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# XX.25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

L ocation: Changxing Island, Shanghai, China Report No: NCR-000860
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 11-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0822

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: FB3286A, SA8003 Lift 14E

Procedural Procedural [] Description:

Reference Description: Base Metal Repair without Prior Approva from Engineer

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of OBG lift 14, East Floorbeam
FB3286A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval.

- Total of 2 areasrepaired.

-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The dleeve plate isidentified as SA8003.

-The Y locations are approximately 2270 mm and 5150mm from the toe of the weld identified as
SA8003-001-001(measured clock wise and looking from top of the sleeve).

- FB3286A —SA8003 islocated in the Sub assembly Bay#3.

For additional information, please see the attached pictures below.

Bay 3
FB3286
SA8003

CMEE .
FE3J8OA ~  y_ 33767
SA8003 =" 109mm deep L.z
Sleeve where ZPMC performed
Base Metal Repairs

Location was welded
by ZPMC without approval
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
ZPMC Approved Welding Quality Control Plan, Section 9.2.1.2: "Prior approval of the Engineer shall be
obtained for repairs to base metal...."

AWS D1.5 2002-Section 3.7.4.- “Prior approval of the engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for arevised design to compensate for defects.”

Special Provisions Section 8-3; “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Dong J Shin

Name of individual from Contractor notified: Mike Williams

Time and method of notification: 7:30 _10/12/10 Email

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 8:30 _10/12/10 Email

QC Inspector's Name: Mr. Zhang Wei

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

Contractor's proposal to correct the problem:

NA

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: Devey,Jm SMR

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-Oct-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: 05.03.06-000817
Subject: NCR No. ZPMC-0822

Reference Description:  Base Metal Repair without Prior Approval from Engineer

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: OBG Lift: 14
Remarks:
During Quality Assurance random in-process observations of the fabrication of OBG lift 14, East Floorbeam FB3286A, Caltrans
Quality Assurance Inspector (QA) discovered the following issue:
-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval.
- Total of 2 areasrepaired.
-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The sleeve plate isidentified as SA8003.
-TheY locations are approximately 2270 mm and 5150mm from the toe of the weld identified as SA8003-001-001(measured clock
wise and looking from top of the dleeve).
- FB3286A —SA8003 is located in the Sub assembly Bay#3.
Action Required and/or Action Taken:
Propose aresolution for thisidentified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0822

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

ogral " 05.03.06-000817,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: 28-Oct-2010
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000814 Rev: 00
Ref: 05.03.06-000817

Subject: NCR No. ZPMC-0822

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the base metal repairs using and approved CWR and is providing the NDT done after to show
the repair was free of defect.

ZPMC has repaired the base metal repairs using and approved CWR and is providing the NDT done after to show the repair was free of defect.
In the future, it has been stressed to ZPMC that all base metal repairs dealing with permanent attachments must receive Engineer approval,
unlike base metal repairs of non SPCM temporary attachments. This clarification should prevent future occurrences. Based on this ZPMC
requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000814R00;

Caltrans' comments: Status: CLO
Date: 31-Oct-2010

ZPMC provided a Critical Weld Repair (CWR) Report for Engineer's approval subsequently. The performed repair was done according to the
CWR report with NDT verification. The proposed resolution is acceptable. This NCR is closed.

Submitted by:  Woo, Laraine Date: 31-Oct-2010
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-908
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-10-14
REGARDING: NCR-000859,000860(ZPMC-0821,0822)

These problems occurred by the misunderstanding of the requirment of the approval of engineer
prior to performing base matel repairing by site QC. ZPMC QA personnel have talked with the
site QC to address this requirment according to AWS D1.5. ZPMC has submitted and got the
approved CWR for the repairing works after then. ZPMC is providing the NDT records to show
the soundness of these base matel after repair. Based on this, ZPMC is requesting closure of this
NCRs.

ATTACHMENT:
NCR-000859,000860(ZPMC-0821,822)
B787-MT-30188

B787-MT-30207
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

Y Oakland CA 94607
Gftrans Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-Oct-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: 05.03.06-000816
Subject: NCR No. ZPMC-0821]

Reference Description:  Base Metal Repair without Engineer's Approval

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.
] Recurring QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: OBG Lift: 14
Remarks:
During Quality Assurance random in-process observations of the fabrication of OBG lift 14E, East Floor beam FB3286A, Caltrans
-Quality Assurance Inspector (QA) discovered the following issue:
-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval.
- Total of 7 areas repaired.
-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The sleeve plate is identificd as SAS004.
-The Y locations are approximately 410 mm,1375 mm, 1810 mm,3750 mm,4630 mm,5120 mm and 7180 mm
from the toe of the weld identified as SA8004-001-001(measured clock wise and looking from top of the sleeve). = ___
: FB3286A — SAB004 is located in thé Sub assembly Bay#3.
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: Laraine Woo Transportation Engineer
Attachments: ZPMC-0821

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

R7 050306000816 nCT Page 1 of 1
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STATE OF CALIFORNIA--BUSINESS,TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Ofiice of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch e T A

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 s "

(707) 48-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, China Report No: NCR-000859
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 11-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0821

Type of problem:

Welding Concrete [0 Other O

Welding ] Curing L1 Procedural [  Bridge No: 34-0006

Joint fitup [J Coating [J Other (]  Component: FB3286A, Lift 14E

Procedural Procedural [J Description:

Reference Description: Base Metal Repair without Engineer's Approval

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of OBG lift 14E, East Floor beam
FB3286A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval.

- Total of 7 areas repaired.

-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The sleeve plate is identified as SA8004.

-The Y locations are approximately 410 mm,1375 mm,1810 mm,3750 mm,4630 mm,5120 mm and 7180 mm
from the toe of the weld identified as SA8004-001-001(measured ¢lock wise and looking from tdp of the
sleeve).

- FB3286A — SA8004 is located in the Sub assembly Bay#3.

For additional information, please see the attached pictures below. =

o

ase metal Repalred arsh.

§
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continned Page 2 of 2 )

Applicable reference:
ZPMC Approved Welding Quality Control Plan, Section 9.2.1.2: "Prior approval of the Engineer shall be
obtained for repairs to base metal...."

AWS D1.5 2002-Section 3.7.4.- “Prior approval of the engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for a revised design to compensate for defects.”

Special Provisions Section 8-3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Surendra Prabhu

Name of individual from Contractor notified: Mr. Wang wen bin
Time and method of notification: 1015 hours, 10/1 I/IQLVerbaL
Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 08:00_10/12/10_Email

QC Inspector's Name:

Was QC Inspector aware of the problem: ] Yes [l No
Contractor's proposal to correct the problem:

NA

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: Devey.Jim SMR

Reviewed By: Wahbeh,Mazen SMR

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




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

&ftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 12-0Oct-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: 05.03.06-000817
Subject: NCR No. ZPMC-0822

Reference Description:  Base Metal Repair without Prior Approval from Engineer

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.
L] Recurring QC issue that constitutes a systematic problem in quality control.
(L] Non-Conformance Resolved.
Material Location: OBG Lift: 14
Remarks:
During Quality Assurance random in-process observations of the fabrication of OBG lift 14, East Floorbeam FB3286A, Caltrans
Quality Assurance Inspector (QA) discovered the following issue:
-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval,
- Total of 2 areas repaired.
-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The sleeve plate is identified as SA8003.
-The Y locations are approximately 2270 mm and 5150mm from the toe of the weld identified as SAB003-001-001(measured clock
wise and looking from top of the sleeve).
- FB3286A —SA8003 is located in the Sub assembly Bay#3,
Action Required and/or Action Taken:

t . —

Propose a resolution for this 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: Laraine Woo Transportation Engineer
Attachments: ZPMC-0822

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

¢Hz’_ 05.03.06-000817NCT Page 1 of 1




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592-1133 File#: xx.25B

(707) 649-5453
(707) 649-5483

QUALITY ASSURANCE -- NON-CONF ORMANCE REPORT

Location: Changxing Island, Shanghai, China Report No: NCR-000860
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 11-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0822

Type of problem:

Welding Concrete [ Other (]

Welding L] Curing LI Procedural [J  Bridge No: 34-0006

Joint fitup [ Coating [J Other (0 Component: FB3286A, SAS003 Lift 14E
Procedural Procedural [] Description:

Reference Description: Base Metal Repair without Prior Approval from Engineer

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of OBG lift 14, East Floorbeam
FB3286A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval,

- Total of 2 areas repaired.

-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The sleeve plate is identified as SA8003.

-The Y locations are approximately 2270 mm and 5 I50mm from the toe of the weld identified as
SA8003-001-001(measured clock wise and looking from top of the-sleeve). =

- FB3286A ~SA8003 is located in the Sub assembly Bay#3.

For additional information, please see the attached pictures below.

2 1 1
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<

by ZPMC without approval
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicable reference:
ZPMC Approved Welding Quality Control Plan, Section 9.2.1.2: "Prior approval of the Engineer shall be
obtained for repairs to base metal...."

AWS D1.5 2002-Section 3.7.4.- “Prior approval of the engineer shall be obtained for repairs to base metal
(other than those required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with
internal defects, or for a revised design to compensate for defects.”

Special Provisions Section 8-3; “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem: Dong J Shin

Name of individual from Contractor notified: Mike Williams

Time and method of notification: 7:30_10/12/10_Email

Name of Caltrans Engineer notified: Ching Chao

Time and method of notification: 8:30_10/12/10_Email

QC Inspector's Name: Mr. Zhang Wei

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

Contractor's proposal to correct the problem;

NA

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: Devey,Jim L iAo SMR b

Reviewed By: Wahbeh,Mazen SMR

hz_ TL-15, Quality Assurance - Nen-Conformance Report Page 2 of 2
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1. QC and CWI should be present to witness the repair, direct and supervise all repair operations during thi
§ 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.
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7. Preheat and weld according to the approved WPS.

8. Grind the weld flush after welding. i 1ot fz010
9. Notify QA verbally prior to NDT Perform 100%MT and 100%\VT of the repair area,
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REPORT OF MAGNETIC:PARTICLE EXAMINATION
Ry R R

REPORT NO. 5 {5445 B787-MT-30207

DATER )} 2010.10.10

PAGE OFIf% 11

Revision No: 0

PROJECT NO. CONTRACTOR:
4 ZP06-787 . CALTRANS
TRHS: i A
DRAWING NO. SAB004/SA8003 CALTRANS GUNTRACT HO:
04-0120F4
+ A T ghj_:ll__
M5 floor beam LELRREUE
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BARET bis Lt BF4S R R RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT #+# MANUFACTURER I35 7 MODEL NO. #3R S SERIAL NO. #4E43 5
MT YOKE F’ARKER/ DA-400S 17369
MAGNETIZING METHOD Continuous magnetic yoke |{CURRENT
AC
B4R Ty R4 Ak HL L
PARTICLE TYPE Dry magnet powder YOKE SPACING
~ 70~150
R TRH REAE 1] 85 e
MATERIAL TO BE  WELDING #R#:4F Material & thickness T
EXAMINED O CASTING %t it 44, I fiE
orlEZ PSS O FORGING #tif 60mm
WELDING PROCESS TYPE OF JOINT
; NA ] NA
LY R JREE A
DISCONTINUITY A #E &1k
WELD [.D. ACCEPT REJECT REMARKS
ENGTHIN
oo INDICATION TYPE A I i ik
fiw kit
X8005B ACC. after removed
X80068B ACC. after removed
X8005A ACC. after removed
X8006A ACC. after removed
BLANK

EXAMINED BY 4%

REVIEWED BY

LEVEL-Il SIGN

N DATEEM

Jin Jianting L L\Q.ﬁ:t,‘&{f
LEVEL -1l SIGN%4 / DATEMM lO//ﬂ,o
/

JEI4 3 / QCM

’

47 SIGN / i DATE

FFCUSTOMER

5 SIGN / H i DATE

(FORM# ZPQC-MT01)




C=BMcS

REPORT OF MAGNETIC/|PARTICLE EXAMINATION

T R R 5
REPORT NO. {435 B787-MT-30188 DATER ] 2010.10.12 PAGE OFTLfE 1M1 Revision No; 0 -
PROJECT NO. CONTRACTOR:
i ZP06-787 g CALTRANS
IE%’%". Ji J=5
DRAWING NO. SAB004/SABO03 CALTRANS CONTRACT NO.:
B 04-D120F4
LI floor beam I TR 5
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
24 B R L BeRZATIE RS B REEREM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT ##% MANUFACTURER 3% 7% MODEL NO. #%5 SERIAL NO. #4EE S
MT YOKE PARKER DA-400S 17369
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
Rk A AR L
PARTICLE TYPE Dry magnet powder YOKE SPACING
o _ 70~150mm
PP TR 4 gE
MATERIAL TO BE v WELDING &M i
1 Material & thickness A709M-345T2-X
EXAMINED O CASTING % T BT
‘R OO FORGING i 60mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
Bk Ry
DISCONTINUITY A~iE 2E
WELD 1.D. ACCEPT REJECT REMARKS
NGTH |
Mt INDICATION TYPE - MN o ez it #IE
it pakit)
X8005B ACC. 100%MT
X80068 ACC. 100%MT
X8005A ACC. 100%MT
X800BA ACC. 100%MT

Base metal per B-CWR 1823

p—

BLANK

EXAMINED BYE#

J ra_Lieating

REVIEWED BY ##

5 SIGN |/ B 1)) DATE

Jin Jianting
LEVEL -1l SIGN %% DATE@JU} rﬁ/; 10 LEVELl  SIGN /L) 2/.0
SRl / QCM ! Fi /P CUSTOMER P

3 SIGN f Bl DATE

(FORM# ZPQC-MT01)




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, China Report No: NCS-000866
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  28-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0822

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-Confor mance Report waswritten: 11-Oct-2010

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of OBG lift 14, East Floorbeam
FB3286A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC Welding personnel performed base metal repair (BMR) on the sleeve plate without the Engineers
approval.

- Total of 2 areas repaired.

-The welding was performed using Shielded Metal Arc Welding (SMAW) in the Horizontal (2G) position.
-The deeve plate isidentified as SA8003.

-TheY locations are approximately 2270 mm and 5150mm from the toe of the weld identified as
SAB8003-001-001(measured clock wise and looking from top of the sleeve).

- FB3286A —SA8003 islocated in the Sub assembly Bay#3.

For additional information, please see the attached pictures below.

Contractor's proposal to correct the problem:

Contractor will submit a CWR for weld repair. Contractor will provide NDT report to prove theweld is
acceptable. Contractor will submit CWR for all base metal repairs dealing with permanent attachments must
receive Engineer's approval to prevent the future occurance.

Corrective action taken:

ZPMC provided a Critical Weld Repair (CWR) Report for Engineer's approval subsequently. The performed
repair was done according to the CWR report with NDT verification.

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

If so, name of Engineer providing approval: Date:

Is Engineer's approval attached?
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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



	ABF-NPR-000814R00-NPR's 813, 814 ZPMC-0821 0822.pdf
	ZPMC-0821, 0822.pdf
	B-CWR 1823 R0.pdf


	awareproblemY: Off
	awareproblemN: Off
	nctype1: Off
	nctype2: Off
	nctype3: Off
	norespreqd: Off
	typeprob1: Off
	typeprob2: Off
	typeprob3: Off
	welding1: Off
	concrete1: Off
	other1: Off
	welding2: Off
	concrete2: Off
	other2: Off
	welding3: Off
	concrete3: Off
	reqdengapprovaly: Off
	reqdengapprovaln: Off
	engapprovaly: Off
	engapprovaln: Off


