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-000573
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 30-Dec-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0546

Type of problem:

Welding [] Concrete [ Other

Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006

Joint fit-up [J Coating L1 Other Component: Segment 7CW Corner Assembly

Procedural [ Procedural [1 Description: Missed MT indication by QC

Reference Description: MT Indications discovered after ZPMC's NDT testing and acceptance in Segment
7CW

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7CW, this

Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indication measuring approximately 20mm and 25mm in length.

-The welds are identified as: CSD3-PP55-025, 026 (30 mm) and CSD2-PP53.5-018 (25 mm).

-The welds are a Fillet Weld type joining the Edge Plate (EP59A) stiffenersto Corner Assembly (CA37A) web

plates.

-The OBG 7CW segment is located at in front of Blast Shop.

The Notice of Witness Inspection Number (NWIT) is004947. Theindication islocated inside the areathat has

been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are

required to perform twenty five (25%) percent M T inspection of thisweld.
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Segment 7CW
Weld#CSD3-PP55-025, 026 0821 12/30/09
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

chatfon of linear indiclﬁon s

1357 12/30/08

Applicablereference:

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.”

AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to M T in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1045 hours, 12/31/09, Email

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1100 hours, 12/30/09, Verbal

QC Ingpector's Name: Zhang We

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: Carreon,Albert Lead Reviewer/Task Leader

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: 31-Dec-2009
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: 05.03.06-000536
Subject: NCR No. ZPMC-0546

Reference Description:  MT Indications discovered after ZPMC's NDT testing and acceptance in Segment 7CW

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: 07
Remarks:
During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7CW, this Quality Assurance
Inspector (QA) discovered the following issues:
-Two (2) Longitudinal linear indication measuring approximately 20mm and 25mm in length.
-Thewelds are identified as: CSD3-PP55-025, 026 (30 mm) and CSD2-PP53.5-018 (25 mm).
-Thewelds are aFillet Weld type joining the Edge Plate (EP59A) stiffenersto Corner Assembly (CA37A) web plates.
-The OBG 7CW segment islocated at in front of Blast Shop.
The Notice of Witness Inspection Number (NWIT) is004947. Theindication islocated inside the areathat has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. ZPMC’s QC personnel are required to perform twenty five (25%) percent MT
inspection of thisweld.
Action Required and/or Action Taken:
Submit arepair procedure to the engineer for approval. Provide the ZPMC MT technician additional training and equipment to ensure
thes types of indications are identified in the future.

Transmitted by: Bill Howe Sr. Transportation Engineer
Attachments: ZPMC-0546

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

H..,,.,w" 05.03.06-000536,NCT
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AmEI’iE}aﬂ < 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-Jan-2010
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000501 Rev: 00
Ref: 05.03.06-000536

Subject:  NCR No. ZPMC-0546

Contractor's Proposed Resolution:

Reference Resolution: As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached
MT training agenda and attendance roster.

As it is necessary to respond to the NCR with a proposed plan of action, ABF is doing so without all of the repair documentation at this time.
As a means of preventing future occurrences, the ABF QCM has performed refresher MT training. See attached MT training agenda and
attendance roster. The ABF QCM has been discussing missed MT indications with the ZPMC QCM and related NDT supervisory personnel.
The ZPMC level Il is in the process of assessing personnel, techniques and equipment. Preliminary findings have resulted in ZPMC taking
immediate action by performing 100% overchecks of the previously tested areas beginning the week of 18 January 09 as a means of
preventing future NCR'’s for missed indications. ABF has purchased powder dispensers for all the ZPMC MT technicians as a means to help
control the amount of powder applied during MT testing. ZPMC requests this NCR be placed in the Approved Action Pending status category
until such time that all the repair documents have been assembled and submitted.

Submitted by:  Lawton, Steve
Attachment(s): ABF-NPR-000501R00;

Caltrans' comments: Status: AAP
Date: 25-Jan-2010

The preventative measures taken by the QCM and the proposed resolution for closing NCR submitted by the contractor are acceptable. The
NCR will be closed upon completion of the repair and review of the repair documents by the Engineer when submitted by the contractor.

Submitted by:  Chao, Ching Date: 25-Jan-2010
Attachment(s):

‘h‘? Page 1 of 1



(AB) B ) yOR.

A JOINT VENTURE

Tool Box Training Agenda

Subject: MT Techniques

Reason for Training: Several CT NCR’s of indications missed during ZPMC NDT

inspection.

1. Safety
a.  Safety Glasses
b.  Gloves (if required)
c.  Kbnee Pads
d.  Electrical shock
2 Tools
a.  Lighting
b. MT Powder. Red for ambient, Yellow for High Temperature.
c.  Powder Bulb
d.  Powder Blower
e. MT Yoke Adequate working condition
f. Pie Gage
3. Inspection Technigues
Lighting

@rPo0oTw

Position of body (distance of eyes to the weld surface)
Application of Powder removal of Powder
Continuous method

Two directions

Both sides of weld

Clean and dry surface
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AmEI’iE}aﬂ < 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: 20-May-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000501 Rev: 01
Ref: 05.03.06-000536

Subject:  NCR No. ZPMC-0546

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has repaired the welds in question and is providing NDT documentation to show that the welds are
acceptable. Based on this ZPMC requests closure of this NCR.

ZPMC has repaired the welds in question and is providing NDT documentation to show that the welds are acceptable. Based on this ZPMC
requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000501R01;

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-
0546 is closed.

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

‘h‘?l Page 1 of 1



@ No. B-761
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-13
REGARDING: NCR-000573(ZPMC-0546) NCR-000709(ZPMC-0676)
NCR-000717(ZPMC-0684) NCR-000718(ZPMC-0685)
N CR-000723(ZPMC-0686) NCR-000725(ZPMC-0688)
NCR-000731(ZPMC-0694)

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

ATTACHMENT:
NCR-000573(ZPMC-0546)
B787-MT-22771 Rl
B787-MT-17456 R
NCR-000709(ZPMC-0676)
B787-UT-12343 R
NCR-000717(ZPMC-0684)
B787-MT-22391 R|
NCR-000718(ZPMC-0685)
B787-MT-22402 R1
NCR-000723(ZPMC-0686)
B787-MT-22550 R1
NCR-000725(ZPMC-0688)
B787-MT-22579 R1
B787-MT-22687 R1
NCR-00073 1(ZPMC-0694)
B787-UT-12730 R1

[(r/\_,{,,
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

333 Burma Read
Oakland CA 94607
laMrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGEFLUOR, A IV Dme: 31-Dec-2000
375 BURMA ROAD
DAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/ 13.9 !
Dear: Mr. Charles Kannpicki Job Name: SAS Supmtrur:lm M
Attention: Mr. Thomas Nilssan  Project/Fabrication Manoger Docoment No: 05.03. ﬂﬁ«ﬂmﬂﬁr"}
Subject: NCR No. ZPMC-0546 '# );«’

Reference Description: ~ MT Indications discovered afier ZPMC's NDT lesting and accepiance in Sl'.gmﬁ'ji ?CWT ?\
The atiached Non-Conformance Report describes an occurrence where the contracior did not comply wnﬁfr:%r‘amhunhc contrict document as

indicated below: -
4 Material or Workmanship not in conformance wilh contract documents, ¢ f
Quality Cantrol (QC) not performed in conformunce with contraet documenis. -r:_:-}' ot :
O Recurring QC issue that constitutes a systematic problem in quality control, o\ ( / j} N
(] Non-Conformance Resalved. G "\\ et
Material Location: 0BG Q82 Lifes g
ét R el
Remarks: S =N 3
During the Quality Assurance Magnetic Farticle Testing (MT) rewi mﬂ nn i ?CW this Quality Assurance

Inspector (QA) discovered the lollowing issues:

-Twa {2) Longitdinal linear indication measuring lpprumnﬁ’lcly Z{I\}uﬂ Hnm'(@}lg

~The welds are identified as: CSD3-PP55-025, 026 miu\q CSD2-PPS3.SERRE2S mm).

~The welds are a Fillet Weld type joining the Ed}:’ﬁ-' ) stll‘l’eﬂ%@ rner Assembly (CA3TA) web plates.

=The OBG 7CW segment is located at in t‘runl ]

The Notice of Witness Inspection Nnmb_u(' 1500 :mn is located inside the wrea that has been previously tested
and accepted by ZPMC Quality Cuntrﬁlr\QQ rsunn}. ZPM@ personnel are required to perform twenty five (25%) percent MT

inspection of this weld. \\. - \\S\%

Action Required and/or Action
Submil a repair procedure 1o th

I:Eubl‘ur approval, P‘ruwdn the ZPMC MT technician additional training and equipment 1o ensure

thes types of indications in the future.

Transmitted b ﬁﬁl’lluwa St. Transportation Engineer
Altnchments: C-0546

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

‘h}_ (1500000 ENIRS 36, NCT Puge | of ¥




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

DEPARTMENT OF TRANSPORTATION oy,
DIVISION OF ENGINEERING SERVICES -_
Office of Structural Malerials :
Quality Assursnce and Sourca Inspeciion
Contract # 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallgjo, CA 945821133 oy
(707) 548-5453 File #: 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000573
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 30-Dec-2009

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0546

Type of problem:

Welding L1 Concrete [0 Other

Welding ] Curing L Procedural [0  Bridge No: 34-0006

Joint fittup [0 Coating [ Other Component: Segment 7CW Comer Assembly

Procedural [ Procedural [J Description: Missed MT indication by QC

Reference Description: MT Indications discovered after ZPMC's NDT testing and acceptance in Segment
TCW

Deseription of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7CW, this

Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indication measuring approximately 20mm and 25mm in length,

-The welds are identified as: CSD3-PP55-025, 026 (30 mm) and CSD2-PP53.5-018 (25 mm).

-The welds are a Fillet Weld type joining the Edge Plate (EP59A) stiffeners to Corner Assembly (CA37A) web

plates.

-The OBG 7CW segment is located at in front of Blast Shop.

The Notice of Witness Inspection Number (NWIT) is 004947. The indication is located inside the area that has

been previously tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are

required to perform twenty five (25%) percent MT inspection of this weld,

near Incdicacioms fel
the ¢ |':ﬁ:-l- hical

secment JOW
Weldd CSDE-PPS5-025, 026

'.ﬁz. Th-1 5. Quality Axsurance - Non-Conformunee Repory Perge | of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Contimed Page 20f 2 )

2EGIment !
eldsCSDZ:

EFf59A

Wy

- : B =5
Laecathon of lingar lndic:!t!crrr-:

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 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.”

AWS D1.5 (02) Section 6.26.2 - “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 1045 hours, 12/31/09, Email

Name of Caltrans Engineer notified:  Bill Howe

Time and method of notification: 1100 hours, 12/30/09, Verbal

QC Inspector’s Name: Zhang Wei

Was QC Inspector aware of the problem: 0 Yes[4 No

Contractor's propoesal to correct the problem:

IN/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.

e _ —— _ — — _ —_— e e
Inspected By:  Carreon,Albert Lead Reviewer/Task Leader
Reviewed By:  Wahbeh Mazen SMR

‘.ﬁz TL-1 3, Quality Agsurasnce — Non-Conformanee Regrart Page 2af 2




ZPMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

T 4R 5

REPORT NO. {8 &S BTET-MT-227T1R1 DATEH M 2010.05.16 PAGE OFI[/® 1M Revision No: 0
|PHOJECT NO. " CONTRACTOR: = .

THEEE: R P

DRAWING NO. CsSD3 CALTRANS CONTRACT NO.: FEEEn

e TCW CORNER ASSEMBLY M ITERE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
25 00 7 A E2ER HEES LB TE

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT &% MANUFACTURER S MODEL NO. Btias SERIAL NO. iR S

lHT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .

L ITIE A e L

PARTICLE TYPE Dry magnet powder YOKE SPACING

T0~150mm
8 E TR T A0 ] P
IMATERIAL TO BE VWELDING i} Material & thickness
AT0D

EXAMINED O CASTING 4 e s

e O FORGING i 18/28mm

|WELDING PROCESS TYPE OF JOINT

SMAW CORMNER JOINT
W i i
DISCONTINUITY T i st
WELD 1.D. e T ]  ACCEPT REJECT REMARKS
e TR INDICATION TYPE P L B &t
i n
CSD3-PP55-025 1R1 ACC, 1O0%MT
CSD3-PP55-026 1R1 ACC. 100%MIT
AFTER B-CWR1513 REV0,1514 REVD
BLANK
EXAMINED avxg REVIEWED 11' Wik
a ?;/prﬂj‘{l Egzk!é"t MI‘ 9. M
LEVEL-Il SIGN#E | DATEGW JLEVEL-I  SIGN [ DATEH

MftEsm / gcm

JEF SIGN / Bl DATE

i/ CUSTOMER

% SIGN / AW DATE

(FORM# ZPQC-MTO1)




(ZPMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

BB JR

REPORT NO. R 49 B787-MT-17456R1 DATER I 2010,05.17 PAGE OFILE 111 Revision Ne: 0

|PROJECT NO. SPu sy CONTRACTOR: LTl

TRiEE, H "o RAN

DRAWING NO. csD2 CALTRANS CONTRACT NO.;
04-0120F4

me. TCW CORNER ASSEMBLY In#H THES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

A AR A e Erme BB EFT RO

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 |Dec. 2877 2010

ECQUIPMENT &5 MANUFACTURER ik MODEL NO. fstig e SERIAL NO. HiEiRE

MT YOKE PARKER B3105 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i

T et L i

PARTICLE TYPE Dry magnet powder YOKE SPACING —

T TR WS -

MATERIAL TO BE J{ WELD

ING Material & thickness ATOSM-345T2-X

EXAMINED O CASTING St fEa,

E@EE O FORGING {8 20/28mm

|WELDING PROCESS TYPE OF JOINT

SMAW T-JOINT
& ot T
DISCONTINUITY R ig:
WELD 1.D. - Teemmmd ACCEPT REJECT REMARKS
HEsRe INDICATION TYPE ey = E[=Tv B
bliE E:-3i0]
CSD2-PP53.5-0 mi 1R1 ACC, 100%MT

AFTER B-CWR1027 REVD

BLANK
REV! I:-;B‘r T
%, QFJ'} .5 j"‘%ﬂ ?ﬂ/ﬂh 25 J —:"
LEVEL -l SIGN %&£ | LEVEL-l  SIGN ! DATEH
TR/ Qe AP CUSTOMER

EF SIGN / BN DATE

5 SIGN/ B DATE

(FORM# ZPQC-MTD1)




G686 Feng Bin Road Room TO8, Changxing lsland

ﬁ DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
Shanghal 201813 PR China

(fbans Tel: §10-376-8234 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A IV Dute: I 6-Apr-2010

175 BURMA ROAD

OAKLAND CA 95607 Cootract No: 04-0120F4

04-5F-80-13.2/ 119

Dear: Mr. Charles Kanapicki Job Kame: SAS Supersiructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000666
Bubjeer: NCR No. ZPMC-DAT6

Relerence Deseription:  Missed UT indications by QC on Sepment 9DE: Edge Plate to Deek Plate weld and Edge Plate Stiffener to FL3 weld

The attachid Non-Conformance Report describes an occurrence where the contractor did nol comply wilh a requirement of the contract document as
indicated below:
Material or Workmanship not in conformanes with contract documents.
Quality Conrol (QC) not performed in conformanee with contract documents.
O Recurring QC issue that constitutes a systematic problem m quality contral
[ Non-Conformanee Resalved
Material Location: 0BG Lift: 09
Remarks:
During the Quality Assurance (QA) Ulirasonic Testing (UT) review of welds located on Orthotropic Box Girder (OBG) Segment 9DE,
this QA Inspecior discovered the following issues:
“Two (2] longitudinal linear indications measuring approximately 310mm and 30mm in length.
-The mdications dBs rating are +6 and <4,
=Material thickness is 18mm.
=The depth of the indications is approximarely [ 1mm and 13mm.
-The welds are identified as SEGO56*-045 ot Panel Point (PP) PP].S ood EP148-022 ot PP &1,
~The welds are designated as Seismic Performance Critical Material (SPCM).
~The indications are elearly marked on or near the weld,
-The Y distance for the indicstions are 50 mm from PPELLS and 0 mm from EP148A.
-Weld SEGO56*-043 is a Complete Joint Penetration (CTP) Comer joint, joining the Edge Plate PL1336C(SPCM) 1o Dedk Plate
PLI1314A (Nen SPCM),
-Weld EP148-022 is s Complete Joint Penetration (CJP) “T" joint, joining the Edge Plate stiffener RS89F (Non SPCM) to FE24A plate
PLX24D (SPCM).
-Begment 9DE is located outside of Paint shop,
Action Required and/or Action Taken:
Propese a resolution for the identified non-conformance to prevent funure ocourrences. A respense for the resolution of this issue is

expected wilhin 7 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0676

02.02:18.04, sooes Received
T8 e NCT-000666 19 Apr 10 aeetar2




NCT

{ Continved Page 20f 2 )

ee:  Rick Morrow, Gary Pursell, Peter Siegenthal
File: 05.03.06

N 03.05.00.000686. ¥CT

er, Jason Tom, Bill Cascy

Poge 2af 2




STATE OF CALIFORNIA-BUSINESS, TRANMSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Govemar

— — — — — —_— ——— — ———
DEFARTMENT OF TRANSPORTATION e ¥
DIVISION OF ENGINEERING 5ERVICES ( 2%
Office of Structural Materialy S A
Quality Assurance and Source Inspeciion

Contract #: 04-0120F4
Bay Area Branch sl i TS0
680 Walnut Ave. St 150 Cry: SF/ALA Rre: 80 PM: 13.2/13.9
Vallgjo, CA 54682-1133 il
(707) 649-5453 File #: 69.25B
(707) 648-5453
QUALITY ASSURANCE -~ NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000709
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 15-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing [sland ~ NCR #: ZPMC-0676
B — _— — — ===_==
Type of problem:

Welding [0 Concrete [0 Other &

Welding [0 Curing O Procedural [0  Bridge No: 34-0006

Joint Gi-up [0 Coating [0 Other Component: Segment 9DE Edge Panel

Procedural [J Procedural [0 Deseription: 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 1o 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:

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

-The indications dBs rating are +6 and +4,

-Muterial thickness is | Bmm.

-The depth of the indications is approximately | 1mm and 13mm.

-The welds are identified as SEG056*-045 al Pane] Point (PP) PP81.5 and EP148-022 a1 PP §1.

-The welds are designated as 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 EP148A.

-Weld SEG056"-045 is  Complete Joint Penetration (CJP) Comner 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 9D is located outside of Paint shop.

The Notice of Witness Inspection (NWIT) No. is 005523, The indication 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 this weld,
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QUALITY ASSURANCE — NON-CONFORMANCE REPORT
{ Contimied Page 2 of 2 )

Applicable reference:
AWS D1.5-02 Section 6; Table 6.3 specifies a elass “A" indication as having a rating 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. As a
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 1o ensure that materials and workmanship conform
to the requirements of the contract documents.”

Who discovered the problem:  Subhasis Bera

Name ol 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 notifieation: 0830 hours, 04-16-10, Verbal

QC Inspector's Name: Wang Lu

Was QC Iuspector aware of the problem: O YesE 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

ﬁ’i TL-15 Quality Assurancy — Non-Conformance Report Page 2of 2
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REPORT OF ULTRASONIC EXAMINATION

UTHG#R &5

REPORT NO. il B7B7-UT-12343R1 DATE 2010.05.05 PAGE 1 OF1 Revislon No: 0
PROJECT NO, : TE#E% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 9DE WEB AND DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
DECK PLATE SEG0S6*
TR SPLICE e M TS
REFERENCING CODE &4 ACCEPTANCE STANDARD & lai PROCEDURE NO. BiFiRS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS it JOINT TYPE 583 5 CALIBRATION DUE DATE (i B8 47 250
SMAW T-JOINT Dec, 28%7 2010
EQUIPMENT &% MANUFACTURER il MODEL NO. Bstige SERIAL NO, [FFliRS
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070182011,
lcALIBRATION BLOCK it COUPLANT #4% MATERIALITHICKNESS M/
AWS [IW BLOCK TYPE II c.MC ATOBM-345T2-X 14/20mm
TRANSDUCER # ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
il T Al HiE R+ ik 7 e Lk R
Changchao 70" 2.5MHz 18=218mm
Changchao o 2.5MHz Z0mm Reference Lovel 23 R IigT 20dB
Base metal inspected per AWS D1.5-2002 Secticn 6.19.5 0 UT OK.
DECIBELS# 1 DISCONTINUITY FiekE E
=
(o] w I g i
WELD = d w - c = - b | ﬁ
z 12w |2 _| & BslEsE 3 LOCATION OF DISCONTINUITY S | &
S¥|Zs|E=| 2 [B5EE2 308 Tk patt
IDENTIFICATION | = 16 | E|C RE-EdR {mm) z ¥
3=|B% E el FET ¥ | ¢
[=] o o
iﬁﬂﬁ!#ﬁq § E H Sound Depth from = =
= Length From'X | From™ E
a|ble]|d 1 Path Surface fiX e @
miE | R =}
SEGOS6°045 iR1 | 70 az ACC. | 100%
AFTER B-WR12121
BLANK
INED BY:if
E-| e
|LEVEL-Il SIGN | DATE
MiEE / QoM i " CUSTOMER
45 SIGN / H Il DATE %5 SIGN | E W DATE

(FORM# ZPQIC-UTO1)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island

Shanghal 201913 PR China

Tel: 021-56856666 ext 207061 Fax:

NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A JV Date: 26-Apr-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Altention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000674
Subject: NCR No. ZPMC-0684

Relerence Deseription:  QC Missed 2 MT Transverse Indications on Segment 9EE U-Rib Deck Diaphragm welds

The attached Non-Conformance Report describes an occurrence where the contractor did not eomply with a requirement of the comtract docoment as
indicated below:
Material 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 contral,
[] Non-Conformance Resolved.
Material Location: OBG Lifi: 09
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9EE, this QA Inspector
discovered the following issues:

-One (1) Transverse lincar crack like indication measuring approximately 12 mm in length,

-The weld is identified as DP369-001-082 (@ Panel Point-084.

-The weld is  Fillet Weld T-joint joining the Deck Plate (DP369) to Deck panel diaphragm plate,
-OBG 9EE segment is located a1 the front side of OBG Blast Shop-1.

-One (1) Transverse linear indication measuring approximately 10 mm in length,

-Weld is a Complete Joint Penetration (CJP) Weld joining the Deck panel Disphragm to U-Rib.
-Weld Identification number is DP477-001-137 (@ Panel Point-083.

-Deck panel Dinphmgm is identified as X1E.

-L-Rib is Identified as R18D.

-Location Panel Point (PPE3).

-The OBG 9EE Segment is located at the back side of Painting Shap.

=The Notice of Witness Inspection Number (NWIT) is 005583,

-The indication is located inside the arca that has been previously tested and accepted by ZPMC Quality Control (QC) personnel.
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.

N2 os03.06-000674nCT Page | of 2
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Transmitied by: Sean Eagen Transportation Engineer
Attnchments: ZPMC-0684

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

N 050305000674 NCT Page 2of 2




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malerials B

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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 ; i

(707) 649-5453 File #: 69.25B

(707) G48-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000717
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 25-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-D684

%

Type of problem:

Welding [ Conerete [ Other
Welding L[] Curing [0 Procedural []  Bridge No: 34-0006
Joint fittup [J Coating [ Other Component: Segment 9EE U-Rib Deck Panel Diaphragm
Procedural [] Procedural [J Description: Missed MT Indications by QC
Reference Description: QC Missed 2 MT Transverse Indications on Segment 9EE U-Rib Deck Diaphragm
welds
Description of Non-Conformance:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9EE,
this QA Inspector discovered the following issues:

-One (1) Transverse linear crack like indication measuring approximately 12 mm in length.

-The weld is identified as DP369-001-082 @ Panel Point-084.

-The weld is a Fillet Weld T-joint joining the Deck Plate (DP369) to Deck panel diaphragm plate.
-OBG 9EE segment is located at the front side of OBG Blast Shop-1.

-One (1) Transverse linear indication measuring approximately 10 mm in length.

-Weld is a Complete Joint Penetration (CJP) Weld joining the Deck panel Diaphragm to U-Rib,
-Weld Identification number is DP477-001-137 @ Panel Point-083.

-Deck panel Diaphragm is identified as XIE,

-U-Rib is Identified as R18D.

-Location Panel Point (PP83).

-The OBG 9EE Segment is located at the back side of Painting Shop.

-The Notice of Witness Inspection Number (NWIT) is 005583,

-The indication is located inside the area that has been previously tested and accepled by ZPMC Quality
Control (QC) personnel.

m TL-15, Owality dssurance — Non-Conformance Report Page | of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Contimied Page 2 of 3 )

B Diiag e 1o U-Rib Location

Segment #9EE o "L 0T ¥ FERBhient # 9EE : = — DP369
Weld#Deaeo-o0t-oe2% & 5. T SFIc's DP3659-001-082
T 7! _ il P

£ T .n'lﬂ;l[é‘ng =
- -ﬁﬁﬁé.ﬁ{l‘{—'lﬂdita[h}n

aph r:;g': Z

010042514 5318

Applicable reference:

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.”

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks

Who discovered the problem:  Vikram Singh, Manoj Prabhune

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 18:30 hours, 04/25/10, Email

Name of Caltrans Engineer notified:  Sean Eagen, Stanley Ku

Time and method of notification: 09:00 hours, 04/26/10, Verbal

QC Inspector's Name: Wang Lu, Li Ping

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

‘Hi TL-13.Cality Assirance = Non-Conformance Report Poge 2 of 3




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

concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

R e e e L =—— g I “H e —
Inspected By:  Tsang,Eric SMR

Reviewed By: Wahbeh Mazen SMR

Wi 7215 0uaity Assurance - Non-Conformance Repart Pege 3 of 3




(ZPMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

R B AR o
|REPORT NO. #i &4 % BT87-MT-22391R1 DATEE N 2010.05.18 PAGE OFJIES 1/ Revision Mo: 0
PROJECT NO. — CONTRACTOR: ——
TEES: P DLIRANY
|orRAWING NO. DP477/DP36a CALTRANS CONTRACT NO.:
0
me. 8EE DECK PLATE SPLICE BATRNS bl
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
SN T Bttt 1 Erae {48 4 EF 2t
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 268" 2010
EQUIPMENT &4 MANUFACTURER Mg MODEL NO, f#sig 8 SERIAL NO. SHHgE
IMT YOKE PARKER B310S 5395 S617 s620
1I|IAGNETIZIHG METHOD Continuous magnatic yoke |CURRENT -
(- R B b L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70—~150mm
R ) TER B4 5] P
MATERIAL TO BE YWELDING fLig 4 Material & thickness
AT08M-345T2.
EXAMINED O CASTING Bk B oo X
W O FORGING iRi% 12M4mm
WELDING PROCESS TYPE OF JOINT
SMAW T JOINT
R bk il
DISCONTINUITY T im &
WELD 1.D, TEneTT] ACCEPT REJECT REMARKS
i INDICATION TYPE E o 1B &
ftiw E-di]
DP477-001-137 1R1 ACC. 100%MT
DP369-001-082 1R1 ACC. LOO%MT
AFTER B-CWR 1443 REV0, 1444 REVD
BLAMK
|EXAMINED BY 8
Su wai o5 ( P
LEVEL-Il SIGN%#% | DATERN
Bt / gom fil P CUSTOMER
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
GEE Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

Gfrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGETFLUOR, A IV Date: 27-Apr-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-B0-13.2 /13,9
Dear: Mr. Charles Kannopicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manuger Document No: 05.03.06-000675
Subject: NCR No. ZPMC-D685

Reference Deseription:  Missed MT Transverse Indication by QC on Segment 9EE Floor Beam Flange 1o Deck Diaphregm Weld

The attached Non-Conformance Report describes an occurrence where the contracior did not comply with a requirement of the contract document as
indicated below:
Muterial or Workmanship not in conformunce with comimet documents,
Quality Contral (QC) not performed in conformance with contract decuments,
O Recurring Q issue that constitules a systematic problem in quality control,
L] Non-Conformance Resolved.
Material Location: 0BG Lif: 09
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9EE, this QA Inspector
diseovered the following fssues:
“One (1) ransverse erack measuring approximately |Omm in length in the filler weld Joining the Deck Panel Diaphragm (X10) 10 Floor
Beam Web Flange (X6F) o panel point 83,
~The ¥ location is 10800mm from the temination of the weld on the crassheam side.
~The indication is clearly marked near the weld.
~The weld is identified as: SSD19-PPORS-004,
-0OBG segment 9EE is located north of the blast shop,
-The Notice of Witness Inspection Number (NWIT) is 005583, The indication is located within the area that hus been previously tested
and accepied by ZPMC Quality Control {QC) personnel,
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures 1o prevent future occurrences. A response for the
resolution of this issoe is expecied within 7 days.

Transmitted by:  Sean Eagen Transportation Engincer
Attachments: ZPMC-0685

ee:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Casey
File: 03.03.06

N, ososos.0mersner Page 1 of |




STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Armold Schwarzenegger, Govarnor

Office of Structural Materials <
Qualkty Assurance and 5 | nspacti oL
N o " Contract #: 04-0120F4
Bay Area Branch rile U
650 Walnut Ave 5. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Vallajo, CA 54582-1133 o
(707) B48-5453 File#: 69.25B
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000718
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 26-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0685

Type of problem:

Welding L1 Conecrete [ Other

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

Joint fit-up [J Coating [J Other Component: Segment 9EE Floor Beam Flange

Procedural [J Procedural [J Deseription: Missed MT Transverse Indications by QC

Reference Description: Missed MT Transverse Indication by QC on Segment 9EE Floor Beam Flange to
Deck Diaphragm Weld

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9EE,

this QA Inspector discovered the following issues:

-One (1) transverse crack measuring approximately 10mm in length in the fillet weld joining the Deck Panel

Diaphragm (X1D) to Floor Beam Web Flange (X6F) at panel point 85,

-The Y location is 10800mm from the termination of the weld on the crossbeam side.

-The indication is clearly marked near the weld,

~The weld is identified as: SSD19-PP085-004,

-OBG segment 9EE is located north of the blast shop.

-The Notice of Witness Inspection Number (NWIT) is 005583. The indication is located within the area that

has been previously tested and accepted by ZPMC Quality Control (QC) personnel.

Segment 9EE

= TransverseCrack
Approximately
]D Vil

-

Applicable reference:
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
(_ Continwed Poge 2 if 2)

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contraetor, As a
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.”™

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Anand Upadhye

Name of individual from Centractor notified: Yang Chao

Time and method of notification: 1000 hours, 04/26/10, Verbal

Name of Caltrans Engineer notified:  Sean Eagen, Stanley Ku

Time and method of notification: 0700 hours, 4/27/10, Verbal

QC Inspector's Nnme: Li Ping

Was QC Inspector aware of the problem: O Yes[& 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: Tsang, Eric SMR

Reviewed By:  Wahbeh,Mazen SMR

‘ﬁl TL-1 5, Quality Assiranee — Non-Confarmance Report Page 2 of 2




@ REPORT OF MAGNETIC PAR';'I CLE EXAMINATION
Tk R
REPORT NO. il %1 S BT87-MT-22402R1 DATEHN] 2010.05.18 PAGE OFTIF 1M Revision No: 0
|F-?tm5c1' NO. CONTRACTOR:
TB&S: ZP0B-787 w CALTRANS
DRAWING NO. — CALTRANS CONTRACT NO.:
04-0120F4
2 9EE FLOOR BEAM SPLICE A LERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
5 R8T EBEN PR B BTN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 2010
|EQUIPMENT &4 MANUFACTURER 181 MODEL NO. fi st % SERIAL NO. #Eig &
MT YOKE PARKER B3108 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT N
R W i H
|PARTICLE TYPE Dry magnet powdar YOKE SPACING
T0~150mm
EHMD T i 40 ] 2
MATERIAL TO BE 4 WELDING
e Material & thickness ATOSM-345T2-X
EXAMINED O CASTING #F {4, mr
s O FORGING i 14/20mm
WELDING PROCESS TYPE OF JOINT
SMaW CORNER-JOINT
B S ik il
WELD 1.D — L[ kL NG o] ACCEPT REJECT REMARKS
e INDICATION TYPE il e P P,
= b=t
[ SSD1o-PPUEs-
AFTER B-CWR1448 REVO
BLANK
1ExAHIHED BY:#@ |REVIEWED BY i
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

ftrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A IV Date: 30-Apr-2010

175 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/ 139

Dear: Mr. Charles Kanapicki Jub Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000681
Subject: NCR No. ZPMC-0686

Reference Description:  Missed MT indication by QC on Segment 90W Deck Panel to Diaphragm

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
] Recurring QC issue that constitules a systematic problem in quality control.
[] Non-Conformance Resolved.
Material Location: OBG Lift: 09
Remarks:
During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9DW, this QA Inspector
discovered the following issue:
-One (1) Longitudinal linear crack like indication measuring approximately 20 mm in length.
-The weld is identified as DP260-001-061 (@ Pancl Point 081,
-The weld is a Fillet Weld T-joint joining the Deck Plate to Deck Panel Diaphragm plate,
-The plate number for Deck Plate is identified os PL30TA (Non SPCM).
-Deck panel diaphragm plate is identified as X 1E (Non SPCM).
-The indication is clearly marked on the material near the weld,
-OBG Segment 9DW is Jocated at the back side of OBG Bay #14.
~The Notice of Witness [nspection Number (NWIT) is 005616. The indication is located inside the area that has been previously tested
and accepted by ZPMC Quality Control (QC) personnel. Per the contract documents ZPMC's QC personnel are required to perform
100 MT inspection of this weld.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent future occurrénces. A response for the
resolution of this issue is expected within 7 days,

Transmitted by: Sean Eagen Transportation Engineer
Attachments: ZPMC-0686

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

N2 05.03.06-000681.ncT Page 1 of |




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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Offfice 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 84592-1133 _—

(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000723
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 29-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0686

Eﬁ

Type of problem:

Welding [ Concrete [ Other

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

Joint fit-up [] Coating (] Other Component: OBG Segment 9DW Deck Panel
Procedural [] Procedural [ Description: Missed MT Indication by QC

Reference Description: Missed MT indication by QC on Segment 9DW Deck Panel to Diaphragm
Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic Particle Testing (MT) review of welds located on Segment 9DW,
this QA Inspector discovered the following issue:

-One (1) Longitudinal linear crack like indication measuring approximately 20 mm in length.

-The weld is identified as DP260-001-061 (@ Panel Point 081.

-The weld is a Fillet Weld T-joint joining the Deck Plate to Deck Panel Diaphragm plate.

-The plate number for Deck Plate is identified as PL307A (Non SPCM).

-Deck panel diaphragm plate is identified as X1E (Non SPCM).

-The indication is clearly marked on the material near the weld.

-OBG Segment 9DW is located at the back side of OBG Bay #14,

-The Notice of Witness Inspection Number (NWIT) is 005616. The indication is located inside the area that has
been previously tested and accepted by ZPMC Quality Control (QC) personnel. Per the contract documents
ZPMC’s QC personnel are required to perform 100% MT inspection of this weld.

SSEmient # 9IDW

Segiment 4. 90V

Weld #DR260-001-061

@ PRSI0 =Approx. 20mm long
longitudinal crack -

N2 7L-15 Ouality Assurance — Non-Conformance Report P f ar 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 af 2 )
%

Applicable reference:

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.”

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.

Who discovered the problem:  Vikram Singh

Name of individual from Contractor notified: Peter Shaw

Time and method of notification: 18:30 hours, 04/29/10, Email

Name of Caltrans Engineer notified:  Sean Eagen

Time and method of notification: 09:00 hours, 04/30/10, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: [J 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: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁz_ TL-15,0uality Assurance — Non-Conformance Report Page 2of 2
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666 Feng Bin Road Room 708, Changxing Island
Shanghal 201913 PR China

. DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

Gftrans Tel: 021-56856686 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGETLUOR, A IV Date: 03-May-2010
375 BURMA ROAD
OAKLAND CA 95607 Contrnet No: 04-0120F4
04-5F-80-13.2/ 13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Supersinicture
Afttention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.02.06-000683
Subjeet: NCR Mo. ZPMC-0688

Reference Description:  Missed MT Indications by QC in OBG Segment 9DW

The attached Non-Conformance Report describes an occurrence where the contmactor did not comply with a requirement of the contract docurment as
indicated below:
Material or Workmanship not in conformance with controct documents,
Quality Control (QC) not performed in conformance with contract documents,
O Recurring QU issue that constitules a sysiermutic problem in quality control,
[J Non-Conformance Resolved.
Material Location: OBG Lift: 09
Remarks:
Diuring the Quality Assurance (QA) Magnetic particle Testing (MT) review of welds located on Orthotropic Box Girder (OBG)
Segment 90W, this QA Inspecior discovered the following issue:

On April 30, 2010:

~Three wansverse linear indications, one measuring approximately 9mm and two indications measuring approximately Smm in length ol
Longitudinal Diaphragm (L) LD3A to Floor beam (FB) FBI11A.

-Weld is identified as SEG0558-034 and designated os o Fracture Critical Weld (FCW),

=The weld is o 14mm Complete Joint Penetration (CIF) T-joint joining LD 3A shear plate identified as X398 10 FB web plate identified
a5 X47C (Seismic Performance Critical Material SPCM).

«The indications are clearfy marked on the material,

On May 1, 2010:

-One (1) Longitudinal linear indication measuring approximately 18mm in length,

-The ¥ location is Tmm from the cope hole,

-The indication {s clearly marked on the material near the weld.

~The weld is identified as: CSDY-PPRI-062.

-The weld is designated as Seismic Performance Critical Member (SPCM),

=The weld is locnied a1 PPE1 (Counter Weight Side),

~The weld i< a Fillet Weld T-joint joining the Corner Assembly Dinphragm identified as X118 (SPCM] to Side Plate identified as
SPG5E (SPCM).

-0BG segment 9DW is located west of Bay #14.

The Netice of Witness Inspection Number (NWIT) is 005616, The indication is located inside the area that has been previously tested
and accepted by ZFMC Quality Control (QC) persannel. Fer the contract documents ZPMC's QC personnel are required to perform

100% MT inspection of this weld.

N 050306000883 nCT Page 142




NCT
{ Continued Page 2of 2 )

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent fillure ocourrences. A response for the
resolution of this issue is expected within 7 days.

Transmitted by: Sean Eagen Transporiation Engineer
Aftachments: ZPMC-0688

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

K. 050306000683, 5CT Page 2 of 2




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materals

Cuality Assurance and Source Inspaciion

Bay Area Branch

Contract #: 04-0120F4

680 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

Vallsjo, CA 94592-1133 B —
(707) 649-5453 File#: 69.25B

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000725
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 01-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island ~ NCR #: ZPMC-0638

Type of problem:

Welding  [] Conerete [0 Other

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

Joint fittup [ Coating ] Other Component: Sgement 9DW

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

Reference Description: Missed MT Indications by QC in OBG Segment 9DW

Description of Non-Conformance:

During the Quality Assurance (QA) Magnetic particle Testing (MT) review of welds located on Orthotropic
Box Girder (OBG) Segment 9DW, this QA Inspector discovered the following issue:

On April 30, 2010:

-Three transverse linear indications, one measuring approximately 9mm and two indications measuring
approximately Smm in length at Longitudinal Diaphragm (LD) LD3A to Floor beam (FB) FB11A.

-Weld is identified as SEG055B-034 and designated as a Fracture Critical Weld (FCW).

-The weld is a I4mm Complete Joint Penetration (CJP) T-joint joining LD 3A shear plate identified as X398 1o
FB web plate identified as X47C (Seismic Performance Critical Material SPCM).

-The indications are clearly marked on the material,

On May 1, 2010:

-One (1) Longitudinal linear indication measuring approximately 18mm in length.

-The Y location is 7mm from the cope hole,

-The indication is clearly marked on the material near the weld,

-The weld is identified as: CSD9-PPR1-062.

-The weld is designated as Seismic Performance Critical Member (SPCM).

-The weld is located at PP81 (Counter Weight Side).

~The weld is a Fillet Weld T-joint joining the Corner Assembly Diaphragm identified as X118 (SPCM) to Side
Plate identified as SP658 (SPCM).

-OBG segment 9DW is located west of Bay #14.

The Notice of Witness Inspection Number (NWIT) is 005616. The indication is located inside the area that has

been previously tested and accepted by ZPMC Quality Control (QC) personnel. Per the contract documents
ZPMC's QC personnel are required to perform 100% MT inspection of this weld.

ﬁi TL-13.Quality Ausuranee —~ Non-Confarmiance Repart Page I of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
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Applicable reference:

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.”

AWS D1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks,

ﬁ- Ti-13, Quabiry Assirance — Non-Conformance Report Puge 2of 3




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Cantined Page_j of 3)

Who discovered the problem:  Amit K. Juvekar, Subhasis Bera
Name of individual from Contractor notified: Wei Jian Bo
Time and method of notification: 900 hours, 05/01/10, Verbal
Name of Caltrans Engincer notified:  Stanley Ku, Sean Eagen
Time and method of notification: 1030 hours, 05/02/10, Verbal
QC Inspector's Name: Tang Ya Jun

Was QC Inspector aware of the problem: C] YesI4 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:  Tsang Eric SMR

Reviewed By:  Wahbeh Mazen SMR

'm_ TL-15, Quality Assurance — Now-Covgfrmance Sepors Page 30f 3




@ REPORT OF MAGNETIC PARTICLE EXAMINATION
TR B4R
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*REPORT OF MAGNETIC PARTICLE EXAMINATION

ok e I
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island

Shanghal 201913 PR China

Gfrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGEFLUOR, A JV Dante: 07-May-2010

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manoger Document No: 05.03.06-000689

Subject: NCR No. ZPMC-D694
Reference Description:  Missed UT indication by QC on Segment 10AE Side Plaie to Side Plate Weld

The attached Non-Conformonce Repont deseribes an occurrence where the contracior did nol eumply with a requirement of the contmct document s
indicated below:
Materizl or Workmanship not in conformance with contruct documents.
Chaality Control (QC) not performed in conformance with contract documens,
L] Recurring QC issue that constitutes a systermatic problem in quality control,
] Non-Conformance Resalved.
Material Location: 0BG Lift: 10
Remarks:
Duiring the Quality Assurance (QA) Ultrasonic Testing (UT) review of weld located on Segmuent LOAE, this QA Inspecior discovered
the following issue:
-One (1) Class “A™ indication measuring approximately 20mm in length,
-The Indication D-mting is +3dBs.
<The weld is identified ns SEGOGOA-013.
-The thickness of the side plates are 16mm and depth of the indication approximately |0mm.
~The weld i5 a Complete Joint Penetration (CJP) butt weld joining the side plaie SPS498 (PL 10728) 1o side plate SPSE9B (PL1074B).
The *¥™ location is approximately 2060mm from one edge of this side plate ol PPE7 west side,
-The indication is clearly marked by the QA on/near the weld.
~This weld joint is designated ns Seismic Performance Critical Member (SPCM).
-OBG Segment 10AE is located in the outside yard on the west side of Bay |4,

The Notice of Witness Inspection Number (NWIT) is 005666, The indications are located inside the area that has been previously tested
and accepled by ZPMC Quality Control (QC) personnel. As per the contrict documents, ZPMC's QC personnel are required 1o perform
100% UT inspection of this weld,

Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance with revised procedures to prevent fulure occurrences. A response for the
resolution of this issue is expected within 7 doys.

Transmitted by: Sean Eagen Transporiation Engineer
Attachments: ZPMC-0694

N 050306000689 nCT Page I of 2
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ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Jason Tom, Contract Files, Ching Chao, Bill Case
File: 05.03.06
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amaold Schwarzenegger, Governar

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Malerials

Quality Assurance and Source Inspection

Bay Area Branch

Contract #: 04-0120F4

B30 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 54582-1133 Sl e
{707) 649-5453 File#: 69.25B

{707) 645-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Loeation: Changxing Island, Shanghai, P.R. China Report No: NCR-000731
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 06-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR #: ZPMC-0694

Type of problem:

Welding ] Concrete [ Other

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

Joint fit-up [ Coating [ Other Component: OBG Segment 10AE Side Plate
Procedural [] Procedural (I Description: Missed UT Indication by QC

Reference Description: Missed UT indication by QC on Segment 0AE Side Plate 1o Side Plate Weld
Description of Non-Conformance:

During the Quality Assurance (QA) Ultrasonic Testing (1JT) review of weld located on Segment 10AE, this
QA Inspector discovered the following issue:

-One (1) Class “A™ indication measuring approximately 20mm in length,

-The Indication D-rating is +3dBs.

-The weld is identified as SEGO60A-013.

-The thickness of the side plates are 16mm and depth of the indication approximately 10mm.

-The weld is a Complete Joint Penetration (CJP) butt weld joining the side plate SP549B (PL1072B) to side
plate SP589B (PL1074B).

-The “Y™ location is approximately 2060mm from one edge of this side plate at PP87 west side.

-The indication is clearly marked by the QA on/near the weld.

-This weld joint is designated s Seismic Performance Critical Member (SPCM).

-OBG Segment 10AE is located in the outside yard on the west side of Bay 14.

The Notice of Witness Inspection Number (NWIT) is 005666. The indications are located inside the area that
has been previously tested and accepted by ZPMC Quality Contral (QC) personnel. As per the contract
documents, ZPMC’s QC personnel are required to perform 100% UT inspection of this weld.

Applicable reference:

AWS D1.5-2002, Section 6, Table 6.3; “Specifies a class A indication as having a dBs rating of +10 and lower
for weld thicknesses 8mm through 20mm.”

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 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.”

‘l\_j_ TL-1 5, Quality Assurance — Non-Conformance Report Page | of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
[ Continved P_age dof2)

Who discovered the problem:  Vibin Kumar 8

Name of individual from Contractor notified: Li Man Kit
Time and method of notification: 1730 hours, 05/06/10, Email
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 0840 hours, 05/07/10, Verbal
QC Inspector's Name: Zhang Wei

Was QC Inspector aware of the problem: [J Yes 2 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, (B18) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Tsang,Eric _SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁz_ TL-13.Cnality Asnurance — Non-Coefarmance Repart
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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-000641
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-May-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0546

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: ~ 30-Dec-2009

Description of Non-Conformance:

During the Quality Assurance Magnetic Particle Testing (MT) review of welds located on Segment 7CW, this
Quality Assurance Inspector (QA) discovered the following issues:

-Two (2) Longitudinal linear indication measuring approximately 20mm and 25mm in length.

-The welds areidentified as: CSD3-PP55-025, 026 (30 mm) and CSD2-PP53.5-018 (25 mm).

-Thewelds are a Fillet Weld type joining the Edge Plate (EP59A) stiffenersto Corner Assembly (CA37A) web
plates.

-The OBG 7CW segment is located at in front of Blast Shop.

The Notice of Witness Inspection Number (NWIT) is004947. Theindication islocated inside the areathat has
been previoudly tested and accepted by ZPMC Quality Control (QC) personnel. ZPMC's QC personnel are
required to perform twenty five (25%) percent MT inspection of this weld.

Contractor's proposal to correct the problem:

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

Corrective action taken:

Contractor submitted post repair NDT documentation verifying weld has been repaired and isin conformance
with Contract weld quality requirements. Supplemental training was provided to NDT technicians as well.

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 Jim Simonis , 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

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