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

Bay Area Branch

690 Walnut Ave.St. 150
Vallejo, CA 94592-1133
(707) 649-5453

(707) 649-5493

Contract # 04-0120F4

Cty: SF/ALARte: 80 PM: 13.2/13.9
File#:  69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC
Prime Contractor: American Bridge/Fluor Enterprises, a vV

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island

Report No: NCR-000264
Date: 08-May-2009
NCR #: ZPMC-0238

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [
Joint fit-up Coating L1 Other []
Procedural [ Procedural [J Description:

Bridge No: 34-0006
Component: OBG Segment 3AW

Reference Description: Inconsistent Bevel and Excessive/lnconsistent Root Opening at Longitudinal

Diaphragm-Bottom Panel-Side Panel Joint

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed inconsistent bevel and excessive/inconsistent root
opening at segment splice 3AW-3BW. This occurred where the segments were unzipped and adjusted for
proper segment alignment at the longitudinal diaphragm - bottom panel - side panel joints. The panels affected

are:

-BP101A, SP025A, LD017-003(Working Point W3, Segment 3AW)
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Floor Panet =—» s = Side Pamel

-Groove preparation at Side Panei to Flbor Panel

_Fit-u-p of Longitddil;al Diaphram - OBG Segment
% of OBG Segments 3AW to 3BW*

3AW (counterweightside) ¢ = & . .05/02/2009

Applicablereference:

AWS D1.5 2002 section(s):

3.2.1 "Surfaces and edges to be welded shall be smooth,uniform, and free from fins, tears, cracks, and other
discontinuities which would adversely affect the quality or strength of the weld."

3.2.3 " Steel and weld metal may be thermally cut, provided a smooth and regular surface free from cracks and
notchesis secured, and provided that an accurate profile is secured by the use of a mechanical guide.”

Who discovered the problem:  Rory O’Kane

Name of individual from Contractor notified: Larry Lue
Time and method of notification: 05/08/09, 10:30, Verbal
Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao
Time and method of notification: 05/09/09, 16:00, Email

QC Ingpector's Name: Shi Lin

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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 15-May-2009
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: 05.03.06-000230
Subject: NCR No. ZPMC-0238

Reference Description:  Inconsistent Bevel and Excessive/lnconsistent Root Opening at Longitudinal Diaphragm-Bottom Panel-Side Panel Joint

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.
Il 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:
Caltrans Quality Assurance (QA) Inspector observed inconsistent bevel and excessive/inconsistent root opening at segment splice
3AW-3BW. This occurred where the segments were unzipped and adjusted for proper segment alignment at the longitudinal diaphragm
- bottom panel - side panel joints. The panels affected are:
-BP101A, SP025A, LD017-003(Working Point W3, Segment 3AW)
-BP103A, SPO70B, LD018-003(Working Point W4, Segment 3AW)
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-0238

cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Doug Wright, Ching Chao
File: 05.03.06

ol " 05.03.06-000230,NCT
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AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-May-2009
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-000234 Rev: 00
Ref: 05.03.06-000230

Subject:  NCR No. ZPMC-0238

Contractor's Proposed Resolution:

Reference Resolution:  ZPMC have finished welded this weld joint. This weld joint is a CJP, therefore weld will be subsequently
backgouged and inspected.

ZPMC have finished welded this weld joint. This weld joint is a CJP, therefore weld will be subsequently backgouged and inspected. ZPMC to
submit the welding repair report as well as all related inspection documentation at a later date.

Submitted by:
Attachment(s): ABF-NPR-000234R00

Caltrans' comments: Status: AAP
Date: 09-Jun-2009

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

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-0238 at that time.

Submitted by:  Wright, Doug Date: 09-Jun-2009
Attachment(s):
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AmEI’iE}aﬂ < 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: 27-Jul-2009

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-000234 Rev: 01
Ref: 05.03.06-000230

Subject:  NCR No. ZPMC-0238

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests
closure of this NCR.

ZPMC has responded to this NCR and has attached documents as evidence of completion. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000234R01;

Caltrans' comments: Status: CLO
Date: 10-Aug-2009

The proposed resolution is acceptable. The welding repair report is included, and the weld in question has been accepted by VT and UT as
shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0238 is closed.

Submitted by:  Wright, Doug Date: 10-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



(ZPMC
LETTER OF RESPONSE

No. B-408

TO: American Bridge/Flour

DATE: 2009-7-20
REGARDING: NCR-000264 (ZPMC-0238)

With this letter of response, ZPMC requests closure for Caltrans NCR-000264
(ZPMC-0238). As the comments of the NPR “please provide the documentation of the weld
repairs that were performed and that the repairs were acceptable”, therefore we submit the
attached weld repair report and VT/UT report, to support the build up repair for base metal is
good quality and accepted by the visual and NDT inspection.

So base on the above explanation and attached documentations, ZPMC applies

to close the caltrans’s report NCR-000264 (ZPMC-0238).

Please reference attached documentation for acceptance and closure the
NCR-000264 (ZPMC-0238).

ATTACHMENT:
NCR-000264 (ZPMC-0238)
ZPMC internal NCR

The closed WRR

The final VT/UT report

Loed. Jre



T—:S—B Nonconformance Report
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Description of Nonconformance:
A TR Ak

Caltrans Quality Assurance Inspector observe inconsistent bevel an excessive root opening at segment
at splice 3AW+3BW. This occurred where the segments were unzipped and adjusted for proper segment
alignment at the longitudinal diaphragm —bottom panel —side panel joints. The panels affected are:

BP101A.SP025A.LD017-003( Working point W3 ,Segment 3AW)

BP103A,SP070B.LD018-003( Working point W4 ,Segment 3AW)
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

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

To: AMERICAN BRIDGE/FLUQOR, A IV Date: 1 5-May-2009

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: 05.03.06-000230
Subject: NCR No. ZPMC-0238

Reference Description:  Inconsistent Bevel and Excessive/Inconsistent Root Opening at Longitudinal Diaphragm-Botiom Panel-Side Panel Joint

The attached Non-Conformance Report describes an oceurrence where the contractor did not comply with a requirement of the contract document as
idicated below:
Material or Workmanship not in conformance with contract documents,
W Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitules a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
Calirans Quality Assurance (QA) Inspecior observed inconsistent bevel and excessive/inconsistent root opening at segment splice
3AW-3BW. This occurred where the segments were unzipped and adjusted for proper segment alignment at the longitudinal diaphragm
- bottom panel - side panel joints. The pancls affected are:
-BP101A, SP025A, LDO017-003(Working Point W3, Segment 3AW)
-BP103A, SPO70B, LDO18-003(Working Point W4, Segment 3AW)
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-0238

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe, Jason Tom, Doug Wright, Ching Chao
File: 05.03.06
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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 SRR
Quality Assurance and Source Inspeclion 7 \

Contract #: 04-8120F4
Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 — —
(707) 649-5453 e File#:  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000264
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 08-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0238

Type of problem:
Welding Concrete [1 Other ]
Welding [J Curing 00 Procedural [1  Bridge No: 34-0006

Joint fit-up Coating [ Other J  Component: OBG Segment 3AW

Procedural [J Procedural (0 Description:

Reference Description: Inconsistent Bevel and Excessive/Inconsistent Root Opening at Longitudinal
Diaphragm-Bottom Panel-Side Panel Joint

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed inconsistent bevel and excessive/inconsistent root

opening at segment splice JAW-3BW. This occurred where the segments were unzipped and adjusted for

proper segment alignment at the longitudinal diaphragm - bottom panel - side panel joints. The panels affected
are:

-BP101A, SP025A, LD017-003(Working Point W3, Segment 3AW)
-BP103A, SP070B, LDO18- 003(Workmg Point W4, Segment 3AW)

&Jletedlzngittldlnal Diaphragm
to

- ot ttom Panel Weld OBGSegment
i ,tfmrﬂm. - [ O BAW (Interior Side)
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

9 10
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Applicable reference:

AWS D1.5 2002 section(s):

3.2.1 "Surfaces and edges to be welded shall be smooth,uniform, and frec from fins, tears, cracks, and other
discontinuities which would adversely affect the quality or strength of the weld."

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.”

Who discovered the problem:  Rory O’Kane

Name of individual from Contractor notified: Larry Lue
Time and method of notification; 05/08/09, 10:30, Verbal
Name of Caltrans Engineer notified:  Stanley Ku, Ching Chao
Time and method of notification: 05/09/09, 16:00, Email

QC Inspector's Name: Shi Lin

Was QC Inspector aware of the problem: L] Yes ¥l 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 Eric Tsang, +(86) 1500.042.2372, who represents the
Office of Structural Materials for your project.

Inspected By:  Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

;hz_ TL-15.Quality Assurance -- Non-Conformenice Report Page 2 of 2
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Description of welding discontinuity:
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After inspection 3AE inner longitudinal LD18F,
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FERR:
Caused:
TABERR, SREBHFEL,

The worker operated error caused base

metal gouged.

£ ) fi %A(Foreman):[ﬁ& Y B #(Date): 05) ? é L

A BE N
Disposition :

R B E T S MBWPSHEZ 4 O,
H100%VTHR RSB 2 ,

TEF O INGAH B, BfkS AWS D1.5.3.13;
R RS T S BWPSHT A R,
BRGNS, BRI E S B,
RIEEREREITRA.

oo KL N

Prepare excavation with relevant WPS.

VT to verify repair area is free of all defects.

Preheat and weld according to the relevant WPS.

N ok Gy B

T 2 Muldfeny

Technical engineer

6?“’(7-“1 :

Add steel backing at the back of groove according to AWS D1.5.3.13;

Gouge off the steel backing and grind the weld flush with base metal after welding;
Perform NDT inspection of the weld according to the working drawings.

#i:
Approved by

=3t
Date

#R787-QCP-900




Correction action to prevent re occurrence:
FUMBFHRUL, REREKE.

Train and educate gouger to improve operation skill.
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3] lml
REPORT OF ULTRASONIC EXAMINATION
UTHRG &
=
REPORT NO. R&45 B787-UT-7660 DATE 2009.07.18 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :T#!ES ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL [PRAWING NO.: SEG14C CALTRANS CONTRACT NO.: 04-0120F4
LT SPLICE e MRS '
REFERENCING CODE &&#5d ACCEPTANCE STANDARD SR}t PROCEDURE NO. 2/5E 52
AWS D1.5-2002 o AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS B#FiE JOINT TYPE 248358 CALIBRATION DUE DATE {% 28 £ TF 33 24 1M1
NA NA " Dec. 28°",2009
EQUIPMENT &% MANUFACTURER i 5 MODEL NO. 435 SERIAL NO. 555
; 071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
_|CALIBRATION BLOCK ##: COUPLANT #2457 MATERIAL/THICKNESS # £ X
} )AWS W BLOCK TYPE II c.M.C A709M-345 14mm
TRANSDUCER 53k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HIETS faEE HE Rt ST bjilid HiE Rt
Changchao 0° 2.5MHz 20mm Reference Level #37 HAF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 I DISCONTINUITY FREEg:#: g
: "
WELD 2 a3 |4 |ols_lel5B.]5. 2 #
_ z. 2|3 B 255 T(3 5|2 E LOCATION OF DISCONTINUITY s o
. [t} = o s 2 A
IDENTIFICATION | Bk [ <&/ == | £ [g3|83|5 5[5 & AL (mm) 23 | =
P »'?E m = o ﬂ = v < = = 5% e
O™ oK | & e E& E
izl Tt AH- 4821 -—
BT S % E ! Sound | Depth from . 5 o
- Length From'X | From"Y o
a b c d K Path Surface FEX oy o
‘ BE | R g o
|
LD18F 0 20 ACC. | 100%
BASE METAL PER B-WR5084
BLANK
|EXAMINED BYZ:#% REVIEWED BY #1# :
1
Hew Feng 9071 n We! g5,
LEVEL-Il SIGN /| DATE LEVEL-Il SIGN / DATE
FitSIE / Qem A CUSTOMER
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(FORM# ZPQC-UT01)




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-000262
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  24-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0238

Type of problem:

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

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  08-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed inconsistent bevel and excessive/inconsistent root
opening at segment splice 3AW-3BW. This occurred where the segments were unzipped and adjusted for
proper segment alignment at the longitudinal diaphragm - bottom panel - side panel joints. The panels affected
are:

-BP101A, SP025A, LD017-003(Working Point W3, Segment 3AW)

-BP103A, SP070B, LD018-003(Working Point W4, Segment 3AW)

Contractor's proposal to correct the problem:

Perform Repair to areain question and submit subsequent NDT reports.

Corrective action taken:

Contractor submitted WRR, aswell as VT and UT reports confirming that the welds were completed in
conformance with Contract specifications.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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