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-000425
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 01-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0399

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: 1AE/1BE Segment Splice Weld

Procedural [ Procedural [ Description: Missed UT Transverse Indication

Reference Description: Missed UT Transverse Indication on Transverse Splice of Segment 1AE to 1BE
Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the contractor performed weld repairs for linear
indications orientated in the transverse segment splice weld (1AE/1BE) designated as OBE1A-008 (Bottom
Panel) without prior approval of the Engineer. These three (3) rejectable linear transverse indications (+5, +8
and +8) were discovered previously by METS QA with the ultrasonic testing (UT) method utilizing scanning
pattern “D” and were verified by ABF technicians in the presence of ABF quality control manager, Mr. Steve
Lawton on August 25, 2009. The indications exhibited planar characteristics with significant flaw height
dimension as the search unit was moved toward and away from the indications and were not detectable during
scanning patterns parallel to the weld axis. In addition, the search unit was rotated 360° around the indications
in order to ascertain if they were spherical, cylindrical or linear in nature. No significant ultrasonic response
was hoted as the search unit was rotated around the indications with the exception of both transverse directions
with the search unit located directly on top of the weld (scanning pattern “D”). In evidence of this information
the indications were determined to be indicative of transverse indications. ZPM C performed the weld repair
subsequently without prior approval of the Engineer and an approved Critical Weld Repair (CWR) report.
NOTE: TheY locations were taken from the Side Panel to Bottom Panel weld seam from the Bike Path side
and the areas were at 6115 and 7025mm.

Applicablereference:

1. AWS D1.5-02 Section 6.26.3.2 “Ultrasonically tested welds are evaluated on the basis of a discontinuity
reflecting ultrasound in proportion to its effect on the integrity of the weld.

(1) Indications of discontinuities that remain on the screen as the search unit is moved towards and away from
the discontinuity (scanning movement “B”) may be indicative of planar discontinuities with significant flaw
height dimension.

(2) Asthe orientation of such discontinuities, relative to the sound beam, deviates from the perpendicular, dB
ratings which do not allow direct reliable evaluation of the welded joint integrity may result.

(3) When indications that exhibit these planar characteristics are present at scanning sensitivity, a more detailed
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

evaluation of the discontinuity by other means may be required (e.g., aternate UT techniques, RT, grinding, or
gouging for visual inspection, etc.).”

2. Specia Provisions Section 8-3 Welding “In addition to the provisionsin AWS D1.5, Section 3.7.4 and
Section 12.17, third-time repairs of welds or base metal, regardiess of NDT method, and all repairs of cracks
require prior approval of the Engineer.

3. Additiona clarification can be found in AWS D1.5-02 Section C-6.26.3.2 subsections 1, 2 and 3.
Who discovered the problem:  Michael Foerder

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1430 hours, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 0830 hours, Verbal

QC Ingpector's Name: Wang Lu

Was QC Inspector awar e of the problem: [ Yeslvl No

Contractor's proposal to correct the problem:

N/A

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: 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: 28-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: 05.03.06-000390
Subject: NCR No. ZPMC-0399

Reference Description:  Missed UT Transverse Indication on Transverse Splice of Segment 1AE to 1BE

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: OBG Lift: 01

Remarks:
Caltrans Quality Assurance (QA) Inspector observed that the contractor performed weld repairs for linear indications orientated in the
transverse segment splice weld (1AE/1BE) designated as OBE1A-008 (Bottom Panel) without prior approval of the Engineer. These
three (3) rejectable linear transverse indications (+5, +8 and +8) were discovered previously by METS QA with the ultrasonic testing
(UT) method utilizing scanning pattern “D” and were verified by ABF techniciansin the presence of ABF quality control manager, Mr.
Steve Lawton on August 25, 2009. The indications exhibited planar characteristics with significant flaw height dimension as the search
unit was moved toward and away from the indications and were not detectable during scanning patterns parallel to the weld axis. In
addition, the search unit was rotated 360° around the indications in order to ascertain if they were spherical, cylindrical or linear in
nature. No significant ultrasonic response was noted as the search unit was rotated around the indications with the exception of both
transverse directions with the search unit located directly on top of the weld (scanning pattern “D”). In evidence of this information the
indications were determined to be indicative of transverse indications. ZPM C performed the weld repair subsequently without prior
approval of the Engineer and an approved Critical Weld Repair (CWR) report.
NOTE: The Y locations were taken from the Side Panel to Bottom Panel weld seam from the Bike Path side and the areas were at 6115
and 7025mm.
Please see the attached NCR No. ZPMC-399 for details.

Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
material s'workmanship and quality control issues with revised procedures to remedy the defected work and to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0399

ol " 05.03.06-000390,NCT
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NCT
( Continued Page 2 of 2 )

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

05.03.06-000390,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: 16-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-000391 Rev: 00
Ref: 05.03.06-000390

Subject:  NCR No. ZPMC-0399

Contractor's Proposed Resolution:

Reference Resolution: ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide
documentation showing attendance by ZPMC QC inspectors and the subject of training.

ABFJV QCM has implemented training with ZPMC to improve the quality of inspections. ABFJV will provide documentation showing
attendance by ZPMC QC inspectors and the subject of training. Topics to be covered during the instruction are: inspection of equipment prior
to use, proper conditions for inspection, proper technique for MT, and UT. In addition, ABFJV has committed to perform overchecks in both
the Tower and OBG. This will serve two purposes, first to monitor if the training is effective at reducing the number of missed indications and
second to ensure missed indications are prevented.

Documentation of repairs and subsequent NDT specific to this report will be transmitted through Daily Welding Reports and will be available in
the documentation data base. Based on this course of action, ZPMC is requesting that this proposed resolution be approved with action
pending. Once training records are available to be transmitted, ZPMC will request closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000391R00

Caltrans' comments: Status: REJ
Date: 19-Oct-2009

The proposed resolution for training the QC inspectors is acceptable. However, documentation of repairs and subsequent NDT specific to this
NCR should be submitted, along with the training records, for the Department's review prior to closure of the NCR.

Submitted by:  Chao, Ching Date: 19-Oct-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: 01-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-000391 Rev: 01
Ref: 05.03.06-000390

Subject:  NCR No. ZPMC-0399

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the indications documented in the NCR. ABFJV and Caltrans has conducted the NDT and
found that the welds are acceptable which is included in the attached documents.

ZPMC has repaired the indications documented in the NCR. ABFJV and Caltrans has conducted the NDT and found that the welds are
acceptable which is included in the attached documents. Based on this ZPMC is requesting closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000391R01;

Caltrans' comments: Status: CLO
Date: 03-Dec-2009

The documentation submitted has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 03-Dec-2009
Attachment(s):
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This report is for the sole use of ABFIV, if transmitted to any third

é:%;gcaﬂ F‘! _!: _{{ Q H This report can}fgrr 2:2:;:2;’ Ea%%%nmr without the
e ; etatunc prior approval of ABFJV,
UT Report
Project Name: SFOBB SAS Bridge. Date: 2009, 1), 2g
Lift / Segment No.: J Location:

(AE/iBE Db (Ry)

Refer to the attached sketch.
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STATE OF CALIFORNIA—BUSINESS, TRANSPORTATION AND HOUSING AGENCY Arnold Schwarzenegger, Gavernor
DEPARTMENT OF TRANSPORTATION
CHINA FABRICATION TEAM

666 Feng Bn Road

Changdng Island, Shanghai, PRC

REVIEW OF CONTRACTOR’S SUBMITTAL

To: Thomas Nilsson, American Bridge/Fluor, a Joint Venture
Gary Pursell, Resident Engineer

From: Eric Tsang, Structural Materials Representative Contract No.: 04-0120F4

China Standard Time
(GMT+08:00)

Review Date: Oct-27-2009

Date/Time Submittal Received: Oct-27-2009/ 9:20
Contractor's Transmittal #: AFC-CAL-TRN-004413 Rev. #10

[ | substantially complies with contract requirements and is approved
X substantially complies with contract requirements and is approved as noted.
n Lacks sufficient information and/or contains unacceptable items that must be corrected or prior
to resubmital
Verbal Notification [ | No Yes Date: 10-26-09  Time: 20:00
Name of individual from Contractor Notified: Gang Jiao
This submittal is a: [ Welding Report X Critical Weld Repair
[ Request for Information | [_] Heat Straightening Request
[] Fabrication Procedures D Other:
Submitting Contractor: American Bridge — Fluor. a Joint Venture
ITEMS REVIEWED | COMPLIES COMMENTS
1. | B-CWR874 RO Xves [INo Multiple Repairs to Transverse Segment Splice, IAE — 1BE

Remarks:

Please provide notification to CT prior to laying out repair areas or performing repairs to ensure that
the repairs are being performed at the appropriate locations.

In the Description section, remove the statement indicating that “but some ” of the indications were
determined to be cracks and other defects by further investigation.

The plate designations in the draft are shown on the opposite sides. Please remove the plate
designations in the future to eliminate any possible confusion when laying out these repairs.

Item K of Option 1shall specify the maximum cooling rate to be no more than 50°C per hour.
Item a.vii of Option 2 shall specify the maximum cooling rate to be no more than 50°C per hour.
Item b.vii of Option 2 shall specify the maximum cooling rate to be no more than 50°C per hour.

Item e under the Welding section shall specify that ALL starts and stops shall be ground smooth and
have the section specifying removing only the starts and stops “which has bad formation” shall be
removed.

Item ¢ under PWHT section shall specify the maximum cooling rate to be no more than 50°C per
hour.

Please update Table 1 to incorporate a preheat/postheat for plates over 50mm of 225°C.

Reviewer: Jim Simonis \B\ Date: Oct-27-2009
AR

IZI/COnstruction Concurrgce: S$3&  Initial {o !2.93 !D’] Date

Received by (ABFJV):‘&&_ﬁ(%w:_éD/%ﬁtme:_é NP
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4740 Pudang Nanlie
Shanghai, China 200120
LETTER OF TRANSMITTAL

To: California Dept. of Transportation

666 Feng Bin Road, Rm. 708
Changxing Island, Shanghai

Attention: Mr. Pete Siegenthuler
Project: S.F.0.B.B.
Job # 04-0120F4

Transmittal No: AFC-CAL-TRN-004413
Date: 2009-10-27

Enclosed:
Qty. Item Qty. ltem
For Approval
1 ZPMC Transmittal No. TL-004647

B-CWR874, REV.0

|Recipient; _zaw,, q,%.)aﬁ pate: RFCFIVEDN 77

Sender: QEWMQT-OMQOOQ
L]

Please indicate'‘receipt of the above mentioned items by signing and retumiﬁg this transmittal to sender.

AT 2009



TL-0004647

e M—

(ZPMC ] TRANSMITTAL LETTER

Y (B

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 10/26/09

TO: ROSEMARY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: OBG CWR

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS.

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(1) B-CWR874, REV.0

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME

ACKNOWLEGEMENT: 4@: .
qQQ%""D—“X/ REC IVED 2/ ul ZBUU

PLAN HOLDER O DATE

COMPANY PHONE NO.

PLAN NUMBER: N/A
#RT787-QCP-102
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Critical Welding Repair Report (CWR)

[
Rev. No.:
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Project Name: SFOBB Drawing No.: [ Report No.: )
&y
04-0120F4 §
Caitiset No.: B 4 T 1AE+1BE transverse| NDT R 4% Nk
B Item Name: | splice weld NDT Report No.:
Project No.: =RITTER
Description:
filisdi

Per the AWS D1.5 paragraph 6.26.3.2 (1), (2) & (3), ABF and Caltrans performed the Re-lUltrasonic inspection
and revealed planar linear indications by scanning pattern D. The red point means the rejected discontinuity b
ase on the ANS D 1.5 table 6.4, latH—sony

= indications in the 2F were further evaluated by excavation and were determined by ZPMC, ABFJV and CT to be th

the blue point means that the acceptable with the criteria of the AWS,
¢ delects of porocity /slag and also include transverse cracks ete, The detail of the localion and finding ple
ase find from the attached report and draft.
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This procedure applies to the repair of all defects and other planar defects that are found by UT.
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Cause:

It

l. Most of these welds are designated as Non-SPCM, so ZPMC did not control these welding according to
the SPCM requirements. The importance of this weld has not been aware during the welding.
DR e T 8% 5 {ESPOM,  PRGHE S AR e A A ISPOM 5 bl sk el £y AR E SR BERE T B HE 19 (A
9. Some welder did not pay attention and weld complied with all requirements from the approved WPS..
ATl TR AT A 2, AR REFF CrHLHEWPS [T £ 0 K
3. It is not Tully controlled during the welding, especially there is not enough interpass cleaning

PRAERERL TR P R RIS AN BN BRI AN

EEATTA (l—é:igﬁ%‘%M H#l (Date):
}m)(f 1 [0)/%6

O APPROVED
APPROVED AS NOTED
0O RETURNED FOR CORRECTION
Pursuant to Section 5-1.02
of tho Standard Specifications
State of California
DEPARTMENT OF TRANSPORTATION
Division of Enginsering Services
Office of Structure Construction

Structure Representative Dat




Disposition: o
Yooune i\loT\FIL-‘\T\DM 7o OV Prioe 7O LAYING OuT gxcavaTioN AeEAS

Ui
. o PEZfoRMING [ZEPAVES | .
1. Successful repairs are achievable only when careful application of &/ of the following process steps

are carried out in sequence without variation.
A7 M50 T W F B B I RUBUF IERIT R, AT LRI AT IR A

A. Careful excavation of all defects and preparation of the repair site are paramount to a successful

repair, and the grinding should be continucus unless a long portion of weld is removed
el b ATUAS (1 B 00 AT A0 PR32 e SR A Sl AR A Ak TR R SN TR A WA D D )
h. Provide positive controls and MT tests to ensure the complete removal of the defects.
AV T 0 P SR B, Lo DR BB 5 4 BT B 0%
€. Clean the repair site to remove foreign matter and debris before the start of any work.
(AT 0] AR, R AR s 1 el 15
d. Apply preheat of at least 160°C to the repair and insure that the preheat covers a sufficient area
of the repair.
R 30 L ST A AR, O (R (1 2 8 1 X S g A B AR B (1) RN
e. Weld the repair in accordance to an approved welding procedure.
AR HENWPS I {7 3 1% .
f. Apply postheat blankets and heaters to maintain the proper postweld heat (at least one hour at 160
T) for the required time.
Fof A 165 I 20 T A2 B RF 0 00 D5 A A B, R B UmAAAR AL 17 A fRIE160°C — i
E. Allow parts to cool to ambient temperature and wait the required time (48 hours minimum) before
performing nondestructive evaluation of the repair site.
AR v DB ST S A48 /N ek T A i R 3 A X AR IE FPNDT 6 U
Excavation of the defect.
N 1 E R RS

a. Any contaminants present in the avea to be repaived, such as rust, paint, UT gel ete, shall be removed

1

before any gouging or grinding to remove the weld defect is done.
T3 2 X R e, e sAa, s, UTOOSRMISE, F0% A: R b Lk T G R I Th s 15
b. Using air-arc gouging or grinding to remove the weld defect including the material above and to

either side of the defect to the prescribed limits. Removal shall be witnessed by the CWI and MT

verify that the defect was located and totally removed.

T BT I 7720 RO T, QAR B2 A b R
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=]
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UONoNIISUDY 8ImonAg jo camy
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eAElesaldsE; s1monygg
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e 3 AW L, A 00 B e o L B 7 A BT B . Z N EA

} . O E\El Preheat to 65° C before performing any gouging to remove weld metal defects.

é._" e t:ﬁ % % (I GfoAT PR W AT ) R A PR 65° C.
W o @ c % ﬁ Excavation shall be as long as necessary to remove any deflects that are extend 50mm by each side.
B8 3 2 QN e A 5 0umy 5 .
% ﬁ % _Cn) g @l ALl excavations shall be ground to bright metal and 100% MT verify that no indication prior to doing
%-g’ 9 % g any welding.
§§§§§ {10 TR B A L ST 8 11 G R PE LOOKMT I A TE LR

t%E-;- ; % Y fl Excavation of material shall be limited to no more than 4 mm per pass and the depth of excavation

@ - _E_? shall not exceed 2/3T = 2mm.

2 o ST ) 08 AN R s B MY RS AT A2/ 3R T 2 2o
gZ When a crack is still present and excavations have reached the 2737 +2mm maximum, and repair work

shall proceed in accordance with one of the following procedures:
WV, T R L ER IR 2/ 3NTHTE = 2mn,  HMT S B AE A0, DR 8 T AT o 4 JI T i 1 A R
EAT
1. repair both sides of excavation
(4 2L 7 T B R %
a. preheat repair area to 65°C prior to performing anv gouging. W77 4 465/ .




Disposition:

b W7 i
b, specily limit that the excavation to no more than 4mm per pass
fap— I WA B35 A A Ao,
¢. prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and

stops are tapered to a 1:1 slope.
T O R B L T LA DA IR o i o s L L ARl e

d. preheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repail

including backgouging and welding of oppbsite side.

(AT 2 i AR S 0

procedure,
FRA — SR AUAS] 160 K, IF FZiie SR A R E, O
weld first side of repair in accordance with the approved WPS.
i AR (19 WPS AL i 3 — AN w454
f. excavate from the opposite side until sound weld metal is reached.
MBI AT 10 RN 1 I8 B e e

perform 100% MT of excavation to ensure crack has been removed entirely.

e.

253
Fof 0] 8 ERTHE L U £ TOO%I NT 500, 6 {8 3 80 I H 1T

prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and

h.
stops are tapered to a 1l:1 slope.

R RGO (Y A VB AT T T R CRE Ao AT 1oL B

i. weld opposite side of repair in accordance with the approved WPS.

20 F WPS 119 B8 R 47 B 1 .

i. after weld has been completed, apply post weld heat treatment (PWHT) in accordance with the temperature

requirements of table | for a minimum of one hour.

PREESE T, JGIRE 1 Y SRR AR T T A AR I, A RN A2l 1

once repain has undergone the required PWHT, allow weld to cool gradually by automatic control of the

heat machine. [ GO * C “,\‘7‘7_(2,\%00\\75
IGAESRUG, AR AT O, UL AT 2R b

r

k.

2. rvepairing in two stages % 2 PhiR{Erd
a. initial excavation 3R

heat repair area to 65°C prior to performing any gouging .
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g o H E!\(xcavat:ion of material shall be limited to no more than 4mm per pass.
S5 2 7 A VR RO AT A .
gﬂ g? g? E ;% aigl repare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and
é g é- ;: ﬁéé Ltops are tapered to a L:1 slope.
g e g’ 3 %w%mu:nrmm: USRI IOTHE, BB RAT LoL R
2 g‘g g g gv reheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repair
8 oy E’ 9 %E‘ Lu‘ocedurc.
g g %g Vit — R FAAEL 160 18, I FLIZBLIE R bt A BB 62
o O vwpld First side of repair in accordance with the approved WPS.
= S e wPs i S — S
=after weld has been completed, apply PWHT in accordance with the temperature requirements of table

o

1 for a minimum of one hour
PREESEMINT . JRMRER | O IR T AL B, Ab R A2 1 e
vii once repair has undergone the required PWHT, allow weld to cool gradually by automatic control of the

e ]9 A e —7— -
lieat machine. L\ﬁU L ¥l \3\0 \M«\ \ /T)L\-

JaARESTIG W RHR T R 785 Ak I, II\{J

il




b. repair of opposite side SIN{IR{%

i preheat repair area to 65°C prior to performing any gouging .

e A3 65 )
ii excavation of material shall be limited to no more than 4mm per pass.

il (1% 3o PR 0 0 ) B (1 P RE S ASHE K A
iii prepare excavation such that all metal is ground clean to a smooth, shiny metal finish and starts and

stops are tapered to a 1:1 slope.

R Y A - SELE T VIS g, R EE Ao ey Lot MG,

iv preheat to 160°C in accordance with table 1 and maintain this temperature throughout the entire repair

procedure,
MR — (SR FUARE] 160 A, Jf Pl e SR e e A i .
v perform 100% MT of excavation to ensure crack has been removed entirely.
LOOSMT 0 {47 £1 () L 2R RS R 11T
vi weld opposite side of repair in accordance with the approved WPS.
2 WPS 0 #5317 B i 14
vii after weld has been completed, apply PWHT in accordance with the temperature requirements of table

I for a minimum of one hour.

PREEGEIIT, LI | 0 SRAS IR AN 7 T A A, AR [T 45 20 1 /i
vii once repair has undergone the required PWHT, allow weld to cool gradually by automatic control of
the heat machine. (_‘";D o G \l\o\)\ﬁ

JEAERHUG TR AR T (R, AT AR A A,

h.  When the weld defect appears to have been removed the groove shall be ground clean to bright metal
and the excavation shall be tested for complete defect removal using 100% MT per approver] procedure.
G OL BT IS O A ) U < R R ) L O0%MT iy DA B 8 k4

i. [fall indications are removed, the weld defect is considered to have been removed. No welding shall

begin except on two sided repairs until all 100% MT indications have been removed.

WAL A M SO BERE I MUK BT IR S BE RS B AEMTIR A3 MRS R 2 T, AN (T (R TR

AN A R A

eniElUssaldey ainjonyg

WE RIS

/

e

0E

the groove shall be tapered to the surface of the existing weld

=3 |

i j. ®nce the proper depth is reached,
) EU | o 0o by grinding at a slope of 1 to 1. The excavation of the defect shall extend a minimum of 50mm beyond
g- g: ;| § ‘%j E%% each end of the defect including the taper.
- f‘&? é’.’ g g é’ O OOATEMIG, RO NI LR oy LT RS0 L 1 A A5 Omn, T A
gng ‘ 8..99,- g I'Uﬂ I‘Unlé When all grinding is completed in the area to be repaired, a final L00%MT test will be run by QC
3 § ] g ggg a personnel to verify that all indications have been removed.
é’ é‘ 1 §§ S = & | BB TEESEMT, WATQCIETT LOORMT, LA LAY (5 4T 2L B
g g: 1T g’ 2 % @ l. | After the gouge is accepted by QC, the entire area shall be cleaned to remove all traces of loose
%_ % ! g }?, § debris and MT powder, . J\
=8 @ s} Tl 0 T BIQCA B AT, R A P 780 2 L /N NN R S S T T 35 o \\ ’L(\"/Q

5. vfrlding.

a.  Preheat shall be applied to the repair area in such a way that the entire area to be repaired

and all adjacent material out to a distance of 7hmm in all directions of excavation, heated to the

higher of the appropriate value shown in Table 1. Preheat application is always stated as a minimum

value. Higher preheat values may be required if the joint has too high a degree of restraint.

IR RS IR, (G R 0TI 7S P P 1 A7 A, PRI I 1 T 7 Lo SR T TG e i sfe
RES R — A BEEAT . S St TN Ly I 0, b mf Lo o e ol g R i i




Disposition:

Ak 1Ty s

h.  SMAW filler metal shall be rated to a hydrogen level of H4 or better.
SMAWE B (194 I 50T 4 20 2005 b (16 H4

c. The groove shall be filled using the approved SMAW or SAW filler metal in accordance with an

approved WPS.
I 10D R AR R LA T SMAW ¥ SAW k4754
d. Once the preheating process is started the repair area shall be maintained at this preheat level

until all welding is completed. This includes any additional time to remove the defect from the second

side gouge.

N FATTAR H RS, IR IO MR F AT . A T M S itk 0 I B RS B 04 FEA I ]
ICEMBVTE

e. The CWI shall verify that the welder understands all starts and stops w]nf'h=hﬂs~ba(Hmmﬂ—1~e“n

are to be ground before an arc is struck on them to provide a means to tie the next weld pass into

the end of the weld.

CWINEAZ AR (AR T (0 2 )5 ) B X 2 (0 Y AN G e W80 7 38 P4 T I, DU T — IE R e e 0 i — il
f. Before welding over previously deposited metal, all slag shall be removed and the weld and

ad jacent base metal shall be brushed clean.
Fuf T — i 5 EnT,  BrE AR 002007 B, i PSR B 20 B 2 55 135 o

. Preheat shall be maintained on the repair continuously once it is first applied until the weld

is complete and the postweld heating phase begins at once.
PRI QA IR A I TR P ST 0T, BB, 50T, IR IF AR o A
4. Postweld Heat Treatment.
IEEAY L
a. After welding is completed but before the temperature falls below that of the preheat value
from Table 1, it shall be maintained at the post heat temperature shown in Tabhle 1.

MRS ATIG, S BB T LM SE I I iR (UG T, i B 2 (R FE Lo P L e

b. Post weld heating shall be maintained for a minimum of 1 hour.

S5

eAEese.day 2injonng

>

fleg
kﬂ@ﬁﬂ

UORONASUCs eumonag 1o esmo

8eojueg BupeeuiBug o uoisinig

[ 43 e e el A 5
% 0 Ek[] c. After the post weld heating time has been reached the repair shall be cooled by removing the
a - 1 » »[eating source and leaving the blankets in place or by another method that will insure the temperature
5 = ) % 2
=] a g 53% is cooling down gradually. SD 5 C/ g \}wuﬁl
] e i
gé’ g ] %gﬁ FEAEN SO, SIS A AR P 5 B A i |-l o DGR T i, (R R S
w8 g_ g _t: E Ulld.  Per the specilication require performing the Final UT, MT and Visual inspections, which shall
g ggg be done at least after 48 hours have passed after the weld repair area has cooled to ambient
g (‘3'1 83 temperature.
o 1)
5 OBRRC | UM HEEMGI LG, ARG, WAV,
> 2 g e. Perform all NDT in accordance with contract plans as well as ABF approved procedure by ABF/CT,
5 8 | .
= = ZPMC will coordinate.
JIRAELEHTZ NG, ABFANCT fi bR SR RIABFALHER) T &3 45U TTNDTE B, ZPMCIETTEC {r o

f.  All inspection activities shall be documented which includes backgouge inspections.

P A IR R3S AT S Bl Al SC e, (B (S i @l 09 38

T /’x//}/szrbﬁb? e . - | 1: wl)'b/
(v ’l{ Approved By:

Technical Engineer: Date:

#R787-QCP-900
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Critical Welding Repair Report (CWR)

(7S

Rev. No.:

BUH B S [E A e Lift AE RS il
Project Name: SFOBB Drawing No.: ' ?_ Report No.: B-CIWRESH
HFES
04-0120F4
Contract No.: g 42 B BAE+EBE transvers) NDT #5452 -
o o ltem Name: | e splice weld NDT Report No.:
BENS ZP06-787
Project No.: )
H) E 5
Corrective Action to Prevent Re-occurrence:
1. All new segments splice welds shall be strictly controlled by the Lead CWI

B A (A

2. All welding parameters shall be verified and recorded.
Jir 7 (1 152 2 BN M A Rl i 35
3. Welds shall be made using SMAW (H4) and / or SAW only.  FCAW WPS using Supercored 71H shall be approved
by ABF JV prior to use. Elevated preheats and postheats may be required by this procedure above what
is required for normal SMAW or SAW welding.
AU TELETTISMAW CHAD 1/ el SAWIE 748495 . FCAWE 77 400 SB0300 3 ABF (1 8 0T A R A T . 1 FL, FCAWE fit it
JE TG A nJ e AR AT X3 (Y SMAWFNS AW i 11, g M.
4. ZPMC shall document and provide results of all the inspections conducted
ZPMCA I AT A O B B8 JE T 41 K Bl S5 41837
a. 100%VT of excavation and 50mm either side of the weld excavation.
S 03 0 S 045 05 Om 5 0 B85 00 5 047 1008V'T
b, 100%MT of excavation and 50mm either side of the weld excavation.
A T G ¢ 45 0B 1 50mm 0 (B PR T )7 306 97 LOO%MT
c. Interpass cleaning. AFPROVED ]
J i E( APFRGVED AS NOTED
i O RZTURNED FOR CORRECTION
d. VT of repaired area. Pursuant to Section 5-1.02
o f tho Standard Specifications
2% X AR A% T e o i
R SR 8 I V1 State of Califomnia
e. MT of repaired area. DEPAFRTMENT OF TRANSPORTATION
I 55 X S0 1% 3 fMT D—j'{iifi‘;ﬂ _Di- Enginaen’ng SEN?FES
) Ciiice of Structure Constructicn
f.  UT of repaired area. Sje -S\or 2 12)z8
A X SRR 0 KT OG0T Structure Representative ate
A, All the new segment splice weld joint shall be under the fabrication and control according to the

A HE N AT LEAD CWI s Wides

revised welding procedure which all agreed hy three parties.

U. I IH‘:J_J}%LLFI '.&'

IR =7 |l e e e T

Rk T A=)

HE S

Table 1: Preheat & Postheat Requirements for Various Metal Thicknesses

1 B Mfang EE

Base Metal Thickness Minimum Preheat Minimum Postheat
B JE ) I A5 T A i 1Y IR Ty
T<£40mm 160°C 160°C

40mm & T ¢ SU v~ 200°C 200°C

v >%0 26'[ PREW,

R 4Bt A (Foreman): /Y\c\fwfqmn mﬁ y
 Jo

P

Al (Date):




Z | WPSH &
Repair WPS No.:

WPS-345-SMAW-1
G(1F)-FCM-Repair
-1
WPS-345-SMAW-3
G(3F)-FCM-Repair
-1
WPS-345-SMAW-4
G(4F)-FCM-Repair
-1

TER G 5
Technologist: /Yvutzézlenﬁ,
[0.24

B B A7 AR
Preheat Temperature
Before Gouging:

iR & 1 b B
Description
of Discontinuity:

AT 4k B R
Inspection
Before Welding:

5 T B R
Preheat Temperature
Before Welding:

T K Tk ) ¥R e U] 54

Max. Depth of Gouge: Total Length of Gouge:
3 3 20 9

T ol 12 %

Welder: 8 Position:
Type:

Current: Voltage: Speed:

B GRS RE

Inspection After Repair:

Ah Ry Ky 3 5 o

VT Result: Inspector: Date:

NDTH £ B4 5 H W

NDT Result: NDT Person: Date:

LA

Witness/Review:

&

Remark :

#R787-QCP-900 .

O , APPROVED

APPROVED AS NOTED
0O REITURNED FOR CORRECTION
Pursuant to Section 5-1.02
of tho Standard Specifications
State of California
DEPAATMENT OF TRANSPORTATION
Divizion of Enginaering Services
Ciliice of Structure Construction
Sie Soc M 10]28

Structure Representative at




0070COULTRASONIC TRANSVERSE INDICATION EVALUATION

WELD LENGTH:

SEGMENT: 1AL tolBE

LOCATION: Bottom Panel

WELD No. : OBEIA-008
8500 mm

il B B E| E
- ea E ot =R > > = 1=
S h= 0 = T 1= S I~ | = e[
= g | (= R = e ol |G BRI o8 EHORE =8
: < = 8o i o o ARSI B R G | =D ook | 5 = S ns B L ol | N s
o a = o 5 = = || == o g
= a @ o 5 e = w o 0 @
— = = =] 2 o | © 3] 3] Eis
I - 2 =l EE =

3] = 75} = o it

V5] 7 7

gy o—

= a
1] 21-0ct—09 | B284 | D 70 9.0 [ 20 [ 71 1 R0 3] I8 35120 580 |Trans
21 21-0ct-09 | B284| D 70 55.3 1 19 | 71 | 20| 2 19 35110 620 |Trans
31 21-0ct-09 | B284| D 70 8.5 26 | 76 | 50| 4 | 22 35110 630 |Trans
41 21-0e1-09 | B284 | D 70 51.8 1 I8 | 68 [ 50 2| 16 35012 640 |[Trans
5| 21-0ct-09 | B284| D 70 7.6 20| 7250 3] 19 35| 11 655 |Trans
6 21-0ct-09 | B284| D 70 50.4 | 17 | 74 1 50| 2 | 22 35| 10 775 |Trans
71 21-0ct-09 | B284| D 70) 62.0 [ 21 71150 3| 18 35115 980 |Trans
81 21-0ct-09 | B284 | D 70 49,91 17 | 74 1 50| 2 | 22 35110 1010 |Trans
91 21-0ct-09 | B284| D 70 48.3 | 17 | 67 | 50| 2 | 15 35112 1020 [Trans
10 21-0ct—-09 | B284 | D 70 65.2 | 22 | 721501 3 19 35113 1030 [Trans
11| 21-0ct-09 | B284| D 70 47.4 1 16 | 67 | 80| 2 16 35110 1040 |Trans
121 21-0ct-09 [ B284| D 70 l.9 1 18| 71 |50 2| 19 35110 1063 |Trans
131 21-0ct-09 | B284 | D 70 7.5 1 20 | 70 1 50| 3| 17 35111 1090 [Trans
14 21-0ct-09 | B288| D 70 47.41 16 | 80 | 59| 2 19 35120 0 1140 |Trans
15] 21-0e1-09 | B288 | D 70 2821 10 | 75 [ 59| 0 | 16 351 20 0 1150 [Trans
16] 21-0ct-09 | B288| D 70 60.0 ] 21 80|59 3 18 35| 20 0 1160 |Trans
171 21-0ct—09 | B288| D 70 23.2 8 791391 0| 20 35120 0 1170 |Trans
18 21-0ct-09 | B288| D 70 33.5 ] 11 77159 1 18 35120 0 1340 |Trans
19| 21-0ct-09 | B288| D 70 23.0] 8 78 1591 0| 19 35120 0 1440 (Trans
20] 21-0ct-09 | B288 | D 70 95.11 33 |1 74159] 6 9 | B|35]21 REJ.] O 1520 |Trans
21| 21-0ct-09 | B288| D 70 72.4 1 25 | 74 (59| 4| 12 35|20 0 1540 |Trans
22| 21-0ct-09 | B288| D 70 47.81 16 | BO | 59| 2 | 20 35120 0 2840 |Trans
23] 21-0ct-09 | B28R| D 70 82.9 ] 28 89 g 581 51 19 351 20 0 2965 |Trans
24| 21-0ct-09 | B288 | D 70 57.1 1 20 87. 3 591 3 1.26 35| 24 0 3120 |Trans
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0070COULTRASONIC TRANSVERSE INDICATION EVALUATION
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251 21-0ct-09 | B288| D 70 43.4 | 15 81.7 590 1 | 21 35125 0 3240 |Trans
26] 21-0ct-09 | B288| D 70 47.5 ] 16 84. 3 591 2| 24 35| 25 0 3545 |Trans
27] 21-0ct-09 | B28B8| B 70 95.5 | 33 78. 1 591 6 | 14 35| 65 0 3545 | Long
28| 21-0ct-09 | B288 | B 70 69.1 | 24 86. 9 89| 4] 24 35 | 28 0 3685 | Long
29| 21-0ct-09 | B205| D 70 55.7 1 18 | 74 [ 51| 2 | 21 35110 0 4725 |Trans
301 21-0ct-09 [ B205| D 70 49.01 16 | 76 1 a1l | 21 23 35110 0 4825 |Trans
311 21-0ct=09 | B205| D 70 59.4 |1 19 | 75 | 51| 3| 21 35110 0 125 |Trans
321 21-0ct-09 | B20a}| D 70 6.9 18 [ 76 | 51| 3 | 22 35110 0 5150 |Trans
33| 21-0ct1-09 | B205| D 70 9.0 19 | 77 | 51| 3| 23 351 10 0 5170 |Trans
34 21-0ct-09 | B205| D 70 B84.8| 27 | 72 |1 51| 5| 16 35110 0 5240 |Trans
35] 21-0ct-09 | B205| D 70) 6.7 15 | 66 | a1l | 2] 13 35110 0 5260 |Trans
36| 14-0ct-09 | B288|( D 70 G3.0 22 | 68 | 58| 3 7 30|25 5260 [lTrans
37 21-0ct-09 | B205| D 70 49.6 | 16 [ 73|51 2| 20 35110 0 5280 [Trans
38| 21-0ct-09 | B205| D 70 66.0 | 21 76 | 51 3] 22 35110 0 5730 [Trans
391 21-0ct—-09 | B205| D 70) 49,4 16 | 70 | B1 | 2 | 17 35110 0 6020 |Trans
401 21-0ct-09 | B205| D 70 43.91 15| 71151 ] 2| 18 35110 0 6025 |Trans
411 21-0et—-09 [ B202| D 70 70,71 23 165|511 41 10]C|35]10 0 6035 [Trans
421 21-0ct-09 | B205| D 70 61.2 20 [ 71 | 51 3| 17 35110 0 6050 |Trans
431 21-0ct-09 | B205| D 70) 66.2 | 21 75151 3] 21 35110 0 6130 [Trans
441 21-0ct—09 | B205| D 70 62.4 1 20 | 71 (51| 3| 17 35110 0 6175 |Trans
451 21-0ct-09 | B205| D 70 77.4 1 25 | 74 51_ 4 (19 35110 ] 6185 [Trans
46| 21-0ct-09 | B205| D 70 64.9 | 21 7|51 3| 23 35 (10 0 6205 [Trans
47| 21-0et-09 [ B205| D 70 81.0| 26 | 70 [ 51 ] 4| 15 35110 0 6255 |Trans
48] 21-0ct-09 | B205| D 70 35.0 11 | 75151 1| 23 35110 0 6270 |Trans
491 21-0ct-09 { B205| D 70 50.6 1 16 | 73 151 21 20 35110 0 6285 |Trans
501 21-0ct-09 | B205| D 70 16.3 [ 15 | 74 | 51 2 | 21 35110 0 6290 |Trans
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0070 COULTRASONIC TRANSVERSE INDICATION EVALUATION
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o1 21-0ct-09 | B205| D 70 | 48.2 [ 16 | 72 |61 2| 19 35110 0 | 6340 |Trans
52| 21-0ct-09 [ B205| D 70 48.7 | 17 | 76 | 51| 2| 23 3o 10 0 | 6345 |Trans
53| 21-0ct-09 | B205| D 70 491 | 17 | 77 [ 51| 2| 24 35| 8 0 | 6362 [Trans
54) 21-0ct-09 | B205| D 70 [39.00 13 | 73 [51 1|21 35| 10 0 | 6397 |Trans
55( 21-0ct—09 | B205| D 70 1 60.0( 1977 51| 3] 23 35 10 0 | 6300 |Trans
a6| 14-0ct-09 | B264 | D 70 1 43.0( 15 | 72 |58 1 | I3 35|25 6730 |Trans
57| 14-0ct-09 [ B264| D 70 62.01 21 | 74 [ 58 3 | 13 35|20 6990 [Trans
58| 14-0ct-09 | B264 | D 70 72.01 24 | 67 |88 4] 5 35130 7105 |Trans
59( 14-0ct-09 | B264 | D 70 | 6L.O 21|69 )58 3| 8 35|25 7125 |Trans
60| 14-0c1-09 | B264 | D 70 | 28.0( 10 | 70 | 58] 0 [ 12 35|20 7140 [Trans
61 14-0ct-09 | B264| D 70 41,0 15 [ 78 | B8] I | 19 35120 7265 |Trans
62| 14-0ct-09 [ B288 | D 70 0.0 14 | 74 [ 58 1 | 15 3o | 15 7300 [Trans
63| 14-0ct-09 | BZ88 70 [48.0 16 | 73|58 2| 13 35115 7315 |Trans
64f 14-0Oct-09 | B288 ] D 70 165.0( 22 )72 )58 311 35115 7325 [Trans
65] 14-0ct-09 | B288[ D 70 |57.0[ 19171 ]58] 3110 35| 18 7335 [Trans
66| 14-0ct-09 | B288 ] D 70 144.0f 15 | 77 1 58] 2 | 17 3523 7350 [Trans
67| 14-0ct-09 | B288 | D 70 41.0 1 14 | 68 [ 58| | g 35125 7905 |Trans
68| 14-0ct-09 | B288 | D 70 51.0|1 18 | 68 | 58| 2 | 8 35125 8240 |Trans
69) 14-0ct-09 | B288 | D 70 50.0 1 17 | 76 | 58| 2 ] 16 351 30 8340 |Trans
70| 14-0ct-09 [ B288| D 70 150017 )166]|58] 21( 6 35 | 32 8415 |Trans
71] 14-0ct-09 [ B288| D 70 153.0[18]78 58] 21|18 35120 8445 |Trans
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0070COULTRASONIC TRANSVERSE INDICATION EVALUATION

1AL tolBE

SEGMENT

OBE1-005, OBE1-006 and OBE1-007

Deck Panel

WELD No.
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0070COULTRASONIC TRANSVERSE INDICATION EVALUATION

Y

1AE tolBE

SEGMENT

Edge Panel (Cross Beam Side)

OBE1-004

LOCATION

WELD LENGTH

WELD No.
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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, Shanghai, P.R. China Report No: NCS-000402
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0399

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:  01-Sep-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed that the contractor performed weld repairs for linear
indications orientated in the transverse segment splice weld (1AE/1BE) designated as OBE1A-008 (Bottom
Panel) without prior approval of the Engineer. These three (3) rejectable linear transverse indications (+5, +8
and +8) were discovered previously by METS QA with the ultrasonic testing (UT) method utilizing scanning
pattern “D” and were verified by ABF technicians in the presence of ABF quality control manager, Mr. Steve
Lawton on August 25, 2009. The indications exhibited planar characteristics with significant flaw height
dimension as the search unit was moved toward and away from the indications and were not detectable during
scanning patterns parallel to the weld axis. In addition, the search unit was rotated 360° around the indications
in order to ascertain if they were spherical, cylindrical or linear in nature. No significant ultrasonic response
was hoted as the search unit was rotated around the indications with the exception of both transverse directions
with the search unit located directly on top of the weld (scanning pattern “D”). In evidence of this information
the indications were determined to be indicative of transverse indications. ZPM C performed the weld repair
subsequently without prior approval of the Engineer and an approved Critical Weld Repair (CWR) report.
NOTE: TheY locations were taken from the Side Panel to Bottom Panel weld seam from the Bike Path side
and the areas were at 6115 and 7025mm.

Contractor's proposal to correct the problem:

The contractor will repair the weld and perform NDT to verify that the weld is acceptable.

Corrective action taken:

ZPMC has repaired the indications documented in the NCR. ABFJV has conducted the NDT and found that
the weld is acceptable.

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 )

[] Yeslvl 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 Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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