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

L ocation: Changxing Island, Shanghai, PR China Report No: NCR-000877
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 27-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0839

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: Tower Lift 5 Grillage, East and West

Procedural [ Procedural [J Description:

Reference Description: Repair of Backing Bars for CJP weld joints

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on Tower Lift-5 grillages, East and West
this QA Inspector discovered the following issues:

-West tower Lift-5:-

1) Non-Fused backing bar requires removal -joint -WSD1-TL5-4B/F#7,36

2) Non-Fused backing bar requires removal -joint-WSD1-TL5-4B/F#8,35

3) Buckled backing bar requires removal -joint-WSD1-TL5-4B/F#24

4) Non-Fused backing bar regquires removal -joint-WSD1-TL5-4B/F#4

-East tower Lift-5:-
1) Areawhere backing bar has been removed requires back welding -joint ESD1-TL5-2B/F#23

-As per AWS D1.5 the RFI-002099R0 the groove welds made with steel backing shall have the weld metal
thoroughly fused. The remaining ends of the backing bar shall be tapered in with and in depth at a slope no
steeper than 1:2.5, as shown in the sketch attached with the referenced RFI.

-Above mentioned welds are T-joint complete joint penetration (CJP) welds.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 3)
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Applicablereference:
AWS D1.5 2002, Section 3.13.2: “ Groove welds made with the use of steel backing shall have the weld metal
thoroughly fused with the backing.”

RFI-002099R0: The remaining ends of the backing bar shall be tapered in with and in depth at a slope ho
steeper than 1:2.5, as shown in the sketch attached with the referenced RFI.

AWS D1.5 2002, Section 4.6.9: “ CJP groove welds made without the use of steel backing shall have the root
gouged to sound metal before welding is started from the second side.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3)

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Mr. Jeff Chen

Time and method of notification: 900 hours, 10/28/10, email

Name of Caltrans Engineer notified: Jim Reid

Time and method of notification: 1000 hours 10/28/10, verbal

QC Ingpector's Name: Mr.Zhao

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 Thomas Ho (86)15002048250, who represents the Office
of Structural Materials for your project.

I nspected By: Ng,Michagl QA Inspector

Reviewed By: Devey,Jim 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: 29-Oct-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: 05.03.06-000834
Subject: NCR No. ZPMC-0839

Reference Description:  Repair of Backing Bars for CIJP weld joints

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 the Caltrans Quality Assurance (QA) in-process observation on Tower Lift-5 grillages, East and West this QA Inspector
discovered the following issues:
-West tower Lift-5:-
1) Non-Fused backing bar requires removal -joint -WSD1-TL5-4B/F#7,36
2) Non-Fused backing bar requires removal -joint-WSD1-TL5-4B/F#8,35
3) Buckled backing bar requires removal -joint-WSD1-TL5-4B/F#24
4) Non-Fused backing bar requires removal -joint-WSD1-TL5-4B/F#4

-East tower Lift-5:-
1) Areawhere backing bar has been removed requires back welding -joint ESD1-TL5-2B/F#23

-As per AWS D1.5 the RFI-002099R0 the groove welds made with steel backing shall have the weld metal thoroughly fused. The
remaining ends of the backing bar shall be tapered in with and in depth at a slope no steeper than 1:2.5, as shown in the sketch attached
with the referenced RFI.

-Above mentioned welds are T-joint complete joint penetration (CJP) welds.

Action Required and/or Action Taken:
Propose resolutions for the identified non-conformance items and document that the various deficiencies have been brought in
compliance with contract requirements. Also 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.
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NCT
( Continued Page 2 of 2 )

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0839

ccC: Rick Morrow, Peter Siegenthaler, Brian Boal, Mark Woods, Contract Files, Ching Chao, Bill Casey
Filee 05.03.06
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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: 10-Jan-2011

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000896 Rev: 00
Ref: 05.03.06-000834

Subject:  NCR No. ZPMC-0839

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC has repaired the areas in question and is providing the NDT to show that it is acceptable.

ZPMC has repaired the areas in question and is providing the NDT to show that it is acceptable. ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000896R00;

Caltrans' comments: Status: CLO
Date: 10-Jan-2011

This proposed resolution is acceptable. The documentation received is sufficient and the Department concurs that Non-Conformance ZPMC-
0839 is closed.

Submitted by:  Eagen, Sean Date: 10-Jan-2011
Attachment(s):
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@ No. T-180

LETTER OF RESPONSE

TO: American Bridge/Flour JV
DATE: 2010-12-20
REGARDING: NCR—O00877(ZPMC—0839)/NCR—000888(ZPMC-850),

ZPMC received two NCRs, both of which are related to backing bar of tower lift 5,
When got these NCRs, ZPMC conducted repair work, and some welds loeation were
fixed treated through grinding way, the others were fixed by welding.

After two time inspections, these areas satisfied the requirement by CT.
Here attached related NDT reports, hope CT to take a review and close these NCRs.

ATTACHMENT:

N CR~000877(ZPMC-0839)
NC R-000888(ZPMC-0850)
T787-MT-11520
T787-UT-3313

zz{ﬁwj Zo‘m/é.
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STATE OF CALIFDRN IA--BUSINESS, TRANSPORTACTION AND HOUSING AGENDY Arneld S:hc;ar.‘i:naggem Governg

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materizls

Quality Assurance and Source Inzpechon

Contract #: 04-0120F4
Bay Area Branch ’ L

690 Walnut Ave SI, 150 Cry: SFIALA Rie: B0 PM: 13.2/139
Vallejo, CA 94592-1133 =TT 995
(707) 640-5453 File % 69.25B

(707) 648-5493

QUALITY ASSURANCE -- N ON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PR China Report No: NCR-000877
Prime Contractor; American Bridge/Fiuor Enterprises, a TV Date: 27-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0839

Type of problem:

Welding O Conerete [0 Other |

Welding 0 Curing 1 Procedural Bridge No: 34-0006
Joint fitup  [J Coating [J Other [J  Component: Tower Lifi 5 Grillage, East and West
Procedural [1 Procedural [J Description:

Reference Description: Repair of Backing Bars for CJP weld joints
Description of Non-Conformance:
During the Caltrans Quality Assurance (QA) in-process observation on Tower Lifi-5 grillages, East and West
this QA Inspector discovered the following issues:
-West tower Lift-5:-

1) Non-Fused backing bar requires removal -Joint -WSDI-TL5-4B/F#7,36

2) Non-Fused backing bar requires removal -joint-WSD1 -TL5-4B/F#8.35

3) Buckled backing bar requires removal -joint-WSD1-TLS5-4B/F#24

4) Non-Fused backing bar requires removal -joint-WSD1-TL5-4B/F#4

-East tower Lift-5:- I —
1) Area where backing bar has been removed requires back welding -joint ESD] -TL5-2B/F#23

-As per AWS D1.5 the RFI-002099R0 the groove welds made with stee] backing shall have the weld meta]
thoroughly fused. The remaining ends of the backing bar shall be tapered in with and in depth at a slope no

steeper than 1:2.5, as shown in the sketch attached with the referenced RFI.

-Above mentioned welds are T-joint complete joint penetration (CJP) welds.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Coniinued Page 2 of 3 )
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Applicable reference:
AWS D1.5 2002, Section 3.13.2: “Groove welds made with the use of steel backing shall have the weld metal
thoroughly fused with the backing.”

RFI-002099R0: The remaining ends of the backing bar shall be tapered in with and in depth at a slope no
steeper than 1:2.5, as shown in the sketch attached with the referenced RFI.

AWS D1.5 2002, Section 4.6.9: “CJp groove welds made without the use of stee] backing shall have the root
gouged to sound metal before welding is started from the second side.”
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continued Page 3 of 3 )

Who discovered the problem:  Naddi Sandeep Kumar

Name of individual from Contractor notified: Mr. Jeff Chen

Time and method of notification: 900 hours, 10728/10. email

Name of Caltrans Engiveer notified:  Jim Reid

Time and method of notification: 1000 hours 10128710, verbal

QC Inspector's Name: Mr.Zhao

Was QC Inspector aware of the problem: [J Yes 4 Na

Contractor's proposal to correct the problem:

N/A

Comiments:

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 Thomas Ho (86)15002048250, who represents the Office
of Structural Materials for your project.

Inspected By: ~ Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

m TI-15,Quality Assurance -- Non-Conformance Report Pagedof 3




STATE OF CALIFORNIA--BUSIMESS, TRANSPORTACTION AND HOUSING AGENCY Amoid Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION asT
DIVISICN OF ENGINEERING SERVICES 3
Office of Structural Materials 4 e

Quality Assurance and Source Inspection .
Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgjo, CA 94592.1133 . .
(707) 649-5453 File #:  69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000888
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 08-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC). Changxing Island NCR #: ZPMC-0850

Type of problem:

Welding Concrete [] Other O

Welding Curing () Procedural 0  Bridge No: 34-0006

Joint fit-up [] Coating [J Other L Component: Lift 5 Grillage West Shaft
Procedural L[] Procedural [J Description:

Reference Description: Lift 5 Grillage West Shaft Non-fusion Backing bar

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on West Tower Lift-5 grillage, this QA
[nspector discovered the following issues:

-ZPMC offered NWIT #007275 for Visual Testing (VT) and Magnetic Particle Testing (MT) of a repair to an
area of backing bar non-fusion.

-The affected weld locations are as follows:

1) WSDI1-TL5-4B/F#07; 36 — Non-fused backing bar has not been completely removed. There is a slag line at
the entire visible root pass area.

2) WSDI1-TL5-4B/F#04 — Root pass has been ground out to an average depth of 1.5mm, Back welding has not
been performed.

-Welds are T-Joint Complete Joint Penetration (CIP) welds.

-The component located at fabrication Bay#11.

With the intention to close the Non-Conformance Report, NCR#ZPMC-0839, ZPMC had submitted the Natice
of Witness Inspection Number (NWIT) # 007275. This repaired area has been previously tested and accepted
by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel performed 100% VT and MT inspection of
this area,

A Notice of Witness #007231 had been submitted on 11/4/10 for similar inspection for Lift 5, East Grillage,
also assembled and inspected in Bay 11. The non-conforming retrofit work then was rejected. AB/F was made
aware of the reason of rejection in the "Notification Daily Document Tracking” and Incident Report (IR 1662).
This latest NWIT# 007275 was submitted for a request to inspect/ sign off unacceptable non-conforming
retrofit works, not dissimilar to that in NWIT # 007231,

For further information, please see the attached pictures below,

'}i}; TL-15.Quality Assurance - Non-Conformarce Report Page 1 of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Contizied Page 2 of 3
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Applicable reference:

Applicable reference:

Special Provisions Section 8.3 - “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of cach 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

AWS D1.5 2002, Section 3.13.2: “Groove welds made with the use of steel backing shall have the weld metal

hz_ TL-13.Quality Assurance - Non-Canformance Repart Page 2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 3 )

thoroughly fused with the backing.”

AWS DL.5 2002, Section 4.6.9: “CJP groove welds made without the use of steel backing shall have the root
gouged to sound metal before welding is staried from the second side.”

Who discovered the problem: Naddi Sandeep Kumar

Name of individual from Contractor notified: Mr. Xing Xiao Guang

Time and method of notification: 1400 hours, 11/08/10, Verbal

Name of Caltrans Engineer notified: Jim Reid, Verbal

Time and method of potification: 1000 hours, 11/09/10, Ernail

QC Inspector's Name: Mr. Xu Le Feng

Was QC Inspector aware of the problem: [T 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
purpase 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.

Inspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

'hz__ TL-15,Quality Assurance - Non-Conformance Repori Poge jof
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #5435 T787-MT-11520

DATEH i 2010.12.01

PAGE OFW#§ 1/1

Revision No: 0

PROJECT NO. CONTRACTOR:
; ZP06-787 CALTRANS
THEEE: 209 S
DRAWING NO. WSD1-TL5-4B/F ESD1-TL5-2B/F |CALTRANS CONTRACT NO.:
B WEST TOWER FIFTH LIFT mHTEgE 012084
* DIAPHRAGM
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR R BEFsE BB EA R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT #% MANUFACTURER #i3:7 MODEL NO. #45 SERIAL NO. #4438
MT YOKE USA MODEL #ES-X 13984
MAGN ETIZING METHOD ConﬁnuouS magnetic yoke CURRENT
AC
iAo ST A L
PARTICLE TYPE Dry magnet powder YOKE SPACING 150
70~ m
ROBA T TR RSN m
MATERIAL TO BE + WELDING #8:4 ; i
Material & thickness A709M-HPS-485WT2-2
EXAMINED O CASTING #1f BEHF JLF
Rrdi e O FORGING & 65/70/90 mm
WELDING PROCESS TYPE OF JOINT
SMAW T/CORNER JOINT
PR bt Ry
" DISCONTINUITY A ik4k 2 oF s
ELD I.D. m————{ ACCEP REJE REMARK
repry INDICATION TYPE L [ o P
bV iy
WSD1-TL5-4B/F-7 ACC. 100%MT
WSD1-TL5-4B/F-36 ACC. 100%MT
WSD1-TL5-4B/F-8 ACC. 100%MT
WSD1-TL5-4B/F-35 ACC. 100%MT
WSD1-TL5-4B/F-4 ACC. 100%MT
WSD1-TL5-4B/F-24 ACC. 100%MT
ESD1-TL5-2B/F-23 ACC. 100%MT
BLANK
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A\, .
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B g UL ORI TS
REPORT NO. ##4% T787-UT-3313 DATE 2010.12.03 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : I'i7#{ %} ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FIETH LIFTING DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
TOWER(W) FLOOR WSD1-TL5-4B/F .
Bl B BEAM ERY AL R
REFERENCING CODE 3% Wi ACCEPTANCE STANDARD 54 bt PROCEDURE NO. # i b
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS {3 A7 JOINT TYPE fi45 357 CALIBRATION DUE DATE {3 #% i 1147 %0
SMAW CORNER-JOINT Dec. 2857 2010
EQUIPMENT ;4 MANUFACTURER il if if§ MODEL NO. Fextgy st SERIAL NO. ¥55'
UT SCOPE HANWEI HE10e 61e1731
CALIBRATION BLOCK itk COUPLANT #4471 MATERIAL/THICKNESS 5B 1
AWS IIW BLOCK TYPE 1l cC.M.C A709M-HPS-485WT2-Z 65/70mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il xt ify filE HIF R il ig # Az HF Rt
AMERICA 70° 2.25MHz 0.75%0.625in
AMERICA 45° 2.25MHz 0.75x0.625in | Reference Level %3 7i 20dB
Base metal inspected per AWS D1.5-2002 Seciion 6.19.5 0° UT OK.
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45 40 ACC. | 100%
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45 40 ACC. | 100%
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N Llua (Adprs,
e -~
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(FORM# ZPQC-UT01)




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY EDMUND G. BROWN Jr., 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

L ocation: Changxing Island, Shanghai, PR China Report No: NCS-000883
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  12-Jan-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0839

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:  27-Oct-2010

Description of Non-Conformance:

During the Caltrans Quality Assurance (QA) in-process observation on Tower Lift-5 grillages, East and West
this QA Inspector discovered the following issues:

-West tower Lift-5:-

1) Non-Fused backing bar requires removal -joint -WSD1-TL5-4B/F#7,36

2) Non-Fused backing bar requires removal -joint-WSD1-TL5-4B/F#8,35

3) Buckled backing bar requires removal -joint-WSD1-TL5-4B/F#24

4) Non-Fused backing bar regquires removal -joint-WSD1-TL5-4B/F#4

-East tower Lift-5:-
1) Areawhere backing bar has been removed requires back welding -joint ESD1-TL5-2B/F#23

-As per AWS D1.5 the RFI-002099R0 the groove welds made with steel backing shall have the weld metal
thoroughly fused. The remaining ends of the backing bar shall be tapered in with and in depth at a slope no
steeper than 1:2.5, as shown in the sketch attached with the referenced RFI.

-Above mentioned welds are T-joint complete joint penetration (CJP) welds.

Contractor's proposal to correct the problem:

Contractor will remove the backing bars in question, and repair the area as per Design's requirementsiie.
RFI-2099. Contractor will also provide NDT report to show the weldsinvolved and also the repair areas are
acceptable.

Corrective action taken:

Contractor gouged off the defective backing bars, and ground the areas as per RFI 2099 requirements. NDT
reports were provided proving the welds involved and the repair areas were free of defects. Considering the
access difficults, and facilitate fabrication the repair has been accepted by Construction as "fit for purpose.”

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



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

Did corrective action require Engineer's approval ? [] Yesl¥l 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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Devey,Jim QA Reviewer
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