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-000388
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 21-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0362

Type of problem:

Welding [] Concrete [ Other []

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [ Coating [1 Other [ ]  Component: Crossbeam 7 and 10

Procedural [ Procedural [J Description:

Reference Description: Fabrication not according to the Joint detail

Description of Non-Conformance:

Caltrans Quality Assurance Inspector observed ZPM C welded the joints for intermediate diaphragm to rib
gtiffenersin Crossbeam 7 and 10 with a deviated joint design detail. According to the approved drawing, the
welds are detailed as 8mm fillet welds. Currently the weld joints listed below have been turned into CIJP welds
and thus not conforming to the approved shop drawings. The detail change was performed without prior
Engineer's approval. These were new welds and were deposited after the fit-up of them member, with root gap
exceeding 5mm.

CB202G-025-043~062, 001~004, 111~114, 039, 040, 087, 088.

CB202G-026-047~054, 001, 004, 031, 032, 039, 040, 026, 025, 061, 062, 043, 044.
CB202G-027-039~044, 051~062, 001~004.

CB202G-028-021~024, 017, 018, 051, 052, 043, 044, 007, 008, 053, 054, 057, 058, 059, 060, 001~004
CB201G-013-049,

CB201G-014-043, 061, 067, 089, 099, 119, 167, 131

CB201G-015-043, 063, 065, 067, 097, 101, 131

CB201G-016-043, 017, 067, 069, 101, 103, 097

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 3



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

ot comply with
wing

1419 08/20/09

Weld#CB201G-0ibsl3lawith
Steel Backing Bar :

CB-007 Weld#CB201G-014-131

0950 ‘08/21109 1420 08/20/09

Applicablereference:

AWSD1.5-3.7.4 Prior approval of the Engineer shall be obtained for repairs to base metal (other than those
required by 3.2), repair of major or delayed cracks, repairsto ESW and EGW welds with internal defects, or
for arevised design to compensate for deficiencies

Approved Drawing:-CB201G, CB202G
Who discovered the problem:  Hiranch Patel

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Name of individual from Contractor notified: Wang Wen Bin, Guo Y uan Ting
Time and method of notification: 100 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao, Ching Chao

Time and method of notification: 1800 hours, Email

QC Inspector's Name: Li XiuHua, Zhang Y axu

Was QC Inspector awar e of the problem: [] Yeslvl 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

TL-15,Quality Assurance -- Non-Conformance Report
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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: 31-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: 05.03.06-000351
Subject: NCR No. ZPMC-0362

Reference Description:  Fabrication not according to the Joint detail

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: Xbeam Lift: 07
Remarks:
Caltrans Quality Assurance Inspector observed ZPM C welded the joints for intermediate diaphragm to rib stiffeners in Crossbeam 7 and
10 with adeviated joint design detail. According to the approved drawing, the welds are detailed as 8mm fillet welds. Currently the
weld joints listed below have been turned into CJP welds and thus not conforming to the approved shop drawings. The detail change
was performed without prior Engineer's approval. These were new welds and were deposited after the fit-up of them member, with root
gap exceeding 5mm.

CB202G-025-043~062, 001~004, 111~114, 039, 040, 087, 088.
CB202G-026-047~054, 001, 004, 031, 032, 039, 040, 026, 025, 061, 062, 043, 044.
CB202G-027-039~044, 051~062, 001~004.
CB202G-028-021~024, 017, 018, 051, 052, 043, 044, 007, 008, 053, 054, 057, 058, 059, 060, 001~004
CB201G-013-049,
CB201G-014-043, 061, 067, 089, 099, 119, 167, 131
CB201G-015-043, 063, 065, 067, 097, 101, 131
CB201G-016-043, 017, 067, 069, 101, 103, 097
Action Required and/or Action Taken:
Submit the CJP detail for approval of the engineer.

Transmitted by: Bill Howe
Attachments: ZPMC-0362

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

H..,,.,w" 05.03.06-000351,NCT

Pagelof 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: 21-Sep-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-000358 Rev: 00
Ref: 05.03.06-000351

Subject:  NCR No. ZPMC-0362

Contractor's Proposed Resolution:

Reference Resolution: ABF has again notified the ZPMC QA supervision that these types of repairs require engineer notification prior to
performing such repairs.

ZPMC did not notify the engineer prior to performing these repairs. ABF has again notified the ZPMC QA supervision that these types of
repairs require engineer notification prior to performing such repairs. ZPMC documented these repairs on a Welding Repair Report and
inspection reports and will submit this documentation at a later date for closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000358R00

Caltrans' comments: Status: AAP
Date: 22-Sep-2009

Will review and confirm the acceptance when the repair documentation is submitted.

Submitted by:  Chao, Ching Date: 22-Sep-2009
Attachment(s):

‘E}'I 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: 29-Sep-2009
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000358 Rev: 01
Ref: 05.03.06-000351

Subject:  NCR No. ZPMC-0362

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has now included the necessary documentation to provide objective evidence repair work has been
completed. ZPMC requests closure of this NCR.

ZPMC has now included the necessary documentation to provide objective evidence repair work has been completed. ZPMC requests closure
of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000358R01;

Caltrans' comments: Status: CLO
Date: 08-Oct-2009

Per METS review comments, the contractor has submitted necessary documentation as required to indicate that the weld repair has been
completed and the necessary NDT have been performed.

Submitted by:  Chao, Ching Date: 08-Oct-2009
Attachment(s):

‘E}'I Page 1 of 1



@ No. B-477
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-9-29
REGARDING: NCR-000388 (ZPMC-0362)

With this letter of response, ZPMC requests closure for Caltrans NCR-000388
(ZPMC-0362). We have received the formal letter from ABF and we will notify the engineer for
each case that change the fillet weld to the CJP which the gap is more than the tolerance, and this
time we will wait for the approval comments from the caltrans’ engineer prior the repair
performance. But the case which describe in the non-conformance report have been done as the
require of the before RFI, we have done the MT inspection to confirm there is no any defect after
the back gouging, right now we providing the MT report to support the good quality and prove all
of the weld have been changed to CJP weld.

Please reference attached documentation for acceptance and closure the
NCR-000388 (ZPMC-0362) .

ATTACHMENT:

ZPMC internal NCR

NCR-000388 (ZPMC-0362)

The RFI with the response

The MT reports after the back gouging

/ A{fw ,(/ Z%}”ﬁ }’fw

.7,27

e

_&Pc)



Nonconformance

——T——
; Report
R R— i
| ARE TR S
Project Name: S.F.0.B.B NCR Number:
1 H &%: KENMEERE I NCR%%: NCR-B-254 (ZPMC-0362)
Ttem: Fabriﬁation not according ’ Item Number: | Drawing:
to the Joint detail 8 'E5:  CB7, CBI1O
ERMEE: KRB TRIHAE %448 . 0BG CB7 ,
SR CIP R4 | CB10 -
Location: CB7, CB10 Date:
fLE: H 2009-9-10
Description of Nonconformance:
DG TURARR:

Caltrans Quality Assurance Inspector observed ZPMC welded the joints for intermediate
diaphragm to rib stiffeners in Crossbeam 7 and 10 with a deviated joint design detail. According to the
approved drawing, the welds are detailed as 8mm fillet welds, Currently the weld joints listed below
bave been turned into CJP welds and thus not conforming to the approved shop drawings. The detail
change was performed without prior Engineer’s approval. These were new welds and were deposited
after the fit-up of them member, with root gap exceeding 5mm.

I &4 CB7 f1 CBI10 LHHEIMRS 1 RiRHESEAIE, BRI ZPMC WA 5 AR 4
RATHF. BEREEREENLE 8 X4, L0 TRGEEN, KR EARET 5 2K, Bt
ZPMC #5ULherk CIP, {ERZHE CIP W, HE NS IR QR s S TR M.

B AIREH R CIP BENESGSmT.

CBZ028-025'-043462,001'-{]04,111~114,039,040,087,088

CB202G-026-047~054,001,004,031,032,039,040,026,025,061,062,043,044

CB202G-027-039~044,051~062,001~004

CB202G-028-021~024,017,018,051,052,043,044,007,008,053,054,057, 058,059,060,001~004

CB201G-013~049

CB201G-014-043,061,067,089,099,119,167,131

CBiBlG-615-043,063,065,067,097,101,131

CB201G-016-043,017,067,069,101,103,097

Work By: Prepared by: 5@“""" *  Reviewed by QCE: 7' ‘%fdé) J

HIT: i Jlﬁue(f HEE: 1w R TR Y5 5%
[ Drawing Error [0  Material Defect Bl  Fabrication Error 0 Other
| mEge R BEEE R
Disposition: , a Use as is O Repair [l Rejeet
LhFUHS EfE i

- & g B r&?ﬁ@i FMT, dz Bagd@amnT

N

B fopr T ofeer weld th speel buﬁﬁ ot hoch siee,

NSO, S VU




Recommendation:

b) b“@ﬁ" ! 3

pfers 4T o bbryd
Prepared by: Ha s 2hour Approved by QCA:
B U FEBER:

Reason for Nonconformance: B
S A T . cin ‘on  cacused gagd
B dmnapitd FuILL powd e i)
@)\@jﬁ-j}%ﬂ%@nﬁ lﬂbﬁgﬂ?ﬁ }ﬁﬁﬁj‘ﬁgﬁ& ) Weld with Steel bu,hy
Uher i < S L DR Ut Ve It
;o prt el
B e T P byl SO
.Pajcarm MT 07"\'6( weld M'tﬁfmf!swimﬁ ok bvth side bf,fmg weldl
Approved by/StHE: Lﬂu}'ﬂ#’ﬁﬂ’ﬁ

Technical Justification for Use-As-Is/Repair: ]  Artachment O Nénmttacﬂ@ent
B R HiE B aH AR ke iy Tkttt

BRI R 57 Ban
Dl with He probiem. por cttoched REL

: /
Reviewed /it#E: Mol A /) { f1-7

Verification: . [ Acceptable O Unacceptable
Wt GiE::3:-3 NHHER
Verified by QCI//ATA: Reviewed by QCA/Fr AT 274

#R787-QCP-1300
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g . DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
( : 333 Burma Road
N Dakiand CA 84607
(Ffrne Tal: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/TLUOQK, A IV DBate: 31-Aup-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
= 04-SF-80-13.327/13.9
Dear; Mu. Charles Kanapicki Job Name: SAS Supemtruciure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manages Dotument No: 05.03.06-000351
Subject: NCR Nuo. ZPMC.0362

Reference Description:  TFabrication not according 10 the Joint detajl

The attached Non-Conformance Report describes an occusrence where the contractor did not camply with a requirernent of the coptract documen as
midicated below:
Malertal o0 Workmanship not in conformarce with contract documents.
Quality Control (QC) not performed in conformance with contraet documents.
O Recurring QC issue that constitules @ systematie problem in quality contro).
(] NowCondormante Resolved,
Materfal Location: Xbeam Lift: 07
Remarks:
Calirans Quality Assurance Inspeclor abserved ZPMC welded the joints for intermediate diaphragm to b stiffeners in Crossbeam 7 and
10 with a devinted joinl designdetayl. According o the approved drawing, the welds are detailed 2s Bmm fillet welds. Currently the
weld joints listed below have been turned into CIP welds and thus not confonning 10 the approved shop drawings The detzil chanpe
wae performed without prior Engincer’s approval. These were new welds and were deposited efier the fit-up of them member. with roor

gap cxceeding Smm.

CB202G-025-043~062, 001~004, 111~114, 039, 040, 087, ORS.
CB202G-026-047-054, 001, 004. (131, 032, 039, 040, 026, 025, 061 , 062, 043, 044,
CB202G-027-039-044, 05/ ~062, 001-004.
CB202G-028-021~024, 017, 018, 051. 052, 043, 044, 007, DOB, 053, 054, 057, 058, 059, 060, D01 QD4
CB201G-013-049,
CH201G-014-043, 06), 067, 0RY, 099, 119, 147, 131
CB201G-015-043, 063. 065, 067, 097. 107. 431
CB201G-016-043, 017, 067, 069. 101, 103, 097
Action Required and/or Action Taken:
Submit the CIP detail for approval of the eaginees,

Transmitted by:  Bill Howe
Altachments: ZPMC-D362

te: Rick Morrow. Garv Pursell, Perer Sicgentbaler, Stanley Ku, Brian Boal, Doug Coe Jason Tom. Contract Files, Ching Chno
rl:‘il‘c:, . (?;;.93.0(1
i Nealva

N RVCRCTCRR ¢

NS B 03 64.00035) NCT -
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTNENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES ’
Office of Structurat Malerials ;..‘-':

Quality Assurance snd Source Inspection S
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo. CA 945021133 S
s it File#:  69.25B

(707) 648-5493

QUALITY ASSURANCE -- NONR-CONFORMANCE REPORT

Locativn: Changxing I[sland, Shanghai, P.R. China - Report No: NCR-000388
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 21-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Chanpxing Island ~ NCR #: ZPMC-0352

Type of problem:

Welding ) Concrete [ Other O

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

Joint fit-up [J Coating 1 Other | Component: Crossbearn 7 and 10

Pracedural [] Procedural [J Description:

Reference Description: Fabrication not according to the Joint detail

Description of Non-Conformance:

Caltrans Quality Assurance Inspector observed ZPMC welded the joints for intermediate diaphragm ta rib
stiffeners in Crossbeam 7 and 10 with a deviated joint design detail. According to the approved drawing, the
welds are detailed as 8mm fillet welds. Currently the weld joints Listed below have been turned into CJP welds
and thus not conforming to the approved shop drawings. The detail change was performed without prior
Engincer's approval. These were new welds and were deposited after the fit-up of them member, with root gap

exceeding Smm.

CB202G-025-043~062, 001~004, 111~114, 039, 040, 087, 088.
CB202G-026-047~054, 001, 004, 031, 032, 039, 040, 026, 025, 061, 062, 043, 044,
CB202G-027-039~044, 051~062, 001~004.

CB202G-028-021~024, 017, 018, 051, 052, 043, 044, 007, 008, 053, 054, 057, 058, 059, 060, 001~004
CB201G-013-049,

CB201G-014-043, 061, 067, 089, 099, 119, 167, 131

CB201G-015-043, 063, 065, 067, 097, 101, 131

CB201G-016-043, 017, 067, 069, 101, 103, 097

V185 Cunlny Assieramca -- Nor-Contormionie wepo: - , i
Pog= 1 gf 3
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ALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3 )
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Applicable reference:

AWS D1.5 -3.7.4 Prior approval of the Engincer shall be obtained for repairs to base metal (other than those
required by 3.2), repair of major or delayed cracks, repairs to ESW and EGW welds with internal defects, or
for a revised design to compensate for deficiencies

Approved Drawing:-CB201G, CB202G

Who discovered the problem:  Hiranch Pate

1." T a3 (._Ju.:l'i(\' Asstrance - Non-Conjorna,.. M
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 3 of 3 )

Name of individual from Contractor notified: Wang Wen Bin, Guo Yuan Ting
Time and method of notification: 100 hours, verbal

Name of Caltrans Engineer notified: Ching Chao, Ching Chao

Time and method of notification: ]800 hours, Email

QC Inspector's Name: Li Xiu Hua, Zhang Yaxu

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

N/A "
Comments: B

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 recommendatjons. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represenis the
Office of Structural Materials for your project,

Inspected By:  Tsang,Eric SMR

Reviewed By: ~ Wahbeh,Mazen SMR

Ei:"" IL-15.0060T5 Assuraiae  Son-Unnforman ¢ Repor T
d = % i Ly 7 oof 3



AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001700R00 Submitted By: Raynor, Dan Pages: 2
Pages Attached: 1

RFI Date: 01-April-2009 Contact Name: Weidong, Sun Phone No. 86-21-51007428
Subject: Propose to Use MT to Inspect the CJP instead of Fillet Weld due to Over-tolerance Gap
References: ‘ &

Sub/Sup: ZPM Sub RFI#: RFI-ZPM-000635R00

Response Required by: 08-April-2008 Response affects critical path activity? Yes
Description:

Reference attached RFI-ZPM-000635R00:

When the gap between fillet weld seams exceeds 5mm, CJP Is adopted instead of fillet weld and UT is
performed per CJP weld requirement/rate.

For each weld that exceeds a 5mm root gap, ZPMC proposes to use MT lieu of UT to inspect this CJP weld.
MT will be performed after backgouging has been completed and ground to bright metal. MT will be also
performed on the final weld for each weld that was in excess of Smm gap.

Please review and respond.
Contractor Disposition:

This RFI is being submitted for:
The Cost and TimeImpact from this RFI is: Not selected

Response: Agreed Ext. Due Date:

Pages:
Pages Attached:___m

The proposed use of a CJP weld with MT inspection, instead of a fillet weld, where weld seams exceed 5mm,
is an acceptable repair procedure for Non-SPCM material. The groove preparation for the CJP weld must
conform to an approved WPS.

For welds to SPCM material, the proposed CJP weld is only acceptable provided that it Is tested per the
requirements for inspection of CJP welds in that component type, as given in Section 10-1.59 *Steel
Structures,” Subsection "Inspection and Testing” of the Special Provisions.

Administrative Action:

This response resolves the RFI.

Date: 08-April-2009 Respondent: Brignano, Baob Phone No.:




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001709R00 Submitted By: Raynor, Dan Pages: 2
Pages Attached: 1
RFI Date: 01-April-2009 Contact Name: Weidong, Sun Phone No. 86-21-51907428
Subject: Propose to Use MT to Inspect the CJP instead of Fillet Weld due to Over-tolerance Gap
References: &
Sub/Sup: ZPM Sub RFI #; RFI-ZPM-000635R00 -
Response Required by: 08-April-2009 Response affects critical path activity? Yes
Description:

Reference attached RF1-ZPM-000635R00;

When the gap between fillet weld seams exceeds 5mm, CJP is adopted instead of fillet weld and UT is
performed per CJP weld requirement/rate. )

For each weld that exceeds a 5mm root gap, ZPMC proposes to use MT lieu of UT to inspect this CJP weld.
MT will be performed after backgouging has been completed and ground to bright metal. MT will be also
performed on the final weld for each weld that was in excess of 5mm gap.

Please review and respaond.
Contractor Disposition:

This RF1 is being sub‘mitied for:
The Cost and Time Impact from this RFl is; Not selected

Response: Agreed Ext. Due Date:
Pages:
Pages Attached:

The proposed use of a CJP weld with MT inspection, instead of a fillet weld, where weld seams exceed 5mm,
is an acceptable repair procedure for Non-SPCM material. The groove preparation for the CJP weld must
conform to an approved WPS.

For welds to SPCM material, the proposed CJP weld is only acceptable provided that it is tested per the
requirements for inspection of CJP welds in that component type, as given in Section 10-1.59 "Steel
Structures,” Subsection “Inspection and Testing” of the Special Provisions.

Administrative Action:

This response resolves the RFI.

Date: 08-April-2009 Respondent: Brignano, Bob Phone No.:
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REPURT UF MAGNETIC PARTICLE EXAMINATION

Bt R R 25

REPORT NO. $R44:5 B787-MT-13535

DATEH# 2009.09.05

IPAGE OFTHG 2/2

Revision No: 0

PROJECT NO, CONTRACTOR:
TREE: ZP06-787 A CALTRANS

DRAWING NO. CB10 CALTRANS CONTRACT NO.:

EE. OBG CROSS BEAM MHIREE PP
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ EHTLH BRI BEFSS S BER R

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
IEQUIPMENT # % MANUFACTURER #i& 7 MODEL NO. #R%&< SERIAL NO. #4445 €
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT

AT B B - AC

PARTICLE TYPE Dry magnet powder YOKE S-pAC]NG

70~150mm
B H FR® RS (7 P
MATERIAL TO BE Y WELDING ## i i
bis Material & thickness AT09M-345T2-X

EXAMINED O CASTING #4 B, A

R O FORGING 4&3& 14/20/22 mm

WELDING PROCESS TYPE OF JOINT

FCAW T JOINT
BEEIT® ik £oFii]
DISCONTINUITY &4
WELD LD. ——— ACCEPT REJECT REMARKS
e INDICATION TYPE LENGE['E'N i =, e e
31t}
206-026-
CBZOOS 4 bag ACC after gouging
B202G-025-
c a Ai 025 ACC after gouging
CB2 -025-

0(32466 025 ACC after gouging
082054%"025- ACC after gouging
082002 5%'025' ACC after gouging

2G-025- .
CBZ% 50 ACC after gouging

202G-025- ;
b 054 b25 ACC after gouging
CB202G-025-
05(2 o ACC after gouging
B -025-
G 206? 5% 2 ACC after gouging
CB202G-025- .
062 ACC after gouging
BLANK

EXAMINED BY X4 "

RPN
Jin Jianting L L “‘5

REVIEWED BY Hi#

o Xh

)

Y _
! DATEEM 'ﬁﬂj B

R

&F SIGN / Al DATE

LEVEL-1l SIGN%E#% / DATEEY 60\ .79 LEVEL-l  SIGN
RIEZE / QCM d F/SCUSTOMER 1

% SIGN/ B} DATE
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REPORT OF MAGNETIC PARTICL'E} EXAMINATION |

BB R R S

REPORT NO. %545 B787-MT-13535

DATER I 2000.08.05

PAGE OFmH 1/2

Revision No: 0

PROJECT NO.
ITEHE:

ZP06-787

CONTRACTOR:
AP

CALTRANS

*DRA\N]NG NO.
BE.:

CB10
OBG CROSS BEAM

CALTRANS CONTRACT NO.:
MM TERS

04-0120F4

REFERENCING CODE
EERHERT
AWS D1.5-2002

ACCEPTANCE STANDARD
BRI
AWS D1,5-2002

PROCEDURE NO.

B &S
ZPQC-MT-01

CALIBRATION DUE DATE
BREH Y
Dec. 2857 2009

EQUIPMENT #&#
{MT YOKE

MANUFACTURER iy
PARKER

MODEL NO. & &
B310S

SERIAL NO. 452
5395 5617 5620

|[MAGNETIZING METHOD
BT

Continuous magnetic yoke

R A E

CURRENT
Gt

AC

PARTICLE TYPE
:-tAES

Dry magnet powder
T

YOKE SFACING
B RE

70~150mm

MATERIAL TO BE
EXAMINED
R

Y WELDING #7#4
O CASTING &4
O FORGING #i%

Material & thickness
&5, B BE

A7T08M-345T2-X

14/20/22 mm

WELDING PROCESS
WER %

FCAW

TYPE OF JOINT
REaRn

T JOINT

DISCONTINUITY s

WELD 1.D.
HERS

INDICATION

TYPE
{875 %

LENGTH IN mm| ACCEPT
R =%

REJECT REMARKS
et ik

CB202G-028-
044

ACC

after gouging

CB202G-028-
052

ACC

after gouging

CB202G-028-
054

ACC

after gouging

CB202G-028-
056

ACC

after gouging

CB202G-028-
058

ACC

after gouging

CB202G-028-
060

ACC

after gouging

CB202G-027-
044

ACC

after gouging

CB202G-027-
052

ACC

after gougihg

CB202G-027-
054

ACC

after gouging

CB202G-027-
056

ACC

after gouging

CB202G-027-
058

ACC

after gouging

CB202G-027-
060

ACC

after gouging

CB202G-026-
052

ACC

after gouging

CB202G-026-
062

ACC

after gouging

EXAMINED BYE#%

|REVIEWED BY #7#

& SIGN / B}l DATE

Jin Jianling ‘s\V\ LG“V\—UW\D) /\ 'j' PR H )(L\ =
LEVEL -1l SIGN %% / DATEHM LEVEL-I SIGN / DA'I\:EE ﬁﬂ’ J‘) i 70} =
&R / QCM FFPCUSTOMER / f

%<~ SIGN / H il DATE

(FORM# ZPQC-MTO01)
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(ZPMC

REPORT OF MAGNETIC PARTICLE

EXAMINATION

TR R &
REPORT NO. %4 B787-MT-12519 DATER# 2009.07.24 PAGE OFTI 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: —
TE%S: i i =R
DRAWING NO. CB201G CALTRANS CONTRACT NO.:
04-0120F4
Es: 0BG CROSS BEAM mHIE%GSE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BENERD EEiRE BFES B EEF 5
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT 4% MANUFACTURER %35/ MODEL NO. B85 SERIAL NO. FE4EgE
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
BT BRI mi
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g3l T3 B A% fA] PR
MATERIAL TO BE Y WELDING #4 Material & thickness
EXAMINED O CASTING %4 5, JLEE AT09M-345T2-X
BRI E O FORGING i 1412 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BiEhik ot bl
WELD |.D DISONTINUITY AR i ACCEPT REJECT REMARKS
Py INDICATION TYPE [0 ™ s= il el
CB201G-013- AFTER
049 ACC. GOUGING
CB201G-014- AFTER
043 ACC. GOUGING
CB201G-014- AFTER
061 ACC. GOUGING
CB201G-015- AFTER
043 ACC. GOUGING
CB201G-016- AFTER
043 ACC. GOUGING
BLANK
EXAMINED BY x4 ! REVIEWED BY #i#
Tan chao wei ’rf'\"\ (‘/\00 we { ( mnﬂmﬂ (lﬂo‘“g
LEVEL -1l SIGN éﬁ | DATEAM 'ﬁ'? VY* ILEVEL1  sIGN ! DA(E,EEH!)] ﬁ«‘)lﬂ(
(R %% / QCM 1 FI/CUSTOMER I
£ SIGN | Bl DATE %< SIGN / B} DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTIC‘L'I? EXAMINATION

BRI 45
REPORT NO. # %452 B787-MT-13279 DATEH | 2000.08.25 PAGE OFTI#S 1/1 Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
IRKS: i A P
DRAWING NO. CB201G CALTRANS CONTRACT NO.;
04-0120F4
2R= OBG GROSS BEAM MHTEES 0
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
ook el BEANE BEFRS BB ERN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009
EQUIPMENT #% MANUFACTURER #3% 77 MODEL NO. B < SERIAL NO. E&EE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
R Ab A B R :6;
PARTICLE TYPE Dry magnet powder YOKE SPACING N
MR TR R A BB mm
MATERIAL TO BE ING ¢ i
VWELDING #3344 Material & thickness ———_—
EXAMINED O CASTING &4 B
[of Lzps] O FORGING &t 12/14/22mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
R MR
WELD I.D o ML e ACCEPT REJECT REMARK
. . e ————— S
Py INDICATION TYPE R e il P
i #m
CB201G-014-067 ACC. After Gouging
CB201G-015-063 ACC. After Gouging
CB201G-015-065 ACC. After Gouging
CB201G-015-067 ACC. After Gouging
CB201G-016-067 ACC, After Gouging
CB201G-016-069 ACC. After Gouging
BLANK

EXAMINED BYIEI%E \

LEVEL -1l SIGN %&£ |

Jin Jianting S}, %) s;&-ﬂ\ “E} §

DATER

WREVIEWED BY ®B#

LEVEL-II SIGN

/(Mm?"""\ (,’6"‘%

) piiles

7). XS

HitEE / QCM

%5 SIGN / Bl DATE

M CUSTOMER

/

%< SIGN / B3l DATE

(FORM# ZPQC-MT01)




@ REPORT OF MAGNETIC PARTICI]]_E: EXAMINATION
RH R R
REPORT NO. #4541 € B787-MT-13275 DATEA # 2009.08.25 PAGE OFH®B 1M Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 . CALTRANS
ITERE: A FA:
|DRAWING NO. CB201G CALTRANS CONTRACT NO.:
He. 0BG CROSS BEAM CB7 I TR%S O4:112054
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2 TR HERE BFES BB ERHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
EQUIPMENT # % MANUFACTURER #3458 MODEL NO. #:{&% SERIAL NO. &8
[MT YOKE PARKER B310S 5395 5617 5620
|[MAGNETIZING METHOD Continuous magnetic yoke ~|CURRENT AC
B E e T 3 S i ¥,
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
KR FRB e
MATERIAL TO BE Y WELDING 154 - Material & thickness
AT09M-345F2-X
EXAMINED O CASTING &5 B B
BIHE O FORGING #&i& 12/14/22mm
WELDING PROCESS i TYPE OF JOINT
FCAW T JOINT
W R b 2wl
ELD 1D el gy ACCEPT REJECT REMARKS
Wi .D.
pryrytys INDICATION TYPE e m= sEly el
ELan 2R
CB201G-014-089 ACC. After Gouging
CB201G-014-099 ACC. After Gouging
CB201G-015-097 . ACC. After Gouging
CB201G-015-101 ACC, After Gouging
CB201G-016-107 ACC. After Gouging
CB201G-016-101 ACC. After Gouging
CB201G-016-103 ACC. After Gouging
CB201G-016-097 ACC. After Gouging
CB201G-014-119 ACC. After Gouging
CB201G-014-167 ACC, After Gouging
CB201G6-014-131 ACC. After Gouging
BLANK
EXAMINED BYi§ g | REVIEWED BY 578
\ —
Jin Jianting i \t(m‘t/v\a — Eﬁﬂ(ﬂ\%ﬁ P .SX/« Vo
LEVEL-Il SIGN#4% | DATEEM "ﬁ\«’ 8 M |LEVEL-I J Q,IGN / [DATERM
JEIHEE / QCM ‘ H /" CUSTOMER
%&F SIGN / B DATE ¥ SIGN / H# DATE

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION |

ek A B4R &

REPORT NO. #5435 B787-MT-13993

IDATEE! I 2009.09.05

IPAGE OF g 1/1

|Revision No: 0

PROJECT NO. CONTRACTOR:
TR E: ZP06-787 w o CALTRANS
DRAWING NO. CB202G CALTRANS CONTRACT NO.:
. 04-0120F4
5 0BG PLATE PAMEL SPLICE MRS
REFERENCING CODE ACCEPTANCE STANDARD |[PROCEDURE NO. CALIBRATION DUE DATE
BHHEHE AR HEgd 128 K A B0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT i # MANUFACTURER 475 MODEL NO. #:#4 SERIAL NO. #4LHE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
B4 ik AR 2 b @ Ag
i 70~-150mm
2Rt TRk ¥ BRI RE
MATERIAL TO BE Y WELDING #4544 ! ’
A Material & thickness I
EXAMINED D CASTING #{4: 19 4%, L HE
R O FORGING i 12/14/22/15 mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
BT b il
DISCONTINUITY A ZE&k ¥l
WELD 1.D. TEnGT i ACCEPT REJECT REMARKS
Pk ) INDICATION TYPE o % Jing kil
e A
CB202G-028-004 ACC. back gouging
CB202G-026-048 ACC. back gouging
CB202G-026-050 ACC. back gouging
CB202G-026-002 ACC. back gouging
CB202G-026-004 ACC. back gouging
CB202G-026-032 ACC. back gouging
CB202G-026-040 ACC. back gouging
CB202G-026-026 ACC. back gouging
CB202G-028-044 ACC. back gouging
BLANK

EXAMINED BYE:4

Jin Jianting !\-"‘

LEVEL -1l SIGN %%

3\(“»\‘U*Lﬂ
;w_)

DATEH

REVIEWED BY #i £

O (i

LEVEL-l  SIGN

IDI\\E;{}]

67 . 7’7.;.!’

B2 8 / QCM

% SIGN/ B} DATE

P CUSTOMER

I

%< SIGN / H}i] DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

— T A 4 o
REPORT NO. #5435 B787-MT-13903 DATEF JI§ 2009.09.05 PAGE OFH# 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: —
THE&S: " o
DRAWING NO. CB202G CALTRANS CONTRACT NO.: ——
me: OBG PLATE PANEL SPLICE MM TEES "
REFERENCING CODE ACCEPTANCE STANDARD  |PROGEDURE NO. CALIBRATION DUE DATE
BH BN HEATE BFGE B RER AW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER #3575 MODEL NO. #3455 SERIAL NO. &g
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
AL & R U Y
PARTICLE TYPE Dry magnet powder YOKE SPACING —
R TR B4 B mm
MATERIAL TO BE Y WELDING #7 84 Material & thickness T —_
EXAMINED O CASTING &t F 4, B
g B O FORGING 43 12/14/22/15 mm
WELDING PROCESS Gl TYPE OF JOINT % jiii
B pit e i)
WELD I.D sl SRt ACCEPT REJECT REMARKS
DL TS NS TR
it INDICATION TYPE NS T i il
eI paut)
CB202G-025-046 ACC. back gouging
CB202G-025-060 . ACC. back gouging
CB202G-025-088 ACC. back gouging
CB202G-025-112 ACC. back gouging
CB202G-025-114 ACC. back gouging
CB202G-025-002 ACC. back gouging
CB202G-025-004 ACC. back gouging
CB202G-025-040 ACC. back gouging
CB202G-028-022 ACC. back gouging
CB202G-028-024 ACC. back gouging
CB202G-028-018 ACC. back gouging
CB202G-028-008 ACC. back gouging
CB202G-028-002 ACC. back gouging
EXAMINED BY 2 REVIEWED BY #
. . ow’
Jin Jianting \1\"" Y@“" lb{"& i 1, c/' “Vﬂ "] CI'QMS -
LEVEL-1l SIGN%#% [/ DATEAM 561 {O\ ﬂj' |LEVEL-I  SIGN / DI\]’E El‘f[ﬂ dﬂ -*1 Ad
£ / QCM [ F1/*CUSTOMER Sy

< SIGN / B i DATE

%<7 SIGN / Hijl DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

—— T oy A B2 5
REPORT NO. # &5 B787-MT-13094 DATER Jii 2009.09.05 PAGE OFHIRY 1M1 Revision No: 0
PROJECT NO. — CONTRACTOR: S —
THEES: ’ A P
DRAWING NO. CB202G CALTRANS CONTRACT NO.: ShiiBiE
EE: OBG PLATE PANEL SPLICE mMITRE%E
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BAW R iR EFes e A M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26857 ,2009
EQUIPMENT #% % MANUFACTURER #3t 7§ MODEL NO. ¥4 SERIAL NO. #5452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
R4 T RS A mHp
PARTICLE TYPE Dry magnet powder YOKE SPACING
) 70~150mm
T 2Ry TR REdm ) FE
MATERIAL T L i i
O BE v WELDING #2444 Material & thickness T ———_—
EXAMINED O CASTING #:4: e, B HE
kL E O FORGING & 12/14/15/22mm
WELDING PROCESS B TYPE OF JOINT -
1R o il
WELD I.D Sl L ACCEPT REJECT REMARKS
o INDICATION e i Jli il
Hr P
CB202G-027-040 ACC. back gouging
CB202G-027-042 ACC. back gouging
CB202G-027-062 ACC. back gouging
CB202G-027-002 ACC. back gouging
CB202G-027-004 ACC. back gouging
BLANK

|

%5 SIGN / H il DATE

EXAMINED BYZEE . REVIEWED BY 9%

Jin Jianting___J\m \WM _ Svnant (,L“"“ﬁ | -
LEVEL-Il SIGNE# | DATERM j\ . ’g\,‘*.\ LEVELN SIGN | DATERM f) oj c
TRAEH / QCM 71/~ CUSTOMER F 1

&< SIGN | Bl DATE

(FORM# ZPQC-MTO1}




REPORT OF MAGNETIC PARTICLE EXAMTNATION

T A ) 2 4

REPORT NO. i #5435 B787-MT-13095 DATEH i 2000.00.05 PAGE OFTifg 1M Revision No: 0
PROJECT NO. R CONTRACTOR: CALTRANS

T4 A P

DRAWING NO. CB201G CALTRANS CONTRACT NO.;

04-0120F4

EEe: OBG PLATE PANEL SPLICE mM TEES

REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE

HH MG HY g iRk EFgd BB IERT RO

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2009

EQUIPMENT # % MANUFACTURER %375 MODEL NO. #2458 SERIAL NO. %4

MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .

R4k A R E By

PARTICLE TYPE Dry magnet powder YOKE SPACING

: . y 70~150mm

g it T-RE¥) B 3% (]
[ ] 1 i H H

MATERIAL TO BE VWELDING ##:4# Material & thickness n—

EXAMINED O CASTING #%1¥ B, R

R & O FORGING i 12/14/15/22mm

JOINT
WELDING PROCESS — TYPE OF JOIN _
WELD I.D St WL U ACCEPT REJECT REMARKS
oy INDICATION TYPE SR iy i
iR P
CB201G-015-131 ACC. back gouging
CB201G-016-017 ACC. back gouging
BLANK

EXAMINED BY 14§

LEVEL - Il SIGN %4

/

N
Al

Jin Jianting )\M)(ﬁ\n‘m""}
DATEE il

REVIEWED BY ##

P

(hews

LEVEL-l  SIGN

! DATEH

MftEa / QeM

%< SIGN / @#] DATE

A AT
[ ]

F FFCUSTOMER

®F SIGN / Bl DATE

”I) a‘L,f
[/

(FORM# ZPQC-MTG1)




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-000372
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  02-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0362

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:  21-Aug-2009

Description of Non-Conformance:

Caltrans Quality Assurance Inspector observed ZPM C welded the joints for intermediate diaphragm to rib
gtiffenersin Crossbeam 7 and 10 with a deviated joint design detail. According to the approved drawing, the
welds are detailed as 8mm fillet welds. Currently the weld joints listed below have been turned into CIJP welds
and thus not conforming to the approved shop drawings. The detail change was performed without prior
Engineer's approval. These were new welds and were deposited after the fit-up of them member, with root gap
exceeding 5mm.

CB202G-025-043~062, 001~004, 111~114, 039, 040, 087, 088.

CB202G-026-047~054, 001, 004, 031, 032, 039, 040, 026, 025, 061, 062, 043, 044.
CB202G-027-039~044, 051~062, 001~004.

CB202G-028-021~024, 017, 018, 051, 052, 043, 044, 007, 008, 053, 054, 057, 058, 059, 060, 001~004
CB201G-013-049,

CB201G-014-043, 061, 067, 089, 099, 119, 167, 131

CB201G-015-043, 063, 065, 067, 097, 101, 131

CB201G-016-043, 017, 067, 069, 101, 103, 097

Contractor's proposal to correct the problem:

Submit notification to the Engineer prior to performing weld detail changesin the future and perform MT in
accordance with RFI 17009.

Corrective action taken:

Contractor submitted MT report confirming that welds were in conformance with Contract requirements.
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 Jim Simonis: 1347 246 3441, who represents the Office of
Structural Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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