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

L ocation: Changxing Island Report No: NCR-000368
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 19-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0342

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other [J  Component: Crossbeam #5

Procedural Procedural [] Description:

Reference Description: Buttering of FB and SP of CB 5

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing buttering on both SPCM
and non SPCM portions of CB5 without an approved Critical Weld Repair. The members can be identified as
the side plates and bottom plate for the Crossbheam (reference drawings CB202C, CB202D, & CB202F).
Buttering was performed to correct dimensional issues with the member, and has been performed throughout
the entire length of the bottom plate and both side plates. The amount of weld material deposited exceeds Y4 of
the thickness of the 12mm thick material. See attached photos:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )
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04-0120F4

Applicablereference:

AWSD1.5 2002, Section 12.17.2 (7) ‘Noncritical Repair Welds': “ Noncritical repair welds are generally
welds to deposit additional weld beads or layers to compensatefor insufficient weld size and to fill limited
excavations to remove unacceptabl e edge or surface discontinuities, rollover, or undercut, including:.. (7)
Deposition of weld metal up to 10 mm (3/8 inch) deep, or 1/4 the base-metal thickness, whichever isless, to
correct for length or joint geometry.”

Who discovered the problem:  Dhanasingh Sukanthan

Name of individual from Contractor notified: Li xiu hua

Time and method of notification: 1600 / Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1600/ Verbal

QC Ingpector's Name: LiuWe Wei

Was QC Inspector awar e of the problem: [ 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.

Inspected By: Simonis,Jim QA Inspector

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: 04-Aug-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000321
Subject: NCR No. ZPMC-0342

Reference Description:  Buttering of FB and SP of CB 5

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: Xbeam Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing buttering on both SPCM and non SPCM portions of
CB5 without an approved Critical Weld Repair. The members can be identified as the side plates and bottom plate for the Crossheam
(reference drawings CB202C, CB202D, & CB202F). Buttering was performed to correct dimensional issues with the member, and has
been performed throughout the entire length of the bottom plate and both side plates. The amount of weld material deposited exceeds ¥4
of the thickness of the 12mm thick material.
See attached NCR No. ZPMC-0342 for details.
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 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0342

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

H..,,.,w" 05.03.06-000321,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: 24-Aug-2009

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-000338 Rev: 00
Ref: 05.03.06-000321

Subject:  NCR No. ZPMC-0342

Contractor's Proposed Resolution:

Reference Resolution: ZPMC performed this repair without engineers approval. ABF has notified the ZPMC QA department who in turn
have instructed the welders on site.

ZPMC performed this repair without engineers approval. ABF has notified the ZPMC QA department who in turn have instructed the welders
on site. ZPMC will submit the required documents at a later date for closure of this NCR

Submitted by:
Attachment(s): ABF-NPR-000338R00

Caltrans' comments: Status: AAP
Date: 28-Aug-2009

The response is acceptable, but the Non-Conformance is not closed.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0342 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009
Attachment(s):

Page 1 of 1



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: 08-Dec-2009

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-000338 Rev: 01
Ref: 05.03.06-000321

Subject:  NCR No. ZPMC-0342

Contractor's Proposed Resolution:

Reference Resolution:  Attached is documentation of the weld repairs and the NDT showing the weld is acceptable. Based on this ZPMC
is requests closure of this NCR.

Attached is documentation of the weld repairs and the NDT showing the weld is acceptable. Based on this ZPMC is requests closure of this
NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000338R01;

Caltrans' comments: Status: AAP
Date: 13-Dec-2009

The NDT and weld repair documentation submitted has been reviewed by the Engineer. The MT report submitted did not indicate acceptance
or rejection of the testing done. Please complete the report and re-submit for Engineer's review.

Submitted by:  Chao, Ching Date: 13-Dec-2009

Attachment(s):
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isbor



@ No. B-522
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-08
REGARDING: NCR-000368(ZPMC-0342)

With this letter of response, ZPMC requests closure for CALTRANS NCR-000368(ZPMC-0342),
what mentioned that QA observed buttering of FB and SP of CB3 without approved CWR,

Before these repair working, ZPMC has got an approved B-CWR598.

So ZPMC provide internal NCR, CWR and NDT documentation, hoping CALTRANS could take
a review and consider close this NCR.

ATTACHMENT:
NCR-B-237
NCR-000368(ZPMC-0342)
B-CWR598

B787-UT-7871
B787-MT-12719




@E@@ Nonconformance Report

T HATHERE

Project Name: S.F.O.B.B | NCR Number:
|
TR AR REDTABEAR NCrR#gE: ____NCR-B-237(ZPMC-0342)
Item: . Buttering of FB and SP of CB5 - Item Number: : ,
=he v T 45 2] e : . Drawing:
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Location: ' Date:
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Description of Nonconformance:
DR ETRA R

Caltrans Quality Inspector observed ZPMC personal performing buttering on both the SPCM and
non SPCM portions of CBS without an approved Critical Welding Repair ,The members can be identified ag
the side plates and hottom plate for the crossbeam(reference drawings CBZUZC,CBZ(}ZD,&CBZO?.F).

Buttering was performed to correct dimensional issues with the member and has been performed
throughoutthe entire length of the bottom plate and both side plates, The amount of weld material deposited
exceeds 1/4 of the thickness of the 12mm thick material, See attached photo:
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DEPARTMENT OF TRANSFORTATION . District 4 7 all Bridge
6B€ Feng Bin Road Room 708, Changxing island
Shanghai 201913 PR China

(r:fps Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REP ORT TRANSMITTAL

T AMERICAN BRIDGE/FLUOR, A Iv Date. 04-Aup-2000

373 BURMA ROAD

OAKILAND CA 95607 Contraet Ng: 04-6120F4

04-5¥-B0-157/ 139

Dear: M. Charles Kanapick Job Name: SAS Superstructure
Altention: Mr. Themas Nilssen Project/Frbrication Manager Doctment No: 03.03 06-000321
Subjeet: NCR No. ZPMC-8342

Reference Description:  Bunering of FB and SP of CB 5

The attached Non-Conlormance Report describes an occumrence where the contractor did not comply with a requirement of the contract documeny as
indicated below:
I Materia) or Wockmanship not 1n conformance with contract documents.
] Quality Contral (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a sysicmatic problens in quality control.
Non-Conformance Resolved.
Material Location: Xbeam Lifi:
Remarks:
Caltrans Quality Assurance (QA) Tnspector vbserved ZPMC personne! perfonning buttering on both SPCM und non SPCM portions of
CB3 wilhout an approved Critical Weld Repair. The members can be ideatified as the side plates and bottom plate for the Crossheam
{reference drawings CB202C, CBZOID, & CB202F). Buttering was performed 1o correct dimensivoal issues with the mewnher, and has
heen performed throughout the entire Jength of the bottom plale and both side plates. The amount of weld materia) deposited exceeds %
of the thickness of the 12mm thick material,
See attached NCR No. ZPMC-0342 for details.
Action Required and/or Action Taken:
Propose a resolulion for the identified non-conformance with revised procedures 10 prevent future occurrences,.A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0342 e ) =

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

‘NS 05 03.00-000321NCT Page 1 of 1




STATE OF CALIFORNIA-EUSINESS. TRAMSPORTACT ION AND HOUSING AGERCY Alroid Schwarzenegger. Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Gffice of Structural Maleria s

Qualily Assutance a2nd Suurce Inspecion

Coniract #: 04-0]120F4

Bay Arga Branch panhe LT

B90 Walnut Ave St 150 Cry. SEPALARre: 80 PM: 13.2/13.9 _
Vallgjo, CA 94592-1133 o

(F07) 6455453 File# 69258

{707} 649-54g3

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changximng Island ) Report No: NCR-00036%
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 19-Jun-2000

Svbmitting Contractor: Zhenhua Part Machinery Company, Lid (ZPMC), Changxing Island  NCR #: ZPMC-0342

Type of problem: ‘
Welding M Concrete [ Other [}

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

Joint fitup  [] Coating [ Other [J Component: Crossbeam #5

Procedural Procedural [ Description:

Reference Description: Buttering of FB and SP of CBE 5

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing buttering on bath SPC'M
&nd non SPCM portions of CB3 without an approved Critical Weld Repair. The members can be identified as .
the side plates and botlom plate tor the Crossbeam (reference drawings CB202C, CB202D, & CB202F ).
Buttering was performed to correct dimensional issues with the member, and has been performed throughout
the entire length of the bottom plate and both side plates. The amount of weld material deposited exceeds % of
1he thickness of the 12mm thick material. See attached photos:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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Applicable reference;

AWS D1.5 2002, Section 12.17.2 {7) ‘Noncritical Repair Welds': * Noncritical repair welds are generally
welds to deposit additiona] weld beads or layers to compensatc for insufficient weld size and to fill limited
cxcavations 10 remove unacceptable edge or surface discontinuities, rollover, or undercut, including... (7)
Deposition of weld metal up ta 10 mw (3/§ inch) deep, or 1/4 the base-metai thickness, whichever 15 less, 10
correct for length or joint geometry

Who discovered the problem: Dhanasingh Sukanthan

Name of individual from Contractor notified: Li xiv hua

Time and method of notification: 1600 / Verbal

Name of Caltrans Euginter notified:  Stanley Ku

Time and method of notification: 1600/ Verba)

QC Inspector's Name: Liu Wei Wej

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

Contractor's proposal to correct the probleni:

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 recornmendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project,

Inspected By: Simonis,Jim QA Inspector -
Reviewed By:  Wahbeh Mazen ' SMR '
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Critical Welding Repair Report (CWR)
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! feners were gouged after cutting, see the following draft, ’
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1. The Engineer shall be n
2. QC and a Lead CWi sh uring this repair
3. epair,
4, position requirements
5 f

B R it
Thelate repaired
Prepare excavation with relevant wps, — -

VT to verify repalr drea is free of all defects,

Add stee| backing at the hack of groove according to AWS D1.5.3.1 3;
Preheat and weld according to the relevant WPS.

Gouge off the stee] backing and grind the weld flush with base metal afier welding;

O s W

-Rib repaired:

1. Prepare excavation with relevant wps.

2. VT to verify fepair area is free of all defects,

3. Preheat and weld according to the relevant repaired WPS,
4. Grind the weld flush with base metal after welding;

5

Perform NDT inspection (MT) to the repaired welding according to the relevant requirement.
UT and MT must be performed for SRM members in accordance with Section 3.2.2.3 of AWS D1.5 after repair,

TZ . i ? [1 q g 13-
Technical Engineer: Af;'n " Approved By:

#R787-QCP-900
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Critical Welding Re
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Preheat Temperature
Before Goy ing:
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Description
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Bl E#ak, ;
' Corrective Action to Prevent Re-occurrence: ]
BT TA, RERIEKE.
Train and educate worker to improve Cperation ski]l, [
FREHEHEA (Foreman): Hu '{n .),M BHiE (Date): vg . ? 7 . ‘7 j
For plate: { " ’ *
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Repair X e /:"/f“"‘ﬁ/
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£ JR I WPS4E & Repair I%R / :
Repair WPS No.: WPS—345~SMAW-3(3(-3F)~Repair Technologist:
WPS—345-FCAW—3G(3F)~RBpair
For stiffener:
WPS—345-SMAW~2G(2F)~Repair
WPS—345-FCAW—?_G(.ZF)-Repair
WPS—345-5MAW-SG(SF)-Repair
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VT Result:
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NDT Result:
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Witnesiseview:

[ & o
Remark :

— ]
Rtk @z RATHHE i ¢
Inspection Apc Preheat Temperatyre [T2¢cle)
Before Welding: Before Welding:
1947 (36)
—-—____________——-—b_.__________
BB A E A B & 4
Max. Depth of Gouge: [4mm Total Length of Gouge: _gp.f'?%m,q
044750 C Iy pif % 3 m : ]
o_rgl/‘o?{r/' s Welding Type: /‘.‘ 7"5
it s L ALY 443 (a)
Current; {33 (36‘1) Voltage: 124 3 6)
BEEHE
Inspection After Repair:
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Inspector:
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NDT Person:
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REPORT NO. #fl#54#8 B787-UT-7871 DATE

2009.07.29

PAGE 1 OF 1

Revision No: p

PROJECT NO. : T4 ZP06-787

CONTRACTOR : CALTRANS

ITEMS NAME:
23

OBG bottom

plate/web plate eaf=!

RAWING NO.: CB202C/CB202D/CB20

CALTRANS CONTRACT NO.: 04-0120F4
W ITEge

2F

REFERENCING CODE £:405%
AWS D1.5-2002

ACCEPTANCE STANDARD BRI
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 124
ZPQC-UT-01

WELDING PROCESS #8473 JOINT TYPE #3452 &¢ CALIBRATION DUE DATE {% 824 FEA7 20
FCAW NA Dec. 287 2009
EQUIPMENT # % MANUFACTURER fl3% if5 MODEL NO. #4555 SERIAL NO. 5|42
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #54 | MATERIAL/THICKNESS ##/T
AWS IIW BLOCK TYPE II C.M.C AT709M-345F2.X 12/5/14mm
TRANSDUCER #73L
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER| ANGLE | FREQUENGY SIZE
L] yiifiy B R IS FE ik Rt
Changchao 0° 2.5MHz 20mm Reference Level #2357 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY kb 5
. &
WELD I =N T I A A e 5 "
Z 2w = | B REEE[E 82 2 LOCATION OF DISCONTINUITY L s
L, = = QL e . pa £y
IDENTIFICATION | 2 1k “EI=g|5 e 5 &g 2 FELATE (mm) 23 "
S®Eloi|o@ = € = 5 ©
5 [2%|E7 |8 £¥| 5
&5 4 iy -
it AR S g E - Sound Depth from ¢ 5 o
= Length From'X | Fromy | §
alb|lc|d S Path Surface BiX Py 0n
PE | ERmEE a
Base metal
CB202¢C 0 20 ACC. | perB-
- CWR598
— = Base metal
CB202D 0 20 ACC, per B-
CWR598
Base metal
CB202F 0 20 ACC. per B-
: 1 1 CIWR598
BLANK
EXAMINED BY %45 REVIEWED BY EHHQM,,
LEVEL-Il SIGN / DATE/ o 5).39 LEVEL-Il SIGN / DATE ol o)
B2/ QcM L 7 po / FiF"CUSTOMER / J /
/M—{
ETSIGNIEMDATE S 2 L 5N |ersensamons

(FORM# 2PQC-UTo1)
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REPORT NO. #5438 B787-MT-12719

DATEH#) 2000.08.04

ICLE EXAMINATION

PAGE OFT#g 4/

Revision No: g

PROJECT NO. CONTRACTOR;:
TEgE. ZP06-787 | [ CALTRANS
DRAWING NO. CB202F CB202D CALTRANS CONTRACT NO.:
BHe. WEB/BOTTOM PLATE mMIEse O0120F4
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
EEHE ST E2irn BFas LR ERHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% MANUFACTURER fhl3& 7§ MODEL NO. #si = SERIAL NO. &g &
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Aa '
BEAb R g ¥
PARTICLE TYPE Dry magnet powder YOKE SPACING T0~150mm
ot i) FRiH AR () g
MATERIAL TO BE VWELDING g4 Material & thickness AT09M-345F2.x
EXAMINED O CASTING 44 B, e
AL E 0 FORGING #3% 14/12 mm
WELDING PROCESS NA TYPE OF JOINT ik
BEFE poE i)
DISCONTINUITY A it 4t
WELD I.D, LENGTHIN ] ACCEPT REJECT REMARKS
il 1! INDICATION TYPE P Bz 1B R
g5 ESil)
BASE
52026 | MATERIAL
BASE
Ghanen MATERIAL
BASE
i MATERIAL

AFTER B-CWR598

BLANK

EXAMINED BYZ=#%

Xu hua xjang A H\AQ ’>()t

LEVEL-II SIGN%&%£ ¢ DATER #j

) w5

REVIEWED BY #£

?zh 6$'h4 ohao

LEVEL-l  SIGN

IJATEEI b L]

j a")j::}:-lu(L

HitEE / Qem

Lo 7

£ SIGN/ B DATE %ﬁp -~ 7,

A FCUSTOMER

EF SIGN / B DATE

(FORM# ZPQC-MT01)
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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: 30-Dec-2009

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-000338 Rev: 02
Ref: 05.03.06-000321

Subject:  NCR No. ZPMC-0342

Contractor's Proposed Resolution:
Reference Resolution:  As requested by CT, ZPMC is now submitting the correct MT reports. ZPMC requests closure of this NCR.
As requested by CT, ZPMC is now submitting the correct MT reports. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000338R02;

Caltrans' comments: Status: CLO
Date: 30-Dec-2009

Documentation received is acceptable to close this NCR.

Submitted by:  Howe, Bill Date: 30-Dec-2009
Attachment(s):

Page 1 of 1



@ No. B-522
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-12-08
REGARDING: NCR-000368(ZPMC-0342)

With this letter of response, ZPMC requests closure for CALTRANS NCR-000368(ZPMC-0342),
what mentioned that QA observed buttering of FB and SP of CB3 without approved CWR,

Before these repair working, ZPMC has got an approved B-CWR598.

So ZPMC provide internal NCR, CWR and NDT documentation, hoping CALTRANS could take
a review and consider close this NCR.

ATTACHMENT:
NCR-B-237
NCR-000368(ZPMC-0342)
B-CWR598

B787-UT-7871
B787-MT-12719




@E@@ Nonconformance Report

T HATHERE

Project Name: S.F.O.B.B | NCR Number:
|
TR AR REDTABEAR NCrR#gE: ____NCR-B-237(ZPMC-0342)
Item: . Buttering of FB and SP of CB5 - Item Number: : ,
=he v T 45 2] e : . Drawing:
zdf\ﬁ“ﬁl -'ﬂi’ﬂrs.&ﬁﬁf{ [ £
- , ' Es: CBS
' (15 N/A : . _ )
Location: ' Date:
fir 8 _ i B 2009-08-18
Description of Nonconformance:
DR ETRA R

Caltrans Quality Inspector observed ZPMC personal performing buttering on both the SPCM and
non SPCM portions of CBS without an approved Critical Welding Repair ,The members can be identified ag
the side plates and hottom plate for the crossbeam(reference drawings CBZUZC,CBZ(}ZD,&CBZO?.F).

Buttering was performed to correct dimensional issues with the member and has been performed
throughoutthe entire length of the bottom plate and both side plates, The amount of weld material deposited
exceeds 1/4 of the thickness of the 12mm thick material, See attached photo:

IR BRI ZPMC 75 8 TR bR AR 4 B F SPCM FI4E SPCM #LATHERE. ik sedg S
RRHBERFRR

ZPMC X EERIRAR MY 19 i T R, SRMRRISR T T3k 8t 12 mm AR 174 3 FLRE.

Work By:) v, Preparedby: ij A eviewed by QCE: A ; 2’
wIw: (AR (LRl e, I8 TR _DhseShred b

i

O DrawitéError O  Material Defect Q// Fabrication Error [ Other &”)fff

B4R 1 Ak g il fEHR FAbFE
Disposition: O Useas is O Repair O Reject
B I B i N
Recommendation: ipetd
By ofind Bk B (] UT, M), ﬂ;{ ;Tw' g
Prepared by: Hut/l!llﬂﬁmft Approved by QCA:
B ke %

Reason for Nonconformance: N e e bl _ =

TRERR ek ahad Ay cmpibwd

- Pidatt falbw »-efn.:r Frocmtwe -t TSSut

Tﬁ%ﬁbm: %E_ E VJ\ 19‘ i,c?%

F @ hG D La s oRr ARAVEH. |
ue R Le;rqe H’f“”

Mrh Wm(/j o *efw\’ Pmr.ed,wf{’ tndd
Approved by/itt#: ]
Technical Justification for Use-As-Is/Repair: [0 Attachment o ﬁon—aitac ent

R

(5] FH 2R B (R AR He 4
o M i A Y
PSRBT AT, 4555 hoogrp BB L
Reviewed /it Are-d o o n/ Fe}’fbw_‘f\_ v M7 "'_Wu_ﬁmrbf:.%‘t fupEM‘SIDV\ )0\‘"4)1 mﬂﬁj@mﬁﬂf_
Verification: lbﬁf‘gccepmfﬁ“ O Umzepiable '
i A WE2 TATEER

Verified by QCI/FR 83314 JM Tion ghe 9;7' 'J*f-"g Reviewed by QCA/A R E{Fdi. |
4




DEPARTMENT OF TRANSFORTATION . District 4 7 all Bridge
6B€ Feng Bin Road Room 708, Changxing island
Shanghai 201913 PR China

(r:fps Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REP ORT TRANSMITTAL

T AMERICAN BRIDGE/FLUOR, A Iv Date. 04-Aup-2000

373 BURMA ROAD

OAKILAND CA 95607 Contraet Ng: 04-6120F4

04-5¥-B0-157/ 139

Dear: M. Charles Kanapick Job Name: SAS Superstructure
Altention: Mr. Themas Nilssen Project/Frbrication Manager Doctment No: 03.03 06-000321
Subjeet: NCR No. ZPMC-8342

Reference Description:  Bunering of FB and SP of CB 5

The attached Non-Conlormance Report describes an occumrence where the contractor did not comply with a requirement of the contract documeny as
indicated below:
I Materia) or Wockmanship not 1n conformance with contract documents.
] Quality Contral (QC) not performed in conformance with contract documents,
Recurring QC issue that constitutes a sysicmatic problens in quality control.
Non-Conformance Resolved.
Material Location: Xbeam Lifi:
Remarks:
Caltrans Quality Assurance (QA) Tnspector vbserved ZPMC personne! perfonning buttering on both SPCM und non SPCM portions of
CB3 wilhout an approved Critical Weld Repair. The members can be ideatified as the side plates and bottom plate for the Crossheam
{reference drawings CB202C, CBZOID, & CB202F). Buttering was performed 1o correct dimensivoal issues with the mewnher, and has
heen performed throughout the entire Jength of the bottom plale and both side plates. The amount of weld materia) deposited exceeds %
of the thickness of the 12mm thick material,
See attached NCR No. ZPMC-0342 for details.
Action Required and/or Action Taken:
Propose a resolulion for the identified non-conformance with revised procedures 10 prevent future occurrences,.A response for the

resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0342 e ) =

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

‘NS 05 03.00-000321NCT Page 1 of 1




STATE OF CALIFORNIA-EUSINESS. TRAMSPORTACT ION AND HOUSING AGERCY Alroid Schwarzenegger. Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Gffice of Structural Maleria s

Qualily Assutance a2nd Suurce Inspecion

Coniract #: 04-0]120F4

Bay Arga Branch panhe LT

B90 Walnut Ave St 150 Cry. SEPALARre: 80 PM: 13.2/13.9 _
Vallgjo, CA 94592-1133 o

(F07) 6455453 File# 69258

{707} 649-54g3

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changximng Island ) Report No: NCR-00036%
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 19-Jun-2000

Svbmitting Contractor: Zhenhua Part Machinery Company, Lid (ZPMC), Changxing Island  NCR #: ZPMC-0342

Type of problem: ‘
Welding M Concrete [ Other [}

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

Joint fitup  [] Coating [ Other [J Component: Crossbeam #5

Procedural Procedural [ Description:

Reference Description: Buttering of FB and SP of CBE 5

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing buttering on bath SPC'M
&nd non SPCM portions of CB3 without an approved Critical Weld Repair. The members can be identified as .
the side plates and botlom plate tor the Crossbeam (reference drawings CB202C, CB202D, & CB202F ).
Buttering was performed to correct dimensional issues with the member, and has been performed throughout
the entire length of the bottom plate and both side plates. The amount of weld material deposited exceeds % of
1he thickness of the 12mm thick material. See attached photos:

£
EA
i

‘ﬁj‘ TL. 13 Qualiry Asswrance - Non-Conformance Repont Pigeilars
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continned Pae: 2 of 2]

(-}

CRETLE RPN ".'" i l i ﬁ -‘-’-B:‘J DI K4 4
; et
L. - L,"..w__,_ e . l"‘ -
o W ' Pess | ke
o : =t Ao o L Fles] R
; ¥ » . e g o ey { ! A e Y ]
Eimabie S ey z,w B N
At T - A j 1 ey, '.: /
y ; ’,‘_,,-q-'-’ N o ..‘."._:,!1“ ‘ﬂ;i‘ﬁ)‘.‘{y- o _‘L . .
e e T ?\‘ R i) (FRE ST B ST S
B % -‘-iw-;/*i' S .*-‘fi--: :
sl : ifiy
1 R Y e f e
. ot . ‘Rl FeTifi)e h L o MNLET ERL S : e TR
i }5{,%}{;,&;% B | e Ll el silis biviny

Applicable reference;

AWS D1.5 2002, Section 12.17.2 {7) ‘Noncritical Repair Welds': * Noncritical repair welds are generally
welds to deposit additiona] weld beads or layers to compensatc for insufficient weld size and to fill limited
cxcavations 10 remove unacceptable edge or surface discontinuities, rollover, or undercut, including... (7)
Deposition of weld metal up ta 10 mw (3/§ inch) deep, or 1/4 the base-metai thickness, whichever 15 less, 10
correct for length or joint geometry

Who discovered the problem: Dhanasingh Sukanthan

Name of individual from Contractor notified: Li xiv hua

Time and method of notification: 1600 / Verbal

Name of Caltrans Euginter notified:  Stanley Ku

Time and method of notification: 1600/ Verba)

QC Inspector's Name: Liu Wei Wej

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

Contractor's proposal to correct the probleni:

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 recornmendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project,

Inspected By: Simonis,Jim QA Inspector -
Reviewed By:  Wahbeh Mazen ' SMR '

B} TL-15Quali Assrance - Mai-Confornrance Report :
h.;.. T (Jualit = i i Poge Z2of 2
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Critical Welding Repair Report (CWR)

o f Vip 4o
: %B‘i’q@tﬁj { CB5 i '.‘Hi- = 45 ]
. Project Name: lw ! Report No.

|

i
I
SFOBB {I Drawing No._:
f .
| i :
At I R - Y | NDT#R 4252
1

| ERS

Contract No.:

; FHes ;I item Name; | Standard Beami Report No.of NDT i
© Project No.: ZP06-787 i __E | -
e o e L i T —
PRERBR AT :

§cssaf@%ﬂﬁ%ﬂfrﬁﬁmpzom,BP202A. BP2014, BP203A. BP2054, B SP2024, (sP2054) ke TRy ¢
§ET%&mmﬁ%ﬁﬁﬂﬁu :
5(335 bottonm plate (BP2044, BP2024, BP2014, BP2034. BP203A), wep plate (SP2024, SP201 |
[ A, SP2034, SP204A, SP2064, SP2054) was 3-Smm shorier than T-shape, apd ithe stif§
! feners were gouged after cutting, see the following draft, ’

i

. i

| GQuo wantoly f
{ BER (Inspector) : Gug Yuanlin; B (Date) : 2009-6-3¢0 ; E
i

f

AR R
Draft of Welding Discontinuify:

I
I Description of Welding Discontinuity: E
i

t

A

i

e g .

SF201ACSRM) SP204ACSRM)

SP203ACSRM) SP20sA(SRM) ’:B

BP2ola

BP2044
sl il

. BP2024
O APPROVED
& APPROVED AS NOTED
] RETURNED FOR CORRECTION *: Eep '
Pursunt to Ssotion 51,02 SPEOEA,SPEUSA,BPEDIA,BPEDEA_BPEGSA.BPEO4A,BP805A
" TR LT HSPCME
ot the Standard Spectiications Renark: SP2024, SP20sa,
State of Calffomla BPeom,BPauaA,BPet}:m,sPeo«:A,BPausa
DEPAATMENT OF TRANSPORTATION were SPCM component
Division of Engineering Sarvices
Oftice of Structurs Construction
STE Lor R Faafzo0n
[Structire Represantative Date

-_—




PR
! Cause:
3

J= gkt « BYOLT R T N i By ki
WU, AT, S TE & 5.

! Worker wasn'i carefully during trimming allowance caused tomponent was shorter than T-shé
i :
{ ape.

. i
: RS (Foreman): Hia Nuahas H¥E (Date): . 7 , @ 7 f ) :
b !

i
i Disposition : :
L I@Mﬂﬁﬁ%ﬁﬂﬁﬂ%&%%ﬁ#ﬁﬁ&ﬁ
j 2 Eﬁﬁ%ﬁ.mmww@rmMﬂﬁ%ﬁ%H@,ﬁ%ﬁﬂﬁﬁ%@Tﬁ:
'3, %«ﬁ%%ﬁ@mmWEMacmm&ﬁ%@wm%ﬁmﬂ;
iiq_ QCFileader CWIiE 44, BLIRUEIE B3 AR A0 5 47,
| R e e e, R e *Lmuw@m
B ﬁﬁﬂ#ﬁ%’”ﬂ”ﬁﬁ‘ﬁﬁ%“ e I
et v - - L SR Y E{ APPHDVEDASN
SMFRAR 3 O RETURNED FOR CORRECTION
H B A A T 4 430 e A ) ot Pursuant to Ssction 6-1,02
L Q%R&MEEIZMEW%M&%U£A. ofthe Standard Specifieations
2. HIOD%VTH ik = b, State of Calfornia
o g Bk , DEPARTMENT OF TRANSPORTATION
3. ORI 1, k& aws D1.5.3.13, Divislon of Eng ing Servi
4, m%m&%ﬁﬁIEMEW%%ﬁﬁ%&ﬁﬁ: Offica of Structure Construction
5 BEERENL, BERSITES yabT, | 576 for Rt 1%:%@@ !
3 8 Repr tative
O BERBMELE R GH A TN T Ry 7 Sy Hoprosentalve R
S, HEERAWS D1.5&“2%#3.2.2.39@'fé‘és}tﬂz-zﬁ%iiumlwﬁﬁ.
| DR 44
N ?ﬁéﬁ?&?&ﬂﬁiﬁﬁIEﬁﬂﬁWPS?&%iﬁI:H(éit;
2. mm%vrmﬁwmﬁ&;
3. mﬁm&mﬂﬁﬁﬁiﬁmEW%ﬂﬁﬁﬂﬁﬁﬁ;
4 AREEIT R E g p
5, ﬁ%%ﬁ%ﬁﬁmMMNmWVRnﬂ)ﬁmzK*ﬁ?ﬂ%ﬁmﬁ%&mﬁﬂmW%ﬁﬁﬁm%&ﬂﬁﬁE%%E.&
ZAWS D'J.SﬁﬁffF'S.Z.z.SEﬂ%’éé%ﬂZ'?ﬁ.%iiUTﬁﬁMTtﬁﬁn
1. The Engineer shall be n
2. QC and a Lead CWi sh uring this repair
3. epair,
4, position requirements
5 f

B R it
Thelate repaired
Prepare excavation with relevant wps, — -

VT to verify repalr drea is free of all defects,

Add stee| backing at the hack of groove according to AWS D1.5.3.1 3;
Preheat and weld according to the relevant WPS.

Gouge off the stee] backing and grind the weld flush with base metal afier welding;

O s W

-Rib repaired:

1. Prepare excavation with relevant wps.

2. VT to verify fepair area is free of all defects,

3. Preheat and weld according to the relevant repaired WPS,
4. Grind the weld flush with base metal after welding;

5

Perform NDT inspection (MT) to the repaired welding according to the relevant requirement.
UT and MT must be performed for SRM members in accordance with Section 3.2.2.3 of AWS D1.5 after repair,

TZ . i ? [1 q g 13-
Technical Engineer: Af;'n " Approved By:

#R787-QCP-900




EX Y YT Uy

Critical Welding Re

'ﬁgcﬁmywmmﬁ
B

Preheat Temperature
Before Goy ing:

WPS—345-FCAW—BG(3F}-RE air
"——-—-——._._____.___p__
Hé

I8 45 f 5t B

Description
of Discontinuity:

— ]

. BEE® REHARE HI4HE S ! ces | HREHS | |
‘ Project Name: SFORB f Drawing No.: ! i RspertNg i B-EVIRSSE i
] ! ! {
i i . 1
: S ; & ’ ;
:l B 04-0120F4 :’ ! - L Y e ! 1 . 1 ?
! Contract No.: i B4 4z 25 :, (2812 V. NDT#R&4% % |
; i ltem Name: | Standard Beam[RWm”NODfNDT' NA |
P A8 zPog-787 | | M |
; Project No.: - ] ‘ ! j
Bl E#ak, ;
' Corrective Action to Prevent Re-occurrence: ]
BT TA, RERIEKE.
Train and educate worker to improve Cperation ski]l, [
FREHEHEA (Foreman): Hu '{n .),M BHiE (Date): vg . ? 7 . ‘7 j
For plate: { " ’ *
WPS-345-SMAW—1G(1F)—FCM— . .
Repair X e /:"/f“"‘ﬁ/
WPS-345-FCAW~1G(1F)—FCM-R
epair ;
WPS-345-5 MAW-3G(3F)-FCM- 568 ? v
£ JR I WPS4E & Repair I%R / :
Repair WPS No.: WPS—345~SMAW-3(3(-3F)~Repair Technologist:
WPS—345-FCAW—3G(3F)~RBpair
For stiffener:
WPS—345-SMAW~2G(2F)~Repair
WPS—345-FCAW—?_G(.ZF)-Repair
WPS—345-5MAW-SG(SF)-Repair

— |

&k‘f'b‘nj enoy i

Ih A 2
VT Result:

NDTH &
NDT Result:

JAE :

L

(

Witnesiseview:

[ & o
Remark :

— ]
Rtk @z RATHHE i ¢
Inspection Apc Preheat Temperatyre [T2¢cle)
Before Welding: Before Welding:
1947 (36)
—-—____________——-—b_.__________
BB A E A B & 4
Max. Depth of Gouge: [4mm Total Length of Gouge: _gp.f'?%m,q
044750 C Iy pif % 3 m : ]
o_rgl/‘o?{r/' s Welding Type: /‘.‘ 7"5
it s L ALY 443 (a)
Current; {33 (36‘1) Voltage: 124 3 6)
BEEHE
Inspection After Repair:

B3 &

Inspector:

s R
NDT Person:

#R787-QCP-g00
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REPORT NO. #fl#54#8 B787-UT-7871 DATE

2009.07.29

PAGE 1 OF 1

Revision No: p

PROJECT NO. : T4 ZP06-787

CONTRACTOR : CALTRANS

ITEMS NAME:
23

OBG bottom

plate/web plate eaf=!

RAWING NO.: CB202C/CB202D/CB20

CALTRANS CONTRACT NO.: 04-0120F4
W ITEge

2F

REFERENCING CODE £:405%
AWS D1.5-2002

ACCEPTANCE STANDARD BRI
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 124
ZPQC-UT-01

WELDING PROCESS #8473 JOINT TYPE #3452 &¢ CALIBRATION DUE DATE {% 824 FEA7 20
FCAW NA Dec. 287 2009
EQUIPMENT # % MANUFACTURER fl3% if5 MODEL NO. #4555 SERIAL NO. 5|42
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #54 | MATERIAL/THICKNESS ##/T
AWS IIW BLOCK TYPE II C.M.C AT709M-345F2.X 12/5/14mm
TRANSDUCER #73L
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER| ANGLE | FREQUENGY SIZE
L] yiifiy B R IS FE ik Rt
Changchao 0° 2.5MHz 20mm Reference Level #2357 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY kb 5
. &
WELD I =N T I A A e 5 "
Z 2w = | B REEE[E 82 2 LOCATION OF DISCONTINUITY L s
L, = = QL e . pa £y
IDENTIFICATION | 2 1k “EI=g|5 e 5 &g 2 FELATE (mm) 23 "
S®Eloi|o@ = € = 5 ©
5 [2%|E7 |8 £¥| 5
&5 4 iy -
it AR S g E - Sound Depth from ¢ 5 o
= Length From'X | Fromy | §
alb|lc|d S Path Surface BiX Py 0n
PE | ERmEE a
Base metal
CB202¢C 0 20 ACC. | perB-
- CWR598
— = Base metal
CB202D 0 20 ACC, per B-
CWR598
Base metal
CB202F 0 20 ACC. per B-
: 1 1 CIWR598
BLANK
EXAMINED BY %45 REVIEWED BY EHHQM,,
LEVEL-Il SIGN / DATE/ o 5).39 LEVEL-Il SIGN / DATE ol o)
B2/ QcM L 7 po / FiF"CUSTOMER / J /
/M—{
ETSIGNIEMDATE S 2 L 5N |ersensamons

(FORM# 2PQC-UTo1)
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REPORT NO. #5438 B787-MT-12719

DATEH#) 2000.08.04

ICLE EXAMINATION

PAGE OFT#g 4/

Revision No: g

PROJECT NO. CONTRACTOR;:
TEgE. ZP06-787 | [ CALTRANS
DRAWING NO. CB202F CB202D CALTRANS CONTRACT NO.:
BHe. WEB/BOTTOM PLATE mMIEse O0120F4
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
EEHE ST E2irn BFas LR ERHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% MANUFACTURER fhl3& 7§ MODEL NO. #si = SERIAL NO. &g &
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Aa '
BEAb R g ¥
PARTICLE TYPE Dry magnet powder YOKE SPACING T0~150mm
ot i) FRiH AR () g
MATERIAL TO BE VWELDING g4 Material & thickness AT09M-345F2.x
EXAMINED O CASTING 44 B, e
AL E 0 FORGING #3% 14/12 mm
WELDING PROCESS NA TYPE OF JOINT ik
BEFE poE i)
DISCONTINUITY A it 4t
WELD I.D, LENGTHIN ] ACCEPT REJECT REMARKS
il 1! INDICATION TYPE P Bz 1B R
g5 ESil)
BASE
52026 | MATERIAL
BASE
Ghanen MATERIAL
BASE
i MATERIAL

AFTER B-CWR598

BLANK

EXAMINED BYZ=#%

Xu hua xjang A H\AQ ’>()t

LEVEL-II SIGN%&%£ ¢ DATER #j

) w5

REVIEWED BY #£

?zh 6$'h4 ohao

LEVEL-l  SIGN

IJATEEI b L]

j a")j::}:-lu(L

HitEE / Qem

Lo 7

£ SIGN/ B DATE %ﬁp -~ 7,

A FCUSTOMER

EF SIGN / B DATE

(FORM# ZPQC-MT01)
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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 Report No: NCS-000432
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0342

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-Confor mance Report waswritten: 19-Jun-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed ZPMC personnel performing buttering on both SPCM
and non SPCM portions of CB5 without an approved Critical Weld Repair. The members can be identified as
the side plates and bottom plate for the Crossbheam (reference drawings CB202C, CB202D, & CB202F).
Buttering was performed to correct dimensional issues with the member, and has been performed throughout
the entire length of the bottom plate and both side plates. The amount of weld material deposited exceeds Y4 of
the thickness of the 12mm thick material. See attached photos:

Contractor's proposal to correct the problem:

Submit CWR and perform required NDT.

Corrective action taken:

Contractor issued an internal NCR and submitted a CWR as required along with NDT documentation verifying
the additional weld metal added isin conformance with Contract specifications.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] 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.

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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