STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000973
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Jan-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0932

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: 12BW to 12CW Deck Panel

Procedural Procedural [] Description:

Reference Description: ZPMC welded at the interior deck plate while the exterior deck plate surface (at the
same location) was wet

Description of Non-Conformance:

During random in-process visual inspection of welds located on Orthotropic Box Girder (OBG) Segment

12BW and 12CW, this Quality Assurance (QA) Inspector discovered the following issues:

-ZPMC personnel performed Shielded Metal Arc Welding (SMAW) at the interior face of the deck plate splice

joint for segments 12BW to 12CW while surfaces are wet on the exterior face of the deck plate (at the same

location).

-Before welding started, QA Inspector reminded ZPMC foreman Ghong Ging at 09:15 that the weld area shall

be dried prior to performing welding repair.

-At approximately 09:50, vapor was observed at the exterior face of the deck at the repaired area.

-The weld isidentified as OBW12A-001.

-The Weld is Complete Joint Penetration (CJP) butt joint repair.

-The Y distance for the exposed area was 13150 mm to 13620mm as measured from edge plate (on the
counterweight side).

-The segments are located at the trial assembly area.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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Applicablereference:

-AWS D1.5 2002 Section 3.1.3: “Welding shall not be done when the ambient temperature is lower than -20°C
[0°F]((see 4.2), when surfaces are wet or exposed to rain, snow, or high wind velocities, nor when welders are
exposed to inclement conditions.”

-AWS D1.5 2002 Section 3.2.1: “ Surfaces to be welded and surfaces adjacent to aweld shall also be free from
loose or thick scale, slag, rust, moisture, grease, and other foreign material that would prevent proper welding
or produce objectionable fumes.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: 1245 hours, 01-21-11, Email
Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1400 hours, 01-21-11, Verbal
QC Inspector's Name: Zhou Zhong Hai

Was QC Inspector awar e of the problem: L] Yeslvl No
Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, 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
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-Jan-2011
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: 05.03.06-000930
Subject: NCR No. ZPMC-0932

Reference Description:  ZPMC welded at the interior deck plate while the exterior deck plate surface (at the same location) was wet

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: 12
Remarks:
During random in-process visual inspection of welds located on Orthotropic Box Girder (OBG) Segment 12BW and 12CW, this Quality
Assurance (QA) Inspector discovered the following issues:
-ZPMC personnel performed Shielded Metal Arc Welding (SMAW) at the interior face of the deck plate splice joint for segments
12BW to 12CW while surfaces are wet on the exterior face of the deck plate (at the same location).
-Before welding started, QA Inspector reminded ZPM C foreman Ghong Ging at 09:15 that the weld area shall be dried prior to
performing welding repair.
-At approximately 09:50, vapor was observed at the exterior face of the deck at the repaired area.

-The weld isidentified as OBW12A-001.

-The Weld is Complete Joint Penetration (CJP) butt joint repair.

-TheY distance for the exposed area was 13150 mm to 13620mm as measured from edge plate (on the counterweight side).
-The segments are located at the trial assembly area.

Action Required and/or Action Taken:
Propose resolutions for the identified non-conformance items and document that the various deficiencies have been brought in
compliance with contract requirements. Also propose a resolution that addresses the apparent failure of Quality Control to identify the
non-conformance with the appropriate Welding Procedure Specification (WPS). Provide documentation of the steps taken by the

Quality Control Manager to prevent future occurrences.

The response for the resolution of thisissue is requested within 7 days.

Transmitted by: Sean Eagen Transportation Engineer

ol " 05.03.06-000930,NCT
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( Continued Page 2 of 2 )

Attachments: ZPMC-0932

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

05.03.06-000930,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: 14-Mar-2011
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000935 Rev: 00
Ref: 05.03.06-000930

Subject:  NCR No. ZPMC-0932

Contractor's Proposed Resolution:
Reference Resolution:

Please see ZPMC's response

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000935R00;

Caltrans' comments: Status: CLO

Date: 17-Mar-2011

The welds in question were repaired with subsequent NDT documentation.

Submitted by: ~ Chao, Ching Date: 17-Mar-2011

Attachment(s):

rwaral
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TL-0009690
[(=ZPMC ] TRANSMITTAL LETTER

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

DATE:2011-03-14
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-979
(02) NCR-000973(ZPMC-0932)

B787-UT-12W-035R2
B787-MT-36814

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT
PLAN HOLDER: "':-QATE: / (-, &
Qyw ___ RECEIVED 14 a1
l (W] TG
COMPANY: PHONE NO.

2
v /FLUOR.

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




@ No. B-979
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2011-03-14
REGARDING: NCR-000973(ZPMC-0932)

ZPMC acknowledged this problem and has issued an internal NCR. ZPMC production department
will pay more attention on the removal of water around weld area prior to start welding. ZPMC
QA personnel have talked with the CW1 in responsibility to instruct the requirment to follow the
weld procedure during welding. ZPMC is providing the NDT records to show the acceptability of
this weld. Based on this, please consider closure of this NCR,

ATTACHMENT:
NCR-000973(ZPMC-0932)
B787-UT-12W-035 R2
B787-MT-36814




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
668 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

(iflrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 22-lan-2011

375 BURMA ROAD

OAKLAND CA 93607 Contract No: 04-0120F4

04-8F-80-132/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 0(5.03.06-000930
Subject: NCR No. ZPMC-0932

Reference Description:  ZPMC welded a1 the interior deck plate while the exterior deck plate surfuce (a1 the same location) was wet

The attached Non-Conformance Report deseribes an occurrenee where the contracior did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship nol in conformance with contract docusments,
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in guality control.
O Non-Conformance Resolved.
Material Lycation: 0BG Lift: 12
Remarks:
During random in-process visual inspection of welds located on Orthotropic Box Girder (OBG) Segment 12BW and 12CW, this Quahty
Assurance {QA) Inspector discovered the following issues:
-ZPMU personnel pertormed Shielded Metal Arc Welding (SMAW) at the interior fece of the deck plate splice joint for segments
12BW to 12CW while surfaces are wet on the exterior face of the deck plate (at the same location).
-Before welding started. QA Inspector reminded ZPMC loreman Ghong Ging at 09:15 that the weld area shall be dried prior o
performing welding repair.

-Al approximately 09:50, vapor was observed at the exterior face of the deck at the repaired area.

-The weld 1s identified as OBW12A-001.
-The Weld 1s Complete Joint Penetration (CIP) butt joint repair.
-The Y distance for the exposed area was 13150 mm to 13620mm as measured from edge plate (on the counterweight side).

-The segments are located at the trial assembly arca.

Action Required and/or Action Taken:
Propose resolutions for the idenlified non-conformance items #nd document thut the various deficiencies have been brought in
compliance wilh contract requirements. Also propose a resolution that addresses the apparent failure of Quality Control to identify the

non-conformance with the appropriate Welding Procedure Specification (WPS). Provide documentalion of the steps taken by the

Quality Control Manager to prevent future occurrences. s
v
N
The response for the resolution of this issue is requested within 7 days. EX
z
Transmitled by: Sean Eagen Transportation Engineer

3 5 2
N 950306000930 NCT page L 2
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( Cantinued Page 2 o 2)

Attuchments: ZPMC-0932

ce: Rick Morrow, Peter Siegenthaler. Stanley Ku. Brian Boal. Contract Files, Ching Chao. 13ill Cascy
File: 03.02.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENGY EDMUND G. BROWN ., Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Scurce Inspection

Contract #: 04-0120F4
Bay Area Branch e

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Valiejo, CA 945921133 . s
(707) 649-5453 File#:  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000973
Prime Contractor: American Bridge/Fluor Enterpriscs, a JV Date: 21-Jan-201 |
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0932

Type of problem;

Welding Conerete  [] Other O

Welding O Curing O Procedural [J Bridge No: 34-0006

Joint fittup [ Coating I Other L] Component: 12BW t0 12CW Deck Pagel

Procedural Procedural [J Description:

Reference Description: ZPMC welded a1 the interior deck plate while the exterior deck plate surface (at the
same location) was wet

Description of Non-Conformance:

During random in-process visual inspection of welds located on Orthotropic Box Girder (OBG) Segment

12BW and 12CW, this Quality Assurance (QA) Inspector discovered the following issues:

-ZPMC personnel performed Shiclded Metal Arc Welding (SMAW) at the interior face of the deck plate splice

joint for segments 12BW to 12CW while surfaces are wet on the exterior face of the deck plate (at the same

location).

-Before welding started, QA Inspector reminded ZPMC foreman Ghong Ging at 09:15 that the weld area shall

be dried prior to performing welding repair.

-At approximately 09:50, vapor was observed af the exterior face of the deck at the repaired area.

-The weld is identified as OBW [2A-001.

-The Weld is Complete Joint Penetration (CJP) butt joint repair.

-The Y distance for the exposed area was 13150 mm to 13620mm as measured from edge plate (on the
counterweight side).

-The segments are located at the trial assembly area.

¥,
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Puge 2 uf 2 )

Applicable reference:
-AWS D1.5 2002 Section 3.1.3: “Welding shall not be done when the ambient temperature is lower than -20°C
[0°F){(see 4.2), when surfaces arc wet or exposed to rain. snow, or high wind velocities, nor when welders are

exposed to inclement conditions.”

-AWS D1.5 2002 Section 3.2.1: “Surfaces to be welded and surfaces adjacent to a weld shall also be free from
loase or thick scale, slag, rust, moisture, grease, and other foreign material that would prevent proper welding
or produce objectionable fumes.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Peter Ferguson
Time and method of notification: [245 hours, 01-21-11, Email
Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification; 1400 hours, 01-21-11, Verbal
QC Inspector's Name: Zhou Zhong Hai

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

Comments;

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or 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 f“SMR
N
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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-000949
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee 17-Mar-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0932

Type of problem:

Welding Concrete [1 Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural Procedural [] Descripton:

Date the Non-Conformance Report waswritten:  21-Jan-2011

Description of Non-Conformance:

During random in-process visual inspection of welds located on Orthotropic Box Girder (OBG) Segment
12BW and 12CW, this Quality Assurance (QA) Inspector discovered the following issues.

-ZPMC personnel performed Shielded Metal Arc Welding (SMAW) at the interior face of the deck plate splice
joint for segments 12BW to 12CW while surfaces are wet on the exterior face of the deck plate (at the same
location).

-Before welding started, QA Inspector reminded ZPM C foreman Ghong Ging at 09:15 that the weld area shall
be dried prior to performing welding repair.

-At approximately 09:50, vapor was observed at the exterior face of the deck at the repaired area.

-Theweld isidentified as OBW12A-001.

-The Weld is Complete Joint Penetration (CJP) butt joint repair.

-TheY distance for the exposed area was 13150 mm to 13620mm as measured from edge plate (on the
counterweight side).

-The segments are located at the trial assembly area.

Contractor's proposal to correct the problem:

Contractor will provide the NDT report to prove the weld is acceptable. Contarctor will issue an internal NCR
to the Production department. QA personnel will reinforce to the CWI's the wel ding requirements and pay
more attention to keep dry up area prior welding.

Corrective action taken:

Contractor provided the sufficent NDT reports to prove the weld is acceptable. Internal NCR has been issued to
the Production department. QA also instructed the QC regarding the welding requirements and pay specific
attention to dry and clean area before welding begins..

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 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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