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-000943
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0902

Type of problem:

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

Procedural [ Procedural [1 Description:

Reference Description: 2 Transverse Cracks located at Tower Facade Connection Plate

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on NSD1-FESA4-3C/F,
this Quality Assurance Inspector (QA) discovered the following issues:

-2 Transverse cracks measuring approximately 3mm and 10mm.

-Theweld isidentified as: NSD1-FESA4-3C/F-14

-TheY location is approximately 25mm and 35mm, respectively from the right end of the weld.
-The Weld is afillet weld joining the facade connection plate to north tower skin C.

-The weld is not SPCM.

-The member islocated in Bay # 10

The Notice of Witness Inspection Number (NWIT) is 7766. The indication iswithin the area that has been
previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’s QC personnel are required to perform 10% MT inspection of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

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.”

AWSD1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no
cracks and shall be unacceptable if the MT shows any types of discontinuities.”

Who discovered the problem:  Dong J, Shin

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 07:30_12/14/2010 Email

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 07:00, 12/14/2010, Verbal

QC Inspector's Name: Wang Lu

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: Ng,Michael QA Inspector

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

Gftrans Tel: 510-286-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-Dec-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: 05.03.06-000898
Subject: NCR No. ZPMC-0902

Reference Description: 2 Transverse Cracks located at Tower Facade Connection Plate - Tower/Lift 4/Facades

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 the Quality Assurance Magnetic particle Testing (MT) review of welds located on NSD1-FESA4-3C/F, the Quality Assurance
Inspector (QA) discovered the following issues:
-2 Transverse cracks measuring approximately 3mm and 10mm.
-Theweld isidentified as: NSD1-FESA4-3C/F-14
-TheY location is approximately 25mm and 35mm, respectively from the right end of the weld.
-The Weld is afillet weld joining the facade connection plate to North Tower Skin C.
-Theweld is not SPCM.
-The member islocated in Bay # 10

The Notice of Witness Inspection Number (NWIT) is 7766. The indication iswithin the area that has been previoudly tested and
accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform
10% MT inspection of thisweld.

References:

-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.”

-AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to MT in addition to visual inspection shall have no cracks and shall be
unacceptable if the MT shows any types of discontinuities.”

Action Required and/or Action Taken:
Propose aresolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the
contract requirements. Propose a resolution that addresses the apparent failure of Quality Control to identify the indication.
Additionally, provide documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

ol " 05.03.06-000898,NCT
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NCT
( Continued Page 2 of 2 )

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

Transmitted by: GinaRizzardo Transportation Engineer
Attachments: ZPMC-0902

ccC: Rick Morrow, Peter Siegenthaler, Mark Woods
Filee 05.03.06

05.03.06-000898,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: 03-Jan-2011

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-000895 Rev: 00
Ref: 05.03.06-000898

Subject:  NCR No. ZPMC-0902

Contractor's Proposed Resolution:

Reference Resolution: ABFJV has noted which inspector missed the indication so that the inspector can receive additional training if he
shows a pattern of missed indications.

“In addition to ZPMC's comments, ABFJV has noted which inspector missed the indication so that the inspector can receive additional training
if he shows a pattern of missed indications. Based on this ZPMC requests closure of this NCR.”

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000895R00;

Caltrans' comments: Status: CLO
Date: 04-Jan-2011

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0902 is closed.

Submitted by:  Eagen, Sean Date: 04-Jan-2011
Attachment(s):

‘E}' Page 1 of 1



(ZBMc) No. T-183

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-12-31
REGARDING: NCR-000943(ZPM(C-0902)

ZPMC received NCR-000943(ZPMC-0902), it mentioned that CT inspectors found two
cracks in the welds. The weld is identified as NSD1-FESA4-3C/F-14.

After we learn what happened in site, it is found that, in order to transport the Tower
to blasting shop immediately, the quality of NDT work were not done as good as before. We
stopped the transportation plan finally, and let NDT person to do a 100% percent for these
component though requirement only ask for 10% percent.

Relative CWR were issued and careful repairing was taken.

As a result, welds were accepted and green tagged.

Here we attach related documents, hope CT could take a review and close these NCR.
ATTACHMENT:
NCR-000943(ZPMC-0902)

T-CWR712
T787-MT-12334R1

2 Jgo i hwj
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i o - DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
f e 333 Burma Road
e Oakland CA 94607
afeans Tel: 510-266-0539 Fax: 510-286-0550
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR. A JV Date: 15-Dec-2010
375 BURMA ROAD
OAKLAND CA 95007 Contract No: 04-0120F4
04-8F-80-13.2713.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000898
Subject: NCR No. ZPMC-0902

Reference Description: 2 Transverse Cracks located at Tower Facade Connection Plate - Tower/Lif HFacades

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Materizl or Workmanship not in conformance with contract documents.
Quality Centrol (QC) not performed in conformance with conlract documents.
] Reeurring QU issue that constitules a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 04
Remarks:
During the Quality Assurance Magnetic particle Testing (MT) review of welds located on NSD1-FESA4-3C/F, the Quality Assurance
Inspector (QA} discovered the following issues:
-2 Transverse cracks measuring approximately 3mm and 10mm.
-The weld s identified as: NSD1-FESA4-3C/F-14
-The ¥ location is approximately 25mm and 35mm, respectively [rom the right end of the weld.
-The Weld is a fillet weld joining the fagade conection plate 10 North Tower Skin C.
-The weld is not SPCM.

-The member is located in Bay # 10

The Notice of Witness [nspection Number (NWIT) is 7766. The indication is within the area that has been previously tested and
accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to perform

10% MT inspection of this weld,

References:
-Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor
shall perferm 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 1o the requirements of the contract documents.”

-AWS D1.5 (02) Scction 6.26.2 - “Welds that are subject to MT in addition to visual inspection shall have no cracks and shall be
unacceplable if the MT shows any types of discontinuities.”

Action Required and/or Action Taken:
Propose a resolution for this non-conformance and provide documentation that the deficiency has been brought into compliance with the
contract requirements. Propose a resolution that addresses the apparent failure of Quality Conlrol lo identify the indication.

Additionally, provide documentation of the steps 1aken by the Quality Control Manager to prevent future occurrences.

N2, 05.03.06-000898.NCT Page 1 of 2




NCT
( Continued Page 2 of 2

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

Transmitted by: Gina Rizzardo Transpertation Enginecr
Attachments: ZPMC-0902

cc: Rick Morrow, Peter Sicgenthaler, Mark Woods
File: 05.03.06

e - - 7y .
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMERNT OF TRANSPORTATION kT,
DIVISION OF ENGINEERING SERVICES s
Office of Structural Malerials ; c‘_‘, i

Qualily Assurance and Source Inspection
Contract #: 04-0120F4

Bay Area Branch

690 Wainut Ave.St. 150 Cry: SF/ALA Rie: 80 PM: 13.2/13.9
Vallejo, CA 94592-1 133 Fﬂe #: 6925B

(707) 549-5453
{707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai P.R. China Report No: NCR-000943
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0902

Type of problem:

Welding Concrete [] Other O

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

Joint fit-up [J Coating [0 Other OO  Component: Tower Facade Connection Plate
Procedural [] Procedural [ Description:

Reference Description: 2 Transverse Cracks located at Tower Facade Connection Plate

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on NSD1-FESA4-3C/F,
this Quality Assurance Inspector (QA) discovered the following issues:

-2 Transverse cracks measuring approximately 3mm and 10mm.

-The weld is identified as: NSD1-FESA4-3C/F-14

-The Y location is approximately 25mm and 35mm, respectively from the right end of the weld.
-The Weld is a fillet weld joining the fagade connection plate to north tower skin C.

-The weld is not SPCM.

-The member is located in Bay # 10

The Notice of Witness Inspection Number (NWIT) is 7766. The indication is within the area that has been
previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’s QC personnel are required to perform 10% MT mspecnon of this weld.

lﬁadeconnec:ien fillet weld ! ‘ Tower FacAde cone ction plire 'li;gl el L e
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continned Page 2 of 2 )

Applicable reference:

Special Provisions Section 8.3 — *Quality Control (QC) shall be the responsibility of the Contractor. As s
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and afier welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D135 (02) Section 6.26.2 - “Welds that arc subject to MT in addition to visual inspection shall have no
cracks and shall be unacceptable if the MT shows any types of discontinuities.™

Who discovered the problem:  Dong J, Shin

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 07:30_12/14/2010_Email

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 07:00, 12/14/2010, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: O Yes 4 No

Contractor's proposal to correct the problem:

NA

Comiments:

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: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR
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QC and a Lead CWI shall be pressnt, direct and supervise all grinding and welding operations during
this repair to ensure the repair is per the disposition requiremanis
QC and 2 Lead CW! shall have an approved copy of tha CWR in hand prior io the repair.
Remove paint=25mm in all direction of HAZ prior to MT.
Clean the excavation area of all loose debris including MT powder. Preheat to 65° C before ramoving ¢
racks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack repai

v, {and 50mm bayond tha outermost cracks for multinle crack repairs)

If base metal is damaged by grinding, the damaged area shall be ground clean prior to periorming we
Id repair. It gap>5mm is found during or after grinding, comply with the notification on changing fillet
waid to CJP which is submitied for Engineer's review and approval ferm. Prior to continuing with Repa
ir work.

Prepars excavation in accordance with ths New Repair Procedurs prior to welding.

Betorg this repair, Verify with VT and MT repair areas are defects free. and also MT shall be perior
med on the base metal iaying abroad cracks to ensure that ne cracks were propagated to the base m
etal. Separate CWR approval is needed if cracks are found in the base matal, and only after this new

AT =

i ~ —q——\\oﬁt ol T B e e in e B T v,
VYIS 8ppicvar can continue the rspair.

Clean excavation area of all looss debris including MT powder after excavation. Preheat and weld ace
ording to repair WPS, Preheat in accordance with the following pre-heat tabls.

4 BASE METAL THICKNESS MINIMUM PREREAT MINIVIULM POSTHEAT | |
J  T<40mm 186°C i60TC T
O  40mm=<T 200TC 200TC '
Perform post weld heating according to repair WPS, the postheat in accordance with the following tabl l
e for one hour minimum.
ASE METAL THICKNESS MINIMUM PREHEAT MINIMUM POSTHEAT
0  T=40mm 160°C 180T s
80 40mms<T 200°C 200TC

- Allow the weld fo cool to ambient temperature gradually. Control cooling rate after PWHT to no more t

han 50° C per hour.

. Grind the repaired area flush with base metal or the adjacent weld after post weld heating.
. Wait 48 hours at least after the repair area has cooled to ambient iemperature before perorming NDT,

. Periarm MT inspection to all repair arsa accerding o Contract Drawings along with all additional NDT

required by the applicable notss Special Provision Section 10-1.59 ‘Steal Structure’, subsection ‘ins;;ecti
on testing’. NDT include VT, MT and UT if it is a CJP weld.
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1. QC and a Lead CW! shall be present, direct and supervise all grinding and welding operations during this |
repair {o ensure the repair is per the disposition reguiremsanis. i
‘ 2. QC and 2 Lead CW! sha!l have an epproved copy of the CWR in hand prior ©o the repairn. j
| 3. Remove paint=25mm in all direction of HAZ prior ic MT. |
! 4. Clean the excavation area of all loose debris including MT powder. Preheat to 65° C before removing cra
i cks by grinding and it applied to all the repair process. Rspair area shall extend a minimum of 50mm bay
| ond each end of single crack repairs, and 50mm beyond the outermost cracks for multipie crack repairs.
i 5. If base metal is damaged by grinding, the damaged area shall be ground clean prior fo performing weld r
: &pair. i
i 8. Prepare excavation in accordance with the New Repair Procedure prior to welding. |
L : ” . . ~ . i
i 7. DBefore this repair, Verifv with VT and MT repair areas are defecis free. and also MT shzll he performed
! on the base mstal laying abroad cracks to ensure that no cracks were propagated to the base metal. Sep |
. te CW i jed if f in t e d only after thi CWR' ?
| arate CWR approval is needed if cracks are found in the bass metal, and only after this new s appr |
oval can continue the repair,
8. Clean excavation area of ali loose debris including MT powder after excavation. Preheat and weld accordi
{ ng to repair WPS, the preheat in accordance with the ollowing tabls. .
' BASE METAL THICKNESS MINIMUM PREHEAT MINIMUM POSTHEAT
O T=40mm i60°C 160C
0 40mms<T 200°C 200°C
8. It & crack still present and excavation have reached (2/3T+2)mm maximum, the gringing work shall be ce
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10. Perform post weld heating according
r_one hour minimum.

siops are iapersd to a 1:1 slope. Weld opposite

ic repair WPS, the postheat in accordance with the iollowing table fo

side of repair a

: BASE METAL THICKKNESS MiRIMUM PREHEAT MINIMUM  POSTHEAT !
O T<40mm 180°C 160°TC
! O 40mms<T 200°C 200°C |
j 11. Allow the weld to cool to ambient temperature gradually. Control cooling rate after PWHT ic nc more than |
50° C per hour. i
‘ 12. Grind the repaired area fiush with base matal or ihe adjacent weld afer post weld heating. |
13. Wait 48 hours st lsast afier the repair zrea has cooled to ambisrit tempsraturs before performing NDT.
] 14. Periorm VT, UT and MT inspection to all repair area according to Contract Drawings along with all additio |
nal NDT required by the applicable noies Special Provision Section 10-1.59 ‘Steal Struciurs'. subsection 'in |
spection testing'. / . /
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. Corrective Aciion fo Prevent Re-occurrence:
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000889
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  04-Jan-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0902

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-Confor mance Report waswritten: 13-Dec-2010

Description of Non-Conformance:

During the Quality Assurance Magnetic particle Testing (MT) review of welds located on NSD1-FESA4-3C/F,
this Quality Assurance Inspector (QA) discovered the following issues:

-2 Transverse cracks measuring approximately 3mm and 10mm.

-Theweld isidentified as: NSD1-FESA4-3C/F-14

-TheY location is approximately 25mm and 35mm, respectively from the right end of the weld.
-The Weld is afillet weld joining the fagade connection plate to north tower skin C.

-The weld is not SPCM.

-The member islocated in Bay # 10

The Notice of Witness Inspection Number (NWIT) is 7766. Theindication iswithin the area that has been
previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,
ZPMC’s QC personnel are required to perform 10% MT inspection of thisweld.

Contractor's proposal to correct the problem:

Contractor proposes to perform 100% MT instead of 10% to prove the weld is acceptable. Contractor will issue
aCWR (Critical Welding Repair) to repair this component.

Corrective action taken:

Contractor issued a CWR and performed the repair. Performed 100% MT of the component. The NDT report
shows the weld is acceptable, and the component was green tagged.

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

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