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-000812
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 26-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0774

Type of problem:

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

Procedural [ Procedural [J Description:

Reference Description: Weld Repair performed on SPCM Material without Engineer's approval
Description of Non-Conformance:

During random in process observations, Caltrans Quality Assurance Inspector (QA) observed the following:
-ZPMC welder personnel is performing Shielded Metal Arc Welding (SMAW) repair on Seismic Performance
Critical Material (SPCM) without the Engineer approval.

-The effected Tower Strut identified as ND1-STSA4-6-143M-2, Joint No identified as
ND1-STSA4-6-143M-2-74A/B.

-The Material thicknessis 32 mm.

-This Tower Strut is located in Sub assembly Bay#11.

For further information, please see the attached pictures below.
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Applicablereference:

AWSD1.1 (2002) Section 12.17.4: “All critical repairsto base metal and welds shall be approved by the
Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Caltrans Special Provisions section 8-3.01:” In addition to the provisionsin AWS D1.5, section 3.7.4 and
section 12.17, third time repairs of welds, or base metal, regardiess of NDT method,...require prior approval of
the Engineer.

Who discovered the problem:  Shailesh Gaikwad

Name of individual from Contractor notified: Zhao Xian He

Time and method of notification: 1545/ 07/26/10/ Verbal

Name of Caltrans Engineer notified: Jim Reid

Time and method of notification: 0830/ 07/27/10/ Verbal

QC Ingpector's Name: XuLeFeng

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

I nspected By: Ng,Michagl QA Inspector

Reviewed By: Devey,Jim SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

&ftrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-Jul-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: 05.03.06-000770
Subject: NCR No. ZPMC-0774

Reference Description:  Weld Repair performed on SPCM Material without Engineer's approval /Tower/Lift 4 Strut

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:
During random in process observations, Caltrans Quality Assurance Inspector (QA) observed the following:
-ZPMC welder personnel is performing Shielded Metal Arc Welding (SMAW) repair on Seismic Performance Critical Material
(SPCM) without the Engineer approval.
-The effected Tower Strut identified as ND1-STSA4-6-143M-2, Joint No identified as ND1-STSA4-6-143M-2-74A/B.
-The Material thicknessis 32 mm.
-This Tower Strut islocated in Sub assembly Bay#11.
References:
-AWS D1.1 (2002) Section 12.17.4: "All critical repairs to base metal and welds shall be approved by the Engineer prior to beginning
the repair and shall be documented giving details of the type of discontinuity and extent of repair.”
-Caltrans Specia Provisions section 8-3.01: "In addition to the provisionsin AWS D1.5, section 3.7.4 and section 12.17, third time
repairs of welds, or base metal, regardless of NDT method,...require prior approval of the Engineer.”
Action Required and/or Action Taken:
Propose aresolution for the non-conformance item and document that the deficiencies have been brought into compliance with contract
requirements. Also propose aresolution that addresses the apparent failure of Quality Control to identify the non-conformance with the
appropriate Welding Procedure Specification (WPS). Provide documentation of the steps taken by the Quality Control Manager to
prevent future occurrences.

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

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0774

Y/ 05.03.06-000770,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000770,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: 20-Sep-2010

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

Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000776 Rev: 00
Ref: 05.03.06-000770

Subject: NCR No. ZPMC-0774

Contractor's Proposed Resolution:
Reference Resolution:

The repair was stopped at the time of that the non conformance was noted and ZPMC waited until the CWR was received before proceeding.
ZPMC is providing NDT results after the CWR to show that the weld repair was successful and the NDT is acceptable. The inspector involved
with this missed indication has been reprimanded and is aware of the future consequences of not stopping repairs without that require Engineer
approval. Based on these actions ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000776R00;

Caltrans' comments: Status: CLO
Date: 20-Sep-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0774 is closed.

Submitted by: Eagen, Sean Date: 20-Sep-2010
Attachment(s):
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@ No. T-163

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-09-17
REGARDING: NCR-000812(ZPMC-0774)

ZPMC received NCR-000812(ZPMC-0774), it mentioned that ZPMC welder personnel
was performing SMAW repair on SPCM without the Engineer approval.

ZPMC stopped the welding at that time and took the immediate rectification on this
weld after we get the CWR.

Finally these welds were checked and green tagged by CT, here attached CWR and

related NDT reports show the welds are sound finally.
Basing on above information, ZPMC hope CT could take a review and close the NCR.

ATTACHMENT:
NCR-000812(ZPMC-0774)
T787-UT-3077R1
T-CWR672 R1



&5 DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
o 333 Burma Road
T Oakland CA 94607
&ttrans Tel: 510-286-0538 Fax: 510-286-0550

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-Jul-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: 05.03.06-000770
Subject: NCR Mo, ZPMC-0774

Reference Description:  Weld Repair performed on SPCM Material without Engineer'’s approval /Tower/Lift 4 Strut

The altached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicaled below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
D Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During random in process observations, Caltrans Quality Assurance Inspector (QA) observed the following:
-ZPMC welder personne] is performing Shielded Melal Arc Welding (SMAW) repair on Seismic Performance Critical Material
(SPCM) without the Engineer approval.
-The effected Tower Strut identified as ND1-STSA4-6-143M-2, Joint No identified as ND1-STSA4-6-143M-2-74A/B.
-The Material thickness is 32 mm.
-This Tower Strut is located in Sub assembly Bay#1 1.
References:
-AWS DI1.1 (2002) Section 12.17.4: "All critical repairs to base metal and welds shall be approved by the Engineer prior 10 beginning
the repair and shall be documented giving details of the type of discontinuity and extent of repair."
-Caltrans Special Provisions section 8-3.01: "In addition to the provisions in AWS D1.5, section 3.7.4 and section 12.17, third time
repairs of welds, or base metal, regardless of NDT method,. . .require prior approval of the Engineer.”
Action Required and/or Action Taken:
Propose a resolution for the non-conformance itemn and document that the deficiencies have been brought into compliance with contract
requirements. Also propose a resolution that addresses the apparent failure of Quality Control to identify the non-conformance with the
appropriate Welding Procedure Specification (WPS). Provide documentation of the steps taken by the Quality Control Manager lo

prevent future occurrences.

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

Transmitted by: Gina Rizzardo Transportation Engineer
Attachments: ZPMC-0774

020@@1 EA06-000770NCT Received  rage tof 2
NCT-000770 28 Jul 10



NCT

{ Continued Page 2 of 2 )

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

N 0s5.03.06-000770.NCT S



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

DEPARTMENT OF TRANSPORTATION A

DIVISION OF ENGINEERING SERVICES fé“

Office of Structural Materials Vs 31t

Quality Assurance and Source Inspection b3, e
Contract #: 04-0120F4

Bay Area Branch T

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

Vallejo, CA 94592-1133 File #: 69.258B

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

. QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000812
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 26-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0774

Type of problem:

Welding Concrete [ Other d

Welding Curing [0 Procedural [  Bridge No: 34-0006
Joint fit-up [] Coating [J Other [0  Component: Tower Struts

Procedural [ Procedural [] Desecription:

Reference Description: Weld Repair performed on SPCM Material without Engineer's approval
Description of Non-Conformance:

During random in process observations, Caltrans Quality Assurance Inspector (QA) observed the following:
-ZPMC welder personnel is performing Shiclded Metal Arc Welding (SMAW) repair on Seismic Performance
Critical Material (SPCM) without the Engineer approval.

-The effected Tower Strut identified as ND1-STSA4-6-143M-2, Joint No identified as
ND1-STSA4-6-143M-2-74A/B.

-The Material thickness is 32 mm.

-This Tower Strut is located in Sub assembly Bay#11,

Towser Strut g -y

—_——=_ = . Lacation Bay 11

ND1-5TSA4-6-143M-2-74 A/B

A pair we—!di{!g Gitiov-er stut web to fangeplame
withoutenginear apgproval
I 07262000 1585

Applicable reference:

AWS D1.1 (2002) Section 12.17.4: “All critical repairs to base metal and welds shall be approved by the
Engineer prior to beginning the repair and shall be documented giving details of the type of discontinuity and
extent of repair.”

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



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 2 of 2 )

Caltrans Special Provisions section 8-3.01:" In addition to the provisions in AWS D1.5, section 3.7.4 and
section 12.17, third time repairs of welds, or base metal, regardless of NDT method,...require prior approval of
the Engineer.

Who discovered the problem:  Shailesh Gaikwad

Name of individual from Contractor notified: Zhao Xian He

Time and method of notification: 1545/ 07/26/10/ Verbal

Name of Caltrans Engineer notified:  Jim Reid

Time apd method of notification: 0830/ 07/27/10/ Verbal

QC Inspector's Name: Xu Le Feng

Was QC Inspector aware of the problem: (1 Yes[4] No

Contractor's proposal to correct the problem:

N/A

Comments:

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

Inspected By:  Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

hé_ TL-13,Quality Assurance — Non-Conformance Report Pagelof 2
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REPORT OF ULTRASONIC EXAMINATION

AWS D1.5-2002

JREPORT NO. %459  T787-UT-3077R1 DATE 2010.08.05 PAGE 1 OF1 Revision No: 0
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[iTEMS NAME: FOURTHLIFTING  PRAWING NO.: N CALTRANS CONTRACT NO.: 04-0120F4
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Cause;
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Disposition : .
QC shall monitor and direct the welder and the grinder doing the repair operation.

1.

2. Preheat before gouging; the temperalure shall be at Jzast 65°C.

3. Gouge the weld to remove identified defects,

4. Joint details shall refer to the approved WPS repair.

5. Grind the gouged areas to a smooth and shiny surfacs.

6. Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.

7. QC shall monitor all welding passes being deposited,

8. QC shall ensure all slag has been removed prior the deposilion of next pass.

9. Preheat and maintain interpass temperature control in accordance with the WPS.
| 10. Blend the weld repaired areas into the adjacent weld or base metal by grinding.
| 11. Perform VT, MT and UT NDT inspecticn to the repaired argas.
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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-000854
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  20-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0774

Type of problem:

Welding Concrete [1 Other []
Welding 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-Jul-2010

Description of Non-Conformance:

During random in process observations, Caltrans Quality Assurance Inspector (QA) observed the following:
-ZPMC welder personnel is performing Shielded Metal Arc Welding (SMAW) repair on Seismic Performance
Critical Material (SPCM) without the Engineer approval.

-The effected Tower Strut identified as ND1-STSA4-6-143M-2, Joint No identified as
ND1-STSA4-6-143M-2-74A/B.

-The Material thicknessis 32 mm.

-This Tower Strut is located in Sub assembly Bay#11.

For further information, please see the attached pictures below.

Contractor's proposal to correct the problem:

Contractor stopped the repair weld and only resume the repair after the CWR approval by Engineer. Contractor
will perfrom NDT after repair to prove the weld is acceptable. Contractor will educate the inspector involved
for carrying out critical weld repair without approved by Engineer.

Corrective action taken:

Contractor stopped the repair works immediately. Repair resumed until CWR is approved by Engineer. NDT
report submitted subsequently showed that the weld is acceptable. Contractor reprimanded the inspector
involved and made him aware of the consequence of repairing with no Engineer's approval.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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.

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



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

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer
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