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-000590
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 04-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0563

Type of problem:

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

Procedural [ Procedural [J Description: North Tower, Lift 2, 65m Grating Brackets

Reference Description: Lapse in QC Inspection during welding

Description of Non-Conformance:

During in-process Visua Testing (VT) of North Tower, Lift 2, 65m Grating Bracket welds, QA observed
welding being performed with alapse in Quality Control (QC) Inspection exceeding 30 minutes. Welder #
215620 was performing Flux Cored Arc Welding (FCAW) with no ZPMC QC present between 7:50 and 8:40.
Applicablereference:

Caltrans Specia Provision Section 8-3.01 - “QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed,
and (2) having a QC Inspector within such close proximity of al welders or operators so that inspections by the
QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30 minutes.”
Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Steve Lawton

Time and method of notification: 1/4/2010, 10:30; E-mail

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 1/4/2010, 11:00; Verbal

QC Inspector's Name: Zhu Feng

Was QC Inspector awar e of the problem: [J 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, 139-1686-1597, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge ASMR
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Reviewed By: Wahbeh,Mazen SMR
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Page 2 of 2



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 05-Jan-2010
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: 05.03.06-000557
Subject: NCR No. ZPMC-0563

Reference Description:  Lapsein QC Inspection during welding/ North Tower Lift 2/ Grating Bracket

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.
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: 02
Remarks:
During in-process Visual Testing (VT) of North Tower, Lift 2, 65m Grating Bracket welds, QA observed welding being performed with
alapsein Quality Control (QC) Inspection exceeding 30 minutes. Welder # 215620 was performing Flux Cored Arc Welding (FCAW)
with no ZPMC QC present between 7:50 and 8:40.

Caltrans Specia Provision Section 8-3.01 - “QC inspections shall be provided to ensure continuous inspection when any welding is
being performed. Continuous inspection, as a minimum, shall include (1) having QC Inspectors continually present on the shop floor or
project site when any welding operation is being performed, and (2) having a QC Inspector within such close proximity of al welders or
operators so that inspections by the QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30
minutes.”

Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance. Provide documentation of the steps/ actions taken by the Quality Control
Manager to prevent future occurrences.

The response for the resolution of thisissue is requested within 7 days.

Transmitted by: KenLee Transportation Engineer
Attachments: ZPMC-0563

cc: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
File 05.03.06

H..,,.,w" 05.03.06-000557,NCT
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,&meri[}aﬂ A 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 VENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 09-Feb-2010
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-000581 Rev: 00
Ref: 05.03.06-000557

Subject:  NCR No. ZPMC-0563

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is providing documentation of inspection to show that the welds are acceptable. Based on this ZPMC
requests closure of this NCR.

ZPMC acknowledges the lapse in coverage and has discussed this with the work crews involved with this incident. ZPMC is providing
documentation of inspection to show that the welds are acceptable. These pieces were later inspected by Caltrans during their QA verification
and found to be acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000581R00;

Caltrans' comments: Status: CLO

Date: 10-Feb-2010

The proposed resolution is acceptable. The Department concurs that Non-conformance ZPMC-0563 is closed.

Submitted by:  Lee, Ken Date: 10-Feb-2010
Attachment(s):

Page 1 of 1



(ZBPMcy No. T2

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-2-08
REGARDING: NCR-000590(ZPMC-0563)

ZPMC received NCR-000590(ZPMC-0563), it mentioned that QA observed ZPMC
perform welding with a lapse in Quality Control Inspection exceeding 30 minutes.

ZPMC realized this problem and put forward ZPMC’s internal NCR-T-082 as warning.
Also we had already educated this work team to perform work according to the
requirements of related criterion. And ZPMC also inculeated the foreman to enhance the
management and control of welding and it mulst be checked by QC before and during
welding. As a result, these welds were checked by ZPMC and finally green tagged by CT.
Here attached the NDT report to show the weld is sound.

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

ATTACHMENT:
NCR-T-082
NCR-000590(ZPMC-0563)
T-787-MT-7980

ZAmﬂjh«,A
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S - Nonconformance Report
== | AT

Project Name: S.F.G.E.B NCR Number:
T £ FR: 5= B 4 TS RO NCR %i%5: NCR-T-082(ZPMC-0563)
Ttem: Welding without Q¢ present | Item Number: Drawing: &5
AR BERHFES QC % Lift 2 North

Tower 65m Grating

Brackets

b= 65m iR 4k

Rl >z 48
Location: Bay 10 Date:
frE:  10# % H #A: 2010-01-07
Description of Nonconformance:
A ETURSHRA: \

During in-process VT of North Tower Lift 2 65m Grating Bracket wel(;s; QA observed welding
being performed with a lapse in Quality Control Inspection exceeding 30 minutes. Welder # 215620
was performing FCAW with no ZPMC QC present between 7:50 and 8:40.

Special Provision Section 8-3.01: QC inspections shall be provided/ to ensure continuous
inspection when any welding is being performed. Continuous inspection, as a minimum, shall
include having QC inspectors continually present on the shop floor or project site when any
welding operation is being performed, and having a QC inspector within such close proximity of all
welders or operators so that inspections by the QC inspector of each operation, at each welding
loeation, shall not lapse for a period exceeding 30 minutes.
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMER[CA‘N BRIDGE/FLUOR, A JV Date: 05-Jan-2010
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: 05.03.06-000557
Subject: NCR No. ZPMC-0563

Reference Description:  Lapse in QC Inspection during welding/ North Tower Lift 2/ Grating Bracket

The attached 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.
v Quality Control (QC) not performed in conformance with contract documents.
0] Recurring QC issue that constitutes a systematic problem in quality control.
[] Non-Conformance Resolved.
Material Location: Tower Lift: 02
Remarks:
During in-process Visual Testing (VT) of North Tower, Lift 2, 65m Grating Bracket welds, QA observed welding being performed with
a lapse in Quality Control (QC) Inspection exceeding 30 minutes. Welder # 215620 was performing Flux Cored Arc Welding (FCAW)
with no ZPMC QC present between 7:50 and 8:40.

Caltrans Special Provision Section 8-3.01 - “QC inspections shall be provided to ensure continuous inspection when any welding is
being performed. Continuous inspection, as a minimum, shall include (1) having QC Inspectars continually present on the shop floor or
project site when any welding operation is being performed, and (2) having & QC Inspector within such close proximity of all welders or
operators so that inspections by the QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30
minutes,”

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance. Provide documentation of the steps/ actions taken by the Quality Control

Manager to prevent future occurrences.

The response for the resolution of this issue is requested within 7 days.

Transmitted by: Ken Lee Transportation Engineer
Attachments: ZPMC-0563

ce: Rick Morrow, Gary Pursell, Mark Woods, Scott Kennedy
File: 05.03.06

N7 o0s.03.06.000557.8CT Pt



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 Inspeclion

Bay Area Branch
690 Walnut Ave.5t. 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-000590
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 04-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0563

Type of problem:

Welding [1 Concrete [1 Other

Welding (J Curing L1 Procedural []  Bridge No: 34-0006

Joint fit-up [ Coating ] Other Component: North Tower

Procedural [] Procedural [J Description: North Tower, Lift 2, 65m Grating Brackets

Reference Description: Lapse in QC Inspection during welding

Description of Non-Conformance:

During in-process Visual Testing (VT) of North Tower, Lift 2, 65m Grating Bracket welds, QA observed
welding being performed with a lapse in Quality Control (QC) Inspection exceeding 30 minutes, Welder #
215620 was performing Flux Cored Arc Welding (FCAW) with no ZPMC QC present between 7:50 and 8:40.
Applicable reference:

Caltrans Special Provision Section 8-3.01 - “QC inspections shall be provided to ensure continuous inspection
when any welding is being performed. Continuous inspection, as a minimum, shall include (1) having QC
Inspectors continually present on the shop floor or project site when any welding operation is being performed,
and (2) having a QC Inspector within such close proximity of all welders or operators so that inspections by the
QC Inspector of each operation, at each welding location, shall not lapse for a period exceeding 30 minutes.”
Who discovered the problem: Umesh Gaikwad

Name of individual from Contractor notified: Steve Lawton

Time and method of notification; 1/4/2010, 10:30; E-mail

Name of Caltrans Engineer notified: Scott Kennedy

Time and method of notification: 1/4/2010, 11:00; Verbal

QC Inspector's Name: Zhu Feng

Was QC Inspector aware of the problem: ] 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, 139-1686-1597, who represents the Office
of Structural Materials for your project.

Inspected By: Sinevod,Serge ASMR

‘:_hz_ TL-15,Quality Assurance -- Non-Conformance Report ’ Page I of 2



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

Reviewed By: Wahbeh,Mazen SMR

‘:hzﬁ_ TL-15,Quality Assurance -- Non-Conformance Report
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CZBMcT

R A B3R

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1435 T787-MT-7980

DATEH i 2010.02.02

PAGE OFII# 2/3

Revision No: 0

PROJECT NO.
TRHS:

ZP06-787

CONTRACTOR:
A P

CALTRANS

DRAWING NO.

Hg:

GGSA-43PLAN-65M/GGSA-41PLAN-65M

GRATING BRACKET

CALTRANS CONTRACT NO.:

MM TESS

04-0120F4

REFERENCING CODE
S AR
AWS D1.5-2002

ACCEPTANCE STANDARD

BT HE
AWS D1.5-2002

PROCEDURE NO.
Biras
ZPQC-MT-01

CALIBRATION DUE DATE
A% A7 &0
Dec. 28°7 ,2010

EQUIPMENT ##%
|MT YOKE

MANUFACTURER 1
PARKER

MODEL NO. ¥ =475
B310S

SERIAL NO. #4:4% 5
5620 5395 5617

WMAGNETIZING METHOD
R AL A

Continuous magnetic yoke

R Al

CURRENT
HLiL

AC

PARTICLE TYPE
B AR

Dry magnet powder
TR

YOKE SPACING
TR 2

70~150mm

MATERIAL TO BE
EXAMINED
HaE e

Y WELDING #4844
O CASTING %1t
O FORGING i

Material & thickness

REat, A

AT09M-345T2/AT09M-345T2-Z

10/60mm

WELDING PROCESS
BTk

SMAW

TYPE OF JOINT

T-JOINT

DISCONTINUITY A&k

WELD 1.D,
JHER S

INDICATION

TYPE
iR 2

LENGTH INmm|] ACCEPT
K e

REJECT REMARKS
M ik

GGSA-43PLAN-
65M-3-4-N

GGSA-43PLAN-
65M-3-5-N

GGSA-43PLAN-
65M-3-6-N

GGSA-41PLAN-
65M-1-1-N

GGSA-41PLAN-
65M-1-2-N

GGSA-41PLAN-
65M-1-3-N

GGSA-41PLAN-
65M-1-4-N

GGSA-41PLAN-
65M-1-5-N

GGSA-41PLAN-
65M-1-6-N

GGSA-41PLAN-
65M-2-1-N

GGSA-41PLAN-
65M-2-2-N

GGSA-41PLAN-
65M-2-3-N

GGSA-41PLAN-
65M-2-4-N

GGSA-41PLAN-
65M-2-5-N

GGSA-41PLAN-
65M-2-6-N

EXAMINED BY 34§
Wang Wei

LEVEL -1l SIGN %5

1) \/VEBE

DATER N

(3

REVIEWED BY i

He

Xe

LEVEL-II SIGN

DATEH 51}]

[‘31 ‘-t \(\_

HEftEEa / QoM

%5 SIGN / A} DATE

FFCUSTOMER

¥ SIGN/ Al DATE

(FORM# ZPQC-MTO01)




@I REPORT OF MAGNETIC PARTICLE EXAMINATION

R R R
REPORT NO. #4542 T787-MT-7980 DATEH 2010.02.02 PAGE OFIH 3/3 Revision No: 0
PROJECT NO. N—— CONTRACTOR: P
TR%S: : o
——— . CALTRANS CONTRACT NO.:
GGSA-43PLAN-65M/GGSA-41PLAN-65M 04-0120F4
af= N THRERS
) GRATING BRACKET
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
P g b bt H 2 hek HEmY B ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2010
EQUIPMENT # % MANUFACTURER $ilif5 i MODEL NO. #:#%& SERIAL NO. H4:4 S
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |GURRENT -
AL T R A i)
PARTICLE TYPE Dry magnet powder YOKE SPACING
T 70~150mm
e ] T AR e
|[MATERIAL TO BE v WELDING 14 . S
Material & thickness AT09M-345T2/A709M-345T2-Z
EXAMINED O CASTING #iF
i e O FORGING #& B RLBE 10/60mm
WELDING PROCE TYPE OINT
= SMAW PE OFy T-JOINT
WELD 1.D SECONPRAT e ACCEPT REJECT REMARKS
B INDICATION TYPE L e P P
fitw #1d

GGSA-41PLAN- .
65M-3-1-N ACC. 100%MT

GGSA-41PLAN-
65M-3-2-N ACC. 100%MT

GGSA-41PLAN-
65M-3-3-N ACC. 100%MT

GGSA-41PLAN-
65M-3-4-N ACC. 100%MT

GGSA-41PLAN-
65M-3-5-N ACC. LOO%MT

GGSA-41PLAN-
65M-3-6-N ACC. IOO%MT

* GGSA-41PLAN-65M-3-1-N. GGSA-41PLAN-65M-3-2-N. GGSA-41PLAN-65M-3-3-N. GGSA-41PLAN-65M-3-4-N. GGSA-41PLAN-65M-3-5-
N . GGSA-41PLAN-65M-3-6-N were MT inspection and ACC, which is the result of required 10% MT.

* GGSA-41PLAN-65M-3-1-N. GGSA-41PLAN-65M-3-2-N. GGSA-41PLAN-65M-3-3-N, GGSA-41PLAN-65M-3-4-N. GGSA-41PLAN-65M-3-5-
N . GGSA-41PLAN-65M-3-6-N JSEEEMTHEAN & 4%, RBLRTIHEEE LR ILF) T Ittt R A 1096 Ry B 1

BLANK

EXAMINED BY ¥ # . |REVIEWED BY #1E;
Wang Wei Wom? We ( L 3 Ko HG ]
LEVEL-Il SIGN%% / DATEER \\— ‘/L LEVEL-Il  SIGN / DATEE (J\ L(/Z\,

JRItZ3 / QCM Fi/"CUSTOMER
% SIGN / H il DATE %% SIGN / H Jji DATE

(FORM# ZPQC-MTO1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. i %45 T787-MT-7980

DATEH# 2010.02.02

PAGE OFHH 1/3

Revision No: 0

PROJECT NO.
ITES%S:

ZP06-787

CONTRACTOR:
A P

CALTRANS

[DRAWING NO.

BE:

GGSA-43PLAN-65M/GGSA-41PLAN-65M

GRATING BRACKET

CALTRANS CONTRACT NO.:

M THESS

04-0120F4

REFERENCING CODE
AWS D1.5-2002

ACCEPTANCE STANDARD

i
AWS D1.5-2002

PROCEDURE NO.
BIra%
ZPQC-MT-01

CALIBRATION DUE DATE
{2 EEIEF UM
Dec. 28%7 ,2010

EQUIPMENT #%
MT YOKE

MANUFACTURER #ili7
PARKER

MODEL NO. ¥4 S
B310S

SERIAL NO. #4455
5620 5395 5617

MAGNETIZING METHOD
I 3 ipe s

Continuous magnetic yoke

AT

CURRENT
HL i

AC

PARTICLE TYPE
et

Dry magnet powder
T

YOKE SPACING
AL B

70~150mm

MATERIAL TO BE
EXAMINED

B

v WELDING #5884t
O CASTING %4
O FORGING @3

Material & thickness

B#, R

AT09M-345T2/A709M-345T2-Z

10/60mm

WELDING PROCESS
T

SMAW

TYPE OF JOINT

T-JOINT

DISCONTINUITY A~ 4k

WELD 1.D.
s By

INDICATION

TYPE
it Gt

TCENGTH N mm) ACCEPT
1 HE gE

REJECT REMARKS
E[EL i

GGSA-43PLAN-
65M-1-1-N

GGSA-43PLAN-
65M-1-2-N

GGSA-43PLAN-
65M-1-3-N

GGSA-43PLAN-
65M-1-4-N

GGSA-43PLAN-
65M-1-5-N

GGSA-43PLAN-
65M-1-6-N

GGSA-43PLAN-
65M-2-1-N

GGSA-43PLAN-
65M-2-2-N

GGSA-43PLAN-
65M-2-3-N

GGSA-43PLAN-
65M-2-4-N

GGSA-43PLAN-
65M-2-5-N

GGSA-43PLAN-
65M-2-6-N

GGSA-43PLAN-
65M-3-1-N

GGSA-43PLAN-
65M-3-2-N

GGSA-43PLAN-
65M-3-3-N

LEVEL -11 SIGN &4

EXAMINED BYz
Wang Wei Qj

DATEEl UJ

REVIEWED BY

o\, H"“T

LEVEL-II SIGN

DATEH JW

R4 T / QCM

éﬁf SIGN/ H 1 DATE

I CUSTOMER

a1k
)

¥ SIGN/ HJi DATE

(FORM# ZPQC-MT01)




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-000513
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  11-Feb-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0563

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:  04-Jan-2010

Description of Non-Conformance:

During in-process Visua Testing (VT) of North Tower, Lift 2, 65m Grating Bracket welds, QA observed
welding being performed with alapse in Quality Control (QC) Inspection exceeding 30 minutes. Welder #
215620 was performing Flux Cored Arc Welding (FCAW) with no ZPMC QC present between 7:50 and 8:40.
Contractor's proposal to correct the problem:

Provide NDT documentation to show that welds performed during the lapse in QC are acceptable.

Corrective action taken:

MT documentation showing the welds to be acceptable was provided (T787-MT-7980) and an internal ZPMC
NCR (NCR-T-082) was issued.

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 Skyler Guest, 15000422360, who represents the Office of
Structural Materials for your project.

I nspected By: Guest,Skyler Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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