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-000619
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 10-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0592

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other []  Component: Segment 6CE Intermediate Diaphragm

Procedural Procedural [] Description:

Reference Description: The Contractor performed welding without using the run-off tabs at termination for
Segment 6CE

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of Segment 6CE, this Caltrans

Quality Assurance (QA) inspector discovered the following issue:

-Complete Joint Penetration (CJP) weld being performed without using the run-off tabs.

-The use of run-off tabsis specified in AWS D1.5 2002 section 3.12.1.

-The member isidentified as a partial height crossbeam diaphragm.

-The weld is a Complete Joint Penetration (CJP) butt joint identified as SSD027-PP044-047.

-Theweld isjoining corner section diaphragm flange (X28C) to the straight section of diaphragm flange

(X27E).

-Theweld islocated on the diaphragm connected to the FL 3 floor beam at Panel Point 044 on segment 6CE.

-OBG Segment 6CE islocated in the segment Trial Assembly Yard.

L —— OBG Segment 6CE
' @Panel Pointl44

P1A0M0 01:41:26 01/10/10 01:27.54

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

American Weld Society (AWS) D1.5 2002 section 3.12.1 “Welds shall be terminated at the end of ajointin a
manner that will ensure sound welds. Whenever possible, this shall be done using weld tabs (extension bars
and run off plates) placed in amanner that will duplicate the joint detail being welded”.

Who discovered the problem:  Manoj Prabhune

Name of individual from Contractor notified: Li Jingbo

Time and method of notification: 09:55 hours, 01/10/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 08:15 hours, 01/11/10, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector awar e of the problem: [] Yeslvl 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
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000582
Subject: NCR No. ZPMC-0592

Reference Description:  The Contractor performed welding without using the run-off tabs at termination for Segment 6CE

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.
Il 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: OBG Lift: 06
Remarks:
During Quality Assurance random in-process observations of the fabrication of Segment 6CE, this Caltrans Quality Assurance (QA)
inspector discovered the following issue:
-Complete Joint Penetration (CJP) weld being performed without using the run-off tabs.
-The use of run-off tabs is specified in AWS D1.5 2002 section 3.12.1.
-The member isidentified as a partial height crossheam diaphragm.
-Theweld is a Complete Joint Penetration (CJP) butt joint identified as SSD027-PP044-047.
-Theweld isjoining corner section diaphragm flange (X28C) to the straight section of diaphragm flange (X27E).
-The weld islocated on the diaphragm connected to the FL 3 floor beam at Panel Point 044 on segment 6CE.
-OBG Segment 6CE islocated in the segment Trial Assembly Yard.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0592

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

H..,,.,w" 05.03.06-000582,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: 18-Mar-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-000629 Rev: 00
Ref: 05.03.06-000582

Subject:  NCR No. ZPMC-0592

Contractor's Proposed Resolution:

Reference Resolution: ~ ZPMC is providing the CWR that was used to repair the weld after defects were found and the subsequent NDT
which shows that the weld is acceptable.

ZPMC is providing the CWR that was used to repair the weld after defects were found and the subsequent NDT which shows that the weld is
acceptable. ZPMC QA has instructed the responsible production team that they must pay close attention to these types of issues. Based on
this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000629R00;

Caltrans' comments: Status: CLO
Date: 24-Mar-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0592 is closed.

Submitted by:  Eagen, Sean Date: 24-Mar-2010
Attachment(s):
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@ No. B-696
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-3-18
REGARDING: NCR-000619(ZPMC-0592)

ZPMC is providing the CWR and NDT record show this weld is now acceptable. ZPMC QA has
instructed the production to notice this issue and QC will pay more attention on such unacceptable
welding process. After verification by CT, this NCR has been removed from punchlist. Based on
this, ZPMC requests this NCR to be closed.

ATTACHMENT:
NCR-000619(ZPMC-0592)
B-CWR1255
B787-UT-11461 R3

Jof T

31810




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

T Oakland CA 94607
{ftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 11-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: 05.03.06-000582
Subject: NCR No. ZPMC-0592

Reference Description:  The Contractor performed welding without using the run-off tabs at termination for Segment 6CE

The attached Non-Conformance Report describes an accurrence 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.
U Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: 0BG Lift: 06
Remarks:
During Quality Assurance random in-process observations of the fabrication of Segment 6CE, this Caltrans Quality Assurance (QA)
inspector discovered the following issue:
-Complete Joint Penetration (CJP) weld being performed without using the run-off tabs,
-The use of run-off tabs is specified in AWS D1.5 2002 section 3.12.1.
-The member is identified as a partial height crossbeam diaphragm.
-The weld is a Complete Joint Penetration (CJP) butt joint identified as SSD027-PP044-047.
-The weld is joining corner section diaphragm flange (X28C) to the straight section of diaphragm flange (X27E).
-The weld is located on the diaphragm connected to the FL3 floor beam at Panel Point 044 on segment 6CE.
-OBG Segment 6CE is located in the segment Trial Assembly Yard.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the

resolution of this issue is expected within 7 days.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0592

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

W 05.03.06000582.8CT Page L of 1




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 e

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 Flle #: 69258

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000619
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 10-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0592

Type of problem:

Welding Concrete [] Other ]

Welding L1 curing [J Procedural [J  Bridge No: 34-0006

Joint fitup [] Coating Ll Other O Component: Segment 6CE Intermediate Diaphragm

Procedural Procedural [J Description:

Reference Description: The Contractor performed welding without using the run-off tabs at termination for
Segment 6CE

Description of Non-Conformance;

During Quality Assurance random in-process observations of the fabrication of Segment 6CE, this Caltrans

Quality Assurance (QA) inspector discovered the following issue:

-Complete Joint Penetration (CJP) weld being performed without using the run-off tabs.

-The use of run-off tabs is specified in AWS D1.5 2002 section 3.12.1.

-The member is identified as a partial height crossbeam diaphragm.

-The weld is a Complete Joint Penetration (CIP) butt joint identified as SSD027-PP044-047.

-The weld is joining comer section diaphragm flange (X28C) to the straight section of diaphragm flange

(X27E).

-The weld is located on the diaphragm connected to the FL3 floor beam at Panel Point 044 on segment 6CE.

-OBG Segment 6CE is located in the segment Trial Assembly Yard.

iy, : 0BG Segment 6CE
=Y 5 @Panel Poin!ﬂd_d

=mwWeld joint
- SSD027-FF044-047

Welded area not
using Run-offitabs = &

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

American Weld Society (AWS) D1.5 2002 section 3.12.1 “Welds shall be terminated at the end of a joint in a
manner that will ensure sound welds. Whenever possible, this shall be done using weld tabs (extension bars
and run off plates) placed in a manner that will duplicate the Joint detail being welded”.

Who discovered the problem:  Manoj Prabhune

Name of individual from Contractor notified: Li Jingbo

Time and method of notification: 09-55 hours, 01/10/10, Verbal

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 08:15 hours, 01/11/10, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [1 Yes[4 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

‘hz_ TL-13.Quality Assurance -- Non-Conformance Report Page 2 of 2
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Critical Welding Repair Report (CWR) 0

BN S 12 A B EE LR = '
. e . ORE6 s B-CWR1255

Project Name: SFORB Drawing No.: Repori No.:
=l 04-0120F4

Contraci No.: HitflE 6CE FLOOR NDT R4z |BT87-UT-11464R
5 F 435 — Item Name: BEAM NDT Report No.: 2

Project No.: H=
ka5 e

Description of Welding Dlscontlnulty

A Rejectable indlcation was found by Ultrasonic Inspection for g third repalr.
(UT= Ytk ) SSD27-PP045-047

Welder ID No. (BRI HE) 054467 Position:(ff #): 4G

BBR (Inspectar) ‘ Iang Xingshan HJp {Date) : 2010.03.05
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Draft of Welding Discontinuity:

. Y_ﬁl 210¢2 ) _
+ Oy
] o
o 15008
Al /———az E
o) v o FEAANNTNENY y
T\ R IVAIDN,
Bl
AQC3HY 309 20
WELD NUMBER :S8D27-PP045-047
Thhd{.urm—n‘s APPROVE

nl[fﬁlﬁla
w‘11‘11‘?_1\’5[:&” C"' TRANSPORTAY!
Pursuant lo Seclinn 5-1.02 of {!-
Slangard Sper ificalirn:

.a!L‘[ ‘?'\) [t /ﬁﬁg




| =Emm:

Cause:
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1. The welder was nol observani during the first backgouging operation resulting in the

Indications nol being completely removed.
2. QC did not verify the indications had been removed prior io re-welding.

FEHABA (Foreman): /\A‘ i\ ‘Dl‘,\_; 74 an Hii (Date): 20 fo. 3, g
LTI [ 1
Disposition :
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3. QCHileader CWIRYisfi iR 48, LRI JG B 4208 sealt 47,
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P
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1. QC and a Lead CW! shall be present and direct all gouging, grinding and welding operations during this re
pair,

2. QC and a Lead CWI shall have a copy of the CWR in hand and shall be at ihe repair location prior to th
g repair.

3. QC and the Lead CWI shall direct the repair to ensure the repair is per the disposition requirements.

4. Clean excavalion area of all loose debris including UT powder, and preheat 1o 65° ¢ prior to gouging or
grinding. -

5. Gouge andlor grind accurately from nearer side from melal edge (D=0.85T, “D” is depth of defecls, “T"
is thickness of melal) to remove all defects.

6. Prepare a right joinl according to approved WPS.

7. Grind repair area smooth to a shiny finish with {apered ends to ensure staggered stops and starts, and p
erform VT and MT to ensure the defects have been removed.

8. Clean the excavalion area of all loose debris including MT powder and UT gel,

8. QC and a Lead CWI shall verify and document all defecls have been removed prior (o repair welding.

10. Preheat according to Table 1 and weld according to approved WPS..

11. QC and a CWI shall enforce interpass cleaning by performing a visual inspeclion prior to the disposal of e
ach pass.

12. Perform posl weld heating according to the Table 1 of the New Repair Procedure.

13. Allow the weld to caol lo ambient temperalure gradually. Conlrol cooling rale after PWHT to no more than
50° C per hour,

14. Grind the repaired area flush with base melal or the adjacent weld afler post weld healing,

15. Wait 48 hours afier the repair area has cooled lo ambient temperature before performing NDT.

16. Check the weld by performing VT, MT and UT to the repair area according to the drawings. Addiional ND
T in accordance with the applicable noles in Special Provisions Section 10-1.59 ‘Steel Structure’ |, subsec|
ion ‘Inspection and Testing’ .
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Technical Enginesr: Approved By: Date:
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Critical Welding Repair Report (CWR) 0
W H B LRI A e detes OBEG MEHS ;5
Project Name; SFOBB Drawing No.: Report Na.: “GWR1255
=36
. :Hil 04-0120F4
ontract No.: 0k & 2 6CE FLOOR NDT %
AR 7 . “%_ B787-UT-11461R2
HEES Item Name:; BEAM NDT Report No.;
Project No.: ZP0e-787
Bl EHdE:

Corrective Action to Prevent Re-occurrence;

Lo ABIERT, QCARGVTAHNTHGAGTH 0SB £
2. MTER B R IR IR, R TSR E,
3 QUIE BB T AT N 2,

4. SR AR IS0, 30900 5157 A BEYE I«

1. QC lo verify VT and MT has been performed and all
2. QC to instruct the welder that it is his responsihility to

3. QC to instruct the grinder all defects shall he removed,
4. Grealer QC presence during critical welding operations,

ihe defecls have been removed prior to the repair,
produce sound welds and perform interpass cleaning.

FEEHABA (Foreman): Anafly §iusty B (Date): to. 0o
]
£ 8 B WPSHy 2 WPS-345-SMAW-4 | T% R Hexdes Un

Repair WPS No.:

G(4F)-FCM-Repair

Technologist:

3/-5‘ /; o

B (WD WEmHEE
Preheaf Temperature
Before Gouging:

B 4 pY s
Description
of Discontinuity:

1R b 3 A 7
Inspection
Before Welding;

HT0 T #h 38 IE
Preheat Temperature
Before Welding:

I A W B B B G

Max. Depth of Gouge: Total Length of Gouge:

#I Welding i

Welder: Type: Position:

BERH BERE BERE

Current: Valtage: Speed:

BEERH

Inspection After Repair:

e B R = I

VT Result: Inspector: Date:

NDTH B HER B

NDT Result: NDT Person: Date:

JRAE

Witness/Review:
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REPORT Ng. i B?ﬂ?-UT-’i14B?H2 DATE 2010.03,05 PAGE 1

ITEMS NAME: CRAWING NO.:
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REPORT OF ULTRASONIC EXAMINATION

UTHRGIR &

REPORT NO. %459 B787-UT-11461R3 DATE 2010.03.12 PAGE 1 OF2 Revision No: 0
PROJECT NO. : .44 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
6CE FLOOR BEAM OBE6
Bl B mm ey

REFERENCING CODE #:# 17

AWS D1.5-2002

ACCEPTANCE STANDARD {55 71k

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 2/ 4 &

ZPQC-UT-01

WELDING PROCESS #1474

JOINT TYPE g2t RY

CALIBRATION DUE DATE 1% Bz IE4T 2 Ui

SMAW BUTT Dec. 2857 2010
EQUIPMENT # # MANUFACTURER i3 MODEL NO. £t SERIAL NO. &84 5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #-45 MATERIALITHICKNESS #4 ¥} JELKif
AWS IIW BLOCK TYPE i Cc.M.C AT09M-345 18/16mm
TRANSDUCER #f:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il i fHIE b2k A J&st Tl filE i JistF
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3 2 JiF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# 1 DISCONTINUITY il 5
; i
WELD 2 |2 |8 |2z s [5.)s 3 .
z ([Sula.| & = ElsE[ESE P LOCATION OF DISCONTINUITY k£ o
e 15 \“E‘: = A =) = CART L f2r T
IDENTIFICATION | 2 I nE | EE = S35 B[ & TELERLR (mm) 2E «
¥ 5 by — [ved - =
¥ |0% ¥ o K 2% | £
B = Id = 4 T o
= o Length Sound Depth from From'X | From'y 8
alb|lc|d &1t Path Surface ix sy a
- AR | s | g o
S5D27-PP045-174 | 1R3 | 70 32 ACC. | 100%
S5D27-PP045-137 | 1R3 | 70 32 ACC. | 100%
S8D27-PP045-117 | 1R3 | 70 32 ACC. | 100%
2R3 | 70 32 ACC. | 100%
$SD27-PP045-100 | 1R3| 70 32 ACC. | 100%
SSD27-PP045-047 | 1R3 | 70 32 ACC. | 100%
2R3 70 32 ACC. | 100%
EXAMINED BY)i_Iéﬁ! REVIEWED BY # &
o Yaha Aan a2 ong gding
{ 7 / 77
LEVEL - IV SIGN DATE [9.07. [V LEVEL-Il SIGN // DATE (2. 0] 1%
BT A / Qem FIA'CUSTOMER
%<F SIGN / A}l DATE %5 SIGN/ H Il DATE
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %49 B787-UT-11461R3 DATE 2010.03.12 PAGE 2 OF2 Revision No: 0
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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-000581
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0592

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-Confor mance Report waswritten: 10-Jan-2010

Description of Non-Conformance:

During Quality Assurance random in-process observations of the fabrication of Segment 6CE, this Caltrans
Quality Assurance (QA) inspector discovered the following issue:

-Complete Joint Penetration (CJP) weld being performed without using the run-off tabs.

-The use of run-off tabsis specified in AWS D1.5 2002 section 3.12.1.

-The member isidentified as a partial height crossbeam diaphragm.

-Theweld isa Complete Joint Penetration (CJP) butt joint identified as SSD027-PP044-047.

-The weld isjoining corner section diaphragm flange (X28C) to the straight section of diaphragm flange
(X27E).

-The weld is located on the diaphragm connected to the FL 3 floor beam at Panel Point 044 on segment 6CE.
-OBG Segment 6CE islocated in the segment Trial Assembly Yard.

Contractor's proposal to correct the problem:

Perform NDT required to verify weld quality.

Corrective action taken:

Contractor supplied NDT documentation verifying the weld meets Contract weld quality specifications.
NOTE: Weld number referenced in NCR does not match weld number on NDT report. It is understood that
theweld ID listed inthe NDT report is the correct weld ID for thislocation.

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 Jim Simonis 152.1675.3703, who represents the Office of
Structural Materials for your project.

TL-16,QA -- Non-Conformance Resolution Page 1 of 2



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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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