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-000435
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0409

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 1AAE Bottom Panel

Procedural [ Procedural [J Description:

Reference Description: Unapproved base metal repair to correct distortion at 1AAE Bottom Panel
Description of Non-Conformance:

During random visua observations, this Quality Control Inspector observed ZMPC personnel performing
Shielded Metal Arc Welding on the outer surface of OBG segment LAAE near Panel point 8. The contractor
performed un-approved base metal repair to correct panel distortion or deformation. The welding occurred at
the bottom and side panel adjacent to transverse weld splice between 1AAE and 1AE near the bike path side.
The welder presented document ZPM C welding repair report B-WR7494 for this procedure.

Base material repair to m

1AAE bottom p
Distortion at TAAI

09/13/2009 1949 09/13/2009 2107

Applicablereference:

AWSD1.5 (02) Section 3.7.3 — “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised applications of alimited amount of localized heat as approved by the Engineer.”

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 0900 hours, verbal

Name of Caltrans Engineer notified:  Bill Howe
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 1000 hours, verbal

QC Ingpector's Name: Zhao Shuang Bao

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: 02-Oct-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: 05.03.06-000400
Subject: NCR No. ZPMC-0409

Reference Description:  Unapproved base metal repair to correct distortion at LAAE Bottom Panel

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:
During random visual observations, this Quality Control Inspector observed ZMPC personnel performing Shielded Metal Arc Welding
on the outer surface of OBG segment 1AAE near Panel point 8. The contractor performed un-approved base metal repair to correct
panel distortion or deformation. The welding occurred at the bottom and side panel adjacent to transverse weld splice between 1AAE
and 1AE near the bike path side. The welder presented document ZPMC welding repair report B-WR7494 for this procedure.
Please see the attached NCR No. ZPM C-409 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-0409

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

Y/ 05.03.06-000400,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-000379 Rev: 00
Ref: 05.03.06-000400

Subject:  NCR No. ZPMC-0409

Contractor's Proposed Resolution:

Reference Resolution: ZPMC acknowledges that Base metal repairs require Engineer approval. ZPMC will submit NDT documentation
showing that the base metal was not adversely affected by the repair.

ZPMC acknowledges that Base metal repairs require Engineer approval. ZPMC will submit NDT documentation showing that the base metal
was not adversely affected by the repair. These documents will be submitted at a later date. Once documents are submitted ZPMC will
request closure. Currently, ZPMC requests that this non conformance proposed resolution be approved, with action pending.

Submitted by:
Attachment(s): ABF-NPR-000379R00

Caltrans' comments: Status: AAP
Date: 29-Oct-2009

The contractor's proposed resolution is accetped with actions pending to close the NCR.

Submitted by:  Chao, Ching Date: 29-Oct-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: 19-Nov-2009
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000379 Rev: 01
Ref: 05.03.06-000400

Subject:  NCR No. ZPMC-0409

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is providing the weld repair report, and NDT documentation which shows the repair was acceptable. ZPMC
requests closure of this NCR.

ZPMC acknowledges that base metal repairs require Engineer approval. ZPMC has discussed this non conformance with the welder and CWI
involved so they understand that base metal repairs must have a CWR. ZPMC is providing the weld repair report, and NDT documentation
which shows the repair was acceptable. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000379R01;

Caltrans' comments: Status: CLO

Date: 30-Nov-2009

The documentation submitted has been reviewed by the Engineer and is considered sufficient to clsoe the NCR.

Submitted by:  Chao, Ching Date:  30-Nov-2009
Attachment(s):
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No. B-492

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-11-18
REGARDING: NCR-000435 (ZPMC-0409)

With this letter of response, ZPMC requests closure for Caltrans NCR-000435
(ZPMC-0409). We agree what describe in the non-conformance report. And have trained the
welder and CWI for this issue, the base metal weld repair especially to correct the flatness or
misalign, should be submitted the documentation for the engineer approval, that’s not similar with
the beveling of the joint gap. And we have got a few NCR for the same issue, we should improve
in the future fabrication with the quality control.

By the way we prepared one weld repair report and perform the VT/MT to confirm the weld
repair has been complete and accepted with the NDT method.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000435 (ZPMC-0409).

Please reference attached document for acceptance and closure the NCR-000435
(ZPMC-0409),

ATTACHMENT:

NCR-000435 (ZPMC-0409)
ZPMC internal NCR

The welding repair report

The acceptable VI/MT reports

7 dwf/mm?gw
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Nonconformance Report
ARSI

Project Name: S.F.0.B.B NCR Number:
T H &%5: KE MM AH NCR 43 NCR-B-276 (NCR-000435)
Itemn: Missed MT Indications - Item Number: Drawing:
LZHHR: MT T 155 NA mE: NA v
Location: OBG 5M% 1E & Date:
P OBG Trial Assembly Yard 1E H3: 2009-10-20
Description of Nonconformance:
ARFETRAHR:

During random visual observations, the QC inspector observed ZPMC personnel performing
SMAW on the outer surface of OBG 1AAE segment near PP8. The contractor performed un-approved
base metal repair to correct panel distortion or deformation. The welding occurred at the bottom and
side panel adjacent to transverse weld splice between 1AAE and 1AE near the bike path side. The
welder presented document ZPMC welding repair report B-WR7494 for this procedure.

FEREVLRY B PR E R ZPMC ZEX1954F 1AAE 3535 PPS LB MAMNRTMHMTE T HE. Btk
B R TR TREAT K BB B R R SHAEN. AT BT EEMRERETHRREAL
3L 1AAE I 1AE RUBRFIHISE. ZPMC RHT rHHRBHRE, 45: B-WR7494.

Work By: Prepared by: ~ Lo Reviewed by QCE: \_M{M
T 200019 chang o TEE: 10 20 poq  ERTEIFHE:
O DrawingError [  Material Defect 4  [Fabrication Error L[] Otth '0( 7]

B4R R FIEHER HiE
Disposition: O Useasis O Repair O Reject
AEEE (=1 A B Bl
Recommendation:
Bl
Prepared by: Approved by QCA:
HE FR BT HEAE

?fﬁé’fé%f’°“°?§§‘§?§l°2m& a5 A 4 Yot H47 9418452 2 %éﬁffj_ _
“i;/b‘f‘;;{ﬁb ond (AT Hronverde «_70(4‘:;@ ;7%:13 4,/;)orav j/

. e inter
Prevention of Re-occurrence: '”j’ k) .

ToB e s Lspecty an
- U7 W\ﬁ’( 4 .
34 LAy feds | Bhoce ’
A ﬁ" i Approved byt ¥E: L A 1 910,77

Technical Justification for Use-As-Is/Repair: [0 Attachment O Non-attachment
B A BRI B AR R : B4 T4
Reviewed /LE:
Verification: O Acceptable O Unacceptable
ik AR AR
Verified by QCV/EEITA: Reviewed by QCA/RRY EAE 8 £

#R787-QCP-1300




DEPARTWENT OF TRANSPORTATION - District 4 Toll Bridge
‘ 666 Feng Bin Road Room 708, Changxing Island
' Shanghai 201813 PR China
e Tel: 021-56B56666 ext 207067 Fax:

NON-CQO I‘;‘FORI\’LAN CE REPORT TRANSMITTAL v

Tu: AMERICAN BRIDGE/FLUOR, A JV Date: ' 02-0c1-2009
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: 05.03.06-000400
Subject: NCR No. ZPMC-0409

Reference Description:  Unapproved base metal Tepair to correct distortion at 1AAE Botiomn Pancl

The atlached Non-Conformance Repon describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
L] Material or Warkmenship nol in confonmance with contract documents.
O Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issuc thai constitutes a systematie problem in quality control.
O Non-Conformance Resolved.
Material Location: 0BG Lift: 01
Remarks: '
During random visual observations, this Quality Control Inspector observed ZMPC personnel performing Shielded Metal Arc Welding
on the outer surface of OBG segment 1AAE near Panel point B. The contractor performed un-approved base metal repair o correct
pancl distortion or deformation, The welding occurred at the boitorn and side panel adjacent 10 transverse weld splice between [AAE
and 1AE ncar the bike path side. The welder presented document ZPMC welding repair report B-WR7494 for this procedure,
Please see the attached NCR No. ZPMC-409 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constirules a systematic problem on both
materials/workmanship and quality contro] issues with revised procedures to remedy the defected work and to prevent future

accurrences. A response for the resolution of this issue is expected within [4 days,

Transmitted by: Ching Chao
Attachments: ZPMC-0409

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

N7 0503 06-000400,NCT Page iof |




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT CF TRANSFORTATION
DIVISION OF ENGINEERING SERVICES )
Office of Structural Materials S ,.'

Quality Assurance and Source Inspection ‘
Contract #: 04-0120F4
Bay Area Brarich PP

690 Walnut Ave.S1. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.253

(707) 649-5453
(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000435
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 13-Sep-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0406

Type of problem:

Welding [0 Concrete [J Other

Welding ] Curing [J Procedural Bridge No: 34-0006
Joint fit-up [J Coating [0 Other [0  Component: OBG Segment 1AAE Botiom Panel
Procedural [J Procedural [J Description:

Reference Description: Unapproved base metal repair to correct distortion at 1 AAE Bottom Pane]
Description of Non-Conformance:

During random visual observations, this Quality Control Inspector observed ZMPC personnel performing
Shielded Metal Arc Welding on the outer surface of OBG segment 1 AAE near Pane] point 8. The contractor
performed un-approved base metal repair to correct panel distortion or deformation. The welding occurred at
the bottom and side panel adjacent to transverse weld splice between 1AAE and 1AE near the bike path side.
The welder presented document ZPMC welding repair report B-WR7494 for this procedure,

BasEyn atedynl L iﬂ (a3

.. 09/13/2008/2107.

Applicable reference:

AWS D1.5 (02) Section 3.7.3 — “Members distorted by welding shall be straightened by mechanical means or
by carefully supervised applications of a limited amount of localized heat as approved by the Engineer.”
Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Kevin Chen

Time and method of notification: 0900 hours, verbal 7

Name of Caltrans Engineer notified: Bi]l Howe

7 TL-15,Qualiy Assurance — Non-Cenjormance Report Poge Fof 2
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QUALITY ASSURANCE -~ NON-CONFORMANCE REPQRT
( Continued Page 2 of 2 )

T U T U cme e

Time and method of notification: 1000 hours, verbal

QC Inspector's Name: Zhao Shuang Bao

Was QC Inspector aware of the problem: L Yes [ 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

Page 2 of 2




o B &4
2@ l% —%1-: J& {% i{ﬁ =] Rev. No.:

Welding Repair Report 0
i H &% REWFB A HeEs OBE1 RERT
Project Name: SFOBB Drawing No.: Report No.: S-Ry4n4
&R
04-0120F4 e
Contract No.: B4 42 B TARE SRR NDT #E&5S
1AAE bottom plal . NA
ltem Name: DT Report No.;
ARES ZP06-787 te
Project No.: B} )
PR AR PARIA:

#ﬁﬁﬁﬂlAAEﬁﬁﬂfEﬁﬁ-—?&ﬁf‘izoom B BL200um 5 B F R T ARAT, AR, if Bk, BBwTFE
BraR:

After inspection: the flatness exceeded requirement at 1AAE south side, 200mm in length, 200mm in wide, it nee
ded to build up, and the detail sees the following draft.

7497/7’4,, 760 -

% 7 (Inspector) : zhang hai tao A #f (Date) : 2009.09. 12

BEERGMRREE :
Draft of Welding Discontinuity:

Remark: repair position




etk B
Cause:
L BB RE.

1. Weld distortion and fabricate error.

FEARA (Foreman): [ao Jbbf\ Hill (Date): Sjéz r}

LTI

Disposition :

1. WH—IERELEN, RASBHENEEWPS ;
2. BEIRKIEITEE, FATERAELxEhE

3. XEFMXFEBHTVIEMTRI ;

4. REHEHRESETIZNE (WPS) BITHAREE
5. BEMNXETELSBHBRMEEES

6. FEXHXBEIE100%VTEMTHRI ;

1. Prepare excavation according to the approved repair WPS.

2. Grind the repaired area to a smooth and shiny finish, with tapered ends, to ensure
staggered starts and stops.

VT and MT the repair area.

Preheat and weld according to the relevant repair WPS.

Grind the repaired area flush with base metal or the adjacent weld.

o g 9

Perform VT and MT over 100% of the repair area.

T % Xu Dahz}/b" W 5
Approved By: / ¢ ;

Technical Engineer: Date:

. ajr?’j | I S -

#R787-QCP-900




R &R B RS

Rz

Rev. No.:
Welding Repair Report 0
T B &5 SR AN HEs MEHES
\ . . OBE1 ) B-WR7494
Project Name: SFOBB Drawing No.: Report No.:
HES 04-0120F4 AR
2 1 =0
Contract No.: B4 R ﬁ%b 3 NDT R&&E
Item Name: 1 LDl 1 DT Report No.: NA
AHA ZP06-787 ALe
Project No.: .
B EH 3k

Corrective Action to Prevent Re-occurrence:
IniEHE TR e, BoRE,

Enhance supervision in process of fabrication to reduce error.

Z R WPSH &
Repair WPS No.:

fFA (Foreman): G.ao':,{u\ H# (Date): 97.% ’5

WPS-345-SMAW-4 | T% R
G(4F)-Repair Technologist:
(4F) Repair g

B (KA w@AHEF
Preheat Temperature
Before Gouging:

Description
of Discontinuity:

Eemer L iine WY
W

BT ER A BB A
Inspection Preheat Temperature
Before Welding: M Before Welding:
BRARUEE RAUSK #
Max. Depth of Gouge: N/}a Total Length of Gouge: /l//a
i RERR

BT A é Watars : 184 R /(Z

. g ol
Welder: {L (7 Typa: M/a/l/[/ Position: 5’
BRERR , BERE BEME
Current: /56 Voltage: 7/5" Speed: /30
EEERE '
Inspection After Repair:
SUMBE BE R H #
VT Result: BW Inspector: LJ\I?J\VL Date: 57,07\ //
NDTH & #1455 R H ' |
NDT Result: i“f\? ¢‘ /%w/ NDT Person: WM’AM} ' Date: !07_(,/7‘ 46
JUE
Witness/Review:
FHE
Remark :

#R787-QCP-900
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Cxvig Rk

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. %45 B787-MT-14119

DATER ] 2009.09.26

PAGE OFIE 1M1

Revision No: 0

PROJECT NO. CONTRACTOR:

TREE: ZP06-787 A P CALTRANS

DRAWING NO. OBE1 CALTRANS CONTRACT NO.:

04-0120F4

aE= 0BG BOTTOM PLATE A IRES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

2 AR bi o R BFES S BRr TE AT RO

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2000

EQUIPMENT #t 4% - |MANUFACTURER & MODEL NO. #:#% SERIAL NO. #4438

MT YOKE PARKER B310S ' 5385 5617 5620
PMAGNET]ZING METHOD Continuous magnetic yoke |CURRENT A6

LA B B

PARTICLE TYPE Dry magnet powder YOKE SPACING

5 70~150mm

e g gl TRk T ] B
(MATERIAL TO BE vV WELDING #£#4 Material & thickness e —

EXAMINED O CASTING 4t B, LR

BRI O FORGING B 35mm

WELDING PROCESS ik TYPE OF JOINT ik

HEE Aan

DISCONTINUITY A4tttk ACCEPT
vr;g;ﬁl: ' INDICATION TYPE m&é“ B R?ET&CT REZ‘;;KS
o Eativ)
Base metal per
OBE1 ACC. e
BLANK

LEVEL -1l SIGN

REVIEWED BY ##

ndany hary 4 o9 24

LEVEL-l  SIGN

/ DATEHM

REEH/QcM

& SIGN/ H i DATE

1] ) B VT

“f-?[.

F/°CUSTOMER
Z

% 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, P.R. China Report No: NCS-000391
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0409

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  13-Sep-2009

Description of Non-Conformance:

During random visual observations, this Quality Control Inspector observed ZMPC personnel performing
Shielded Metal Arc Welding on the outer surface of OBG segment LAAE near Panel point 8. The contractor
performed un-approved base metal repair to correct panel distortion or deformation. The welding occurred at
the bottom and side panel adjacent to transverse weld splice between 1AAE and 1AE near the bike path side.
The welder presented document ZPM C welding repair report B-WR7494 for this procedure.

Contractor's proposal to correct the problem:

ZPMC acknowledges that base metal repairs require Engineer approval. ZPMC has discussed this non
conformance with the welder and CWI involved so they understand that base metal repairs must have a CWR.
ZPMC is providing the weld repair report, and NDT documentation which shows the repair was acceptable.
Corrective action taken:

ZPMC has performed the repair and provided the M T report B787-MT-14119 for the acceptance of this base
metal repair.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥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 Mazen Wahbeh, (818) 292-0659, 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 Pagel1of 1
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