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, PRC Report No: NCR-000222
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), ChangxingIsland ~ NCR # ZPMC-0198

Type of problem:

Welding Concrete [1 Other []
Welding Curing [l Procedural [1  BridgeNo: 34-0006 L/R
Joint fit-up [J Coating [J] Other []  Component: welds SEG-019-027 and 028 deck panel CJP splicejoin

Procedural [ Procedural [1 Description: OBG deck panels

Reference Description:  Nonconforming class A indications on welds SEG-019-027 and SEG-019-028
Description of Non-Conformance:

The contractors Quality Control (QC) Ultrasonic Testing (UT) technicians have accepted nonconforming class
A indications on welds SEG-019-027 and SEG-019-028. See attached photos.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:

Contract Special Provisions section 8-3.01, “The QC Inspector or CAWI shall inspect and approve each joint
preparation, assembly practice, welding technique, joint fit-up, and the performance of each welder, welding
operator, and tack welder to make certain that the applicable requirements of this code and the approved WPS
are met. The QC Inspector shall examine the work to make certain that it meets the requirements of Sections 3
and 6.26.”

AWS D1.5 2002 Section 6.26.3.1, “Welds that are subject to UT in addition to visual inspection shall be
acceptable if they meet the following requirements: (1) Welds subject to tensile stress under any condition of
loading shall conform to the requirements of Table 6.3.

AWSD1.5 2002 Table 6.3, “ClassA (large flaws) Any indication in this category shall be rejected (regardless
of length).”

Who discovered the problem:  Catrans QA Steve Hall

Name of individual from Contractor notified: Mr. Steve Lawton

Time and method of notification: 12/04/08/ 20:30 / Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 12/8/08

QC Inspector's Name: Mr. Testino Wang

Was QC Inspector awar e of the problem: L] 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 Peter Dautermann +(86) 1.500.219.9593, who represents
the Office of Structural Materials for your project.

Inspected By: Dautermann,Peter SMR

Reviewed By: Dautermann,Peter SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 09-Dec-2008

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. Dave Williams Consultant Document No: 05.03.06-000190
Subj ect: NCR No. ZPMC-0198

Reference Description:  Nonconforming class A indications on welds SEG-019-027 and SEG-019-028

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:
Remarks:
The contractors Quality Control (QC) Ultrasonic Testing (UT) technicians have accepted nonconforming class A indications on welds
SEG-019-027 and SEG-019-028.
Action Required and/or Action Taken:
Please propose a resolution for the identified non-conformance to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0198

cc: Rick Morrow, Gary Pursell, Brian Boal, Jason Tom
File 05.03.06

H.‘,,.,w" 05.03.06-000190,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: 18-Dec-2008
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000192 Rev: 00
Ref: 05.03.06-000190

Subject:  NCR No. ZPMC-0198

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will submit training documentation as objective evidence to close this NCR. The UT operator was notified
and shown the indication noted by CT.

ZPMC NDT department has been notified of the missed indication. ABF has requested a UT training session be conducted as a preventative
action measure. ZPMC will submit training documentation as objective evidence to close this NCR. The UT operator was notified and shown
the indication noted by CT.

Submitted by:
Attachment(s): ABF-NPR-000192R00; ABF-NPR-000191R00

Caltrans' comments: Status: AAP
Date: 22-Dec-2008

The response is acceptable, but the Non-Conformance is not closed.

Please provide the above mentioned training documentation. Also, please provide documentation of the weld repairs that were performed and
that the repairs were acceptable.

The Department will review the Contractor's proposal to close Non-Conformance ZPMC-0198 at that time.

Submitted by:  Wright, Doug Date: 23-Dec-2008
Attachment(s):
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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: 11-Mar-2009
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-000192 Rev: 01
Ref: 05.03.06-000190

Subject:  NCR No. ZPMC-0198

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC requests closure of the NCR ZPMC-0198 based on the Training and Inspection records attached.

ZPMC requests closure of the NCR ZPMC-0198 based on the Training and Inspection records attached.

Submitted by:
Attachment(s): ABF-NPR-000192R01;

Caltrans' comments: Status: CLO
Date: 17-Mar-2009

The proposed resolution is acceptable. Training regarding Ultrasonic Testing (UT) application was performed, and the welds in question have
been accepted by UT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0198 is closed.

Submitted by:  Wright, Doug Date: 17-Mar-2009
Attachment(s):
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TL-002564

(ZPMC] TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 03/09/2009
TO: RUBY/ ABFJV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: CALTRANS NCR FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.B-334 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000222 (ZPMC-0198)

(3) COPY OF WELD REPAIR REPORTS

(4) COPY OF VT AND UT REPORTS F OR THE TWO WELD

(5) COPY OF THE TRAINING RECORD OF ZPMC UT OPERATORS

(6) COPY OF ZPMC INTERNAL NCR

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT: .
/;g 5 |
, RECEIVED 09 MR 2009
Digeot
PLAN HOLDER J DATE
COMPANY PHONE NO.

PLAN NUMBER: N/A
#R787-QCP-102



S No. B-334

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 200§-3-9
REGARDING: NCR-000222(ZPMC-0198)

With this letter of response, ZPMC requests closure for Caltrans
NCR-000222(ZPMC-0198). We agree what described in the non-conformance report,
and have made an internal NCR for the operator’s mistake. Besides we have
instructed our NDT QC that how to decrease to miss the rejected indications.
Therefore we apply to close the NCR-000222(ZPMC-0198).

Additional we provide the corresponding reports to prove the final good quality
after repaired the indication which were found by the caltrans QA guy.

So ZPMC considers NCR-000222(ZPMC-0198) can be closed, and provide the
attached documents to that two weld.

Please check the attached documentation for acceptance and close the
NCR-000222(ZPMC-0198).
ATTACHMENT:
NCR-000222(ZPMC-0198)
The weld repair reports
The VT and UT reports for the two weld

The training record of ZPMC UT operators
ZPMC internal NCR

%&Jsﬁmﬁéw
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STATE OF CALIFORNIA~BUSINESS, TRANSFORTACTION AND HOUSING AGENCY Amold 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/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 : ' s
(707) 649-5453 ' File #  69.25B

(707) 649-5493.

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000222
Prime Contractor: American Bridge/Fluor Enterprises, a TV T Date: 04-Dec-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR # ZPMC-0198

Type of problem:

Welding Concrete [ Other [l

Welding Curing - [ Procedural [J Bndge No: 34-0006 L/R '

Joint fitup [1 Coating: [ Other ~ [0  Component: welds SEG- 01%27 and 028 deck panel CJP sphce joir
Procedural [] Procedural [] Description: OBG deck panels

Reference Description: Nonconforming class A indications on welds SEG-019-027 and SEG-019-028

Description of Non-Conformance:

The contractors Quality Control (QC) Ultrasonic Testing (UT) technicians have accepted nonconforming class

A indications on welds SEG-019-027 and SEG-019-028. See attached photos. '

5 13194/0Z 1350 : £12102/08 1231
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QUALITY ASSURANCE -- NON -CONFORMANCE REPORT
( Continued Page 2 of 2 )

5. 1204/C5.1507

Applicable reference: .

Contract Special Provisions section 8-3.01, “The QC Inspector or CAWI shall inspect and approve each joint
preparation, assembly practice, welding technique, joint fit-up, and the performance of each welder, welding
operator, and tack welder to make certain that the applicable requirements of this code and the a;pproved WPS
are met. The QC Inspector shall examine the work to make certain that it meets the requirements of Sections 3
and 6.26.” ‘ : :

AWS D1.5 2002 Section 6.26.3. 1, “Welds that are subject to UT in addition to visnal inspection shall be
acceptable if they meet the following requirements: (1) Welds subject to tensile stress under any condition of
loading shall conform to the requirements of Table 6.3. : .
AWS D1.5 2002 Table 6.3, “ClassA (large flaws) Any indication in this category shall be rejected (regardless
of length).” ‘

Who discovered the problem:  Caltrans QA Steve Hall

Nanmie of individual from Contractor notified; Mr. Steve Lawton "
Time and method of notification: 12/04/08 / 20:30 / Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 12/8/08

QC Inspector's Name: M. Testino Wang _

Was QC Inspector aware of the problem: ] YesM 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 Peter Dautermann +(86) 1.500.219.95 93, who represents
the Office of Structural Materials for your project.

Inspected By: Dautermann,Peter SMR.
Reviewed By:  Dautermann,Peter SMR

‘EZ_ TL-15,0uality Assurance — Non-Confarmance Report Page2af 2
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AWS D1.5-2002

AWS D1.5-2002(Table 6.3)
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REPORT NORELES BreT-UT-3588 DATE  2008.12.07 PAGE 1 OF 1 Ravision No: o
PROJECT NO IEHE ZP0s-787 CONTRACTOR: CALTRANS

ITEMS NAME: GBG PLATE PANEL DRAWING NO.: SEG19 ALTRANS CONTRACT NO.:  04-0120F4
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6.19.6 Welds shall be tested using an angle beam search

unit conforming to the requirements of 6.15.7 with the instrument

calibrated in conformance with 6.18.5 using the

angles shown in Table 6.2. Following calibration and during

testing, the only instrument adjustment allowed is the
sensitivity-level adjustment with the calibrated gain control
(attenuator). The reject (clipping or suppression) control
shall be tumed off. Sensitivity shall be increased from the
reference level for weld scanning in conformance with the
provisions of Tables 6.3 or 6.4, as applicable.

6.19.6.1 The testing angle and scanning procedure

- shall be in conformance with those shown in Table 6.2.

6.19.6.2 All butt joint welds shall be tested from each
side of the weld axis. Comer and T-joint welds shall be
primarily tested from one side of the weld axis only. All
welds shzll be tested using the applicable scanning patterﬁ
or pattemns shown in Figure 6.7 as necessary to detect
both lengitudinal and transverse flaws. It is intended

that, as 2 minimum, all welds be tested by passing sound

. through the entire volume of the weld and the HAZ in

two crossing directions, wherever practical.
6.19.6.3 When a discontinuity indication appears on
the screen, the maximum attainable indication from the

discontinuity shall be adjusted to produce a horizontal

reference leve] trace deflection on the display. This adjustment

i shall be made with the calibrated gain control or

' (attenuator), and the instrument reading in decibels shall

be used as the *Indication Level,” “a,” for calculating the

. “Indication Rating,” “d,” as shown on the test report

(Annex VII, Part B, Form VIL1 1).

6.19.6.4 The *Attenuation Factor,” “c,” on the test report

shall be attained by subtracting 25 mm [i in.] from

" the sound path distance and multiplying the remainder by

2. This factor shall be rounded out to the nearcst &2

value. Fractional values less than 112 @2 shall be reduced

- 1o the lower dB level and those of 1/2 or graaier increased

1o the higher level.

6.19.6.5 The “Indication |




level and the reference level with correction for atienuation
' as indicated in the following expressions:
. Instruments with gain in dB:

i a-b-c=d

i : - :
i { Instruments with attenuation in dB : '
' b-a-c=d

6.19.7 The length of flaws shall be determined in conformance
i with the procedure in 6.23.2.
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Bridge /" FLUOR.
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Application For Leave

AMERICAN BRIDGE / FLUOR CHINA

Name: Position: Employee Number:
Rosemary Chen TDC CNEN0415

Dept./ Project: Location:
SFOBB Project Shanghai
Applying for ( Please tick v )

O Annual Leave O Sick Leave

O Statutory Leave O Unpaid Leave

O Home Visit ( for assignment ) O Compensation for OT

O R&R 0O Home Leave ( for Expat. )

Reason Duration (from..to0..) Total number of working hours

* Duties to be covered by Mr./ Ms.

e Contact during the leave ( if necessary ) :

Applicant Date:
Approved by : Date:
Remarks:

- Prior application is required

- Medical certification is required for sick leave {beyond one day)
- This form should be attached to your timesheet
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OVERTIME REQUEST

San Francisco Oakland Bay Bridge - Self Anchored Suspension Bridge

DATE 09-Mar-09 PROJECT NO. / CHARGE NO. 00S2BB000008.0010
CLIENT CarlTrans
DEPARTMENT APPROVAL CLIENT APPROVAL*
GENERAL MANAGER APPROVAL PROJECT MANAGEMENT APPROVAL*
* IF REQUIRED
EMPLOYEE NAME pePARTMENT| H O ”E’fAf’( PER NO. DAYS Jgs‘;'é START DATE
. RosemaryChen |  TDC 2.0 3 80 |  10-Mar-09

Total: 6 hrs

PURPOSE OF OVERTIME :

1.Send out the Notification e-mail.

2.Update transmittal log and filing.

3.Filing the DWR.

ALL MANHOURS, ABOVE THE STANDARD WORK WEEK / WORK DAY,
MUST BE APPROVED PRIOR TO WORKING.

FDEI-640-006 (15 Mar 86)

C:\Documents and Seftings\rchen\My Documents\Rosemary\SFOBB\Admin\ABFJV OT Form, xIs]3-9



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, PRC Report No: NCS-000213
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 26-Mar-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0198

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006 L/R
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  04-Dec-2008

Description of Non-Conformance:

The contractors Quality Control (QC) Ultrasonic Testing (UT) technicians have accepted nonconforming class
A indications on welds SEG-019-027 and SEG-019-028. See attached photos.

Contractor's proposal to correct the problem:

The Contractor will provide acceptable UT inspection results and training records to correct the problem.
Corrective action taken:

Per NPR192R01, the Contractor has provided acceptable UT inspection result along with training records. The
weldsin question have been accepted by UT. The Department concurs that an acceptable corrective action has
been taken.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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