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-000556
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0529

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: OBG Segments 6AW/6BW

Procedural Procedural [] Description:

Reference Description: Base Metal Repairs without Engineer's Approval, Segments 6AW/6BW
Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector observed Base Metal Repairs were performed without prior
approval from the Engineer. Base Metal Repairs were performed using the Shielded Metal Arc Welding
(SMAW) process where temporary fit up attachments were removed in multiple locations at the 6AW/6BW
Side Plate Segment splice, weld # OBW6B-002 (counter weight side).

The following Side Plates were repaired:

For 6AW: SP148A, SP121A, SP94A
For 6BW: SP149A, SP122A, SP95A

SP148A

12/22/2009 0845 12/22/2009 0846

Applicablereference:
AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engineer shall be obtained for repairs to base metal”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2.1.2; “Prior approval of
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

the Engineer shall be obtained for repairs to base metal”

Who discovered the problem:  Dan Hernandez

Name of individual from Contractor notified: Zhang Xiao Bin
Time and method of notification: 0850 hours, 12-22-09, verbal
Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0730 hours, 12-23-09, Verbal
QC Ingpector's Name: Wu Zhi Cheng

Was QC Inspector awar e of the problem: Yes[] 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, 15000422372, who represents the Office of
Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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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: 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: 05.03.06-000517
Subject: NCR No. ZPMC-0529

Reference Description:  Base Metal Repairs without Engineer's Approval, Segments 6AW/6BW

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: 06
Remarks:
The Cadltrans Quality Assurance (QA) Inspector observed Base Metal Repairs were performed without prior approval from the Engineer.
Base Metal Repairs were performed using the Shielded Metal Arc Welding (SMAW) process where temporary fit up attachments were
removed in multiple locations at the 6AW/6BW Side Plate Segment splice, weld # OBW6B-002 (counter weight side).
Action Required and/or Action Taken:
For subsequent reports inform the engineer prior to starting the work. Submit weld inspection documentation to the engineer. A
response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0529

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

ogral " 05.03.06-000517,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: 08-Feb-2010
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-000550 Rev: 00
Ref: 05.03.06-000517

Subject:  NCR No. ZPMC-0529

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has held internal training with the CWIs and production regaining base metal repairs without Engineer
approval. NDT of base metal repaired areas will be provided when available.

ZPMC has held internal training with the CWIs and production regaining base metal repairs without Engineer approval. Attached is the meeting
minutes of the ZPMC meeting that was held on 1/28/2010. NDT of base metal repaired areas will be provided when available, based on this
ZPMC requests this proposal be accepted with action pending.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000550R00;

Caltrans' comments: Status: AAP
Date: 08-Feb-2010

In order to accept approved action pending status it is understood that the word "regaining" above should read "regarding".

Submitted by:  Howe, Bill Date: 08-Feb-2010
Attachment(s):

‘E}'I Page 1 of 1
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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: 15-Mar-2010

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-000550 Rev: 01
Ref: 05.03.06-000517

Subject:  NCR No. ZPMC-0529

Contractor's Proposed Resolution:

Reference Resolution: The areas where temporary attachments were removed have been repaired and NDT has been performed to show
that the areas are acceptable. Based on this ZPMC requests closure of this NCR.

The areas where temporary attachments were removed have been repaired and NDT has been performed to show that the areas are
acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000550R01;

Caltrans' comments: Status: CLO
Date: 18-Mar-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 18-Mar-2010

Attachment(s):

‘R? Page 1 of 1
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@ No. B-666
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000556(ZPMC-0529)

The damaged base metal where temporary attachments were removed at 6AW/6BW side plate
splice have been repaired and is now acceptable and has been removed from the punchlist. ZPMC
is providing the WRR and NDT records to show that the repaired areas are acceptable. ZPMC QA
has instructed the requirement of WRRs/CWRs to be prepared on site during the base metal repair
to ZPMC QC/CWI personnel. Based on this ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000556(ZPMC-0529)
B-WR9815
B787-MT-19929

by
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Aregld Schwarzenngne: Governge

DEPARTMENT OF TRANSPORTATION

2IVISION OF ENGINEERING 3ERVICES

Qffice of Structural Mzlanals T o
Cualily Assurance and Scurce Insperzion

Contract # 04-0120F4
Bay Arsa Brarnch ontract i 04-012QF

BED Wainut Ave St. 150 C[}:: SF}:".{\_LA Rie: 80 PM : 152139
Vailejo, CA 34582.1133 I ks L
{707) 646.5453 z File #:  6%.25B

(707) B45-58483

Q'UALE?Y ASSURANCE -- NON-CONFORMANCE REPORT

Locatien: Changxing Island, Shenghei, P.R. China ) Report No: NCR-000536
Prime Contractor: American Bridge/Fluor Enterprises, a JV - Date: 22-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMO), Changxing Island  NCR #: ZPMC-0329

Type of problem:

Welding ¥ Concrete [ Other O
Welding L] Curing U Procedural [J Bridge No:  34-0006
Joint fit.up [ Coating L} Other O Compopent: QBG Segments 6AW/GB W

Procedural £ Procedural [J Description:

Reference Description: Base Metal Repairs without Engineer's Approval, Segments 8AW/GBW

Deseription of Non-Conformance:

The Caltrans Qualily Assurance (QA) Inspecior observed Base Meta] Repairs were performed witheut prior
approval from the Engineer. Base Metal Repairs were performed using the Shiclded Metal Arc We]diné
(SMAW) process where temporary fil up attachments were removed in multiple locations at the §A W/6BW '
Side Plate Segmenl splice, weld # OBW6B-002 (counter weight side).

The fellowing Side Plates were repaired:
For 6AW: SP148A, SP121A, SP94A
For 6BW: SP149A, SP122A, SPYSA

Applicable reference:
AWS D1.5-2002 Section 3.7.4; “Prior approval of the Engineer shall be obtained for repairs o base metal”

ZPMC Welding Quality Control Plan (WQCP), Weld Repair Procedures, Section 9.2 -2; “Prior appraval of

'ﬁ;i TL-15,Quglity Assurance - Non Conformance Report \

Page i af" 2




ained for repairs 1o base mets!”

Name of individual from Contractor nor ied: Zhang Nizo Bin
Time and mathod of netification: 0850 hours, 12-22-09, verhal
Name of Caltrans Engineer notified:  Bjll Howe

Time and method of notification: 0730 hours, 12-23-09, Verhal
QC Inspector's Name:; Wu Zhi Cheng

Was QC Inspector aware of the problem: ‘ M Yes[J No
Contractar’s proposal to correet 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 fil for pumose recommendations. Should you require recomimendations
concerning repairs or remedial efforts please contact Eric Tsang, 15000422372, who represents the Office of ?
Structural Materials for your praject, ‘

Inspected By: Guest,Skyler SMR ;
Revjewed By: Wahbeh. Mazen SMR
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: f‘ ] g = R4 Rev. No
:!:l:’l\'\‘::: xgi %ﬁ% ]Ei {;’ jﬁi = li4 Rev. No.
Welding Repair Report 0

= "y P 3k 25 o
T B & R REMER | grms | oBswEyoBTWE) | REHT

Project Name i Drawing No Report No. B-WR9815
SEQRAB
ped GRS AR . R R R MR

c " 04-0120F4 " o e

ontract No.: .l 4 R R B . TESide p S

ROEE " f{%’%\;ff 8 NDTHR% %5

o t"N‘J ' ems iNam late and side plat Report No.of NDT NA

fojee _— ZP06-787 € e, odge plate, deck

plate

I AEER A AG A
Description of welding discontinuity:
%ﬁﬁﬁﬂEﬁé%6AW+SBW/6BW+GCW/6CW+7AW&3}5%6AE+6BE/GBE+6CE/BCE+7AEF%%éféﬂfﬁﬁ\ B E
RUAEREER TRSREBREEH GG, BGETLFTEF.
After inspection west linear BAW+EBW/6BW+6CW/6CW+7AW and east linear
6AE+GBE/6BE+6CE/6CE+7AE lifting bottom plate and side plate, edge plate without fa
ce strut plate, deck plate, the base metal was gouged after removing temporary at
tachment, the detail sees the following draft.

s 2

#¥5 ( Inspector): wang: zhu BH¥ (Date): 2010.01.15

AR E FEH -
Draft of welding discontinuity:
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FAERE:

Caused:

IAGRERIR, FHEHEG.

Worker operator error caused base metal gouged.

% Ja] i 9T A(Foreman): G)a,’jw\ﬂ_éi}](Date): { \j

A&

Disposition :

L QOANCWI LS4 FhIs A2 o #0711 350 3 315 5 LA 7908 1 e BRL AR B 0% 0 DL B ANS. DI 5955 b4 T

2. EIBEHERET ZMIE (WPS) TS5 X 58 55 55 1

3. HEFR—IEMME LA, B IEREMWPS,

4. (ENDTHEHNAT L LIEQA. AR IE KB ME100% MTHI100 % VTS £

5. WU RIRAT by, T B (77 i AR T AT I L A A B s e b JF TSI LA A 0 5 4 a s
B

6. AP LA MT Rt 57 0 58 B 45 B 04

7o ARIEHEAERIR RS T 2008 (WPS) UHT st J fass,

8. FFBHERIRITIE S GRS

9. (ENDTHHIGT I JSBMQA. AR 5B IR 1100 % MTHI100 % VT #y 5.

1. QC and CWI should be present to witness the repair, direct and supervise all repair operations duri
ng this repair fo ensure the repair is per the disposition requirements, and the AWS D1.5 code req
uirements.

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.

5. Remove all defects by grinding to ensure all defects are completely removed if defects still exist, an
d repeat “step 4” to assure complete removal of all defecis if necessary,

6. Clean the repair area of all loose debris including MT powder.

7. Preheat and weld according to the approved WPS.

8. Grind the weld flush after welding.

9. Notify QA verbally prior NDT. Perform 100%MT and 100%VT of the repair area.

T o Ww"v'\ H: am |
Technical enginker Approved by Date

#R787-QCP-300
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Welding Repair Report

4 Rev. No.

0

= = e [ o e | S IRL 52
I | & F[HAIEE KA %ﬂ{i{—@% OBBW(E)OB7W éﬁ r’f’N? BWRG815
Project Name SFOBB Drawing No. ePorLINg.
Ay 04-0190F4 . IR R B R
Contract_ No.: A An | RREMER. RS NDT3E %2
B HT ltems Na ide plate and sid Report No.of NDT NA
Projss: Mex ZP06-787 me e plate, edge pla
Lte, deck plate
2 JE 4546

Correction action to prevent re occurrence:
PLEEE AR,

HE Ty T,

Train and educate operator to improve operation skill.

% 9] i 5t A(Foreman): GGW/JW\E #if(Date):

[

Z M WPSH 4
Repair WPS No.

WPS-345-SMAW-1
G(1F)-Repair

WPS-345-SMAW-2
G(2F)-Repair

WPS-345-SMAW-3
G(3F)-Repair

WPS-345-SMAW-4
G(4F)-Repair

WPS-345-SMAW-1
G(1F)-FCM-Repair
WPS5-345-SMAW-2
G(2F)-FCM-Repair
WPS-345-SMAW-3
G(3F)-FCM-Repair
WPS-345-SMAW-4
G(4F)-FCM-Repair

1.8 0

technologist

bkl

B

BE T ) T
Preheat temperature
before gouging

W fiE kb
Description
of discontinuity

HRO Ak B
Inspection
before welding

JE T A R
Preheat temperature
before welding

Joe KT ) 3 R NS

Max. depth of gouging Total length of gouging
BT 1 e s T pL P Yl il
welder welding type position
R0 1245 1 1 R 15 3 it
Current Voltage Speed
EERRE

Inspection After repairing:

i £ B 7 Hol
AR Inspector Date
VT result
NDTHE f& P4 6 HooJl
NDT result NDT person Date
I -

Witness/Review:
# 1k
Remark :

#R787-QCP-900




GhA
@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TR AR IR &5
REPORT NO. %42 B787-MT-19929 DATER i 2010.03.07 PAGE OFWG 111 Revision No: 0
PROJECT NO. CONTRACTOR:
TEgE ZP06-787 Py CALTRANS
DRAWING NO. SP148A/121A/94A/149A/122A/95A  |CALTRANS CONTRACT NO.: SR
iR=H SIDE PLATE M TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S HERIRE BR&RS R BB EH 300
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" 2010
EQUIPMENT % MANUFACTURER #5 7§ MODEL NO. Bz e SERIAL NO. #4E5E
MT YOKE PARKER B310S 5385 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke CURRENT
R R e i .
PARTICLE TYPE Dry magnet powder YOKE SPACING
: 70~150mm
MR FREH RS (15
MATERIAL TO BE YWELDING ##:4: Material & thickness p—_—
EXAMINED O CASTING ¥4 Bt JEL
[k LE O FORGING 14 16/40 mm
WELDING PROCESS TYPE OF JOINT
NA NA
BB B iRy
WELD 1.D DOENTIN I ACCEPT REJECT REMARKS
kg INDICATION TYPE LE”GIE";N e sl pfel
18R i)
SP148A ACC. 100%MT
SP121A ACC. 100%MT
SP94A ACC. 100%MT
SP149A ACC. 100%MT
SP122A ACC. 100%MT
SP95A ACC. 100%MT
AFTER NCR-B-344
BLANK
EXAMINED BYj:iiE REVIEWED BY #
Ding Acheng A dA 0"’3-°7 SU Wel fb"lor "3“’7
LEVEL - II S]GN !  DATEBEW LEVEL-l  SIGN ! DATEREM
JI SR / QCM P CUSTOMER
%5 SIGN / A} DATE %5 SIGN / A )i} 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, P.R. China Report No: NCS-000548
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0529

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:  22-Dec-2009

Description of Non-Conformance:

The Caltrans Quality Assurance (QA) Inspector observed Base Metal Repairs were performed without prior
approval from the Engineer. Base Metal Repairs were performed using the Shielded Metal Arc Welding
(SMAW) process where temporary fit up attachments were removed in multiple locations at the 6AW/6BW
Side Plate Segment splice, weld # OBW6B-002 (counter weight side).

The following Side Plates were repaired:
For 6AW: SP148A, SP121A, SP94A
For 6BW: SP149A, SP122A, SPO5A

Contractor's proposal to correct the problem:

Perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted WRR used for base metal repairs aong with subsequent NDT records verifying the
repairs are 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 152. 1675.3703, who represents the Office
of Structural Materials for your project.

I nspected By: Simonis,Jim Quality Assurance I nspector

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

Reviewed By: Wahbeh,Mazen QA Reviewer
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