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-000589
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0562

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other Component: Segment 8BE Side Panel

Procedural [ Procedural [1 Description: Missed MT indication by QC

Reference Description: Base Metal linear indication discovered with MT after ZPMC had tested and
accepted this Temporary Attachment removal areain Segment 8BE Side Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner

Assembly 8BE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) linear indication that measured approximately 10mm in length.

-The linear indication was discovered in the base metal at SP579A (PL1043A Exterior).

-The adjacent weld isidentified as: SEG046A-002

-Thisweld joins SP579A (PL1043A) to SP539A (PL1042A).

-This base metal linear indication was located in atemporary attachment removal area.

-The OBG Segment 8BE islocated in the outside yard, south side of the Bay14.

The Notice of Witness Inspection Number (NWIT) is 004978. Theindication is located inside the area that has

been previoudly tested and accepted by ZPMC Quality Contral (QC) personnel. As per the contract documents,

ZPMCs QC personnel are required to perform 100% Magnetic particle inspection of thisweld.

o
SPS29A

Location of linear indieation on SPS79A
L=10mm
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
AWS D1.5 2002 Section3.3.8: “Temporary Welds, removal of temporary welds shall conform to section 3.3.7.
4

Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Man Kit Lee

Time and method of notification: 1530 hours, 01-03-10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 2230 hours, 01-03-10, Email

QC Ingpector's Name: Wang Xian 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: 05-Jan-2010
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: 05.03.06-000552
Subject: NCR No. ZPMC-0562

Reference Description:  Base Metal linear indication discovered with MT after ZPMC had tested and accepted this Temporary Attachment removal areain S

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: 08
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner Assembly 8BE, this Quality
Assurance Inspector (QA) discovered the following issue:
-One (1) linear indication that measured approximately 10mm in length.
-The linear indication was discovered in the base metal at SP579A (PL1043A Exterior).
-The adjacent weld isidentified as: SEG046A-002
-Thisweld joins SP579A (PL1043A) to SP539A (PL1042A).
-This base metal linear indication was located in atemporary attachment removal area.
-The OBG Segment 8BE islocated in the outside yard, south side of the Bay14.
The Notice of Witness Inspection Number (NWIT) is 004978. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMCs QC personnel are required to perform
100% Magnetic particle inspection of thisweld.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed MT indications
areachronic issue. Provide the required training and eguipment necessary so the ZPMC MT technician does not miss this type of
indication in the future. A response for the resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0562

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

H..,,.,w" 05.03.06-000552,NCT
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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: 18-Jan-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-000511 Rev: 00
Ref: 05.03.06-000552

Subject:  NCR No. ZPMC-0562

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached
MT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time.
As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached MT training agenda and
attendance roster. The ABF QCM has been discussing missed MT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. Preliminary findings have resulted in ZPMC taking
immediate action by performing 100% overchecks of the previously tested areas beginning the week of 18 January 09 as a means of
preventing future NCR'’s for missed indications. ABF has purchased powder dispensers for all the ZPMC MT technicians as a means to help
control the amount of powder applied during MT testing. ZPMC requests this NCR be placed in the Approved Action Pending status category
until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000511R00;

Caltrans' comments: Status: AAP
Date: 25-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 25-Jan-2010
Attachment(s):

‘h‘? Page 1 of 1



(AB) B ) yOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety
a.  Safety Glasses
b.  Gloves (if required)
c.  Kbnee Pads
d.  Electrical shock
2 Tools
a.  Lighting
b. MT Powder. Red for ambient, Yellow for High Temperature.
c.  Powder Bulb
d.  Powder Blower
e. MT Yoke Adequate working condition
f. Pie Gage
3. Inspection Technigues
Lighting

@rPo0oTw

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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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: 17-May-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-000511 Rev: 01
Ref: 05.03.06-000552

Subject:  NCR No. ZPMC-0562

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the indications referenced in the NCR and is providing the NDT report to show that the weld is
now acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the indications referenced in the NCR and is providing the NDT report to show that the weld is now acceptable. Based on
this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000511R01;

Caltrans' comments: Status: CLO
Date: 23-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0562 is closed.

Submitted by:  Eagen, Sean Date: 23-May-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-756
LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2010-5-13

REGARDING: NCR-000577(ZPMC-0550) NCR-000589(ZPMC-0562)
NCR-000708(ZPMC-0675) NCR-000729(ZPMC-0692)

ZPMC is providing the NDT records show these indications have been removed and repaired and
are acceptable now. Based on this, ZPMC is requesting closure of these NCRs.

ATTACHMENT:
NCR-000577(ZPMC-0550)
B787-MT-17495 R1
B787-MT-22807 R1
NCR-000589(ZPMC-0562)
B787-MT-22772 R1
NCR-000708(ZPMC-0675)
B787-MT-21930 R1
NCR-000729(ZPMC-0692)
B787-MT-22769 R1

T /(e




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge -
333 Burma Road

Oakland CA 94607
&ltrans Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 02-Jan-2010
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: 05.03.06-000540
Subject: NCR No. ZPMC-0550

Reference Description: ~ Missed MT Indications by QC, Crossbeam CB11, welds CB202G-029-087 and CB202G-031-180

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
U Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift: 09
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Orthotropic Box Girder (OBG) Crossbeam
CB11, the Quality Assurance Inspector (QA) discovered the following issue:

-Two (2) longitudinal linear indications measuring approximately 10mm and 8mm in length.

-The welds are identified as: CB202G-029-087 (8 mm) and CB202G-031-180 (10 mm).
-Weld CB202G-029-087 is a horizontal Fillet Weld joining the Side Panel (SP205A) Seismic Performance Critical Member (SPCM)
stiffener connecting to the Floor Beam Intermediate Diaphragm (FB205-029).
-Weld CB202G-031-180 is a vertical Fillet Weld joining the Side Panel (SP205A) SPCM stiffener connecting to the Floor Beam
Intermediate Diaphragm (FB205-031).
-The OBG Crossbeam CB11 is located at west side of bay 14,
-The Notice of Witness Inspection Number (NWIT) is 004973. The indications are located inside the area that has been previously
tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are required to perform hundred (100%) percent
MT inspection of these welds.

Action Required and/or Action Taken:
Submit a repair procedure to the engineer for approval. Ensure the MT technician that missed these indications is trained and equiped

in a manner so these indications are not missed in the future. A response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0550

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

‘W7 05.03.06-0005008CT Page 1 of 2




NCT .
{ Continued Page 2 of 2 )

File: 05.03.06

W7, 0s.03.06-0005008CT Page 2 of 2
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STATE OF CALIFORNIA-«EUS!NESS,TRANSPDRTAC_TION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION .._’E'h%

DIVISION OF ENGINEERING SERVICES oty ”’e._q

Ofiice of Structural Materials Sl Nice

Quality Assurance and Source Inspection \%7 4
Contract # 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 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-000577
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 01-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0550

Type of problem:

Welding Concrete [ Other [l

Welding L] Curing [0 Procedural (]  Bridge No: 34-0006

Joint fittup [] Coating [ Other [1  Component: Crossbeam CB11

Procedural Procedural [] Description:

Reference Description: Missed MT Indications by QC, Crossbeam CB11, welds CB202G-029-087 and
CB202G-031-180

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Orthotropic Box

Girder (OBG) Crossbeam CB11, the Quality Assurance Inspector (QA) discovered the following issue:

-T'wo (2) longitudinal linear indications measuring approximately 10mm and 8mm in length.

-The welds are identified as: CB202G-029-087 (8 mm) and CB202G-031-180 (10 mm).

-Weld CB202G-029-087 is a horizontal Fillet Weld joining the Side Panel (SP205A) Seismic Performance
Critical Member (SPCM) stiffener connecting to the Floor Beam Intermediate Diaphragm (FB205-029).
-Weld CB202G-031-180 is a vertical Fillet Weld joining the Side Panel (SP205A) SPCM stiffener connecting
to the Floor Beam Intermediate Diaphragm (FB205-031).

-The OBG Crossbeam CB11 is located at west side of bay 14.

-The Notice of Witness Inspection Number (NWIT) is 004973. The indications are located inside the area that
has been previously tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are
required to perform hundred (100%) percent MT inspection of these welds.

‘HZ TL-15,Quality Assurance -- Non-Conformance Report Poge lof 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )

Crosssbeam#CB11

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS DL.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Cao Haizhou
Time and method of notification: 1645 hours, 01/01/10, Verbal
Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 1830 hours, 01-01-10, Verbal
QC Inspector's Name: Lay Tao

Was QC Inspector aware of the problem: L] Yes ] No
Contractor's proposal to correct the problem:

Comments;

‘H')L TL-15,Quality Assurance - Non-Conformance Report Page 2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 30of 3 )

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, 15000422372, 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-Conformance Report Pije3af 3




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
g R e

REPORT NO. R 455 B787-MT-17495R1 : |DATEH 2010.01.08 PAGE OF®# 1M Revision No: 0
PROJECT NO. e CONTRACTOR: —_—
TRERS: E H PFA:
DRAWING NO. R CALTRANS CONTRACT NO.:

04-0120F4
2= CB11 CROSS BEAM mATHEEE
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
2245 HE T 4R D HZIRHE BEFme { B EH A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #% MANUFACTURER {l3% 5 MODEL NO. %2 SERIAL NO, #g:imE
MT YOKE PARKER B310S 5395 5617 5620
WMAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
R4k 8 RedE R Ak B
PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm
R 2 FREH i m g
MATERIAL TO BE Y WELDING i i

peke2 i Material & thickness ATOOMAETIIES %
EXAMINED O CASTING %1 G4, FLIE
g EZp O FORGING #&i% 14mm
WELDING PROCESS _— TYPE OF JOINT R —
PR B ok yill
DISCONTINUITY R 44tk
WELD 1.D. nETTT ] ACCEPT REJECT REMARKS
PR INDICATION TYPE i w2 e #iE
j:Ei Hm :
CB202G-029-087 1R1 ACC. 100%MT
AFTER B-CWR1030
BLANK

EXAMINED BY 4 REVIEWED BY #T#;
Chang Fangjie
LEVEL -1l SIGN%4 [/ DATEAW LEVEL-l  SIGN { DATEAM
JRItEE3 / QCM F A CUSTOMER
%< SIGN / H i DATE %5 SIGN / A 1 DATE

(FORM# ZPQC-MTO1)




(ZPMC)

REPORT OF MAGNETIC PARTICLE EXAMINATION

ol

REPORT NO. #5445 B787-MT-22807R1 : [DATEE#i 2010.05.16 PAGE OFH# 1M1 Revision No: 0
PROJECT NO. S CONTRACTOR: T

IRHRS: : A P

DRAWING NO. CB202G CALTRANS CONTRACT NO.:

04-0120F4

:28=H CB11 CROSS BEAM MAITERS
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2ENHEHRD &R BFERS B IEH R

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT #%& MANUFACTURER & 7§ MODEL NO. # &% SERIAL NO. #4545

MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke CURRENT A

AL B T R S BLHT
|PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
I 25 ki TR MinmEE
MATERIAL TO BE v WELDING # i i
R Material & thickness Al

EXAMINED O CASTING %4 B, LEE

B O FORGING 41 12/14mm

WELDING PROCESS el TYPE OF JOINT CORNERBINT

1R piede iy

DISCONTINUITY gkt
WELD 1.D, T ] ACCEPT REJECT REMARKS
IR e INDICATION TYPE K g 1EIlk S
-t B
CB202G-031-180 1R1 ACC. 100%MT
AFTER B-CWR1511 REVO
BLANK
EXAMINED BY=E#§ |REVIEWED BY ik /
}’g,cSG}L /ﬂ/ er Vo, VF-/é
LEVEL -1l SIGN % i ILEVEL-l  SIGN ! DATEBM

RIEZE / QCM

T SIGN/ H i DATE

F FCUSTOMER

% SIGN / B DATE

(FORM# ZPQC-MTO01)




DEPARTMENT OF TR@NSPORTATION - District 4 Toll Bridge *
333 Burma Road
Oakland CA 94607

Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jan-2010
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: 05.03.06-000552
Subject: NCR Ne. ZPMC-0562

Reference Description: ~ Base Metal linear indication discovered with MT after ZPMC had tested and accepted this Temporary Attachment removal area

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
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.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 08
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner Assembly 8BE, this Quality
Assurance Inspector (QA) discovered the following issue:
-One (1) linear indication that measured approximately 10mm in length,
-The linear indication was discovered in the base metal at SP379A (PL1043A Exterior).
-The adjacent weld is identified as: SEG046A-002
~This weld joins SPS79A (PL1043A) to SP539A (PL1042A).
-This base metal linear indication was located in a temporary attachment removal area.
-The OBG Segment 8BE is located in the outside yard, south side of the Bayl4.
The Notice of Witness Inspection Number (NWIT) is 004978. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMCs QC personnel are required to perform
100% Magnetic particle inspection of this weld.
Action Required and/or Action Taken:
Propase a resolution for the identified non-conformance with revised procedures to prevent future occurrences. Missed MT indications
are a chronic issue. Provide the required training and equipment necessary so the ZPMC MT technician does not miss this type of

indication in the future. A response for the resolution of this issue is expected within 7 days,

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0562

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

K7 0s.05.06-000552.8CT Pogel o J




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION 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 Teme————

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 File# 69.25B

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000589
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0562

Type of problem:

Welding [l Concrete [J Other

Welding [] Curing [l Procedural (]  Bridge No: 34-0006

Joint fit-up [ Coating [J Other Component: Segment 8BE Side Panel

Procedural [ Procedural [J Description: Missed MT indication by QC

Reference Description: Base Metal linear indication discovered with MT after ZPMC had tested and
accepted this Temporary Attachment removal area in Segment 8BE Side Panel

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner

Assembly 8BE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) linear indication that measured approximately 10mm in length.

-The linear indication was discovered in the base metal at SP579A (PL1043A Exterior).

-The adjacent weld is identified as: SEG046A-002

-This weld joins SP579A (PL1043A) to SP539A (PL1042A).

-This base metal linear indication was located in a temporary attachment removal area.

-The OBG Segment 8BE is located in the outside yard, south side of the Bayl4.

The Notice of Witness Inspection Number (NWIT) is 004978. The indication is located inside the area that has

been previously tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents,

ZPMCs QC personnel are required to perform 100% Magnetic particle inspection of this weld.

xSVt TR %, e g

‘ﬁ.z_ TL-15,Quality Assurance — Non-Conformance Report Page | of 2




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

Applicable reference:
AWS D1.5 2002 Section3.3.8: “Temporary Welds, removal of temporary welds shall conform to section 3.3.7.
4.,’

Special Provisions Section 8.3: “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Chandra Sudalaimuthu

Name of individual from Contractor notified: Man Kit Lee

Time and methed of notification: 1530 hours, 01-03-10, Verbal

Name of Caltrans Engineer notified: Bill Howe

Time and method of notification: 2230 hours, 01-03-10, Email

QC Inspector's Name: Wang Xian Ping

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

Contractor's proposal 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

‘h’z‘ TL-15,Quality Assurance — Non-Conformance Report Page 2 of 2
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BLANK
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island

Shanghai 201913 PR China
Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 09-Apr-2010
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: 05.03.06-000665
Subject: NCR No. ZPMC-0675

Reference Description:  Missed MT Indications by QC on OBG Segment 9CE Deck Panel to Diaphragm Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract decuments.
O Recurring QC issuc that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: OBG Lift: 09
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9CE, this QA Inspector
discovered the following issues:
-One (1) Transverse linear indication (crack) measuring approximately 12 mm in length.
-One (1) Longitudinal lincar indication (crack) measuring approximately 20 mm in length.
-The weld is identified as: DP448-001-030 @ Panel Point-079.
-The weld is a Fillet Weld type joining DP448 to Deck Panel Diaphragm plate X1C.
-The OBG 9CE segment is located at the back side of Bay # 13,
The Notice of Witness Inspection Number (NWIT) is 005476. The indication is located inside the arca that has been previously tesied
and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are required to perform twenty five (25%) percent MT
inspection of this weld.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issuc is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0675

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

R7. 05.03.06-000665NCT Page 1 of 1
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STATE OF CALIFORNIA—-BUSINESS,TRANSPORTAC:TION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source | nspection

Contract #: 04-0120F4
Bay Area Branch P

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallgjo, CA 94592-1133 File #: 69.25B
(707) 549-5453 ' .

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing [sland, Shanghai, P.R. China Report No: NCR-000708
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 08-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0675

Type of problem:

Welding Concrete Other

Welding Curing Procedural Bridge No: 34-0006

Joint fit-up Coating Other Component: Segment 9CE Deck Panel to Diaphragm
Procedural Procedural Description: Missed MT indication by QC

Reference Description: Missed MT Indications by QC on OBG Segment 9CE Deck Panel to Diaphragm

Weld
Description of Non-Conformance:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9CE,
this QA Inspector discovered the following issues:
-One (1) Transverse linear indication (crack) measuring approximately 12 mm in length.
-One (1) Longitudinal linear indication (crack) measuring approximately 20 mm in length.
-The weld is identified as: DP448-001-030 @ Panel Point-079.
-The weld is a Fillet Weld type joining DP448 to Deck Panel Diaphragm plate X1C.
-The OBG 9CE segment is located at the back side of Bay # 13.
The Notice of Witness Inspection Number (NWIT) is 005476. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel, ZPMC'’s QC personnel are
required to perform twenty five (25%) percent MT inspection of this weld.

F2010:04:08 15:11:55"




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

-Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

-AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Vikram Singh

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1700 hours, 04/08/10, Verbal

Name of Caltrans Engineer notified: Sean Eagen

Time and method of notification: 0830 hours, 04/09/10, Verbal

QC Inspector's Name: Zhong Wei

Was QC Inspector aware of the problem: 0] Yes 4 No

Contractor's proposal 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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

o ) -
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B R glR &
IPORT NO. {545 B787-MT-21930R1 DATEH# 2010.05.16 PAGE OFT® 1M Revision No: 0
ROJECT NO. — CONTRACTOR: —
B&s: i H A
AWING NO. DP443 CALTRANS CONTRACT NO.:
04-0120F4
. 9CE DECK PLATE U-RIB MHIBSRS
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ELDING PROCESS _—_ TYPE OF JOINT =
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BLANK
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

&ltrans Tel: 021-56B56666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 06-May-2010
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: 05.03.06-000687
Subject: NCR No. ZPMC-0692

Reference Description:  Missed MT Indication by QC in OBG Segment 7BW at Longitudinal Diaphragm to FB Weld

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: OBG Lift: 07
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of base metal and welds located on Segment TBW, this QA
Inspector discovered the following issues:
-One (1) longitudinal linear crack measuring approximately 30 to 35mm in length.
-The weld is identified as SEG035C-006.
-The weld is a CIP T-joint joining the longitudinal diaphragm (Piece mark LD018-012) to floor beam web (Piece mark FB027-006).
-Location of this weld joint is at panel point PP52 Cross Beam side of the segment.
-The indication is clearly marked on the material.
-Lift 7 West is located in the OGB Trial Assembly Area.
The Notice of Witness Inspection Number (NWIT) is 005670, The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel and ABF QC personnel, According to the contract documents ZPMC Quality
Control (QC) is required to perform 100% MT of this weld.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0692

ce: Rick Moarrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
File: 05.03.06

N7, 0s.03.06-000887.8CT Page I of 1




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISICN OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch b S0 L

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File #: 69.25B
(707) 649-5453 el

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000729
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 05-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0692

Type of problem:

Welding [J Concrete [J Other

Welding 1 Curing (1 Procedural (1  Bridge No: 34-0006

Joint fit-up [] Coating [ Other Component: Segment 7BW Longitudinal Diaphragm

Procedural [] Procedural [J Description: Missed MT indication by QC

Reference Description: Missed MT Indication by QC in OBG Segment 7BW at Longitudinal Diaphragm to
FB Weld

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of base metal and welds located on

Segment 7BW, this QA Inspector discovered the following issues:

-One (1) longitudinal linear crack measuring approximately 30 to 35mm in length.

-The weld is identified as SEG035C-006.

-The weld is a CJP T-joint joining the longitudinal diaphragm (Piece mark LD018-012) to floor beam web

(Piece mark FB027-006).

-Location of this weld joint is at panel point PP52 Cross Beam side of the segment.

-The indication is clearly marked on the material.

-Lift 7 West is located in the OGB Trial Assembly Area.

The Notice of Witness Inspection Number (NWIT) is 005670. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel and ABF QC personnel.
According to the contract documents ZPMC Quality Control (QC) is required to perform 100% MT of this
weld.

‘H}f_ TL-15,Quality Assurance - Non-Conformance Report Page ! of 2




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

Applicable reference:

Special Provisions Section 8.3:“Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5 (02) Section 6.26.2:“Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem: Joe Alaniz

Name of individual from Contractor notified: CK Chan

Time and method of notification: 1630 hours, 05/05/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1300 hours, 05/06/10, Verbal

QC Inspector's Name: Wang Lu

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

Contractor's proposal 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

m TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 548 B787-MT-22769R1
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Revision No: 0
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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-000633
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 23-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0562

Type of problem:

Welding [] Concrete [ 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:  03-Jan-2010

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on OBG Corner
Assembly 8BE, this Quality Assurance Inspector (QA) discovered the following issue:

-One (1) linear indication that measured approximately 10mm in length.

-The linear indication was discovered in the base metal at SP579A (PL1043A Exterior).

-The adjacent weld isidentified as: SEG046A-002

-Thisweld joins SP579A (PL1043A) to SP539A (PL1042A).

-This base metal linear indication was located in atemporary attachment removal area.

-The OBG Segment 8BE is located in the outside yard, south side of the Bay14.

The Notice of Witness Inspection Number (NWIT) is 004978. Theindication is located inside the area that has
been previously tested and accepted by ZPM C Quality Control (QC) personnel. As per the contract documents,
ZPMCs QC personndl are required to perform 100% Magnetic particle inspection of thisweld.

Contractor's proposal to correct the problem:

Repair said indication and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted post repair NDT documentation verifying weld has been repaired and isin conformance
with Contract weld quality requirements. Supplemental training was provided to NDT technicians as well.

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.

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



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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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