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-000900
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0862

Type of problem:

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

Procedural Procedural [ Description: Lift 4 Tower Facade Plate

Reference Description: Preheat doesn't follow the WELD PROCEDURE REQUIRMENTS for New Welds
Description of Non-Conformance:

During Caltrans QA in process observations of the fabrication of SD1-SFSA4-71, the QA discovered the
following issue:

ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR
NEW WELDS (Rager/ McQuaid), i.e. Preheat shall be applied in such a manner to provide a minimum
temperature in the area of the weld of 165 degree Celsius.

- Theweld isidentified as. SD1-SFSA4-71-5

- The welding process used was SMAW

- The areawas being preheated using torch

- Theweld isas Fillet joining top plate to side plate

- The component is not SPCM

- The component (SD1-SFSA4-71_islocated in Bay 10.

BAY #10

BAY # 10

ZPMC personnel performing tack
welding on weld joint #
S5D1-5FSA4-71-5

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

BAY # 10 SD1-5FSA4-71-5

Applicablereference:

WELD PROCEDURE REQUIREMENTS FOR NEW WELDS

Section 2. Assembly

f. Preheat shall be applied in such amanner to provide a minimum temperature in the area of the weld of 165
degree Celsius.

Who discovered the problem:  Robin Sharma

Name of individual from Contractor notified: LuYiJdun

Time and method of notification: 1600, 11/23/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1000, 11/24/10, Verbal

QC Inspector's Name: Jiang Xiao Bo

Was QC Inspector awar e of the problem: L] 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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

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



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: 24-Nov-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: 05.03.06-000856
Subject: NCR No. ZPMC-0862

Reference Description:  Preheat doesn't follow the WELD PROCEDURE REQUIRMENTS for New Welds

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: 04
Remarks:
During Caltrans QA in process observations of the fabrication of SD1-SFSA4-71, the QA discovered the following issue:
ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR NEW WELDS (Rager/
McQuaid), i.e. Preheat shall be applied in such a manner to provide a minimum temperature in the area of the weld of 165 degree
Celsius.
- Theweld isidentified as: SD1-SFSA4-71-5
- The welding process used was SMAW
- The areawas being preheated using torch
- Theweld isas Fillet joining top plate to side plate
- The component is not SPCM
- The component (SD1-SFSA4-71 _islocated in Bay 10.

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.

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0862

H..,,.,w" 05.03.06-000856,NCT
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NCT
( Continued Page 2 of 2 )

cc: Rick Morrow, Peter Siegenthaler, Brian Boal, Mark Woods, Contract Files, Ching Chao, Bill Casey
File: 05.03.06

05.03.06-000856,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: 29-Nov-2010
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-000854 Rev: 00
Ref: 05.03.06-000856

Subject: NCR No. ZPMC-0862

Contractor's Proposed Resolution:

Reference Resolution: he “NEW WELD PROCEDURE (Rager/McQuaid)” quoted as the basis for this NCR is not a contact document only
a recommendation from the QA/QC Committee.

The “NEW WELD PROCEDURE (Rager/McQuaid)” quoted as the basis for this NCR is not a contact document only a recommendation from the
QA/QC Committee. If the Department wants to incorporate the QA/QC committee’s recommendations as a contract requirement a contract
change order should be issued. As this NCR was written without basis it should be withdrawn.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000854R00

Caltrans' comments: Status: REJ
Date: 02-Dec-2010

We understand your response. However, successful NDT will close this NCR.

Submitted by: Rizzardo, Gina Date: 02-Dec-2010
Attachment(s):

‘E}'I Page 1 of 1



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: 07-Dec-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000854 Rev: 01
Ref: 05.03.06-000856

Subject: NCR No. ZPMC-0862

Contractor's Proposed Resolution:

Reference Resolution: We understand your response and we will not submit the normal NCR closure package with NDT reports for this
and expect that CT will close these as the green tags for these components are issued.

We understand your response and we will not submit the normal NCR closure package with NDT reports for this and expect that CT will close
these as the green tags for these components are issued.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000854R01

Caltrans' comments: Status: REJ
Date: 08-Dec-2010

There are no records for issued green tags on these components. Please submit the NDT reports in order to close out this NCR.

Submitted by: Rizzardo, Gina Date: 08-Dec-2010
Attachment(s):

‘E}' Page 1 of 1



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: 21-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-000854 Rev: 02
Ref: 05.03.06-000856

Subject:  NCR No. ZPMC-0862

Contractor's Proposed Resolution:

Reference Resolution: MC is submitting the QA Approval form to show that NDT performed after the weld was complete by ZPMC, ABFV
and the Department was acceptable.

ZPMC is submitting the QA Approval form to show that NDT performed after the weld was complete by ZPMC, ABFV and the Department was
acceptable. Based on these results, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000854R02;

Caltrans' comments: Status: REJ
Date: 23-Jan-2011

Please submit the NDT reports in order to close out this NCR.

Submitted by:  Eagen, Sean Date: 23-Jan-2011
Attachment(s):

‘R? Page 1 of 1
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DELIVERED Z¢t uEC 201y

American -
Bridge .1 [ U O} i

QA APPROVAL REQUEST FORM

Component L4-E27_ (5/?"1/4 434 ( Wg )Mﬁé{ Date /Zézé 29/ 0

In-Process tag No.
*Attach In-Process tap

Green tag No. /56, 5/ / Location

Weld
numbers See. @b[ f&W

S R 2ol 12/ §

—_—

ZPMC Team Réfal'esentatjve Date
Lisng oo (253 /5010
ABF Tegn Representative Date ~
o [;—4'7‘9"’4%[» }/»1/20,‘;
CTFTeam Representative Date/
DOCUMENTATION REVIEW
Yes No
NDE complete

Repairs complete
NCR’s closed

ABF QA Manager Date

QA Approval Request form Rev



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: 15-Feb-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-000854 Rev: 03
Ref: 05.03.06-000856

Subject:  NCR No. ZPMC-0862

Contractor's Proposed Resolution:
Reference Resolution:

See attached NDT results to show the weld is acceptable. Based on this ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000854R03;

Caltrans' comments: Status: CLO

Date: 15-Feb-2011

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

0862 is closed.

Submitted by:  Eagen, Sean Date: 15-Feb-2011

Attachment(s):
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TL-0009278

C=ZPMc

TRANSMITTAL LETTER

PROJECT: S.F.0.B.B.
DATE:2011-02-14
TO: ROSEMARY/ABF JV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: TOWER NCR

SUBMITTED FOR YOUR APPROVAL AND SUBMITTAL TO CALTRANS

ENCLOSED WITH THIS TRANSMITTAL IS ONE COPY OF

(01) LR: No. T-190

(02) NCR-000923(ZPMC-0885)
NCR-000900(ZPMC-0862)
NCR-000922(ZPMC-0884)
T787-MT-12379
T787-MT-11526
T787-MT-12395

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT

PLAN HOLDER:

Koge g

[

COMPANY:

) budge /FLUOR,

PLAN NUMBER:N/A
#R787-QCP-102

A

PMECEIVED 14 res 201

PHONE NO.




@ NOT"190

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2011-02-14

REGARDING:
NCR-000923(ZPMC-0885),NCR-0{)0900(ZPMC~0862),NCR-000922(ZPMC-0884)

ZPMC received captioned NCRs, it mentioned that ZPMC didn’t following the
required preheating temperature of Weld Procedure Requirements for New Welds.
Here we attached related reports to show the welds were fine, hope CT could take a

review and close these NCR,

ATTACHMENT:
NCR-000923(ZPMC-0885)
NCR-000900(ZPMC-0862)
NCR-000922(ZPMC-0884)
T787-MT-12379
T787-MT-11526
T787-MT-12395

ﬂ‘“’j?)m/f/é"" Lo 2



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

Bay Area Branch

i

‘r-'-~'§$?it",
s

(5

Contract #: 04-0120F4

690 Walnut Ave.5t. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133
(707) 649-5453
(707) 649-5493

File #: 69.25B

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. Chin
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Report No: NCR-000923
Date: 25-Nov-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0885

Type of problem:
Welding Concrete [1 Other Ol

Welding [ Curing L] Procedural []  Bridge No: 34-0006 —
Joint fitup [ Coating [ Other (] Component: Lift 6 Skin D to stiffener welding

Procedural Procedural [] Description:

Reference Description: Preheat and welding do not follow the WELD PROCEDURE REQUIREMENTS

FOR NEW WELDS (Rager/ McQuaid)
Description of Non-Conformance:

ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR

NEW WELDS (Rager/McQuaid) (THE PROCEDURE).

1) Preheat not applied as per section 2-f,
2) Preheat not applied as per section 3-m.
3) Preheat not applied as per Section 4-e.

-The weld is identified as WSD1- FDSA6-4 - 5

-The welding process used was FCAW

-The area was being preheated using Electric strip heaters
-The weld is a Fillet joining Skin D to Stiffener

-The member is not SPCM

-Component/Member is located in Bay no. 11

N
.

Westtowern LIR'G - Skin D tx\sﬂffener“w.:-ld“rqg at Bay <11
\ \ :

1250404457

‘ﬁ:zw TL-15,Quality Assurance -- Non-Conformance Report

11125010 1459
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QUALITY ASSURANCE - NON-CONFORMANCE REPORT

( Continued Page 2 of 2 )

Applicable reference:

WELD PROCEDURE REQUIREMENTS FOR NEW WELDS (Rager/McQuaid)

Section 1. This procedure is to be used for all new and totally replaced welds that are being made in
conformance with the AWS D1.5 Bridge Welding Code, the Caltrans Special Provisions and this Welding
Procedure.

Section 2. Assembly
f. Preheat shall be applied in such a manner to provide a minimum temperature in the area of the weld of 165°C.

Section 3. Preparation for Welding
k. Preheating using electric strip heaters to provide a continual preheat before and during welding are preferred.

1. Alternatively, preheating using gas preheating torches shall be applied to the weld joint and surrounding area
in such a way that the entire area to be welded and all adjacent material out to a distance of 75mm in any
direction is heated to the value shown in AWSDI.3, clause 12.14(Table 12.4 as appropriate). Preheat
temperature is always stated as a minimum value.

m. Preheat shall utilize the use of electric heaters and blankets and be applied in such a manner to provide a
minimum temperature of 140C at all times until the weld joint is post weld thermal treated. (This includes
applying preheat for CJP welds made from both sides and backgouged.)

n.Preheat temperatures to be checked by **Tempilstik:crayon or calibrated digital thermometer.

Section 4. Welding

e. Preheat shall be maintained in accordance with Section 3.k.~ 3.n. of this procedure.

Who discovered the problem:  Baskar Govindarajan

Name of individual from Contractor notified: Xin Xiao Guang

Time and method of notification: 1510 hrs, 11/25/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1230hrs, 11/26/10, email

QC Inspector's Name: Shao Hai Long

Was QC Inspector aware of the problem: (] Yes[4] No

Contractor's proposal to correct the problem:

NA

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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

h,:’_ TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTICN AND HOUSING AGENCY

Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Bay Area Branch

Contract # 04-0120F4

690 Walnut Ave.St. 150 Cty: SF/ALARte: 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, B.R. C]Iilla
Prime Contractor: American Bridge/Fluor Enterprises, a JV

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island

Report No: NCR-000900
Date: 23-Nov-2010

Type of problem:

Welding Concrete ] Other ]
Welding ] Curing [J Procedural [  Bridge No: 34-0006

Joint fit-up L[] Coating [ Other L]  Component: Tower Facade Plate

Procedural Procedural [ Description: Lift 4 Tower Facade Plate

Reference Description: Preheat doesn't follow the WELD PROCEDURE REQUIRMENTS for New Welds

Description of Non-Conformance:

During Caltrans QA in process observations of the fabrication of SD1-SFSA4-71, the QA discovered the

following issue:

ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR
NEW WELDS (Rager/ McQuaid), i.e. Preheat shall be applied in such a manner to provide a minimum

temperature in the area of the weld of 165 degree Celsjus.
- The weld is identified as: SD1-SFSA4-71-5

- The welding process used was SMAW

- The area was being preheated using torch

- The weld is as Fillet joining top plate to sidt;;f)late

- The component is not SPCM )

- The component (SD1-SFSA4-71_ is located in Bay 10.

BAY # 10 BAY # 10

i

R

—— e
" T A ;

ZPMC pershn nel performing tack
welding on weld joint #

SD1-SESA4-71-5

‘hz TL-15,Quality Assurance -- Non-Conformance Report

11/ 23 /10 15:48
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

BAY # 10 SD1-SFSA4-71-5

D117 23 /10 15247
Applicable reference: :

WELD PROCEDURE REQUIREMENTS FOR NEW WELDS

Section 2. Assembly

f. Preheat shall be applied in such a manner to provide a minimum temperature in the area of the weld of 165
degree Celsius.

Who discovered the problem:  Robin Sharma

Name of individual from Contractor notified: Lu Yi Jun

Time and method of notification: 1600, 11/23/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 1000, 11/24/10, Verbal

QC Inspector's Name: Jiang Xiao Bo

Was QC Inspector aware of the problem: L] 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, (818) 292-0659, who represents the

Office of Structural Materials for your project.

Inspected By: Ng,Michael i QA Inspector

Reviewed By: Devey,Jim SMR

h/_"__ TL-15,Quality Assurance - Non-Conformance Report Page 2 of 2




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch NN

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-000922
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Nov-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0884

Type of problem:

Welding Concrete [ Other U

Welding ] Curing [l Procedural [] Bridge No:, 34-0006

Joint fittup L[] Coating L1 Other | Component: East Tower Lift 6 Skin plate F

Procedural Procedural [] Description:

Reference Description: Preheat doesn't follow the WELD PROCEDURE REQUIRMENTS for New Welds
Description of Non-Conformance;

During Caltrans QA in process observations of the fabrication of ESD1-FFSA6-2, the QA discovered the
following issue:

ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR
NEW WELDS (Rager/ McQuaid), i.e. Preheat shall be applied in such a manner to provide a minimum
temperature in the area of the weld of 165 degree Celsius.

-The welds are identified as: ESD1-FFSA6-2-1, 2, 3,4, 5, 6, 7, 8.

-The welding process used was SMAW

-The area was not preheated.

-The welds are Fillet Welds joining stiffener plates to skin plate

-The member is not SPCM

-ESDI1-FFSA6-2 is located in Bay 11.

Location Bay i1.,

- . ’
FastTowerdift 6 SKii F plate.

ESD1-FROAB 2 817, 6,54:3,2.1

o a,, ! Base plate.

East Tower lift 6skin F plate. Location Bay 11.
ESD1-FFSAG-2-1,2,3,4,5,6,7, 8.

Stiffener

g

i, t‘:,‘ .‘: ity
11.252010 1423

Applicable reference:

‘hzr TL-15,Quality Assurance -- Non-Conformance Report g Bage l'of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

( Continned Page 2 of 2 )

WELD PROCEDURE REQUIREMENTS FOR NEW WELDS (Rager / McQuaid)

2. Assembly:f: Preheat shall be applied in such a manner to provide a minimum temperature in the area of the
weld of 165°C.

Who discovered the problem:  Shailesh Gaikwad

Name of individual from Contractor notified: Xin Xiao Guang

Time and method of notification: 15:30, 11-25-2010, Verbal

Name of Caltrans Engincer notified:  Sean Eagen

Time and method of notification: 1230hrs, 11-26-2010, email

QC Inspector's Name: Mr. Libin

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

Contractor's proposal to correct the problem:

NA

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, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Ng,Michael QA Inspector

Reviewed By: Devey,Jim SMR

& gy | ) . >
hz_ TL-15,0uality Assurance -- Non-Conformance Report Page 2 of 2
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CZBMcT

REPORT OF MAGNETIC PARTICLE EXAMINATION

i EoRl i e
REPORT NO. i #5#i & T787-MT-12379 DATEEI# 2010.12.31 PAGE OFTF 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: —
-7
THE%: B P
DRAWING NO. WSD1—FDSA5-4 CALTRANS CONTRACT NO,Z
B TOWER(W) SIXTH LIFTING D-SKIN I THR%R S G4 g
STIFFENER
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S TET HERARE BFag BB ER S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2011
EQUIPMENT #% MANUFACTURER #illifs 7§ MODEL NO. 48 SERIAL NO. 448
MT YOKE PARKER da400S 17371|
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT G
REAL T ¥ T L 2
PARTICLE TYPE Dry magnet powder YOKE SPACING
e 70~150mm
R R TFREM RESE MR
MATERIAL TO BE Y WELDING :
R Material & thickness A7T09M-345T2
EXAMINED O CASTING %t
B B4k O FORGING i B, LA 20/16mm
oc PE OF JO
WELDIING PROCESS _— TYPE O INT S
R piit E gl
WELD I.D DISCONTINEITY Tt ACCEPT REJECT REMARKS
Ty INDICATION TYPE RN e Jil e
WSD1-FDSAG-4-1 ACC. 10%MT
WSD1-FDSAG-4-2 ACC. 10%MT
WSD1-FDSA6-4-3 ACC. 10%MT
WSD1-FDSAG-4-4 ACC. LO%MT
WSD1-FDSAG-4-5 ACC. 1O%MT
WSD1-FDSAG-4-6 ACC. 10%MT
WSD1-FDSAG-4-7 ACC. 10%MT
WSD1-FDSAG-4-8 ACC. 10%MT

AFTER HSR1(T)-11635

BLANK

EXAMINED BY X #g
Fu Zhi giang

LEVEL -1l SIGN &4 /

ﬁ/t//fc?cm}

DATEH #3

20/9- 143/

REVIEWED BY
V%ﬂ 7 A

LEVEL-II SIGN I

DATEH I

Lofo. /I

St / Qem

< SIGN/ B # DATE

’tfl”-;‘\f&(

Fi F*CUSTOMER

%5 SIGN/ H il DATE

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

T P43 45
REPORT NO. £ 445 T787-MT-11526 DATEE i 2010.12.03 PAGE OFIiT% 1/6 Revision No: 0
PROJECT NO. SheriE CONTRACTOR: CKETRANS
- 6-787
IRE%E: H P
CALTRANS CONTRACT NO.:
DRAWING NO. A
SD1-SFSA4 — 04-0120F4
; NMHTES
EEE FAGADE
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
2 Sy beTul B BRRe {8 E A RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2010
EQUIPMENT #t% MANUFACTURER {7 MODEL NO. #5455 SERIAL NO. 4k
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Ay hs Bk Mkl vk Ea 3l
PARTICLE TYPE Dry magnet powder YOKE SPACING
x 70~150mm
B AR TR RES (] B
MATERIAL TO BE v WELDING 144
AT - R Material & thickness A709M-345T2
EXAMINED O CASTING %1
(oRIE O FORGING % i, LEE 10/14/12mm
c TYPE OF JOINT
WELDTHE RRReE S SMAW FCAW T JOINT
DISCONTINUITY gkt S - -
WELD 1D. LENGTH INmm| ACC E
PR INDICATION TYPE ©r g EIET g BiE
1R it
SD1-5FSA4-80-1 ACC. LOYMT
SD1-SFSA4-80-2 ACC. LO%MT
SD1-SFSA4-80-3 ACC. 10%MT
SD1-SFSA4-80-4 ACC. 10%MT
SD1-SFSA4-80-5 ACC. 10%MT
5D1-SFSA4-80-6 ACC. LO%MT
5D1-SFSA4-80-7 ACC. LO%MT
SD1-SFSA4-80-8 ACC. 10%MT
SD1-SFSA4-80-9 ACC. LO%MT
SD1-SFSA4-80-10 ACC. 10%MT
SD1-SF5A4-71-11 ACC. LO%MT
SD1-SFSA4-71-12 ACC. 10%MT
SD1-5FSA4-71-13 ACC. LO%MT
5D1-5FSA4-71-14 ACC. LO%MT

EXAMINED BY:# ./
Fu Zhigiang Z’M %'ﬂm}

LEVEL -1l SIGN %4

REVIEWED BY ##

Vi V% .

29/0./,.93

LEVEL-lI SIGN

&
/ DATERM

_ofo 2 2F

JEftE 3 / Qem

o) o 0

FlJF"CUSTOMER

—

&% SIGN / Hll DATE

Y

£ SIGN/ FI ] DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Rt A B AR 45
REPORT NO. i &455 T787-MT-11526 DATEH M 2010.12.03 PAGE OFT1#4 2/6 Revision No: 0
PROJECT NO. Bng CONTRACTOR: CALTENNE
. -787
IESRE: A P
LTRA CT NO.:
= —— CALTRANS CONTRACT
SD1-SFSA4 04-0120F4
. M IRHE
: FACADE
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
e YRk Tl B s inE BRRE e B E A RO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT # % MANUFACTURER {3 MODEL NO. #3558 SERIAL NO. #E4egs o
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
b A RadE st et B3
PARTICLE TYPE Dry magnet powder YOKE SPACING
4 70~150mm
e i) FREE R4 ] B
MATERIAL TO BE vV WELDING 15354
RE&H Material & thickness A709M-345T2
EXAMINED O CASTING ¥}
BRI R O FORGING #&i% 4, L HE 10141 2mm
WELDING PROCESS TYPE OF JOINT
g SMAW FCAW B T JOINT
HREE T pebe Tt
o DISCONTINUITY A~ 4kt - . En
WELD |. TR ACCEPT REJECT REMARKS
g INDICATION TYPE RO K Kk
T E3it)
SD1-5F5A4-71-15 ACC. 10%MT
SD1-SFSA4-71-16 ACC. 10%MT
SD1-SFSA4-71-1 ACC. 10%MT
SD1-SFSA4-71-2 ACC. LO%MT
SD1-SFSA4-71-5 ACC. LO%MT
SD1-5FSA4-71-6 ACC. 10%MT
SD1-SFSA4-71-19 ACC, LO%MT
5D1-5FSA4-71-20 ACC. LO%MT
SD1-SFSA4-71-21 ACC. LO%MT
SD1-SFSA4-71-22 ACC. 10%MT
SD1-SFSA4-94-1 ACC. 10%MT
SD1-SFSA4-94-2 ACC., LO%MT
SD1-5FSA4-94-3 ACC. 10%MT
SD1-5F5A4-94-4 ACC. LO%MT

EXAMINED BYj—:i-?:

" Lu -

REVIEWED BY #i#

L )%

Fu Zhigiang
LEVEL -1l SIGN%E# /| DATEAM //Zﬂ/f Aﬂj LEVEL-II SIGN ! DATEHRM /Zﬂ% /ﬁ‘) ﬂj
IRitEE / QCM

rﬂ,\/f'w

%< SIGN / F ¥ DATE

A FCUSTOMER

F SIGN / F i1 DATE

(FORM# ZPQC-MTO1)
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TR A R 5
REPORT NO. {45455 T787-MT-11526 DATEH#§ 2010.12.03 PAGE OF 4 3/6 Revision No: 0
PROJECT NO. — CONTRACTOR: ——
TEHE: ) il
AC ik
NG b ] CALTRANS CONTRACT NO
SD1-SFSA4 —— 04-0120F4
i My re]
LR FAGADE
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
SEMTHT BRI BIFGE RBRERRM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2010
EQUIPMENT # 4% MANUFACTURER 31§ MODEL NO. #4188 SERIAL NO. #4435
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AG
R4k By Lt
PARTICLE TYPE Dry magnet powder YOKE SPACING
i 70~150mm
A TR MR R
MATERIAL TO BE v WELDING HisE _ .
o Material & thickness A709M-345T2
EXAMINED O CASTING &4
FoRrnE Y O FORGING 4 B BLEE 10/14/12mm
WELDING PROCESS TY F JOINT
R SMAW FCAW F ? l T JOINT
iy DISCONTINUITY g4 B &
WELD I.D. ———————| AGCEPT REJECT REMARKS
- INDICATION TYPE RN s e P
thm =iV
5D1-SF5A4-94-5 ACC. LO%MT
SD1-SFSA4-94-6 ACC. LO%MT
SD1-SFSA4-94-7 ACC, 10%MT
SD1-5F5A4-94-8 ACC. LO%MT
$D1-5FSA4-94-9 ACC. 10%MT
5D1-5FSA4-94-10 ACC. 10%MT
5D1-5F5A4-94-11 ACC. LO%MT
5D1-SFSA4-94-12 ACC. 10%MT
SD1-SFSA4-94-13 ACC. LO%MT
SD1-SFSA4-94-14 ACC. 10%MT
SD1-SFSA4-84-1 ACC. LO%MT
5D1-SF5A4-84-2 ACC. 10%MT
SD1-SFSA4-84-3 ACC. LO%MT
SD1-SFSA4-84-4 ACC. 10%MT

EXAMINED BY 3: £

Fu Zhigiang Z-M /A% %/’}‘
LEVEL -1 SIGN %% / DATERM ”2//?/5‘»)/}

REVIEWED BY ##

Ligm 4 Jve(

LEVEL-l  SIGN °

! DATEHRM

22 227

itEH / QoM

FlF CUSTOMER

% F SIGN / Hill DATE

%7 SIGN / H ] DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

g R i A
REPORT NO. #1548 T787-MT-11526 DATEFE#} 2010.12.03 PAGE OFT{i4 4/6 Revision No: 0
PROJECT NO. - CONTRACTOR: e
. ZP06-787
THR%ES: Jii o
CALTRANS CONTRACT NO.:
DRAWING NO. B A
Bi-SFSA4 a—— 04-0120F4
5 FACADE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EE I Y AR BERFRE {X SR TE A 20
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7,2010
EQUIPMENT %% MANUFACTURER #l3& 7§ MODEL NO. #3455 SERIAL NO. ZE4EHE
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
BEAb e Wit L3
PARTICLE TYPE Dry magnet powder YOKE SPACING gk
v L’ mm
iy e pi] Tt P4 [l B
MATERIAL TO BE v WELDING ##:4
: }f,,%ﬂ: Material & thickness A709M-345T2
EXAMINED O CASTING %
HJH O FORGING $ifs B, JEHE 10/14/112mm
TYPE OF JOINT
WELDI‘NG PROCESS MR ECRN ?F IN —
PR R
DISCONTINUITY R at it . o e
WELD I.D. et ACCEPT RE
- INDICATION TYPE IR e 1l el
R Fend
SD1-SFSA4-84-5 ACC. 10%MT
SD1-SFSA4-84-6 ACC. 10%MT
SD1-5FSA4-84-7 ACC, 10%MT
SD1-SFSA4-84-8 ACC. LO%MT
SD1-SFSA4-84-9 ACC. 10%MT
SD1-SFSA4-84-10 ACC. 10%MT
SD1-5FSA4-500-1 ACC. 10%MT
5D1-5FSA4-500-2 ACC. 10%MT
SD1-SFSA4-500-3 ACC. 10%MT
5D1-SFSA4-500-4 ACC. 10%MT
SD1-SFSA4-500-5 ACC. 10%MT
SD1-SFSA4-500-6 ACC. 10%MT
5D1-5FSA4-500-7 ACC. 10%MT
SD1-SFSA4-500-8 ACC. 10%MT

EXAMINED BY : ?, ‘
Fu Zhigiang Lﬂf’%

DATEH #§

LEVEL -1l SIGN %%

Lo/ 203

REVIEWED BY #7#

VY g 2 )%

LEVEL-ll SIGN

Y| DATERM

221003

FEER / Qem

%<7 SIGN / Hill DATE

Lo b B

R FCUSTOMER

- SIGN / Hill DATE
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ik R i 45
REPORT NO. #1#543% T787-MT-11526 DATER 1 2010.12.03 PAGE OFJIfY 5/6 Revision No: 0
PROJECT NO. 20578 CONTRACTOR: —
. 787
TEHT: B P
CALTRANS CONTRACT NO.:
DRAWING NO. SFS ST "
Sh-Braat — 04-0120F4
FS: FACADE i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EHHRT RN BRFHS SRR ET RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT # 4% MANUFACTURER 31 MODEL NO. 43 & SERIAL NO. B4R H
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT 56
Bk e e L e S B3
PARTICLE TYPE Dry magnet powder YOKE SPACING —
o = mm
iy AT gy TR [ ¥ [ R
MATERIAL TO B v WELDING :
T E FA Material & thickness A709M-345T2
EXAMINED O CASTING #44
R R R O FORGING $gi% B4, T 10/1412mm
PE o
WELDI‘NG PROCESS SMAW ECAW TYPE OF JOINT T JOINT
W S g
DISCONTINUITY A~ g - RS
WELD I1.D. eTom—1 ACCEPT REJ R
ey INDICATION TYPE T I e P
1P Egid)
SD1-5FSA4-500-8 ACC. 1O%MT
5D1-SFSA4-500-10 ACC. 10%MT
SD1-SF5A4-500-11 ACC. 1O%MT
SD1-SF5A4-500-12 ACC. LO%MT
SD1-5FSA4-500-13 ACC. 10%MT
SD1-5F5A4-500-14 ACC. 1O%MT
SD1-5FSA4-81-1 ACC. 10%MT
SD1-SFSA4-81-2 ACC. 1O%MT
SD1-5FSA4-81-3 ACC. LO%MT
SD1-5FSA4-81-4 ACC. LO%MT
SD1-SFSA4-81-5 ACC. LO%MT
5D1-5FSA4-81-6 ACC. LO%MT
SD1-5F5A4-81-7 ACC. 10%MT
SD1-SFSA4-81-8 ACC. 10%MT
EXAMINED BY 4§ ! REVIEWED BY #i# ’
Fu Zhigiang 5'4 _/:15 C%M;’— Wﬂ’/ylﬂ Wgr
LEVEL -1l SIGN %4 / DATEAM ,Z /ﬂ / _2 7 / LEVEL-l  SIGN ’ / DATEF Wi 749/% /2.2 3
I / QCM ) ] W H ACUSTOMER
Xy .
%7 SIGN / Bl DATE v %7 SIGN / A 31 DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Ry £ U4 o5
REPORT NO. 4432 T787-MT-11526 DATEA 1 2010.12.03 PAGE OFTIFS 6/6 Revision No: 0
PROJECT NO. 2P0t CONTRACTOR: —
; -787
TE45: AP
C 5
GRAWING Ko, Cons CALTRANS CONTRACT NO
SD1-EFak — 04-0120F4
; BRE

SR FAGADE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SE LT AT BHRY 3 SR TE AT 20N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT #t#% MANUFACTURER i1y MODEL NO. B4 8 SERIAL NO. 435
MT YOKE PARKER DA-400S 17371
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
Rk R A Al 287 )
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—

o o mm
BRI TFREH WyEmE
MATERIAL TO BE v WELDING ##4: . .

) Material & thickness A709M-345T2
EXAMINED O CASTING &1
BRI O FORGING $g3% B4 JERE 1014/12mm
WELDING PROCESS TYPE OF JOINT
Ak SMAW FCAW . el T JOINT
HETT i ok T
DISCONTINUITY i &k
WELD 1.D. =] ACCEPT REJECT REMARKS
e INDICATION TYPE AL e 1 Bk
5D1-SFSA4-81-9 ACC. LO%MT
SD1-5FSA4-81-10 ACC. LO%MT
BLANK

EXAMINED BY

Fu Zhiqgiang Z ]‘{f%/

Dofo, 103

IREVIEWED BY ## '
!WM ¢

[

Yo [).97

LEVEL -1l SIGN %4 /| DATEHMN LEVEL-Il SIGN ! DATEEM
JEitZ8 / QCeMm A CUSTOMER

¥ SIGN | B3] DATE

L b D

% SIGN / Hi¥] DATE
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grigorilki g

REPORT NO. 845418 T787-MT-12395 DATEREN  2011.01.05 PAGE OF™ 11 Revision No: 0

%?;?T ND; ZP06-787 ;O;T.RACTDR’ CALTRANS

DRAWING NO. ESD1-FFSAG-2 CALTRANS CONTRACT NO.;

M TOWER (E) LIFTING 6 SKIN F AND |1 LR & 04-0120F4

STIFFENER

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE

22 T4 ERATE ERHE e EA O

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2011

EQUIPMENT %% MANUFACTURER #3574 MODEL NO. #4558 SERIAL NO. #4458

MT YOKE PARKER DA-400S 17371

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT

R B i Ac

PARTICLE TYPE Dry magnet powder YOKE SPACING

s —— S 70~150mm

MATERIAL TO BE VWELDING ##:4: Material & thickness

EXAMINED O CASTING %4 ﬂ}ﬁ.ﬂl!;f ArosttateTe

Byl O FORGING &i% 16/20mm

WELDING PROCESS — TYPE OF JOINT —

BB i oot

WELD |.D. = CONTIRIT et TENGTI ] ACCEPT REJECT REMARKS
e INDICATION TYPE K =2 T 2T
EhEn Egiv]
ESD1-FFSAB-2-1 ACC, 10%MT
ESD1-FFSAG-2-2 ACC. 10%MT
ESD1-FFSAG-2-3 ACC. 10%MT
ESD1-FFSAG-2-4 ACC. 10%MT
ESD1-FFSAG-2-5 ACC. 10%MT
ESD1-FFSAG-2-6 ACC. 10%MT
ESD1-FFSAG-2-7 ACC. 10%MT
ESD1-FFSAG-2-8 ACC. 10%MT
ESD1-FFSAB-2-9 ACC. 10%MT
ESD1-FFSAG-2-10 ACC. 10%MT
ESD1-FFSAB-2-25 ACC. 10%MT
ESD1-FFSAB-2-26 ACC. 10%MT
ESD1-FFSAB-2-27 ACC. 10%MT
ESD1-FFSAG-2-28 ACC. 10%MT
AFTER HSR1(T)-11634
BLANK
im0 K e 6 _
LEVEL-Il SIGN %4 / DATER LEVELl  SIGN I DATEH 72:// & /, 6

X F SIGN/ F ] DATE

[RItZE / QoM OM‘]W’/

2// 0] 95
£

RIFCUSTOMER

#F SIGN / F 3] DATE

(FORM# ZPQC-MTO01)




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

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000893
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  15-Feb-2011
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0862

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:  23-Nov-2010

Description of Non-Conformance:

During Caltrans QA in process observations of the fabrication of SD1-SFSA4-71, the QA discovered the
following issue:

ZPMC welding personnel did not appear to be following the WELD PROCEDURE REQUIREMENTS FOR
NEW WELDS (Rager/ McQuaid), i.e. Preheat shall be applied in such a manner to provide a minimum
temperature in the area of the weld of 165 degree Celsius.

- Theweld isidentified as. SD1-SFSA4-71-5

- The welding process used was SMAW

- The areawas being preheated using torch

- Theweld isas Fillet joining top plate to side plate

- The component is not SPCM

- The component (SD1-SFSA4-71_islocated in Bay 10.

Contractor's proposal to correct the problem:

Contractor will providethe NDT report to prove the welds are acceptable.

Corrective action taken:

NDT report is provided by the Contractor. The report shows the welds are acceptable.

Did corrective action require Engineer's approval? [J Yeslvl No

If so, name of Engineer providing approval: Date:
| s Engineer'sapproval attached? [ Yeslv] 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.

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



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

I nspected By: Ng,Michael Quality Assurance I nspector

Reviewed By: Devey,Jm QA Reviewer

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