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-000521
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0494

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segment 7BW

Procedural Procedural [] Description:

Reference Description: The contractor did not perform the required NDT after Heat Straightening for
Segment 7BW

Description of Non-Conformance:

This QA inspector received Notice of Inspection number 004705 on 11-22-09 for the Ultrasonic Testing (UT)

of the deck panel diaphragm to floor beam flange Compl ete Joint Penetration weld after heat straightening for

OBG segment 7BW. Upon arrival to the component this QA observed that ZPMC personnel did not complete

the required NDT after heat straightening prior to notifying QA of inspection. The weld designation affected

number is SSD10-PP50-003/004.

Segment 7BW‘
SSD10-PP50<003/004

1539 11/23/09 B, 1539 11/23/05

Applicablereference:

ZPMC WQCP Section 11.2.5.1- Final NDT shall be performed after heat straightening.

Contract Document (CCO 77)

Section 3.2- “Prior to submitting components for formal acceptance the contractor shall implement in-process
verification that shall include the following;

Section 3.2.2- “All contract required non-destructive examination (NDE) has been performed and is
documented on the component as being acceptable.”

ogral
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Section 3.2.4- “All critical and non-critical weld repairs have been completed and re-inspected by the original
method of inspection and are documented on the component as being acceptable.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Wei Jain Bo

Time and method of notification: 1530 hours, Verbal

Name of Caltrans Engineer notified: Ching Chao and Bill Howe

Time and method of notification: 1630 hours, verbal

QC Ingpector's Name: Li ping

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, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2



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: 25-Dec-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: 05.03.06-000527
Subject: NCR No. ZPMC-0494

Reference Description:  The contractor did not perform the required NDT after Heat Straightening for Segment 7BW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] 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.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
This QA inspector received Notice of |nspection number 004705 on 11-22-09 for the Ultrasonic Testing (UT) of the deck panel
diaphragm to floor beam flange Complete Joint Penetration weld after heat straightening for OBG segment 7BW. Upon arrival to the
component this QA observed that ZPMC personnel did not complete the required NDT after heat straightening prior to notifying QA of
inspection. The weld designation affected number is SSD10-PP50-003/004.
Action Required and/or Action Taken:

Provide notification to the engineer when UT isto be completed. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0494

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

H..,,.,w" 05.03.06-000527,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 11-Jan-2010
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-000462 Rev: 00
Ref: 05.03.06-000527

Subject:  NCR No. ZPMC-0494

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC acknowledges that the NDT was not performed, however, the Notice of inspection is notification when ZPMC
will begin inspection. ZPMC has performed the inspection and the records are attached.

ZPMC acknowledges that the NDT was not performed, however, the Notice of inspection is notification when ZPMC will begin inspection.
ZPMC has performed the inspection and the records are attached. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000462R00;

Caltrans' comments: Status: CLO

Date: 11-Jan-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 11-Jan-2010
Attachment(s):

‘h‘} Page 1 of 1
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No. B-570

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-1-9
REGARDING: NCR-000521(ZPMC-0494)

With this letter of response, ZPMC requests closure of CT NCR-000521(ZPMC-0494), what
mentioned that CT Inspector observed heat straightening after NDT was performed.

. ZPMC has issued internal NCR.

. This fillet weld has been changed into CJP, so the correct weld 1D is: SSD10-PP50-003.

. WWR was issued due to rejection was found by UT.

- UT after repair was performed to warrant weld quality.

Based on the taken actions and documentations, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-B-355(ZPMC-0494)
NCR-000521(ZPMC-0494)
B-WR8453
B787-UT-9505R

L -2
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Nonconformance Report

A

NFFE TR S
Project Name: S.F.O.B.B NCR Number:
I B 5 5 E AR KA NCR 45 : NCR-B-355(ZPMC-0494)
Item: Not perform the required NDT Item Number: Drawing:

after Heat Straightening Jra=2 N/A E5. N/A

LR BKEEFE TR NDT
Location: outside yard Date:
frE: 535 H 3 2009-12-31
Description of Nonconformance:
AEE TR

This QA inspector received Notice of Inspection number 004705 on 11-22-09 for the UT of the deck panel
diaphragm to floor beam flange CJP weld after heat straightening for OBG segment 7BW. Upon arrival
to component this QA observed that ZPMC personnel did not complete the required NDT after heaf
straightening prior to notifying QA of inspection. The weld designation affected number is
SSD10-PP50-003/004.

InANEEE R T 09 45 11 A 22 HUKEITL & 004705, W74 OBG 7BW TR SHIFRER CIP 4545 UT #)

B. Léﬁ%mﬂ%%ﬁkﬂjmmc&kf&ﬁmWEXmNgfﬁ&ﬁ@ﬁMMﬁ M. BRI

RS 52 SSD10-PP50-003/004
B-wR8US3 | (jTA%SR

Work By: Prepared by: 7/4"‘2'/1’1;?/; Reviewed by QCE: Zéu‘)ﬁ/@wﬁ ,4);5,_ "

i & 20/6. |, '7’ 1 Jii TRt lf
0 Drawing Error [0  Material Defect Mabrlcatlon Error [ Other !
EEREES LR R HAh R
Disposition: [0 Useasis O Repair 0 Reject
PUssikCyiE [ B L
Recommendation:
B
Prepared hy: Approved by QCA:
HE# RS

Reason for Nonconformance:

A& REA:




Prevention of Re-occurrence:

TR 4

Approved by/#t#E:
Technical Justification for Use-As-Is/Repair: [0 Attachment 00 Non-attachment
(1 F BRR A2 BT B AR 4 Tok i
Reviewed /t#k:
Verification: U0  Acceptable 00 Unacceptable
fiik: CIE:S-4 RSz
Verified by QCI/Fi#2 A : Reviewed by QCA/JA & FAEF #:

#R787-QCP-1300




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

z

w:?' g 333 Burmz Road
G Ozkiand CA 94607
Gaflrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUQR, A JV Date: 25-Dec-2009

375 BURMA ROAD

OCAKLAND 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: 05.03.06-000527
Subject: NCR No. ZPMC-0494

Reference Description:  The contractor did not perform the required NDT afier Heat Straightening for Segment 7BW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
D Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
)| Recurring QC issue that conslitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
This QA inspector received Natice of Inspection number 004705 on 11-22-09 for the Ultrasonic Testing (UT) of the deck panel
diaphragm to floor beam flange Complete Joint Penetration weld after heat straightening for OBG segment 7TBW. Upon arrival to the
component this QA observed that ZPMC personnel did not complete the required NDT after heat straightening prior to notifying QA of
inspection. The weld designation affected number is SSD10-PP50-003/004.
Action Required and/or Action Taken:
Provide notification to the engineer when UT is to be completed, A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0494

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

&7 05.05.06- cr
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY . Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION .
DIVISION OF ENGINEERING SERVICES F v '
Office of Structural Materials e AE

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 - -
(707) 649-5453 File #:  69.25B

(707) 645-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000521
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 23-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0494

Type of problem:

Welding Concrete  []  Other (]

Welding O Curing L1 Procedural (] Bridge No: 34-0006

Joint fitup [ Coating 1 Other O Component: OBG Segment 7BW

Procedural Procedural [ Description:

Reference Description: The contractor did not perform the required NDT after Heat Straightening for
Segment 7TBW

Deseription of Non-Conformance:

This QA ispector received Notice of Inspection number 004705 on 11-22-09 for the Ultrasonic Testing (UT)

of the deck panel diaphragm to floor beam flange Complete Joint Penetration weld after heat straightening for

OBG segment 7BW. Upon arrival to the component this QA observed that ZPMC personnel did not complete

the required NDT after heat straightening prior to notifying QA of inspection. The weld desi gnation affected

number is SSD10-PP50-003/004.

Applicable reference:

ZPMC WQCP Section 11.2.5.1- Final NDT shall be performed after heat straightening,

Contract Document (CCO 77)

Section 3.2- “Prior to submitting components for formal acceptance the contractor shall implement in-process
verification that shall include the following;

Section 3.2.2- “All contract required non-destructive examination (NDE) has been performed and is
documented on the component as being acceptable.”

R
q L-13, lity A ce -- Non-C ice Report
"h/-'- TL-15,Quality Assurance -- Non-Conformance Repor: PogeTof 3



QUALITY ASSURATNCE - NON-CONFOQRMANCIT REPQRT
( Continued Page 2 of 2 )

Section 3.2.4- “All critical and non-critical weld repairs have been completed and re-inspected by the original
method of inspection and are documented on the component as being acceptable.”

Who discovered the problem:  Chandra Sudalaimuthu

Nzme of individuel frem Centractor notified: Wei Jain Bo

Time and method of netification: 1530 hours, Verbal

Nzme of Czitrans Engineer notified:  Ching Chao and Bill Howe

Time and method of notification: 1630 hours, verbal

QC Inspector's Neme: Li ping

Was QC Inspector awzare of the problem: [] Yes 4] No

Contrzctor's propesal 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, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

Inspected By: Carreon,Albert Lead Reviewer/Task Leader

Reviewed By: Wahbeh,Mazen SMR

m TL-13,Quality Assurance -- Non-Conformance Report Page 2f 2
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1. Gouge or grind from nearer side from metal edge (D<0.65T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects:
2. Follow repair WPS for j.oin! preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;
4. Grind the repaired area flush with base metal or the adjacent weld;

5. Check the welds according to the working drawings.
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1. Improve monitoring of welding and interpass cleaning.
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AWS D1.5-2002(Table 6.3)

ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
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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-000460
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  20-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0494

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-Conformance Report waswritten: ~ 23-Nov-2009

Description of Non-Conformance:

This QA inspector received Notice of Inspection number 004705 on 11-22-09 for the Ultrasonic Testing (UT)
of the deck panel diaphragm to floor beam flange Compl ete Joint Penetration weld after heat straightening for
OBG segment 7BW. Upon arrival to the component this QA observed that ZPMC personnel did not complete
therequired NDT after heat straightening prior to notifying QA of inspection. The weld designation affected
number is SSD10-PP50-003/004.

Contractor's proposal to correct the problem:

Submit NDT documentation verifying the weld isin compliance.

Corrective action taken:

The Contractor submitted a WRR referencing repairs made to the weld after the NCR was issued along with
NDT documentation verifying the weld isin compliance with Contract specifications. ZPMC also issued an
internal NCR regarding thisissue. The weld maps have been revised to show the new weld number resulting
from the fillet to CJP change, and the weld will be incorporated into the as-built drawings.

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

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