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-000565
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0538

Type of problem:

Welding Concrete [] Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: OBG Segment 10CW Rib Stiffener

Procedural [ Procedural [J Description:
Reference Description: The use of filler metal not specified in the approved WPS in Segment 10CW
Description of Non-Conformance:

During arandom in process inspection of Orthotropic Box Girder (OBG) segment 10CW, this Caltrans Quality
Assurance (QA) Inspector observed ZPMC welding personnel performing Flux Cored Arc Welding (FCAW)
weld repairs using afiller metal not specified on the applicable WPS.

-Therepair was being performed to WPS-345+485-FCAW-3G(3F)-Repair.

-The WPS specifies the use of filler metal brand K-71TSR.

-The welder was using filler metal brand Supercored 71H.

-The weld joint is a Complete Joint Penetration (CJP) identified as SEG-063E-160 near Panel Point (PP) 93.
-The weld being repaired is joining material grades A709 Grade 345 to A709 Grade 485.

-The weld isjoining parts identified as RS65EA (485) to X3S (345).
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Applicablereference:
Approved Welding Procedure Specification page 604 (Addendum D-50):
WPS-(345+485)-FCAW-3G(3F)-Repair specifies the use of filler metal brand K-71TSR.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Ji Cai Fang

Time and method of notification: 1045 hours 12-27-09 Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1830 hours 12-27-09 Email

QC Ingpector's Name: XuTao

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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 28-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: 05.03.06-000528
Subject: NCR No. ZPMC-0538

Reference Description:  The use of filler metal not specified in the approved WPS in Segment 10CW

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: 10
Remarks:
During arandom in process inspection of Orthotropic Box Girder (OBG) segment 10CW, this Caltrans Quality Assurance (QA)
Inspector observed ZPM C welding personnel performing Flux Cored Arc Welding (FCAW) weld repairs using afiller metal not
specified on the applicable WPS.
-The repair was being performed to WPS-345+485-FCAW-3G(3F)-Repair.
-The WPS specifies the use of filler metal brand K-71TSR.
-The welder was using filler metal brand Supercored 71H.
-Theweld joint is a Complete Joint Penetration (CJP) identified as SEG-063E-160 near Panel Point (PP) 93.
-The weld being repaired is joining material grades A709 Grade 345 to A709 Grade 485.
-Theweld isjoining parts identified as RS65EA (485) to X3S (345).
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Instruct welders to ensure they are using the correct filler metal prior to the start
of theweld. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe
Attachments: ZPMC-0538

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

ol " 05.03.06-000528,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: 09-Feb-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-000586 Rev: 00
Ref: 05.03.06-000528

Subject:  NCR No. ZPMC-0538

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges the incorrect filler material was used and has completely removed the weld in question. An
internal NCR was issued and the weld was rewelded using the correct weld material.

ZPMC acknowledges the incorrect filler material was used and has completely removed the weld in question. An internal NCR was issued and
the weld was rewelded using the correct weld material. ZPMC is providing NCT reports to show the weld is acceptable. Based on this ZPMC is
requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000586R00;

Caltrans' comments: Status: CLO

Date: 09-Feb-2010

The documentation received is sufficient to close this NCR.

Submitted by:  Howe, Bill Date: 09-Feb-2010
Attachment(s):
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@ No. B-603
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-2-9
REGARDING: NCR-00565 (ZPMC-0538)

With this letter of response, ZPMC requests closure of CT NCR-00565 (ZPMC-0538) , what
mentioned that CT Inspector observed the use of filler metal not specified in the approved WPS in
segment 10CW.

- The repair was being performed to WPS-345+485-FCAW-3G(3F)-Repair. The WPS
specifies the use of filler metal brand K-71TSR. The welder was using filler metal
brand Supercored 71H for the repair of weld SEG063E-160. ZPMC acknowledged this
problem and has issued internal NCR. ZPMC will enhance the welding control during
repair.

- According to technical response to this nonconformance, the weld SEG063E-160 was
removed and rewelded using K-71TSR.

- After rewelding VT & UT were performed to warrant the weld’s quality.

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

ATTACHMENT:
NCR-00565 (ZPMC-0538)
NCR-B-359(ZPMC-0538)
B-VT-49275
B787-UT-11218
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| onconformance Report
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Description of Nonconformance:

A LT Hik:

specified on the applicable WPS.

~The WPS specifies the use of filler metal brand K-71TSR
-The welder was using filler metal brand Supercored 71H,

-IR{E WPS Hy WPS—345+485-FCAW-3G(SF)-chair
-WPS BUEMIFTE SN K-71TSR

-HGB LTSN Supercored 7T1H

-ZFREEN SEG-063e-160, CJP, HEi PPY3
-BERL B AT09 Grade 345 5 A709 Grade 485.
- B 79 RS65EA(485) to X38(345).

EX] OBG Hiff 100w #1458 th, TS 515 5 FOAw IR R4

During a random in process inspection of QOBG segment 10CW,this Caltrans Qualily Assurance
Inspector nbserved ZPMC welding personnel performing FCAW weld repairs using a filler metal not

-The repair was being performed 1o WPS-345-I~485~FCA\’»’—3G(SF)—Repuir
-The weld joint is a CJP identified 18 SEG-063e-160 near PP 93,

-The weld being repaired is joining material grades A709 Grade 345 to A709 ¢ rade 483,
-The weld is Jjoining parts identificd as RSO5EA(485) to N35(345).
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333 Burma Rezg
Oaldand CA capgy

A S & o
{mfimne Tel Fax:

NON-CONFO:

Tu: AMERIC AN BRIDGEMALUGR, & gv

TS HURMA ROAD
OAKLAND Ca 95507 Contracy No: LRRN P i) F:
04-SF-80.12 3 7 434
Dear: M. Charles Kasanicn) Jub Name: SAS Supersirscture

us Nilsson Projecisi zbricaz an o

Attention: M Thom per Document No; US.0F Ba.001525

Subjeer: NCR No. ZPMC-0534

Relerenee Deseription: The use of filler metal a0t speaiicd fn the approved WPS in Sep
Pl g

The atached Nor-Confurmance Report cescribes an vecumence where the contractos dig hot comply with 2 requiremen: of tha contract decyment as
indicated belgw

Materisl ar Warkmanskip o in cenformance with conteact Cocuwimnents.

1 Quakity Control (QC 1 nen performad in conformance wir cortrazt documents,

:| Recurring QC 1gsue 1t

vin quality contral.

SUnSitules & svstemnat e pnrable
D Non-Canformunce Resolved

Material Location: OBG Litt: Q0

Remarks;

During a randony in Frocess inspection of Orthotropic Rox Girder (OB sepnen HWICW | this Calinns DQuaiity Assurance (QA)

Inspecior abserved 2EME welding personied perfanning Flua Cored Are Welding FCAWY weld IRPTS using u fiiler myery) nat

spetified on the 2pphicatile WPS,

-The repair was being performed 1o WPS. 3 3+483-FCAW-3G(3F) Repair,
SR

-The welder was using filler metal brang Supercored 714

“The WPS specities the use of filler metal brand & -7

-The weld joanit s o Complete Join Penciration (CIPY identified as STG-0631-160 near Pansi Poim {PP) 03,
-The weld being repaired is juining materin) grades A709 Grade 345 10 ATCY Grade 483,
SThe weld is Joming parts identified as RS65EA (465} 10 X3S (345)

Action Required and/or Action Taken:

Submt a repuir precedure 1o the engincer for approval. Instruct welders 1o ensure they are using the comreet fller merad prior 1o the star

of the weid. A response for the resolution of this issue s eapeeted within 7 days,

Transmitted by:  Bi|| Howe

Atachments; PMI-0538

ee: Rick Morrew, Gury Purseli. Peter Siegentheler, Staniey Ku, Brizn Boal, fason Tom, Contract Files, Ching Chao

File: 0630205

ol
Na




STATE CF C,",L]FDR.’JIJ‘«--{;UGINFSS[FQ;\.!\SPC}P;ACTW-\’H\ AND FOUSING A

DEPARTWENT OF 1§ RANSPORTATION
DIVISION oF EMGINEERING SERVICFS
Office of Shuctiral Ma Is

Quality Assurance and Sowrce Inspezicn

Contract #: 04-0120F4

Bay Area Branch

B90 Walrut Ave St 150 Cty: SFALA Rie: 80 Pat- 132139

Vatlyo CA 8452241133 i o o
¢ He#: 6075

{707, 5485453 Pl £98.258

{707} 548-5453

QUALITY ASSURANCE -- NON—CONFORS'IANCE REPORT

Locatien: Changxing Island, Shanghai, p R China Report No: NCR-000563
Prime Contractor: American Bridge/Fluor Enterprises, u Jv

Darte: 27-Dee-2009
Submitting Contractor: Zhenhua Port Machinery Company, Tad {(ZPNC), Changxing Island NCR #; ZPNC-03538

Type of problem:

Welding Y Conerete [ Other L
Welding (v Curing ' Procedursl i Bridge No:  34.0006
Joint ficup Z1 Coating [T Other [J Component: 0BG Segment HICW Rib Stiffancr

Procedural O Procedura) [0 Description:
Reference Deseription: The pee of filler metal not specified in the approved WPS Seginent 100 W
Description of Non-Conformance:

During a randon in jprocess wmspection of Orthotropic Box Girder (OBG) segment 10CW, this Cubirans Gualy
Assurance (QA) Inspector observed ZPaMC welding personnel performing Flux Cored A e Welding (FCA W)
weld repairs using a filler mera) not specified on the applicable WPS.

-The repair was being performed to WPS-345 +85-FCAW-3 G(2F)-Repair.

-The WPS specifics the use of filler meral brand K-71TSR.

-The welder was using filler meta) brand Supercored 71H.

-The weld joint is a Complete Joint Penetration (CIP) identified as SEG-063E-160 near Panel Point (PP) 03,
-The weld being repaired is joining material grades A709 Grade 345 19 AT0Y Grade 445,

-The weld is joining parts identified as RS65EA (485)10 X38 (343).

Applicable reference:

Approved Welding Procedure § eetHication page 6014 Addendum D-30)
Nt E I pag

WPS- (345548350 FC A W-3G(3F -Repair specifies the use of filier mew brand K71 TSR
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meof Caltrans Engineer nond

Uime and method vfnetificeting:

QT fuspecior's Name: Xu Tuo

Was QC Inspector aware of (he problen: LI Yes 120wy
Cuntracior's propossi to correct the probiem:

N/A

Comments:

This report is for ihe pitpose ol deternining can formanice with the contract documents and is not for the
purpose of making repzir or fit for PUrpose recommendations. Should you require recommendarions
concerning repairs or remedial effurts please contact Mazen Wahbeh, +(86) 134.7247.757)

: Who represents the
Office of Structura) Materials for vour pioject.

o
™t

Inspected By: Tsang Eric SMR
Reviewed By: Wahbeh Mazen ' SMR
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. i&#E B787-UT-1121 8 DATE 2009.01.21 PAGE 1 OF1 Revision Na: 0
PROJECT NO. : T4 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 10CW CORNER RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBLY SEGO063E
B2 S i3 M TS

REFERENCING CODE £ Hl3E

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD #2477

PROCEDURE NO. 25838

ZPQC-UT-01

WELDING PROCESS 1575 i JOINT TYPE #4521 CALIBRATION DUE DATE {{ 45 73 %0l
SMAW GORNER-JOINT Dec. 2857 2009
EQUIPMENT %% MANUFACTURER fli% MODEL NO. #:# 8 SERIAL NO. F5455
UT SCOPE PANAMETRICS EPOCH4B g;jggg:: gg;iggg}?
CALIBRATION BLOCK ik COUPLANT #4&#) MATERIAL/THICKNESS #4 %} e
AWS IlW BLOCK TYPE II c.M.C AT09M-345T2-X/A709M-GRADE485 25/30mm
TRANSDUCER #83&
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENGCY SIZE
il 1 T yjifid MR R~ HlE A pjifiid s Rt
Changchao 70° 2.56MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level & REAF 20dB

Base metal Inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS%+ I DISCONTINUITY sttt s
o w c § ;
WELD = = ”-' ~ 15 I8 I8 |5 = B
z. |Su|a. |% BslEsgsE D LOCATION OF DISCONTINUITY S| =
oW |z wiE | £ |S2(E2|28|85 kg Win
IDENTIFICATION | £k |SE | sz | D 3 3EeEE FELA T (mm) 25 =
SE|nZ|od | F B B E % | =
g7 (o™ T @ % [ &
RAEHERS g g:. - L Sound Depth from F i 5 e
= ength From'X| From'Y O
a|b|lc]|d B Path Surface X Ry @
R FEjmHE ‘ =
SEGO63E-160 70 32 ACC. 100%
AFTER B-WR9745
BLANK
EXAMIN[ED BYZX#E REVIEWED BY # &
b 200 (rév Jing
1} : J [V
LEVEL-Il SIGN // DATE 9 of, 2 LEVEL-Il SIGN / DATE 19 . ol |

IR / QCM

it bea ot

¥ SIGN / H#i DATE
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FACUSTOMER

¥ SIGN/ Al DATE

(FORM# ZPQC-UTO1)




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-000510
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  10-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0538

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-Conformance Report waswritten:  27-Dec-2009

Description of Non-Conformance:

During arandom in process inspection of Orthotropic Box Girder (OBG) segment 10CW, this Caltrans Quality
Assurance (QA) Inspector observed ZPMC welding personnel performing Flux Cored Arc Welding (FCAW)
weld repairs using afiller metal not specified on the applicable WPS.

-Therepair was being performed to WPS-345+485-FCAW-3G(3F)-Repair.

-The WPS specifies the use of filler metal brand K-71TSR.

-The welder was using filler metal brand Supercored 71H.

-The weld joint is a Complete Joint Penetration (CJP) identified as SEG-063E-160 near Panel Point (PP) 93.
-The weld being repaired is joining material grades A709 Grade 345 to A709 Grade 485.

-The weld isjoining parts identified as RS65EA (485) to X3S (345).

Contractor's proposal to correct the problem:

Remove said weld and replace using appropriate filler material.

Corrective action taken:

Contractor replaced said weld with K-71TSR filler metal and provided NDT documentation verifying the weld
isin compliance 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

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