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-000709
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0676

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component: Segment 9DE Edge Panel

Procedural [ Procedural [J Description: Missed UT Indications by QC

Reference Description: Missed UT indications by QC on Segment 9DE: Edge Plate to Deck Plate weld and
Edge Plate Stiffener to FL3 weld

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box

Girder (OBG) Segment 9DE, this QA Inspector discovered the following issues:

-Two (2) longitudinal linear indications measuring approximately 310mm and 30mm in length.

-The indications dBsrating are +6 and +4.

-Material thicknessis 18mm.

-The depth of the indicationsis approximately 11mm and 13mm.

-The welds are identified as SEG056* -045 at Panel Point (PP) PP81.5 and EP148-022 at PP 81.

-The welds are designated as Seismic Performance Critical Material (SPCM).

-Theindications are clearly marked on or near the weld.

-The Y distance for the indications are 50 mm from PP81.5 and 0 mm from EP148A.

-Weld SEG056*-045 is a Complete Joint Penetration (CJP) Corner joint, joining the Edge Plate PL1336C

(SPCM) to Deck Plate PL1314A (Non SPCM).

-Weld EP148-022 is a Complete Joint Penetration (CJP) “T” joint, joining the Edge Plate stiffener RS89F (Non

SPCM) to FB24A plate PLX24D (SPCM).

-Segment 9DE is located outside of Paint shop.

The Notice of Witness Inspection (NWIT) No. is 005523. Theindication is located in an area previously tested

and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC’s QC

personnel are required to perform hundred (100%) percent UT inspection of thisweld.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Applicablereference:
AWS D1.5-02 Section 6; Table 6.3 specifiesaclass“A” indication as having arating of 10dBs and under for
material thicknesses 8mm through 20mm.

Special Provisions Section 8.3; “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Wang Heng

Time and method of notification: 1500 hours, 04-15-10, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 0830 hours, 04-16-10, 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:

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.

Inspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

ogral
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gftrans Tel: 510-376-8234 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 16-Apr-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: 05.03.06-000666
Subject: NCR No. ZPMC-0676

Reference Description:  Missed UT indications by QC on Segment 9DE: Edge Plate to Deck Plate weld and Edge Plate Stiffener to FL3 weld

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: OBG Lift: 09
Remarks:
During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) Segment 9DE,
this QA Inspector discovered the following issues:
-Two (2) longitudinal linear indications measuring approximately 310mm and 30mm in length.
-Theindications dBs rating are +6 and +4.
-Materia thicknessis 18mm.
-The depth of the indicationsis approximately 11mm and 13mm.
-The welds are identified as SEG056*-045 at Panel Point (PP) PP81.5 and EP148-022 at PP 81.
-The welds are designated as Seismic Performance Critical Material (SPCM).
-Theindications are clearly marked on or near the weld.
-TheY distance for the indications are 50 mm from PP81.5 and 0 mm from EP148A.
-Weld SEG056*-045 is a Complete Joint Penetration (CJP) Corner joint, joining the Edge Plate PL 1336C(SPCM) to Deck Plate
PL1314A (Non SPCM).
-Weld EP148-022 is a Complete Joint Penetration (CJP) “T” joint, joining the Edge Plate stiffener RS89F (Non SPCM) to FB24A plate
PLX24D (SPCM).
-Segment 9DE is located outside of Paint shop.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance to prevent future occurrences. A response for the resolution of thisissueis
expected within 7 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0676
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cc: Rick Morrow, Gary Pursell, Peter Siegenthaler, Jason Tom, Bill Casey
File 05.03.06

05.03.06-000666,NCT

Page 2 of 2



,&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: 21-May-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-000671 Rev: 00
Ref: 05.03.06-000666

Subject:  NCR No. ZPMC-0676

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the missed indications and has performed the NDT after to show that the welds are
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the missed indications and has performed the NDT after to show that the welds are acceptable. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000671R00;

Caltrans' comments: Status: CLO
Date: 25-May-2010

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0676 is closed.

Submitted by:  Eagen, Sean Date: 25-May-2010
Attachment(s):

rwaral
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(ZEmMC No. B-765
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-21
REGARDING: NCR-000709(ZPMC-0676)

ZPMC is providing the NDT records show the indications have been removed and repaired and
the welds are now acceptable. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000709(ZPMC-0676)

B787-UT-12343 R1
B787-UT-12342 R1

H%
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i DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

{ - 686 Fong Bin Road Room 700, Changxing Island
g Shanghai 201813 PR China
Gifions Tel: §10-376-8234 Fax:
NON-CONFORMANCE REPORT TRANSMI'T TAL

To: AMERICAN BRIDGEFLUDR, A IV Date: 16-Apr-2010

375 BURMA ROAD

CAKLAND CA 93507 Coutract No: Od-111 20F 4

G4-5F-80-13.2711.9

Dear; Mr. Charles Kanapicks Job Name: SAS Supersimiehire
Attention; Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000666
Subjeer: RCit No. ZPMC-0676

Reference Description:  Missed UT indications by OC on Segment 9DL: Edye Mate tn Deek Plate weld and Edge Plate Stiffener 10 F13 weld

The srtached Non-Conformance Report deseribes an occurence where ihe coutsactor did not comply with a requiremnent of the coniract document a4

indicared below:
Muerial er Worlmanship not in conformanes with contracs ocuments
Quality Control (QT) not performed in conformance with contract documents
O Recvrnng QU issue thot constitutes a systemane problem w quality contro)
[} Mam-Conlormanee Resalved
Materiul Location: OBG Lift:  na
Remarks:
Buring the Quality Assuranze (Q4) Ultrasonic Tesung (UT) review of welds located un Ostholropic Box Girder (OBG) Segment YDE,
this QA inspector discovered the following issues:
-Two (2] lengitading! linear mdications measuring npproxdimately 210mm and 30mm in length.
~The mdicationg dBs rating are +6 and 4.
-Matenal thickness is 18mm
«The depth of the indicabons 1 approximately [ Hmm and 13mm
-The welds are identified 5y SEGNSG*-045 at Panel Poin (PP) PPB1.S and EP148-022 n PP 41,
~The welds are designated as Seismic Performanee Critical Matenal (SPCM).
~The madications are clearly marked on or pear the weld,
-The ¥ distance for the indicshons are 50 mm from PPELS and 0 mm from EPLBA.
~Weld BEGOS6"-043 is a Complety Joint Penetration {CIP) Comer joint, jeimng the Edge Plare PLI336C(SPCM) 10 Deck Plate
PLI3I4A (Nen SPCM),
~Weld EP148-022 15 » Complete Joint Penetration {LIP) T jotnl, joiming the Edge Plote stiffuner RSEOF (Non SPCM) 10 FB24A plate
PLX24D (SPCM)
-Segmment 9DE is located outside of Paint thop,
Action Required and/or Aetion Taken:
Propese a resalution for the identified nen-conformance 1 prevent future occurrences. A response for the resalutinn of this issue is
expeeled within 7 days

Trousmitted by:  Stunley Ky Sr. Bodge Engineer
Attachmenis: ZEMOCD676

020215.08 oesn Received
e s mmcsner NCT-000666 19 Apr 10 e iar>
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ee: Rick Morrow. Gary Pursell, Peter Stegenthaler, Jnson Tom, Bill Cascy

Flle: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, THAMSPORTAL TIOM AND HOUSING AGENCY Ammudt Sefwarzinegoer. Gorernor

DEPARTMENT OF TRANSPORTATION R
DIVISION OF ENGINEERING SERVICES K
Qffica of Strustiral Matsnaly e

Qually Assurance and Source Inspection ! p At
Conrract #: 04-0120F4

8ay Area Branch .-
GO0 Walaul Ave St 150 Cry: SFZALARte: 80 PM: 13.2/13.0
Vallejo, TA 835021133 Sile #
753 Sty =a File #  69.258
{/07) 6405483
QUALITY ASSURANCE —~ N ON-CONFORMANCE REPORT
Location: Chavgxing Island, Shanghai, P.R. China Report No: NCR-000709
Prime Contractor: American Bridge/Fluor Emerprises, a 1V Date: 15-Apr-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0676

Type of problem:

Welding  [J Concrete [0 Other

Welding [0 Curing 0O Procedurs) [J  Bridge No: 34-0006

Joint fit-up OO Coating ] Other M Component: Segment 9DE Edge Panel

Procedursl [0 Procedural [J Description: Missed UT Indications by QC

Reference Deseription: Missed UT indications by QC on Segment 9DE: Edge Plate 1o Deek Plate weld and
Edge Plate Suffener to FL3 weld

Description of Non-Conformance:

During the Quality Assurance (QA) Ulirasonic Testing (UT) review of welds located un Orthotropic Box

Girder (OBUG) Segment 9DE, this QA Inspector discovered the following 1ssues:

-Twao (2) longitudinal linear wdications meusuring approximately 310mm and 30mm in length,

~The indications dBs raung arc +6 und 4.

-Material thickness is 1Bmm,

-The depth of the indications is approximistely 1 Lnun and 13mm,

“The welds are wentified as SEG056*-045 a1 Pane) Point (PP) PPRL.5 and EP148-022 a1t PP 41,

~The welds are designuted a5 Seismic Performance Critical Material (SPCM).

~The indications are clearly marked on or near the weld,

-The Y distance for the indications are 50 mm from PP81.5 and 0 mm from EPI4BA.

-Weld SEG056-043 is Complete Joint Penctration (CIP) Corer Joint, joining the Edge Plare PL1336C

{(SPCM) to Deck Plate PLI3I4A (Non SPCM).

-Weld EP148-023 is a Complete Juint Penetration (CIP) 1™ joint, joining the Edge Plate stiffener RS89F {Non

SPCM) (o FB24A plate PLX24D (SPCM),

-Segment 9DF. is located owside of Pains shop.

The Notice of Witness Inspection (NWIT) No. is 005523, The indication is located in an area previously tested

a2nd aceepted by ZPMC Quality Control (QC) personnel. As per the conliact documents, ZPMC's QC

personnel are required to perfonm hundred (10 %) percent UT inspection of this weld,

N, TLd3 Quaaliny Aviarnnee - Nun-Confarmance Repan Fuye Laf 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continied Vage 2 of 2)

Applieable reference:
AWS D1.5-02 Section 6; Table 6.3 specifics o class “A" Indication as having a rating of 10dBs and under for

material thicknesses 8mm through 20mm,

Special Provisions Section 8.3; “Quality Conirol (QC) shall be the responsibility of the Contractor, As a
minimum, the Contracior shull perform inspection and testing of each weld joint priot to welding, during
welding, and after welding as spacified in this section and 10 ensure that materials and warkmanship conform
1o the requirements of the contract documents.”

Who discovered the problem:  Subhasis Bera

Name of individunl from Contractor notified: Wang Heng

Time and method of notification: 1500 howrs, 04-15-10, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of nofification: 0830 hours, 04-16-10, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: 3 Yes[ No

Coutractor's proposal (o correct the problem:

N/A

Comments:
This report is for the purpose of determining cenforinance with the contract decuments and is not for the

purpose of making repair or fit for Purpose recommendatiens. Should you require recomimendetions
eoncerning repairs or remedial efforts pleose contact Mazen Wahbeh, +(86) 134.7247.7571, who represents the
Office of Structural Materials for Your project.

Inspected By:  Tsanp,Eric SR

Reviewed By:  Wahbeh, Mazen SMR

hg'_ 113 Quslity Avsuesncy - Non-Conforsznce fepart Puge2of 2




——_ | REPORT OF ULTRASONIC EXAMINATION
(ZPMC]) UTHAR =

REPORT NO. ##5%8 B787-UT-12343R1 DATE 20110.05,05 PAGE 1 OF1 Revislon No: 0
PROJECT NO. : T£I8% ZPoe787 CONTRACTOR : CALTRANS
ITEMS NAME: 8DE WEB AND PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
DECK PLATE - SEGose* s
itk pE SPLICE 5 MM ITERS
REFERENCING CODE #4355 ACCEPTANCE STANDARD {85k PROCEDURE NO, 32743 T
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 1354 JOINT TYPE H#E35) CALIBRATION DUE DATE (% 32 E 7500
SMAW T-JOINT Dec, 2857 2010
EQUIPMENT # % MANUFACTURER {35 MODEL NO. #5418 SERIAL NO, A58
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK il COUPLANT #i&7%) MATERIAUTHICKNESS H | 15
AWS |IW BLOCK TYPE [I cue A700M-345T2.X 14/20mm
TRANSDUCER ##3);
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
WEFE i Hig R st 7 e Sl Rt
Changchno 70" 2.5MH= 18x18mm
Changchae 0® 2.5MHz 20mm Reforence Lovel 24 R IR0 20dB
Basa metal inspecled per AWS D1.5-2007 Section 6.19.5 0" UT OK.
DECIBELS4} it DISCONTINUITY Fittiik s
=
fe] w c 3 ;
WELD = s W ~ |5 18 |8 |z - )
Zu 9w | 15 ~.§~ SR R LOCATION OF DISCONTINUITY e | #
L = | wE ] =t - - R "
IDENTIFICATION |k |SS sz | S 5255588 T (mm) 2= .
<= Imi|oq s = 2 OIE ER 8
WERHES o r %5 ! = x
= o Length Sound | Depth from FromX | Fromy | 8
a|lbfeld 2 Path Surlace fx e @
mE | mEEmme | (=)
SEGOSE"-045 R1| 70 az ACC. | 100%
AFTER B-WR1212%
BLANK
EXAMINED BY i REVIEWED RY Wi
, 7 / r . ) ~—
%/ééﬁp &*";9 , 2fo) .v“’H/WU!MW ?;cjt?.of.aj
ﬁi.EvssL-u SIGN | DATE LEVEL ;,/a SIGN /I DATE
FEE 7/ aca i CUSTOMER
225 SIGN 1 H 1 DATE %5F SIGN 1 5 M DATE

(FORM#¥ ZPQG-UTO1)




(ZBMC UTHRA R &
=
REPORT NO. %45 B787-UT-12342R1 DATE 2010.05.15 PAGE 1 OF1 Revision No: 0
PROJECT NO. : T#4% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 9DE CORNER DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
ASSEMBLY WEB EP148 .
iR E=Fu PLATE E5 I TR
|REFERENCING CODE ST ACCEPTANCE STANDARD $#3 bR PROCEDURE NO. /%%
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #7774 JOINT TYPE g2 CALIBRATION DUE DATE {¢ £ IF 47 %]
SMAW T-JOINT Dec. 28%7 ,2010
EQUIPMENT i MANUFACTURER #ilifi it MODEL NO. #3455 SERIAL NO. 5% %
071565311, 061483510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #4&3] MATERIAL/THICKNESS #1 # KLjif
AWS IIW BLOCK TYPE II C.M.C AT09M-345T2-X 18mm
TRANSDUCER #3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
i3t 7 FRE ETE R~ HiliE T K i Rt
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #: R i/ 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS% DISCONTINUITY FaEg:: g
[s] w e ‘g.
WELD = - w ~ 1 I8 |18 Is = Foal
z. [8=|2_|% BslseE5E 2 LOCATION OF DISCONTINUITY 8. | %
o g wiE | < 255323.2% AR T w =
IDENTIFICATION [E R [ =S |=8E| < i el o = SEESER T (mm) 2Z =
<uEniE o = ® g = 5= @
FAEAIIER S % E - = Sound | Depth from |5 &
= Length P From'X | From'Y 8
alb|lc|d 1 Path Surface #ixX oy, 0
a R | mRemmg | a
EP148-001-022 1R1 70 32 ACC. 100%
AFTER B-WR12120
BLANK
!EXAM]NED !?Y:—E#E REVIEWEPD BY %1 £ -
[ - =)
Zala S 1§ Wisdhdp Jafe .25.)5
LEVEL SIG / DATE LEVEL -1l SIGN [ DATE
B3 / Qem HFCUSTOMER
%5 SIGN / Bl DATE %5 SIGN / Hill DATE

(FORM# ZPQC-UTO01)




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-000666
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0676

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:  15-Apr-2010

Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (UT) review of welds located on Orthotropic Box
Girder (OBG) Segment 9DE, this QA Inspector discovered the following issues.

-Two (2) longitudinal linear indications measuring approximately 310mm and 30mm in length.
-Theindications dBsrating are +6 and +4.

-Material thicknessis 18mm.

-The depth of the indications is approximately 11mm and 13mm.

-The welds are identified as SEG056*-045 at Panel Point (PP) PP81.5 and EP148-022 at PP 81.

-The welds are designated as Seismic Performance Critical Material (SPCM).

-Theindications are clearly marked on or near the weld.

-The Y distance for the indications are 50 mm from PP81.5 and 0 mm from EP148A.

-Weld SEG056*-045 is a Complete Joint Penetration (CJP) Corner joint, joining the Edge Plate PL1336C
(SPCM) to Deck Plate PL1314A (Non SPCM).

-Weld EP148-022 is a Complete Joint Penetration (CJP) “T” joint, joining the Edge Plate stiffener RS89F (Non
SPCM) to FB24A plate PLX24D (SPCM).

-Segment 9DE islocated outside of Paint shop.

The Notice of Witness Inspection (NWIT) No. is005523. The indication islocated in an area previoudly tested
and accepted by ZPMC Quality Control (QC) personnel. As per the contract documents, ZPMC's QC
personnel are required to perform hundred (100%) percent UT inspection of thisweld.

Contractor's proposal to correct the problem:

Repair said indications and perform NDT required to verify weld quality.

Corrective action taken:

Contractor submitted post repair NDT report verifying the weld is now in conformance with Contract weld
quality requirements.

Did corrective action require Engineer's approval ?

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



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

[ Yeslvl No
If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yes¥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 , who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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