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-000606
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 06-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0579

Type of problem:

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

Procedural Procedural [] Description: West Tower Lift 5

Reference Description: Improper WPS for welding West Tower Lift 5 temporary lifting eye

Description of Non-Conformance:

During in-process Visua Testing (VT) of West Tower, Lift 5, Skin A, QA observed ZPMC personnel
performing Shielded Metal Arc Welding (SMAW) weld passes attaching atemporary lifting eye with the
incorrect WPS. WPS-B-T-43(1)14, presented by ZPMC QC for the full-length weld passes performed, isa
tack welding WPS and therefore not applicable.

Applicablereference:

Welding Procedure Specification WPS-B-T-43(1)14 is atack weld WPS.
Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Man Kam Hon
Time and method of notification: 1/6/2010, 8:30; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 1/6/2010, 15:30; Verba

QC Ingpector's Name: Li Bin

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

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, 139-1686-1597, 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: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 07-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: 05.03.06-000569
Subject: NCR No. ZPMC-0579

Reference Description:  Improper WPS for welding / West Tower Lift 5/ temporary lifting eye

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: 05
Remarks:
During in-process Visual Testing (VT) of West Tower, Lift 5, Skin A, QA observed ZPMC personnel performing Shielded Metal Arc
Welding (SMAW) weld passes attaching a temporary lifting eye with the incorrect WPS. WPS-B-T-43(1)14, presented by ZPMC QC
for the full-length weld passes performed, is a tack welding WPS and therefore not applicable.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation that the weld placed isin compliance with the
contract requirements. |n addition to the material/workmanship non-conformance, propose a resolution that addresses the apparent
failure of Quality Control to identify the non-conformance with the appropriate Welding Procedure Specification (WPS). Provide
documentation of the steps 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-0579

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

ol " 05.03.06-000569,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: 19-Jan-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-000528 Rev: 00
Ref: 05.03.06-000569

Subject:  NCR No. ZPMC-0579

Contractor's Proposed Resolution:

Reference Resolution: ABF has instructed the ZPMC QA and QC to verify the correct WPS's are present on the shop floor and accessible
to both QC and production to prevent the recurrence of this non conformance.

ZPMC has acknowledged the WPS presented to the CT inspector at the time was for tacking and not for a full weld. This tacking WPS is
supported by the same PQR as fillet and groove welds, therefore the welding parameters are identical. As shown in the ZPMC letter, some
confusion occurred when asked to produce the WPS. ABF has instructed the ZPMC QA and QC to verify the correct WPS'’s are present on the
shop floor and accessible to both QC and production to prevent the recurrence of this non conformance. ZPMC requests closure of this NCR.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000528R00;

Caltrans' comments: Status: CLO
Date: 21-Jan-2010

Even though, those two WPS's share the same parameter, the fact that the ZPMC QC presented the wrong one warrants the NCR.

No further action is required. Non-conformance ZPMC-0579 is closed.

Submitted by:  Lee, Ken Date: 21-Jan-2010
Attachment(s):

waral

‘h}' Page 1 of 1



No. T-113

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2010-1-15

REGARDING: NCR-000606(ZPMC-0579)
This NCR said we use the incorrect WPS. About this NCR 1 have two point to solution:
1. May be at that time our QC guys can’t understand English very well . So he took

another WPS to the CT inspector.
2. The WPS our QC guys take out (WPS-B-T-43(1)14),All the weld parameters are the

same to the WPS-B-T-4114 which is only use to weld the lifting lugs.
So we can make sure we according to the right WPS for the welds to make sure no

problem on the weld. Hope CT close this NCR.
ATTACHMENT:

NCR-000606(ZPMC-0579)
WPS-B-T-4114
WPS-B-T-43(1)14

/s

Qo0 [ 157



’/ o, DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
&Eps Pl 333 Burma Road
S Oakland CA 94607
Gftrans Tel: 510-808-4618 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV ; Date: 07-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: 05.03.06-000569
Subject: NCR No. ZPMC-0579

Reference Description:  Improper WPS for welding / West Tower Lift 5 / temporary lifiing eye

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.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.
Material Location: Tower Lift: 05
Remarks:
During in-process Visual Testing (VT) of West Tower, Lift 5, Skin A, QA observed ZPMC personnel performing Shielded Metal Arc
Welding (SMAW) weld passes attaching a temporary lifting eye with the incorrect WPS., WPS-B-T-43(1)14, presented by ZPMC QC
for the full-length weld passes performed, is a tack welding WPS and therefore not applicable.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance including documentation that the weld placed is in compliance with the
contract requirements. In addition to the material/workmanship non-conformance, propose 1 resolution that addresses the apparent
failure of Quality Control to identify the non-conformance with the appropriate Welding Procedure Specification (WPS). Provide

documentation of the steps 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-0579

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

N 0s.03.06-000560.8CT Page 1 of 1



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

DEPARTMENT OF TRANSPORTATICN Point
DIVISION OF ENGINEERING SERVICES £ {L.},_&_
Office of Structural Materials Q‘T}F )’-‘.-'e
Quality Assurance and Source Inspection *:;:}f»:h
Contract #: 04-0120F4
Bay Area Branch -
690 Walnut Ave.St. 150 ) Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 84592-1133 ' SORETR
(07} S s File #: 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000606
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-Jan-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0579

Type of problem:

Welding Concrete [ Other O

Welding [J Curing 0] Procedural [J  Bridge No: 34-0006
Joint fitup [ Coating [1 Other L] Component: West Tower

Procedural Procedural [] Description: West Tower Lift 5

Reference Description: Improper WPS for welding West Tower Lift 5 temporary lifting eye

Description of Non-Conformance:

During in-process Visual Testing (VT) of West Tower, Lift 5, Skin A, QA observed ZPMC personnel
performing Shielded Metal Arc Welding (SMAW) weld passes attaching a temporary lifting eye with the
incorrect WPS. WPS-B-T-43(1)14, presented by ZPMC QC for the full-length weld passes performed, is a
tack welding WPS and therefore not applicable.

Applicable reference:

Welding Procedure Specification WPS-B-T-43(1)14 is a tack weld WPS.
Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Man Kam Hon
Time and method of notification: 1/6/2010, 8:30; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy

Time and method of notification: 1/6/2010, 15:30; Verbal

QC Inspector's Name: Li Bin

ﬁz__ TL-15,Quality Assurance -- Non-Conformance Report Page.liaf 2



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

Was QC Inspector aware of the problem: L] Yes[4 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

Reviewed By: Wahbeh,Mazen SMR

hz_, TL-13,Quality Assurance — Non-Conformance Report Puse2of 2
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WELDING PROCEDURSE SPECIFICATION étiod ofvalidiny

FU\& ’?007 5~2010.5
NON-FCM;: 2007.5~2012.5

WA SEM (Material specification) ASTMA. 709M Gr-345F2 + A.709M HPS 485WT2
BETTEE (Welding process) _BFELS T EIE( ST\/F_AWW ' ‘
FIEHLH (Mannal or machine or semi-ain) =T (Menual)

BEAE (Posttion of welding) @L—(—’i(ld'«b ' : .

iﬁ?iim.f’ ﬂﬂ'ﬁ%‘fﬁ (Filler metal specificatiopn)y AWS A.S 1 H7AE }:«j.’:ﬁmu {Filler metal classificetion) 3701 B7018-1
::a;,m;s-}féj (Filler metal brand) _THIS06Fe-1 (©4.0) -

v

EAl (Fiz)  NA | . /.
RF54Z (Shielding gas) N/A Ji= (Flowrate) | NAA .- ABPEOVED
BRENEEE (Singleor mulup1a pc_xs==> : ;:E;mmme Pass) O - APPROVED AS NGTED |
SHEHZI (Single or multiple arc)  EFI( Sinole ar'c) | = NOT APPROVED P
EERR (Welding current)  EHR(DC) o HE (Poluity) | RiEER) - 5
) i : Pursuant to Seciion 5-1.02
pog ==l - \ i
. ]J::'{‘—“i{ E’ KE (-*.Blecmde E‘f‘msmn) N/A : ) of the Standard Specifications
MRETTA (Welding progression)  N/A : Stzie of Galfiornia
"‘E_I'EBM‘E (Root ireatment) N/A ’ DEPARTMENT GF-F%ANSPDHTATIQN :

¥ ) E‘fﬁﬁm%ﬁﬂlﬂﬂ{m&: (Minimum preheat and interpass temperature before welding)
A0C [T=20mn] 100°C [20m<T<<40mm] 140°C [40mn<<T<F0mg] 18 & FE0m<<T]

%mlﬂlfﬁﬁﬂl_f_.!mji (Prahea‘tanﬂmr«arpass temperature Max) 230°C . TUCErS .'e :
f: %EE(PDS‘@BEIEEPEI&W&) N/_l% . | - B e -\ __% o

RN (REEE) (Hestimpw) /M Min) LE4KTfmm e S S TR

(Welding  procedure)
y=k =Lk

EHFS | BE(2)ME Welding Crrent R e BEaEE
PassNo. | Electrods Size | 2= 4 | 4 4 | . Toavel Spesd . Joint  Detail

‘ () ' Amp(s) Yolts (mm/min) g | : ‘
Y 1 T 160~210 19~27 71~207 T OWPS AT EHMERE L AWS

D1.5-2002 B 2.4 51 2.5 fiEEsH .

This WPS is to be used for all preapproved
WPSs  weld joinis as  identified in
accordance with Figures 2.4 a8d 2.5 of

heet ipput it

ML i e e - - Seme rol pote B i vl pA o J . L ) E". -
EEERNAN. AFEE WS BRSNS AR AWS D1.5M/D1:5—2002 Bditon,
Refer to WPS parameters table 1o determine operating parameter to s‘ay ‘within the

-

MIZ.—TUImJﬂFE\ EAC. BER-EmE, LI“E A.AST—ITD/AWS D73’%:ﬁmﬁﬁﬁi‘5‘ﬁﬁfﬁzr’9

{This procedure mey vmy due to fabncatmn sequence, fit-up, pass size, etc.; within the limitetion of vanab%. /)\%%ﬁm
BTE (Revision No,) S ﬁk-lit/E(ALLhozv_zad by)

IEERFRS (P_QR No.) _HP2007249-2/HP2007250 H 3R ate)
* ZWPS & AASHTO/AWS D1.52002, BFHBas,

v,ysv 9.20

(This WPS is conformahle with the current edition of AASHTO/AWS D1. 5 2002, used for BRIDGE struciure. )

: % WPS {UEEF S8, Note: This WPS is used for the tack welds.

" R787-QCP-1601 400
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| ZERRe SJ—_LJ:,CTED LIST OF WELDING -
' PARAVETER
PQR &% HP2007248-2 RIS 5.13 WEH 040,452 WPS | :
FGRE No. . | For WPS qualified o 5.12 Eor SMAW ©4.0 Electrode
ww | oo | FEEE | A& | ' |
el %E_ Travei Spead | Heat Input .
A Amps | Volis — = 4 . |
(mm/min) (Kd/mm) .
Averagé - N
Range
FNE . i | s 207.0 . | - 2.57 '
| Maximum ,
o A L 190 | 71.0 1,54
Minimum . ; ]
WPS BESEERR
. WFS Parameters Table
BE ¥t Amps
Volts 160.0 172.5- 185.0 197.5 210.0
1.0 | 710 ] 1112 |. 785 119.9 82.1 1286 | 876 | 187.3 [ 932 | 1260 |
21.0 | 784 [122.8| 848 132.5 907 | 1421 | o968 | 151.7 | 1030 | 1813
21.7 | 808 1268 | &7.2 136.7 93.5 148.6 | 998 | 1566 | 1082 | 1865
250 . | 934 [1463| 1007 | 157.8 | o8B0, 1882 | 1153 | 180.6 | 1226 | 121
27.0 100.8 | 158.0 | 108.7 1704 | 1188 | 1827 | 1245 195.1 | 1324 | 207.0

%5&:&5 Travel-Speed in mm/min

ERTH: g 1854 7 21,7V, TR T IEAE
EX 1854 X?.LTVXTravel speed RangeQS 6~146,
) '

o

z
B APPROVED
[l APPROVED AS NOTED
I NOT APPROVED

P Daie

——

- Pursuani fo Secﬁen_ ?—i 62
of the Standard Speclicauons
Siats of Celifomia _
DEPAETMENT OF TRANSPORTATION

I ) ) .\
s,ﬁp,dg% (L):( Rick_#pResiy
AT BN _J re FAgpresaniative

sy — 2=

R787-QCP-1602:

REI R EREE RS 03.6-146, Emn:l/mm.
6mm/mizn.

'

AE(Awthorized By):

HE(Date

Q/hsn:} 5-2/‘0

A00A



WPE-B-T-4114

(REJE# Welding of lifing hngs

F XA Period of validity
FCM: 2007.5~2010.5 |
NON- FCM: 2007.5~2012.5

%ﬁm"wwﬁ‘lmﬁﬁaiﬁpe;écﬂﬁeﬂ%—&%%@%%mmOM EPS A85WTD
IS (Welding process) _ZiFIELS I%%L( SMAm

ZETE#lH (Mannal or machine or semi-aito) == T (Manual)

JEZ{IE (Position of welding)  MEIEAR <

BEREREALY (Filler metal specification) AWS AS AWSAS] HEHFELR JU’?U (Filler metal class;.ﬁc tion) E7018-1
; ﬁﬁﬁﬁh‘-} 5 (Filler metal brand) _THI506Fe-1 ( ®4.0)

25 (Fhm) N/A

Ry 44 (Shielding gas) . N/A . M= (Flowrate). N/A -

BRIERL/EE (Single or multiple pass) %3 (Mulfinle Pass)

SJIERZL I (Single or multiple arc) fﬁﬁﬂl( Single arc) .

JEEEETT (Welding current) 'é'iﬁf.(D?! g (Polaniy) . BEEPR)
BLBHKE (Blectrode extension)  N/A
FEETE (Welding progression)  N/A RELE (Root treatment) N/A

IEBERAREFEREE (Minimum preheat and interpass temperature before welding)

40°C_[T<20mm]- 100C . [20mn<T<40mm] 140°C [40m<T< 60mm] 180°C [60mm<<T]
Tﬂﬂ\fﬂl_fﬁ_.l{ﬁf: (Preheai: and interpass temperature. Max) 230°C

JERRE( (Postheat temperaturs) N/A _ _ .

PN (SEEE). (Heat inpuf)  #/N(Min) 1.64KT/mm : BAMax) 2.57KJI/mm

BABEAFLR~ (Maximum size of single pass) 7.3mm T mant ls: APPROVED
fers g . m N s = DEPARTMENT
BANZERELERT (Minimum size of muitiple pass) 10mm ™ Puitandnt éiﬁﬁ?ﬁ@jﬂﬁ?m

Siandard Specifcations

Imfr’i.S'Jc_ Data: 3/17{05

BEETIZE
. (Welding  procedure)

’ BER
BEFS | B&(L)AHE | Weldng Cument | EEEE : Esliem
fass No. Electrode Size | & - & | {& = Travel Speed ] Joint Detail

@mm) | Amp(s) Volts (mmy/min) -
1~n © 40 160~210 19~27 71~207 | T1=T2=3"e>mm R=0~5mrh
' ' : > T21<
. \

A . : . P 4
BEBANGE. SEFE VPS AESEaAR T ENEEERE. > o 1y
Refer to WPS parameters table to determine operating parameter to stay within the ~
heat input limit. . '
BTETUERETS, S5, 9‘7 “=aEfk, {BRNFE AASHTO/AWS D1.5 £ 5 w%tﬁ&?%ﬁlfﬁﬁzw
(This procedure may vary due to fébncanou sequence, fit-up, pass size, efc., within the limitation of variable ‘f o7 ?ﬁa 3)

{%TT = (Revision No.) .0 f&tf&(Authpnzed by)_#% . ' f
PRI RS S (Por N0, HP2007249-2/HP2007250 H 3 Date) / \!

* :1: WPS #F& AASHTO/AWS D1.52002, ﬁﬂj—%mﬁ
(This, WPS is conformable W1th the currént edition ofAASHTO!AWS D1.5 2002, used for BRIDGE structuie)

VE: % WPS {UEF FH/2ME . Note: This WPS is only used for welding of lifiing lugs.

R787-QCP-1601 | | | ey -




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-000482
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date.  19-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0579

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:  06-Jan-2010

Description of Non-Conformance:

During in-process Visua Testing (VT) of West Tower, Lift 5, Skin A, QA observed ZPMC personnel
performing Shielded Metal Arc Welding (SMAW) weld passes attaching atemporary lifting eye with the
incorrect WPS. WPS-B-T-43(1)14, presented by ZPMC QC for the full-length weld passes performed, isa
tack welding WPS and therefore not applicable.

Contractor's proposal to correct the problem:

Make correct WPSs available on the shop floor.

Corrective action taken:

The incorrect WPS for the tack weld and the correct WPS for the full length weld were provided and both have
the same parameters. ABF hasinstructed the ZPMC QA and QC to verify the correct WPSs are present on the
shop floor and accessible to both QC and production to prevent recurrence of this non-conformance.

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: Ng,Michael Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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