.: T-CWR628
il 04-0120F4
Contract No.: AR BERE NDTHRA& %5
ltem Name: Strut plate NDT Report No.: NA
BE&S ZP06-787
Project No.: f
BB A RIR -

Description of welding discontinuity:

HAEEII KRB R R AP T EZ T, SR IR AT SRS L5-13880, BIEERIEELTE, ERKEL
5-13%E%k. AT BT

During splice South tower Skin E 33m strut plate and tower, trim strut plate 5-13mm, and needed to build up 5-

13mm, the detail sees the following draft.

LiJon

B®RA (Inspector) : LIJUN B (Daté) :10.05.20

fRER B R -
Draft of Welding Discontinuity:

Remark: repair area in shadow.

AR
o aninad

B APPROVED AD NOTED
B RUTURNED FOR CORRECTION
Pumysnt to Qacilon B-1.02
of ¥ Beniord Jpscificsiions
Stots of Cailfomia
DEPARTMENT OF TRANEPORTATION
Divislen of Engiresring Borvicea
Qffica pf Strushus Construciis: /
= =]

Srructurs Qeprresnt=iive Do¥




’ﬂfgﬁ =31
(/Gause:
AR T Ao bR 2

Weld distortion and fabricate error.

ERHAFAN (Foreman): A(,, ‘]’f;j-% BH# (Date): 1o+ 4§ 2

SRR
Disposition :

1. QC/CWI shall monitor and direct all grinding and weldihg during the repair procedure.
2. Grind the repair area smooth

3. Veerify that no defects are present by VT and MT prior to welding

4. Apply backing bar and weld

5. Preheat and maintain interpass temperature control according to the approved WPS
6. QC shall ensure all slag has been removed prior the deposition of next pass
7. The weld size should be greater than theoretical size by about 2 to 3mm.

8. Remove backing bar and grind the weld area smooth after buttering

9. Perform VT. MT and UT inspection on the repaired area

1. QC 1 CWI /7 24 U BRI G S 0N 4 i A2 mh i 4T B R 8 1T 4

2. KRG XTI

3. EBREATHIT VT, MT 52875 B EHkG

4. R 2R He AR WPS BT 42

5. IRAEHEHER WPS #H1T {288 AT A A A8 )

6. QC M BRI T —E R BRI BE B gsETF S

7. TRIR IS RTHOBT B3 i R~ K 2~3mm \g/

8. RIRERIHHEIRR T BN 8 APPROVED A3 wores
9. XMEANKFIIT VT, MT F1UT B 0 RETURNED POR CoRRzCTIN

Pureuam 1o Cactlen
cfthe Clancay Epaﬁfz.:":l;.in
ot 8222 of Catlternig
SEPaARTMENT OoF M:P{JRTAT!DN
Divtaion o Enginsestng Bentcag
O of Btnustury, Construciion

= e

] = B

T % i K;S;%aﬂmﬂvdk, A
Technical Engineer: )J\ﬁ A Approved By: Date: jor ¥ '7"

#R787-QCP-900




—
: e 7%
[ (ZPMC i g
L " Critical Welding Repair Report (CWR) 0
T 47 SR WS Tkl
Project Name: SFOBB Drawing No.: ND1:A368-3aM:] fepor Ho: FCWRass
&R%
04-0120F4
Contract No.: BT NDTHE %5
Item Name: Strut plate NDT Report No.: NA
Slivalid ZP06-787
Project No.: ¥
B IE 36

Corrective Action to Prevent Re-occurrence:
ARV b g s, R IR E,
Enhance supervision in process of fabrication to reduce error.

BEPARTYENT of

TRANESORTATIRY

WPS-485-SMAW-4G(4F)-
Repair-1

i‘:;\l‘— ' & Enginsertng Baryicay
TR Anpravnisneg Dr /,;/ 0
FEHAFA (Foreman): = B# (Date): 15. ¢ . M
L ‘F@f@

WPS-485-SMAW-1G(1F)-

Repair-1

WPS-485-SMAW-2G (2F)- _zjmd)wkjl
2 IR PSR 5 EJeF’péj2“315-5MAw-3G(3F)- ITzh
Repair WPS No.: Repair-1 Technologist: [ e

B (R B A
Preheat Temperature
Before Gouging:

I8 fe Ytk P
Description
of Discontinuity:

T K T AU B B
Max. Depth of Gouge:

Fra
Inspection
+ Temperature
Before Welding: Befopre Welding:
[ 3B RS

Total Length of
Gouge:

mExT
BT 4 BEMLR
Welder: Wsiding Position:
Type:
1B B BEEE BEHEE
Current: Voltage: Speed:
BERERE
inspection After Repair:
SR E RE R B #
VT Result: Inspector: Date:
NDTH & iR H 8
NDT Result: NDT Person: Date:
JAE :
Witness/Review:
&%
Remark :

#R787-QCP-900




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: 28-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-000693 Rev: 01
Ref: 05.03.06-000667

Subject:  NCR No. ZPMC-0677

Contractor's Proposed Resolution:
Reference Resolution:  The pieces mentioned in this NCR have been rejected by ZPMC and new pieces have been fabricated.

The pieces mentioned in this NCR have been rejected by ZPMC and new pieces have been fabricated. ZPMC issued an internal NCR and
determined that better oversight on the QC'’s part is needed. This topic was recently discussed between ABF and ZPMC’s QA manager and
ZPMC assured ABFJV that he would address issue like this with his staff to improve their performance. Based on this ZPMC requests closure
of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000693R01;

Caltrans' comments: Status: CLO
Date: 28-Jun-2010

This resolution is acceptable and the Department concurs that Non-Conformance ZPMC-0677 is closed.

Submitted by:  Rizzardo, Gina Date: 28-Jun-2010
Attachment(s):
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—t ] No. T-138

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-6-28
REGARDING: NCR-000710(ZPMC-0677)

ZPMC received NCR-000710(ZPMC-0677), it mentioned that CT inspector discovered
ZPMC personal performing plug welded restoration of the ma-terial with mis-located drilled
bolt holes without approved repair WPS.

ZPMC acknowledged the problem, and, re-fabricated all the angle steel finally, 22 pieces
inall.

Hope CT could close this NCR.

ATTACHMENT:
- NCR-000710(ZPMC-0677)
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NCT
( Continned Page 2 of 2 )

Propose a resolution for the identified non-conformance. documenting that the plug welded restorations are in compliance with the
contract requirements, Documentation provided for the Engineer’s review of the acceptability of the weld repairs shall at a minimum

mclude the procedure utilized and the NDT results.
In addition to the material/workmanship non-conformance, address the failure by both Production and Quality Control in proceeding
with work without praper WPS. Provide documentalion of the steps/actions taken by Production and Quality Control to prevent future

occurrences.

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

Transmitted by: Ken Lee Transportation Engineer
Aftachments: ZPMC-0677

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

N2 05.03.06-000667,N
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
% Dakland CA 94607
{itrans Tel: 510-B0B-4818 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR. A JV Date: 18-Apr-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: 05.03.06-000667
Subject: NCR No. ZPMC-0677

Reference Description:  Welding Without Appraved WPS, Insufficient QC Coverage! Towe / Tower Skirt

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.
] Reeurring QC issue that constitutes a systematic problem in quality contro],
[J Non-Conformance Resolved.

Material Location: Tower Lift: N/A
Remarks:

During Quality Assurance (QA) random in-process observations of the fabrication of Tower skirt connection angles Caltrans QA

discovered the following:

-ZPMC Personnel performing plug welded restaration of the material with mis-located drilled balt holes without appraved repair Weld
Procedure Specification (WPS).

-ZPMC Certified Welding Inspector (CWI)/Quality Control Inspector (QC) were not observed as being

present during the welding process from 10:00 to 11:00 hours.

-The welding was being performed by using Flux Cored Arc Welding (FCAW) process,

~The members are identified as Tower skirt connection angles,

-Total number of skirt angles repaired: 22 ea.

-Thesc members are located in Bay #8.

AWSD D1.5:2002, Sec. 1.9:"All production welding shall be performed in conformance with the provision of an approved Welding
Procedure Specification (WPS)...'"

AWS D1.5 2002, Sec. 3.7.7.1: “Base metal not subjected 1o dynamic tensile stress may be restored by welding, provided the Contractor
preperes and follows a repair WPS. The repair weld soundness shall be verified by UT or RT &5 approved by the Engineer,”

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 snch close proximity of all welders or
operators 5o that inspections by the QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30

minutes,”

Action Required and/or Action Taken:

N2 05.03.06-000687.NCT
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicable reference:
AWSD D1.5:2002, Sec. 1.9:”All production welding shall be performed in conformance with the provision of
an approved Welding Procedure Specification (WPS)...”

AWS D1.5 2002, Sec. 3.7.7.1: “Base metal not subjected to dynamic tensile stress may be restored by welding,
provided the Contractor prepares and follows a repair WPS. The repair weld soundness shall be verified by UT
or RT as approved by the Engineer,”

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:  Surendra Prabhu

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 1600 Hours, 04/ 15/2010, Verbal
Name of Caltrans Engineer notified: Ken Lee

Time and method of notification: 1400 Hours, 04/16/2010, Verbal
QC Inspector's Name: Ken Zhang

Was QC Inspector aware of the problem: O YesE No
Contractor's proposal to correct the problem:

Comments;

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

Inspected By:  Guest,Skyler SMR

Reviewed By: =~ Wahbeh,Mazen . SMR

‘hé_ TL-15,Qunlity Assurance -- Non-Conformance Report Page 2of 2




STATF. OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION i

DIVISION OF ENGINEERING SERVICES i)
Office of Struclural Malerials ; bir =
Quality Assurance and Source Inspection

B AR Contract # 04-0120F4

§90 Wainut Ave St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 . : T P R
(707) 649-5453 File #: 69.25B

(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000710
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date; 15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0677

Type of problem:

Welding Concrete [J Other O

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

Jointfitup [J Coating [J Other [0 Component: Tower

Procedural Procedural [1 Description:

Reference Description: Welding Without Approved WPS, Insufficient QC Coverage

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Tower skirt connection
angles Caltrans QA discovered the following;

-ZPMC Personuel performing plug welded restoration of the material with mis-located drilled bolt holes
without approved repair Weld Procedure Specification (WPS).

-ZPMC Certified Welding Inspector (CWI)/Quality Control Inspector (QC) were not observed as being
present during the welding process from 10:00 to 11:00 hours.
-The welding was being performed by using Flux Cored Arc Welding (FCAW) process.
-The members are identified as Tower skirt connection angles.
-Total number of skirt angles repaired: 22 No’s.

-These members are located in Bay #8.

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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000848
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  28-Jun-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0677

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:  15-Apr-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Tower skirt connection
angles Caltrans QA discovered the following:

-ZPMC Personnel performing plug welded restoration of the material with mis-located drilled bolt holes
without approved repair Weld Procedure Specification (WPS).

-ZPMC Certified Welding Inspector (CWI)/Quality Control Inspector (QC) were not observed as being
present during the welding process from 10:00 to 11:00 hours.

-The welding was being performed by using Flux Cored Arc Welding (FCAW) process.

-The members are identified as Tower skirt connection angles.

-Total number of skirt angles repaired: 22 No's.

-These members are located in Bay #8.

Contractor's proposal to correct the problem:

Contractor will fabricate new pieces of connection angles to replace the mis-drilled connection angles.
Contractor will issue an internal NCR to the QC. Contractors will address issue with their staff to improve the
performance.

Corrective action taken:

Contarctor fabricated new pieces of connection angle to replace the mis-drilled components. Internal NCR
issued to the QC and the issue has been addressed with the staff concerned.

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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer

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