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-000687
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 26-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0654

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: Segment 5BW Side to Edge Panel

Procedural [ Procedural [J Description: Missed UT Indication by QC

Reference Description: Missed UT indications by QC on Segment 5BW on Side to Edge Panel Welds
Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing review of welds located on OBG Segment 5BW, this
QA Inspector discovered the following issue:

-Three, Class A linear indications in the side plate to edge plate holdback weld at W1 on segment 5BW.
-Theweld isidentified as: CA019-001.

-Theindication dBsratings are +7, +9 and +10 and lengths were measured to be 20mm each.

-Material thicknessis 18 mm.

-The depth of the indicationsis range from 10 ~14.5 mm.

-The*Y” locations are approximately 200, 250 & 290mm respectively, measured from the SAW-5BW
transverse segment splice weld No.OBW5A-001.

-Theindication is clearly marked on the weld.

-The Weld is a Complete Joint Penetration (CJP) Corner Joint weld joining the Edge Plate to Side Plate.

-The Segment islocated in Trial Assembly.

-The Notice of Witness Inspection Number (NWIT) is 005232. Theindication islocated inside of the area that
has been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents, ZPMC’s QC personnel are required to perform 100% ultrasonic testing NDT method inspection of
thisweld.

Applicablereference:

AWS D1.5-02 Section 6; Table 6.3 specifiesaclass A indication as having arating of 10dBs and under for
material thicknesses 8mm through 20mm.

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

Who discovered the problem:  Timothy J. Murphy

Name of individual from Contractor notified: CK Chan

Time and method of notification: 02/26/10 0830 Verba

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 02/26/10 1330 E-mail

QC Ingpector's Name: Wang Lu

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: 25-Feb-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: 05.03.06-000644
Subject: NCR No. ZPMC-0654

Reference Description:  Missed UT indications by QC on Segment 5BW on Side to Edge Panel Welds

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: 05
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing review of welds located on OBG Segment 5BW, this QA Inspector discovered
the following issue:

-Three, Class A linear indications in the side plate to edge plate holdback weld at W1 on segment 5BW.
-Theweld isidentified as: CA019-001.
-Theindication dBs ratings are +7, +9 and +10 and |engths were measured to be 20mm each.
-Material thicknessis 18 mm.
-The depth of the indicationsis range from 10 ~14.5 mm.
-The“Y” locations are approximately 200, 250 & 290mm respectively, measured from the SAW-5BW transverse segment splice weld
No.OBW5A-001.
-Theindication is clearly marked on the weld.
-The Weld is a Complete Joint Penetration (CJP) Corner Joint weld joining the Edge Plate to Side Plate.
-The Segment islocated in Trial Assembly.
-The Notice of Witness Inspection Number (NWIT) is 005232. The indication is located inside of the area that has been previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to
perform 100% ultrasonic testing NDT method inspection of this weld.

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. Provide training or
equipment (and documentation)as required to the ZPMC technician such that these types of indications are found in the future. A
response for the resolution of thisissueis expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer

Y/ 05.03.06-000644,NCT
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NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0654

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

05.03.06-000644,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: 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-000618 Rev: 00
Ref: 05.03.06-000644

Subject:  NCR No. ZPMC-0654

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired these indications and tested the weld to ensure that it is sound. Attached are the repair
documents and NDT to show it is acceptable.

ZPMC has repaired these indications and tested the weld to ensure that it is sound. Attached are the repair documents and NDT to show it is
acceptable. ZPMC has conducted training to improve their inspector’s technique. Based on this ZPMC request closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000618R00;

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

The information received is sufficient to close this NCR.

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

Attachment(s):
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@ No. B-674
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-15
REGARDING: NCR-000687(ZPMC-0654)

ZPMC acknowledged this problem and has issued internal NCR to warn the same cases. Repair
has been completed. ZPMC is providing WRRs and NDT records show the welds are acceptable
after repair. Based on this, ZPMC requests closure of this NCR.

ATTACHMENT:
NCR-000687(ZPMC-0654)
B-WR10740
B787-UT-11425 R1
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Item: Miss UT indication
BRI UT J5is

Location: Outside Yard

fr & 7+ : 2010-03-02

Description of Nonconformance:

During the Quality Assurance (QA) Ultrasonjc Testing review of welds locateq on OBG

NCR & N CR~B~458(ZPMC:0654)
Drawing:
E%5: spw

-Three, Class A linear indications in the side plate to edge plate holdback welq at W1 on
segment 5BW.

-The weld is identified as: CA019-001. _

-The indication dBs ratings are +7,+9 and +140 and lengths were Measured to be 20mm

-Material thickness is 18 mm,
-The depth of the indications is range from 10 ~14.5 mm,
-The “y» locations are approximately 200, 250 & 290mm respectively, measured from the

-The Weld is 3 Complete Joint Penetration (CJP) Corner Joint weld joining the Edge Plate
to Side Plate,
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road '

k Ozkland CA 94607
&ftrw Tel: Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 25-Feb-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: 05.03.06-000644
Subject: NCR No. ZPMC-0654

Reference Deseription:  Missed UT indications by QC on Segment 5SBW on Side to Edge Panel Welds

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below;
V] Material or Workmanship not in conformance with contract documents.
v Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitutes a systematic problem in quality control.
L] Non-Conformance Resolved.
Material Location: OBG Lift: 05
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing review of welds located on OBG Segment SBW, this QA Inspector discovered

the following issue:

-Three, Class A linear indications in the side plate to edge plate heldback weld at W1 on segment SBW.
-The weld is identified as: CA019-001.
-The indication dBs ratings are +7, +9 and +10 and lengths were measured to be 20mm each.
-Material thickness is 18 mm.
-The depth of the indications is range from 10 ~14.5 mm.
-The Y™ locations are approximately 200, 250 & 290mm respectively, measured from the SAW-5BW transverse segment splice weld
No.OBW5A-001.
-The indication is clearly marked an the weld.
-The Weld is a Complete Joint Penetration (CJP) Corner Joint weld joining the Edge Plate to Side Plate.
-The Segment is located in Trial Assembly,
-The Notice of Witness Inspection Number (NWIT) is 003232. The indication is located inside of the area that has been previously
tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC personnel are required to
perform 100% ultrasonic testing NDT method inspection of this weld.
Action Required and/or Action Taken:
Propose a reselution for the identified non-conformance with revised procedures to prevent future occurrences. Provide training or
equipment (and documentation)as required to the ZPMC technician such that these types of indications are found in the future. A

response for the resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer

N7, 0s.03.06000604ncT Poge 1 of 2




NCT
( Continued Page 2 of 2 )

Attachments: ZPMC-0634

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

File: 05.03.06

N7 05.03.06.000600.ncT Page 2 of 2




STATE OF CAUFORNIA--BUSINESS.TRANSPORTACTJON AND HOUSING AGENCY

Arnold Schwalzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Struciural Materials

Quality Assurance ang Source Inspection

Bay Area Branch

620 Walnut Ave.St. 150 Cty
Vallejo, CA 945021133

(707) 649.5453

(707) 649-5493

.....

Contract #: 04-0120F4
© SE/ALA Rte: 80 PM: 13.2/13.9
File# 69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China
Prime Contractor: American Bridge/Fluor Enterprises, a TV

Report No: NCR-000687
Date: 26-Feb-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0654

Type of problem:
Welding (I Concrete [0 Other

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

Joint fit-up [] Coating [0 Other Component: Segment SBW Side to Edge Panel
Procedural [] Procedural [} Description: Missed UT Indication by QC

Reference Description: Missed UT indications by QC on Segment 5SBW on Side to Edge Pane] Welds

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing review of welds located on OBG Segment SBW, this

QA Inspector discovered the following issue:

-Three, Class A linear indications in the side plate to edge plate holdback weld at W1 on segment SBW.

-The weld is identified as: CA01%9-001.

-The indication dBs ratings are +7, +9 and +10 and lengths were measured to be 20mm each.

-Material thickness is 18 mm.
-The depth of the indications is range from 10 ~14.5 mm.

-The “Y” locations are approximately 200, 250 & 290mm respectively, measured from the SAW-5BW

transverse segment splice weld No.OBW5A-001.
-The indication is clearly marked on the weld.

-The Weld is a Complete Joint Penetration (CIP) Corner Joint weld Joining the Edge Plate to Side Plate.

-The Segment is located in Trial Assembly.

-The Notice of Witness Inspection Number (NWIT) is 005232, The

has been previously tested and accepted by ZPMC Quality Control

indication is located inside of the area that
(QC) personnel. As per the contract

documents, ZPMC’s QC personnel are required to perform 100% ultrasonic testing NDT method inspection of

this weld.
Applicable reference:

AWS D1.5-02 Section 6; Table 6.3 specifies a class A indication as having a rating of 10dBs and under for

material thicknesses 8mm through 20mm.

Special Provisions Section 8.3; “Quality Contro] (QC) shall be the responsibility of the Contractor, Asg 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.”

‘h{_ TL-13.Quality Assurance — Non-Conformance Report

Page | of 2




QUALITY ASSURANCE -- NON-CONFORMAN CE REPORT
( Continued Page 2 of 2 )

Who discovered the problem: Timothy J. Murphy

Name of individual from Contractor notified: CK Chan

Time and method of notification: 02/26/10_0830_Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 02/26/ 10_1330_E-mail

QC Inspector's Name; Wang Lu

Was QC Inspector aware of the problem: [] Yes [ 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

'h,fu TL-15,Quality Assurance -- Non-Conformance Report Poge 2of 2
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REPORT OF ULTRASONIC EXAMINATION
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ITEMS NAME: 5BW CORNER 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-000563
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 18-Mar-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0654

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:  26-Feb-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing review of welds located on OBG Segment 5BW, this
QA Inspector discovered the following issue:

-Three, Class A linear indications in the side plate to edge plate holdback weld at W1 on segment 5BW.
-Theweld isidentified as: CA019-001.

-Theindication dBsratings are +7, +9 and +10 and lengths were measured to be 20mm each.

-Material thicknessis 18 mm.

-The depth of the indicationsis range from 10 ~14.5 mm.

-The*Y” locations are approximately 200, 250 & 290mm respectively, measured from the SAW-5BW
transverse segment splice weld No.OBW5A-001.

-Theindication is clearly marked on the weld.

-The Weld is a Complete Joint Penetration (CJP) Corner Joint weld joining the Edge Plate to Side Plate.

-The Segment islocated in Trial Assembly.

-The Notice of Witness Inspection Number (NWIT) is 005232. Theindication islocated inside of the area that
has been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. As per the contract
documents, ZPMC’s QC personnel are required to perform 100% ultrasonic testing NDT method inspection of
thisweld.

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality

Corrective action taken:

Contractor submitted WRR used to perform repairs along with subsequent NDT reports verifying the welds are
in conformance with Contract specifications. An internal NCR was also issued by the Contractor in regardsto
thisissue.

Did corrective action require Engineer's approval ?

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



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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