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, PRC Report No: NCR-000419
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0393

Type of problem:

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

Procedural Procedural [] Description: North Tower, Lift 3
Reference Description: Excessive interpass temperature during repair of North Tower, Lift 3, AB corner
seam weld

Description of Non-Conformance:

During In-Process Visual Testing (VT) of weld repairs on North Tower, Lift 3, AB corner seam weld

NSTL3-3B/K-83, QA observed that the temperature of adjacent base metal was above the maximum alowable

interpass temperature (230 C). A 230 degrees Celsius temperature crayon melted when applied to the adjacent

base material. The repair was being performed in presence of ZPMC Quality Control Personnel.
NSTL3-3BIK—SQB (Repair Spat Zoomed)
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230°C Temperaturg chalk mark

09-21-09 16:00

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Welding Procedure Specification WPS-345-FCAW-2G(2F)-Repair specifies a maximum interpass temperature
of 230 degrees Celsius.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Who discovered the problem: ~ Amit Juvekar

Name of individual from Contractor notified: Steve Lawton
Time and method of notification: 9/21/2009, 16:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/22/2009, 10:00; Verbal

QC Ingpector's Name: Du Zhiqun

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR

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: 22-Sep-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: 05.03.06-000380
Subject: NCR No. ZPMC-0393

Reference Description:  Excessive Interpass Temperature / North Shaft Lift 3/ A-B Corner Seam Weld Repair

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: Tower Lift: 03
Remarks:
During In-Process Visua Testing (VT) of weld repairs on North Tower, Lift 3, AB corner seam weld
NSTL3-3B/K-83, QA observed that the temperature of adjacent base metal was above the maximum allowable interpass temperature
(230 C). A 230 degrees Celsius temperature crayon melted when applied to the adjacent base material. The repair was being performed
in presence of ZPMC Quality Control Personnel.

Specia Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor shall

perform inspection and testing of each weld joint prior to welding, during welding, and after welding as specified in this section and to

ensure that materials and workmanship conform to the requirements of the contract documents.”

Welding Procedure Specification WPS-345-FCAW-2G(2F)-Repair specifies a maximum interpass temperature of 230 degrees Celsius.
Action Required and/or Action Taken:

Propose aresolution for the identified non-conformance including the steps/actions that will be taken to ensure that Production achieves

and maintains the required temperature ranges.

In addition to the material /workmanship non-conformance, propose a resolution that addresses the failure of Quality Control to identify

and/or take corrective actions. Provide documentation of the steps/actions taken by the Quality Control Manager to prevent future

occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0393

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File 05.03.06

ol " 05.03.06-000380,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: 23-Oct-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-000412 Rev: 00
Ref: 05.03.06-000380

Subject:  NCR No. ZPMC-0393

Contractor's Proposed Resolution:

Reference Resolution: ZPMC will provide NDT documentation which shows that the repair weld was not adversely affected by the
increased interpass temperature. Documentation will be submitted when available.

ZPMC will provide NDT documentation which shows that the repair weld was not adversely affected by the increased interpass temperature.
Documentation will be submitted when available. ZPMC requests that this proposed action be approved, with action pending.

Submitted by:
Attachment(s): ABF-NPR-000412R00

Caltrans' comments: Status: REJ
Date: 18-Nov-2009

In addition to the referenced forthcoming documentations, please address the failure of QC and Production to identify the non-conformance
and steps taken to provent the future occurrences. Please address all items in the Department's transmittal letter to close this Non-
conformance ZPMC-0393.

Submitted by:  Lee, Ken Date: 18-Nov-2009
Attachment(s):
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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-Nov-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-000412 Rev: 01
Ref: 05.03.06-000380

Subject:  NCR No. ZPMC-0393

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation of the corner seam weld which was performed more than 72 hours after the
non conformance was observed. The documentation shows that the weld is acceptable.

ZPMC is providing NDT documentation of the corner seam weld which was performed more than 72 hours after the non conformance was
observed. The documentation shows that the weld is acceptable. ZPMC acknowledges that in this case the interpass temperature exceeded
the maximum allowable temperature. The ZPMC QA Department has discussed this non conformance with the production team responsible for
this non conformance and stressed the importance of controlling the interpass temperature, and following the WPS. The QC inspector was
reminded to ensure compliance with the approved WPS when observing welding. Based on this ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000412R01;

Caltrans' comments: Status: CLO
Date: 10-Dec-2009

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0393 is closed.

Submitted by:  Lee, Ken Date: 10-Dec-2009
Attachment(s):
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No. T-095

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2009-11-26
REGARDING: NCR-000419(ZPMC-0393)

ZPMC réceived NCR-000419(ZPMC-0393), it mentioned that QA observed that the
temperature of adjacent base metal was above the maximum allowable inter-pass
temperature(230°C) during in-process VT of weld repair on North Tower Lift 3 weld no.

NSTL3-3B/K-83.
ZPMC acknowledged this problem and had already inculcated the work team to

enhance the management and control of preheating, and it must be checked by QC before
welding in compliance with proper WPS. ZPMC suggested re-inspecting this area after 72
hours to insure the weld quality. Here attached the related inspection reports to prove the
weld was sound. '

So ZPMC hope Caltrans could take a review and close this NCR.

ATTACHMENT:
T-CWR274REV2
T787-UT-2133RS
T787-MT-6756

s

Leef. %



DEPARTMENT OF TRANSPORTATION - Districi 4 Toil Eridge
333 Burmz Road
Oakland CA 84607

¥ LT Tel: Fax:
NON-CONFORMANCE REPORT TRANSMI TTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 22-8ep-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

; i 04-8F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.06-000380
Subject; NCR No. ZPMC-0393

Reference Description:  Excessive Interpass Temperature / North Shafi Lift 3 / A-B Corner Seam Weld Repair

The antached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitutes a systematic problem in quality control.
O Non-Conformance Resolved.
Material Location: Tower Lift: 03
Remarks:
During In-Process Visual Testing (VT) of weld repairs on North Tower, Lift 3, AB corner seam weld
NSTL3-3B/K-83, QA observed that the temperature of adjacent base metal was above the maximum allowable interpass temperature
(230 C). A 230 degrees Celsius lemperature crayon melted when applied to the adjacent base material. The repair was being performed
in presence of ZPMC Quality Control Personnel.

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a minimum, the Contractor shall

perform inspection and testing of each weld Joint prior to welding, during welding, and after welding as specified in this section and to

ensure that materials and workmanship conform to the requirements of the contract documents.”

Welding Procedure Specification WPS-345-F CAW-2G(2F)-Repair specifies 2 maximum interpass temperature of 230 degrees Celsius,
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance including the steps/actions that will be taken to ensure that Production achieves

and maintains the required temperature ranges.

In addition to the material/workmanship non-conformance, propose a resolution that addresses the failure of Quality Control to identify
and/or take comective actions. Provide documentation of the steps/actions taken by the Quality Control Manager to prevent future

occurrences,

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0393

ce:  Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

- _
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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 Thta
Quality Assurance and Source Inspection

Contract # 04-0120F4
Bay Area Branch —
690 Walnut Ave.St. 150 ny; SF/ALA Rie: _8_0 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #- 69'25]3—-_—_—._-—

(707) 649-5453
(707} 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000419
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 22-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0393

Type of problem:

Welding Concrete [] Other ]

Welding [J Curing [J Procedural [J  Bridge No: 34-0006
Joint fitup [J Coating  [J Other 0 Component: North Tower

Procedural Procedural [ Description: North Tower, Lift 3

Reference Description: Excessive interpass temperature during repair of North Tower, Lift 3, AB corner
seam weld

Description of Non-Conformance:

During In-Process Visual Testing (VT) of weld repairs on North Tower, Lift 3, AB comer seam weld

NSTL3-3B/K-83, QA observed that the temperature of adjacent base metal was above the maximum allowable

interpass temperature (230 C). A 230 degrees Celsius temperature crayon melted when applied to the adjacent

base material. The repair was being performed in presence of ZPMC Quality Control Personnel.

s Z30iCTemperatdre o

st SELS

08:21:08 161004

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Welding Procedure Specification WPS-345-FCAW-2G(2F)-Repair specifies a maximum interpass temperature
of 230 degrees Celsius.

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

Whe discovered the problem:  Amit Juvekar

Name of individual from Comntractor notified: Steve Lawton
Time and method of notification: 9/21/2009, 16:00; Verbal
Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 9/22/2009, 10:00; Verbal

QC Inspector's Name: Du Zhiqun

Was QC Inspector aware of the problem: [J Yes 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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge . ASMR

Reviewed By: ‘Wahbeh,Mazen ; SMR

'ﬁ;i TL-15,Quality Assurance -- Non-Conformance Report Page2of 2
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Description of Welding Discontlnuity:

(UTRGEEH =%, ) NSTL3-3B/K-83A/8
Welder ID No. (BI4H%): 040343 048627

RAER AR RN -

Draft of Welding Dlscontlnuity:
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not being completlely removed.
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ERHBA (Foreman): ZM Yﬁf—& H# (Date):

1. The access space wag quite narrow resulling in making it difficult to art-gouge the defects effectively.
2. The grinder was not observant during the grinding operation resulling in the indicalions
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Disposition :
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1. QC shall monitor and direct the welder and the grinder doing the repair operation.
2. Preheal before gouging; the temperature shall be at leasi 65°C.

3. Gouge the weld to remave identified defects.

4. Joint details shall refer to the approved WPS repair,

5. Grind the gouged areas to a smooth and shiny surface.

6. Verify with VT and MT to ensure no defects remain in the weld joint prior to welding.
7. QC shall monitor all welding passes being deposiled.

8. QC shall ensure all slag has been removed prior the deposition of nexi pass.

8. Preheat and maintain interpass temperature control in accordance with the WPS,
10. Blend the weld repaired areas into the adjacent weld or base melal by grinding.

11. Perform VT, MT and UT NDT inspection to the repaired areas.
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Corrective Actign to Prevent Re-occurrence:
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Project Name: SFOBB Drawing No.: Report No.: T-EWRETA
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Contract No.: THIRD LIFTING T HeEme
L G TOWE NDT R4
ey ltem Name: R(N) ANGLE AB NDT Report No.: Tr8r-UT:2133R4
Project Na.: ZR06-787
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Repair WPS No.:

WPS-345-SMAW-1
G(1F)-Repair
WPS-345-SMAW-2
G(2F)-Repair

Technologist:

‘ ﬂ%&ﬁﬁfﬁi‘%iﬁ%ﬂﬁ%iﬁiﬁiﬁlﬁ, 1T 040 3 T4,
3. KERLEE I, EEMAHHEAELEMG.
1. Grind smoothly transition after gouging. Perform VT and MT to ensure all the defects have been removed.
2. Instruct the welder that it is his responsibility to produce sound welds and perform interpass cleaning.
3. Greater QC presence during critical welding operations.
ERKEA (Foreman): A \(,UF_.-,,' B# (Date): o R
WPS-345-FCAW-1 J 7
G (1F) -Repair
WP S-345-FCAW-2 MTM
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of Discontinuity:
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Before Welding:
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Preheat Temperature
Before Welding:
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Max. Depth of Gouge: Total Length of Gouge:
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Welder: Typis Position:
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Current: Voltage: Speed:
BEEERE
Inspection After Repair:
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VT Result; Inspector: Date:
NDTE # #H4 R H i
NDT Result: NDT Person: Date:
JUAE :
Withess/Review:
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. Hewe T787-UT-2133R5 DATE 2009.11.07 PAGE i OF 1 Revision No; ¢
PROJECT NO. TS ZP06-787 CONTRACTOR - CALTRANS
ITEMS NAME: THIRD LIFTING RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TOWER(N) ANGLE AB |, NSTL3-38/K :
L K M Tiegge

REFERENCING CODE EHH

ACCEPTANCE STANDARD HEIRH

PROCEDURE NO. #2542

AWS D1.5-2002

AWS D1.5-2002(Table 6.4)

ZPQC-UT-01

WELDING PROCESS #4 #i:

JOINT TYPE #5425y

CALIBRATION DUE DATE X SF A TE 4T 20

FCAW f BUTT Dec. 28%7 2009
EQUIPMENT i % MANUFACTURER #il MODEL NO. ##ztse SERIAL NO. J#*5ll45 2
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it th COUPLANT #1871 MATERIAL/THICKNESS 4 I if
AWS IIW BLOCK TYPE II c.M.c A709M-345T2-2 90/60mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE  IMANUFACTURER| ANGLE FREQUENCY SIZE
il T FEE $E R HE bl maE R~}
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18:18mm
Changchao o0° 2.5MHz 20mm
Reference Level #2452 i i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4} Il DISCONTINUITY ikt 5
. &
@] w c 3 i
WELD 2 1 L ~ |E e S (5 = 44
z.2a % = | ¥ Esl5sfEaE e LOCATION OF DISCONTINUITY S| ®
o =) A L (1} = Mhe i atd
DENTIFICATION [Eik | S8 |sm |5 €3 o R AEEAL B (mm) 2L | &
g 5 B — = B 1]
pet 1 § = nc’] HS g = l.(ﬂ - E ﬁ g
et LR (=) x 4 £ o
4 o Length Sound Depth from From'X | From'y 8
alb|c|d K1 Path Surface flix Sy 0
~ BR | R s
NSTL3-3B/K-83AB | 1R5 | 45 32 ACC. | 100%
2R5 | 45 32 ACC. | 100%
3R5 | 60 34 ACC. | 100%
AFTER T-CWR274REV2
BLANK
EXAMI \EZ RE\?WED BY >27
i M g g chan
LEVEL-u sian’ /' pate 5 f/.0) LE\/EL Ysion / opare o7, 2y,
BITZE 7 Qom ' M F CUSTOMER '
)‘I/l/ gm./t Lam 7/9’0? f?]
% SIGN/ Al DATE T SIGN/ A1 DATE

(FORM# ZPQC-UT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R R IR 2
REPORT NO. &% T787-MT-6756 DATEE 1 2009.11.10 PAGE OFTF 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS
THE%E: ' A P
DRAWING NO. NSTL3-3B/K CALTRANS CONTRACT NO.: P
He. THE 3RD LIFTING TOWER (N) nIEess
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B EET Ei Lt BFes BB EAT N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 265" 2009
EQUIPMENT &% MANUFACTURER & MODEL NO. 5% SERIAL NO. #4&HE
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
B HE / B s it
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
iR TR B3R
MATERIAL TO BE VWELDING #4:4f } ) AT09M-345T2-Z
Material & thickness
EXAMINED O CASTING %4}
KR O FORGING &% R4, FLE 90/60mm
TYPE OF JOINT
WELDING PROCESS SAW/FCAW E9 CORNER-JOINT
T AR
WELD 1.D SAECOHT YRR ACCEPT REJECT REMARKS
P INDICATION TYPE 'LENGEE'N i e o
i it
NSTL3-3B/K-83A ACC. 25%MT
NSTL3-3B/K-83/B ACC. 25%MT
BLANK
EXAMINED BY 4§ REVIEWED BY #1#
Gu Yunwu “luw WM M .\/\‘Q/(‘
2
LEVEL-Il SIGN%4%& / DATEEY] Oal (. LEVELl  SIGN | DATEH AT
RIEZE / QCM Fi/"CUSTOMER ° ]
“_%ng&ddd,é.&‘_}dg ;
< SIGN / Bl DATE < SIGN/ B DATE

(FORM# ZPQC-MTO01)




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, PRC Report No: NCS-000377
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  02-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0393

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:  22-Sep-2009

Description of Non-Conformance:

During In-Process Visual Testing (VT) of weld repairs on North Tower, Lift 3, AB corner seam weld
NSTL3-3B/K-83, QA observed that the temperature of adjacent base metal was above the maximum allowable
interpass temperature (230 C). A 230 degrees Celsius temperature crayon melted when applied to the adjacent
base material. The repair was being performed in presence of ZPMC Quality Control Personnel.

Contractor's proposal to correct the problem:

Notify ZPMC to increase QC monitoring of interpass temperature.

Corrective action taken:

ZPMC has instructed the production personnel to improve the control of interpass temperature. Furthermore,
NDT reports have been submitted indicating that the affected weld is sound.

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 Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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