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-000854
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 03-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0816

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other []  Component: Longitudinal Diaphragm in Segment 10CW

Procedural [ Procedural [J Description:

Reference Description: Flame cutting performed without Engineer's approval and utilizing mechanical guide
on LD (Segment 10CW)

Description of Non-Conformance:

During Caltrans Quality Assurance (QA) random in process observations of the trial assembly of OBG

segments 10CW, this QA Inspector discovered the following issues:

-ZPMC workers have removed aweld joint connecting Longitudinal Diaphragm (LD) web to flange side with

an approximate length of 510mm at LD located at work point W4 and 420mm at LD located at work point W3.

-The Contractor failed to notify the Engineer of the intent to remove/cut the above welds.

-The removal of the welds was performed by free-hand flame cutting whileit is possible to perform

mechanically guided flame cutting.

-These free hand flame cutting performed were not in the scope of “ Submittal 872R1: Free Hand Flame

Cutting Procedure,” as the cuts were over 300mm and that mechanical guides are available.

-These welds are Complete Joint Penetration (CJP), joining Longitudinal Diaphragm Web to Flange:

Longitudinal Diaphragm at work point W3 identified as LD9D; Longitudinal Diaphragm at work point W4

identified as LD10D.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
-AWS D1.5 (02) Section 3.7.5: The Engineer shall be notified before improperly fitted and welded members
are cut apart.

-Special Provisions Section 8-3: The Engineer shall be notified in writing when welding problems, deficiencies,
base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposed repair procedures to correct them.

-Submittal 872R1: Free Hand Flame Cutting Procedure: “Request Engineer’s approval for flame cutting when
mechanically guided flame cutting is not practical due to accessibility, cross sectional geometry and or position.
Who discovered the problem:  S. Manjunath. Math

Name of individual from Contractor notified: Ding Xing Chi

Time and method of notification: 11:00 hours, 10/03/10, Verbal

Name of Caltrans Engineer notified: Laraine Woo

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

QC Inspector's Name: Gu Rong Jian

Was QC I nspector awar e of the problem:

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

[ 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: Devey,Jim SMR

TL-15,Quality Assurance -- Non-Conformance Report Page3of 3



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: 04-Oct-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: 05.03.06-000811
Subject: NCR No. ZPMC-0816

Reference Description:  Flame cutting performed without Engineer's approval and utilizing mechanical guide on LD (Segment 20CW)

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 Caltrans Quality Assurance (QA) random in process observations of the trial assembly of OBG
segments 10CW, Caltrans QA Inspector discovered the following issues:
-ZPMC workers have removed aweld joint connecting Longitudinal Diaphragm (LD) web to flange side with an approximate length of
510mm at LD located at work point W4 and 420mm at LD located at work point W3.
-The Contractor failed to notify the Engineer of the intent to remove/cut the above welds.
-Theremoval of the welds was performed by free-hand flame cutting while it is possible to perform mechanically guided flame cutting.
-These free hand flame cutting performed were not in the scope of “ Submittal 872R1: Free Hand Flame
Cutting Procedure,” as the cuts were over 300mm and that mechanical guides are available.
-These welds are Complete Joint Penetration (CJP), joining Longitudinal Diaphragm Web to Flange:
Longitudinal Diaphragm at work point W3 identified as LD9D; Longitudinal Diaphragm at work point \W4
identified as LD10D.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of thisissue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0816

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

ogral " 05.03.06-000811,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: 04-Nov-2010
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000831 Rev: 00
Ref: 05.03.06-000811

Subject: NCR No. ZPMC-0816

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has discussed and reviewed the free handing cutting procedure with the production team to prevent future
occurrences.

ZPMC has discussed and reviewed the free handing cutting procedure with the production team to prevent future occurrences. This refresher
training should reduce the possibility of a repeat of this non conformance. Based on this ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000831R00;

Caltrans' comments: Status: CLO
Date: 07-Nov-2010

The repair work was performed per the WRR along with acceptable NDT documentation. The proposed resolution is acceptable. This NCR is
considered closed.

Submitted by:  Woo, Laraine Date: 07-Nov-2010
Attachment(s):
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TL-0008474

[(ZPMC ] TRANSMITTAL LETTER

PROJECT: S.F.0.B.B.

DATE:2010-11-04

TO: ROSEMARY/ABF JV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT
SUBJECT: OBG NCR

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(01) LR: No. B-925
(02) NCR-000854(ZPMC-0816)

B-WR15277
B787-MT-29562

et ——

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT =
RECEIVED 04 1OV 2010

PLAN HOLDER: DATE:

COMPANY: . PHONE NO.

PLAN NUMBER:N/A
#R787-QCP-102




No. B-925

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-11-04
REGARDING: NCR-000854(ZPMC-0816)

ZPMC acknowledged this problem and has issued an internal NCR. ZPMC QA personnel have
talked with the head of production department to address the requirment of free hand cutting
" procedure. ZPMC is providing the WRR and NDT record to show the soundness of these affected
welds after repair. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000854(ZPMC-0816)
B-WR15277
B787-MT-29562

L
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STATE OF CALIFORNIA--BUSINESS. TRANSPORTACTION AND HOUSING AGENCY Arnald Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malerials

Quality Assurance and Source lnspection

Contract #: 04-0120F4
Bay Area Branch T =

690 Wainut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 T e R —
(707) 649-5453 File#: 69.258

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000854
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 03-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0816

Type of problem:

Welding [1 Concrete [0 Other

Welding [0 Curing Ll Procedural Bridge No: 34-0006

Joint fitup [ Coating [0 Other [0  Component: Longitudinal Diaphragm in Segment 10CW

Procedural [] Procedural [J Description:

Reference Description: Flame cutting performed without Engineer's approval and utilizing mechanical guide
on LD (Segment 10CW)

Description of Non-Conformance:

During Caltrans Quality Assurance (QA) random in process observations of the trial assembly of OBG

segments 10CW, this QA Inspector discovered the following issues:

-ZPMC workers have removed a weld joint connecting Longitudinal Diaphragm (LD) web to flange side with

an approximate length of 510mm at LD located at work point W4 and 420mm at LD located at work point W3.

-The Contractor failed to notify the Engineer of the intent to remove/cut the above welds.

-The removal of the welds was performed by free-hand flame cutting while it is possible to perform

mechanically guided flame cutting.

-These free hand flame cutting performed were not in the scope of “Submittal 872R1: Free Hand Flame

Cutting Procedure,” as the cuts were over 300mm : at mechanical guides are available,

"-These welds are Complete Joint Penetration‘(e:ﬁ‘m:ig _Longitadinal Diaphragm Web to Flange:

Longitudinal Diaphragm at work point W3 identified as LD9D; Longitudinal Diaphragm at work point W4

identified as LD10D.
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QUALITY ASSURANCE — NON-CONFORMANCE REPORT
( Contined Page 2 of 3 )
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Applicable reference:
-AWS D1.5 (02) Section 3.7.5: The Engineer shall be notified before improperly fitted and welded members
are cut apart. :

-Special Provisions Section 8-3: The Engineer shall be notified in writing when welding problems, deficiencies,
‘base metal repairs, or any other type of repairs not submitted in the WQCP are discovered and also of the
proposed repair procedures to correct them.

-Submittal 872R1: Free Hand Flame Cutting Procedure: “Request Engineer’s approval for flame cutting when
mechanically guided flame cutting is not practical due to accessibility, cross sectional geometry and or position.
Who discovered the problem: S, Manjunath. Math

Name of individnal from Contractor notified: Ding Xing Chi

Time and method of notification: 11:00 hours, 10/03/10, Verbal

Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 08:10 hours, 10/04/1 0, Verbal

QC Inspector's Name: Gu Rong Jian

Was QC Inspector aware of the problem:

‘I’r}._ TL-15,Onality Assurance -- Non-Conformance Report Page 2 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 3 0f 3 )

L] ves@ 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
ahbeh, +(86) 134.7247.757 1, who represents the

concerning repairs or remedial efforts pleasc contact Mazen W
Office of Structural Materials for your project.

Inspected By: Tsang,Eric

SMR

Reviewed By:  Devey,Jim

‘H}_’_ TL-15.Qualiry Assurance -- Non-Conformunce Report
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Descriptio:s of welding discontinuity:
ZWERAIOCW+TIAWEBR R RN A SRS A 7Tmm, RAZWAH RMEEALZ10mm,
AFEFIOCWAN ARG ERELER, BL%5 5. LD009-007-011/012:LD010-007-011/
012. R T EF &
After inspection 10CW and 11AW, the misalignment was 7mm at longitudinal diaphragm no fa
ce cross beam, 10mm at longitudinal diaphragm face cross beam, and needed to remove we
Ids at longitudinal diaphragm skin plate and edge plate, welds ID: LD009-007-011/012;LD0
10-007-011/012.the detail sees the following draft.

i ik
i ar \ y, T
ZPMC T T TN Rev. No.
Welding Repair Report 0
B ZFR XEEEAR HHeEEE , MEHT
i _ TS o~ | OBW10/0BWA11 skl BAWR15277
Project Name: SFOBE Drawing No.: Report No.:
LRE 10CW+11AWEHT
04-0120F4
Contract No.: MR 10CH and 11AW lon| NDT #5452
FEES Item Name: gitudinal diaphralDT Report No.: NA
Project No.: ZP06-787 gn
B ERE,

‘\.U[,v', __,‘,{Lm
Wi R (Inspector) : wan!;é zhu Hi#f (Date) : 2010.09.30
BEREMERER
Draft of Welding Discontinuity:
T ./'/L
)-(Z{LEDOO‘B—DO?—OM/ﬂiE =
(4/\,,/\,‘ "g:’ﬂ [E
10C W el o 1148w
ERREM
i
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Remark: cut weld on shadow.




FEERHA:

Cause:

REZENsEEZ.

Weld distortion and fabricate error.

EEARFA (Foreman): A a (Lv{m B (Date): (9 ”7‘ %0

SEZ R
Disposition :

L MRS DB S TR B R R S,
2 RASAEERESSRUBEAZER,

3. REMAERMWPSIEEEEEL,

[

BERERHTVT SMTRAIFIA T e,
5. MIBEHERWPSHTIARIEERLS,
6. BEFREHEBARETELE,

7. REEREBRERNEGERIEIHITND TR,

1.Remove the weld on shadow by gouging or heat cut:ting.

2.Adjust the misalignment and the straightness to meet the tolerance by outer force.
3. Prepare right lexcavation according to the approved WPS,

4. Perform 100% VT and MT inspection to the groove to ensure no defects exist prior fo welding;
5. Preheat and weld according to approved WPS.

6: Grind the welds with a smooth surface.

7. Perform NDT inspection to the repair area according to work drawing.

I & . D e HiZ: i H38: N
Technical Engineer: X “j "“" Approved By: _Z_,LT M’ Date: (v .7 e

#R787-QCP-900
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ZRPWPSE S
Repair WPS No.:

4G(4F)- Repair

0 WPS-B-P-2214-TC-U4b
0O WPS-B-P-2314-P4

0O WPS-B-T-2334-TC-P4-F
O WPS-B-T-2234-TC-U4b-F

LZa
Technologist:

‘ JE L * ¥z A&
szc I:F‘ éé J}i /r% j:& = Rev. No...
Welding Repair Report 0
T B & % BRI AR WEEE REHS
Prajert Mg —_— Brawing Ki.: OBW10/0BW11 Report No B-WR15277
Ll 04-0120F4 4l 7
Contract No.: i 2R MR LA NDT R&EHE
" 10CW and 1IA¥ longitu ) NA
. ltem Name: DT Report No.: ;
WERS 2P06.787 dinal diaphragm
Project No.:
o
Corrective Action to Prevent Re-occurrence:
IERMEL R MIAE, RobRs.
Enhance supervision in process of fabrication to reduce error.
EMARA (Foreman): Ma f(lv&]-ﬂu- H#1 (Date): RS
O WPS-345-SMAW- ; C ! /
4G (4F)- Repair o D«} ~
O WPS-345-FCAW- I

R (B AWARE R = gk g ;
Preheat Temperature Description /-
Before Gouging: /{j /& of Discontinuity: ’LZ& 47
B A ERE BE AR ;
Inspection Preheat Femperature " :
Before Welding: V2 Before Welding: 1'7 0 C
B X 3w E A&k
Max. Depth of Gouge: e Total Length of Gouge:
= 2 Al
£ Ao | Wiy AEGE o g
Welder: "—’H",g Type: < A | Position: ?/!/ /4I,_
BEfR | BeEag BREEE
Current: i3 ) Voltage: 1,9._\-{/ Speed: )1 g )
BErmE
Inspection After Repair:
59 yon B A ﬂ;qhoaﬂt“"r B #
VT Result: : Inspector: : Date: '_)_qu [P . o[,b
NDTE & _ o B
NDT Result: N NDT Person: "Date: L ;
- g
: f\_:l\ \%/1 M///\/{/ /2, /’/IDIZ/
RAE
Witness/Review:
£
Remark :

#R787-QCP-900
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REPORT OF MAGNETIC;‘ PARTICLE EXAMINATION

REPORT NO. #1#425 B787-MT-29562

DATEE 1 2010.11.03

PAGE OFT#2 1M

Revision No: 0 ..

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TBES: B P
DRAWING NO. OBW10+OBWA1 CALTRANS CONTRACT NO.:
! 04-0120F4
g longitudinal diaphragm Infi TER S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
ST BEiTE BFRE LI IE R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2010
EQUIPMENT ##% MANUFACTURER #1375 MODEL NO. #X#E SERIAL NO. it 2
MT YOKE PARKER DA-400S 17372
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
: s AC
B A mAEEEE: 32872
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g ATk TR Rt fA] BE
MATERIAL TO BE Y WELDING ##4: i i
Material & thickness A70SM-345T2-X
EXAMINED O CASTING %14 A LA
B O FORGING &% 25M4mm
WELDING PROCESS TYPE OF JOINT
SMAW CORNER JOINT
BEFE HRgETl
w DISCONTINUITY 4t c "
ELD I.D. = ACCEPT EJECT REMARKS
LENGTH IN
g INDICATION TYPE e | £ sl P

LD008-007-011 ACC. 100%MT

LD009-007-012 ACC. 100%MT

LDO10-007-011 ACC. 100%MT

LD010-007-012 ACC. 100%MT

AFTER B-WR15277
BLANK
EXAMINED BY %45 . REVIEWED BY &# 4/?4/\
Wang Wei /U MD\? Weu _ X A
LEVEL-Il SIGN%&% ) pategs <0(0-[1.03 LEVELAl  SIGN ! DATER#H Zolv- /[ 03
Jiit&3E / QCM F /A CUSTOMER
Lt 31 o s

& SIGN / Bl DATE zo (o [} 03 %5 SIGN / F i3 DATE

(FORM# ZPQC-MTO1)




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-000829
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  07-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0816

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  03-Oct-2010

Description of Non-Conformance:

During Caltrans Quality Assurance (QA) random in process observations of the trial assembly of OBG
segments 10CW, this QA Inspector discovered the following issues:

-ZPMC workers have removed aweld joint connecting Longitudinal Diaphragm (LD) web to flange side with
an approximate length of 510mm at LD located at work point W4 and 420mm at LD located at work point W3.
-The Contractor failed to notify the Engineer of the intent to remove/cut the above welds.

-The removal of the welds was performed by free-hand flame cutting while it is possible to perform
mechanically guided flame cutting.

-These free hand flame cutting performed were not in the scope of “ Submittal 872R1: Free Hand Flame
Cutting Procedure,” as the cuts were over 300mm and that mechanical guides are available.

-These welds are Compl ete Joint Penetration (CJP), joining Longitudinal Diaphragm Web to Flange:
Longitudinal Diaphragm at work point W3 identified as LD9D; Longitudinal Diaphragm at work point W4
identified as LD10D.

Contractor's proposal to correct the problem:

Contractor will perform repair work per the Welding Repair Report. NDT will be performed after repair.
Contractor will discuss and review the free hand cutting procedure with the production team to prevent future
occurance. Contractor will provide refresher training to reduce the possiblity of repeat of the non-conformance.
Corrective action taken:

Contractor repaired the work per WRR provided. NDT performed after repair. NDT documentation showed the
repair is acceptable. Contractor conducted refresher training to reduce to personnel involved to ensure similar
non-conformance will not be repeated in future.

Did corrective action require Engineer's approval ? [] Yeslvl No

If so, name of Engineer providing approval: Date:

Is Engineer's approval attached?

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



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

[] 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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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