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, PRC Report No: NCR-000176
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 17-Aug-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0159

Type of problem:

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

Procedural [ Procedural [1 Descripton: Tower Double Diaphragms

Reference Description:  Shipping of Tower Diaphgrams not completed

Description of Non-Conformance:

ABF alowed to ZPMC to ship atota of five (5) Tower Double Diaphragms (ESD1-47.6m, ESD1-28m,
SSD1-43m, ESD1-23m and ESD1-43m) for machining before fabrication and inspection/testing were
completed; this was not in accordance with their approved fabrication plan. Furthermore, the noted double
diaphragms assemblies were not accepted by ABF Quality Control (QC) prior to shipping due to weld
discontinuities in need of repair, heat straightening not completed, required nondestructive testing not
completed, and weld terminations not acceptable to project specifications. Any repairs made to these
diaphragm assemblies after machining may negatively affect the final geometry of the Tower Shaft in localized

08/17/08 0848

Applicablereference:

ABF-SUB-093R02 77-m (Type 3B) Mock-Up Fabrication Plan and ABF/ZPMC Welding Quality Control Plan
(WQCP)

Who discovered the problem:  Quality Assurance (QA) Inspector, Jim Cochran
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Name of individual from Contractor notified: ABF representative, Huang Ji Hui (Jeff)

Time and method of notification: 08/17/2008 / verbal notification at 0900 hours (CST)

Name of Caltrans Engineer notified:  Scott Kennedy, Structure Representative

Time and method of notification: 21-AUG-08, at approximately 1330 hours (CST)

QC Ingpector's Name: ZPMC Quality Control, Fu Y uhong

Was QC Inspector awar e of the problem: [] Yeslvl No

Contractor's proposal to correct the problem:

ZPMC noted at the time of shipping they understood they were performing thiswork at risk.
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 Ryan Smith, who represents the Office of Structural
Materials for your project.

Inspected By: Smith,Ryan SMR

Reviewed By: Smith,Ryan 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: 22-Aug-2008
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. Dave Williams Consultant Document No: 05.03.06-000148
Subject: NCR No. ZPMC-0159

Reference Description:  Failure to Follow Approved Procedures / Double Diaphragm Assemblies

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] 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 control.
[ Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
ABF alowed to ZPMC to ship atotal of five (5) Tower Double Diaphragms (ESD1-47.6m, ESD1-28m, SSD1-43m, ESD1-23m and
ESD1-43m) for machining before fabrication and inspection/testing were completed; this was not in accordance with their approved
fabrication plan. Furthermore, the noted double diaphragms assemblies were not accepted by ABF Quality Control (QC) prior to
shipping due to weld discontinuities in need of repair, heat straightening not completed, required nondestructive testing not completed,
and weld terminations not acceptable to project specifications. Any repairs made to these diaphragm assemblies after machining may
negatively affect the final geometry of the Tower Shaft in localized areas.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with the approved procedures and the steps taken by the Quality Control
Manager to prevent future failures to follow the submitted and approved procedures.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0159

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

Y/ 05.03.06-000148,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: 11-Sep-2008
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000147 Rev: 00
Ref: 05.03.06-000148

Subject:  NCR No. ZPMC-0159

Contractor's Proposed Resolution:

Reference Resolution:  ABF has instructed ZPMC to follow the fabrication procedure. If the fabrication cannot be completed as written
ZPMC shall revise the fabrication procedure prior to welding.

ZPMC violated the sequence of the fabrication procedure at their own risk. ABF has instructed ZPMC to follow the fabrication procedure. If the
fabrication cannot be completed as written ZPMC shall revise the fabrication procedure prior to welding. Double Diaphragms, when returned
will be completed. Contrary to the NCR, ABFJV does not have a hold point for acceptance of materials prior to shipping to the machine shop.

Submitted by:
Attachment(s): ABF-NPR-000147R00

Caltrans' comments: Status: REJ
Date: 28-Sep-2008

The proposed resolution with the statement that "ABF has instructed ZPMC to follow the fabrication procedure. If the fabrication cannot be
completed as written ZPMC shall revise the fabrication procedure prior to welding" would be an acceptable resolution. However it is unclear as
to whether ABFJV is in agreement that ZPMC has violated the fabrication procedures due to ABFJV's assertion that there is not "a hold point for
acceptance of the materials prior to shipping." It is the Department's position that Step 5 of the Diaphragm Fabrication Procedure FP-MUA-

21, approved in Submittal 93R03, while not addressing acceptance of the materials does clearly indicates a hold point for inspection and
correction prior to machining the diaphragms.

Therefore the proposed resolution as presented by ABFJV is not acceptable.

Submitted by:  Wright, Doug Date: 28-Sep-2008
Attachment(s):

‘B}’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: 13-Feb-2009

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000147 Rev: 01
Ref: 05.03.06-000148

Subject:  NCR No. ZPMC-0159

Contractor's Proposed Resolution:
Reference Resolution:  ABF provides attached documents and requests this NPR be closed.

Please find attached NPR documentation and we kindly request that this NPR be closed.

Submitted by:
Attachment(s): ABF-NPR-000147R01;

Caltrans' comments: Status: CLO
Date: 17-Feb-2009

The proposed resolution is acceptable. The Department concurs that Non-Conformance ZPMC-0159 is closed.

Submitted by:  Wright, Doug Date: 17-Feb-2009
Attachment(s):
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TL-002292

(ZPMC]) TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE
DATE: 02/05/2009

TO: RUBY/ ABFJV QA DEPARTMENT

FROM: ZPMC QA DEPARTMENT

SUBJECT: NCR FOR CLOSURE
SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.T-025 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-1 76(ZPMC-159)

( ( .
(4) COPY OF NDT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME,

ACKNOWLEGEMENT:
> 3 4 F e
?. Q‘Fﬂi“;{‘-—f‘é 5-Feb-2009 ( 3-‘:‘3 )
PLAN HOLDER DATE

Voot ‘,f-nhT I/
COMPANY PHONE NO.,

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



@ No. T-025

LETTER OF RESPONSE

v TO: American Bridge/Flour JV :

DATE: 2009-2-5
REGARDING: NCR-176 ZPMC-159

ZPMC received NCR-176(ZPMC-139), it mentioned that ZPMC was shipping
five tower double diaphragms identified as ESD1-47.6m, ESD1-28m, SSD1-43,
ESD1-23m and ESD1-43m for machining, with fabrication and testing not completed.

ZPMC had verified and acknowledged this problem. Due to the tight schedule,
ZPMC decided to send these five diaphragms to Nantong Base for machining. Before
ZPMC sent out, most of the work was finished including welding, grinding, repairing
and part of NDT. 8o ZPMC thought the diaphragm state at that time were already
satisfied with machining condition. After all five diaphragms getting back, the
technician finished all the required NDT and these five diaphragms had gotten
Caltrans” green tag.

So ZPMC request to close this NCR basing on AB/F NCR Proposed Solution
ABF-NPR-000179 and here provided all the NDT reports, hoped Caltrans can take a
review and close NCR ZPMC-164.

ATTACHMENT:

NCR-000176 (ZPMC-0159)

ABF-NPR-000179

ESD1-47.6M NDT reports:

Upper diaphragm plate butt welding: T787-UT-052 & T787-MT-087
Lower diaphragm plate butt welding: T787-UT-010 & T787-MT-012
Welds between upper and lower diaphragm plates with web plates: T787-MT-463
Welds between upper diaphragm plate with flange ring: T787-MT-719

Welds between lower diaphragm plate with flange ring: T787-MT-378

Upper diaphragm flange ring butt welding: T787-UT-249

Lower diaphragm flange ring butt welding: T787-UT-218

ESD1-28M NDT reports:

Upper diaphragm plate butt welding: T787-UT-247 & T787-MT-349

Lower diaphragm plate butt welding: T787-UT-032 & T787-MT-030

Welds between upper and lower diaphragm plates with web plates: T787-MT-723
Welds between upper diaphragm plate with flange ring: T787-MT-725
Welds between lower diaphragm plate with flange ring: T787-MT-724
Upper diaphragm flange ring butt welding: T787-UT-279

Lower diaphragm, flange ring butt welding: T787-UT-207



SSD1-43M NDT reports:

Upper diaphragm plate butt welding: T787-UT-001,001R 1 & T787-MT-004
Lower diaphragm plate butt welding: T787-UT-248, & T787-MT-345
Welds between upper and lower diaphragm plates with web plates:
T787-MT-332 & T787-MT-416

Welds between upper diaphragm plate, with flange ring: T787-MT-417
Welds between lower diaphragm plate with flange ring: T787-MT-320
Upper diaphragm flange ring butt welding; T787-UT-153

Lower diaphragm flange ring butt welding: T787-UT-194

ESD1-23M NDT reports:

Upper diaphragm plate butt welding: T787-UT-061 & T787-MT-077
Lower diaphragm plate butt welding: T787-UT-419 & T787-MT-698
Welds between upper and lower diaphragm plates with web plates:
TT87-MT-453 & T787-MT-454

Welds between upper diaphragm plate with flange ring: T787-MT-456
Welds between lower diaphragm plate with flange ring: T787-MT-282
Upper diaphragm flange ring butt welding: T787-UT-287

Lower diaphragm flange ring butt welding: T787-UT-177

ESD1-43M NDT reports:

Upper diaphragm plate butt welding: T787- UT~{}12.D]2R1 & T787-MT-013
Lower diaphragm plate butt welding: T787-UT-044 & T787-MT-047
Welds between upper and lower diaphragm plates with web plates:
T787-MT-460& T787-MT-461

Welds between upper diaphragm plate with flange ring: T787-MT-369
Welds between lower diaphragm plate with flange ring: T787-MT-2471
Upper diaphragm flange ring butt welding: T787-UT-223

Lower diaphragm flange ring butt welding: T787-UT-256

Ww
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STATE OF CAUFDHNMUSINE.SE.TRAN SPORTACTION AND HOUSING AGENCY

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Struciural Matarials

Quality Assurance and Source Inspaction

Arnold Schwarzenegger, Govemor

Contract # 04-0120F4

Bay Area Branch

BB0 Wainut Ave.5t. 150 Cty: SF/ALA'Rte: 80 PM: 13.2/13.9
Valisjo, CA 94592-1133 ac

(707) 648-5453 File# 69.25B

(707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, PRC Report No: NCR-000176
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 17-Aug-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0159

_ — ——— — S —————————————
Type of problem:

Welding [ Conerete [ Other O

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

Joint fitup [0 Coating [J Other 0  Component: SAS - Tower

Procedural [J Procedural [ Descripton: Tower Double Diaphragms

Reference Description: Shipping vf Tower Diaphgrams not completed -
Description of Non-Conformance:

ABF allowed to ZPMC to ship a total of five (5) Tower Double Diaphragms (ESD1-47.6m, ESD1-28m,
S8D1-43m, ESD1-23m and ESD1-43m) for machining before fabrication and inspection/testing were
completed; this was not in accordance with their approved fabrication plan. Furthermore, the noted double
diaphragms assemblies were not accepted by ABF Quality Control (QC) prior to shipping due to weld
discontinuities in need of repair, heat straightening not completed, required nondestructive testing not
completed, and weld terminations not acceptable to project specifications. Any repairs made to these
diaphragm assemblies after machining may negatively affect the final geometry of the Tower Shaft in localized

Applicable reference:

ABF-SUB-093R02 77-m (Type 3B) Mock-Up Fabrication Plan and ABF/ZPMC Welding Quality Control Plan
(WQCPF)

Who discovered the problem:  Quality Assurance (QA) Inspector, Jim Cochran

.
w4 il wrierara i [
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Contimued Page 2 of 2 )
e = — == = ———= = = = ———————

Name of individual from Contractor notified: ABF representative, Huang Ji Hui (Jeff)

Time and method of notification: 08/17/2008 / verbal notification at (900 hours (CST)

Name of Caltrans Engineer notified: Scott Kennedy, Structure Representative

Time and method of notification: 21-AUG-08, at approximately 1330 hours (CST)

QC Inspector’'s Name: ZPMC Quality Control, Fu Yuhong

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

Contractor's proposal to correct the problem:

ZPMC noted at the time of shipping they understood they were performing this work at risk.
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 Ryan Smith, who represents the Office of Structural
Materials for your project.

Inspected By:  Smith Ryan SMR
Reviewed By: Smith, Ryan SMER.
' .
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FLIFL e P.0. 30X 3223 Daldand, OA 24823
e Phons (510) 418-0120 / Fex {510) 83e.0828
NCR PROPOSED RESOLUTION
i
To! CALTRANS - SAS Superstructurs Dgtad:
323 Bume Road Coniract No.:
Oekland CA 94807
Attention: Pursell, Gary Job Nams:
Residant Engineer
Rof; 05.03.06-000171

Subjsct:  NCR No. ZPMC-0178

i AMERICAN BRIDGEFLUOR ENTERPRIZES, s v

07-Mov-2008

04-0120F4
34-5F-B0-13.2 / 13.0
SAS Superstructure

Document No.: ABF-NPR-000179 Rav: 00

Contractor's Proposad Resolution:
Refarance Resclution:

e fabrication procedurs sequencs decuments that the ispectlon of welding will be complsted pricr

to the machining process. Initial inpaction

- the Dsuble Diaphragms was completed but ragairs relative 1o Visual inspection had not been completed. ZPMC then shippad the Double
Diaphragms ta Nantong for machining at their own risk noting that the rapalrs remaining would not adversly affect the final machined
demensions, ZPMC and ABF has since completed the weld repairs and will forward the Inspection documeants to CT for NCR closure.

Submiti=d by:
Attachment{s): ABF-NPR-D0017TSR00

Caltrans’ comments:

The response |s acceptabls, but the Non-Conformance is not closad,

Status: AAP
Dets: 10-Mov-2008

The proposed resolution mentions that the repairs have been complated, and the Inspection documants will be forwarded to Caliranes for NCR
closure. Please provide this documentation, The Department will review tha Contractor's proposal to close Non-Conformance ZPMC-0178 at

that time.

Submitted by:  Wright, Doug
Attachment(s):

Dats:  10-Mov-2008
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REPORT OF ULTRASONIC EXAMINATION

UTHRGE iR &

REPORT NOF&ES TT87-UT-052 DATE  2008.04.30 PAGE 1 OF 1 Ravision No: ¢
PROJECT NO. : TS zP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: 47.6M UPPER DIAPHRAGH DRAWING NO.:SA32(E}+P1424(E) CALTRANS CONTRACT NO.: 04-0120F4
REFERENCING CODE  £%iup ACCEPTANCE STANDARD SSif% PROCEDURE NO. BES
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSHE i JOINT TYPEAE T CALIBRATION DUE DATE {{SHIERZLIE
SAW BUTT DEC. 28¥, 2008
EQUIPMENT &4 MANUFACTURER {ali87 MODEL NO. #stiss SERIAL NO: FFRINS
UT SCOPE PANAMETRICS EPOCH-4E GTIE0EA11, 0614 RER1Y,
081495811, 070152011,
CALIBRATION BLOCK i COUPLANT #4& MATERIALITHICKNESS #$i5t
£ 3 IW BLOCK TYPE T cM.C AT0OM-HPS-485WT2-Z2/ 75mm
TRANSDUCER £fiL
[MANUFACTURERAE®| ANGLE | FREQUENGCY SIZE MANUFACTURER | ANGLE | FREQUENCY sIZE
bl ik R i AL g LRt
Chengechao 70 = 2.5 MH=z 1Bx1B mm Changehao 45 25MHz 18x18 mm
Changchao e 2.5 MHz 20 mm Raference Level SSR&Em 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0*®UTOK
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OF MAGNETIC PARTICLE EXAMINATION

EmENEs

REPORT NO. #%8E T7a7-MT-087 DATEEHSE 2008.05.08 PAGE OFE®R 1M Revislon Mo: 0

E 5 co CTOR:
f-fg;f Mo ZPOS-TET - ﬁm‘ B CALTRANS
DRAWING NO, SA32(EHP1424(E) CALTRANS CONTRACT NO.:
5 _ 47.5M UPFER DIAPHRAGM | juarmess e
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE ND. B CALIERATION DUE DATE
SEEan’ ERFHE el ArBETE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dee. 28,2008
EQUIPMENT #4& MANUFACTURER & MODEL NO, #5848 SERIAL NO, Eigias
MT YOKE PARKER B3108 5817 5385 5620
MAGNETIZING Contlnuous magnstic yoke | CURRENT A
METHODREEHE Fis ot B G
PARTICLE TYPE Dry magnet powder YOKE SPACING
e Tt W 70~150mm

Y WELDING :

MATEE:EE TO BE O CASTING ’:ﬁ# Materfal & thickness A703M-HPS-4B5WT2-Z
ey 1 FORGING gt bl Vo
WELDING PROCESS TYPE OF JOINT
mEhE s s BRI

WELD L5, DISCONTINUITY Friiti ACCEPT | REJECT REMARKS

oy INDICATION TYPE LENGTH IN e e Hi=
b i mm
EE
ESD1-SA32A/B-10A/108 ACC.
BLANK
EXAMINED BY =% REVIEWED BY #i&
Doty (a1 K yin . o
LEVEL-Il SIGNEE£ |7/ DATEED :.‘::;!;_L—? LEVELJ sien | __CATEE® 2ol ol . 0]
BE=3/ oo ; ; ' EFCUSTONER . ik
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REPORT.OF ULTKASONIC EXAMINATION.

UTHA R

REPORT NO.##88 T787-UT-010 DATE  2008.04.08 PAGE 1 OF 1 Revision No; o
PROJECT NO.: TEM#E 2zP06-187 CONTRACTOR: CALTRANS
ITEMS NAME: 47.6M LOWER DRAWING NO.:SA226 (E} +r-14uT (E) CALTRANS CONTRACT NO.:  04-0420F4
WELT DIAPHRAGM e . AATREY \
REFERENCING CODE £:95i% ACCEPTANCE STANDARD i£EiF2 PROCEDURE ND, EFEs
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPOC-UT-01
WELDING PROCESS s His JOINT TYPE k&g CALIBRATION DUE DATE (48 EwH
sawW BUTT Jan. 177, 2008
EQUIFMENT % MANUFACTURER #id MODEL NO. #=UisT * SERIAL NO., FEsjie 5
UT SCOPE PANAMETRICS EPOCH-4B 081488510, 061485811,
CALIBRATION BLOCK s COUPLANT $E&% MATERIALITHICKNESS #HEEm
AWS IIW BLOCK TYPE T c.Mm.C AT0SM-HPS-4BSWT2-2! 75 mm
TRANSDUCER 24l
MANUFACTURERSE  ANGLE FREQUENCY SIZE MANUFACTURER ANGLE  FREQUENCY SIZE
] aE = Rt BT i His R+
Changehao 70" 2.5 MiHz 18x184 mm Changehao 45 ® 2.5 MiH=z 1818 mm
Changchao o 2.5 MHz 20 mm Reference Lavel $£%EEE 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 UT oK.
DECIBELSH T DISCONTINUITY i =
g |y .|y
WELD Z 4 fz:f E E % = gg E'E %ﬁ g ¥ LOCATION OF DISCONTINUITY ER
=< gl | =€ g o = =
E % El= 5 s = ! = . - 3
DENTIFICATION | 5 £ % = E m g |z AE A T (mm) 2 =
apaeg |2 | B — f | P 4 |Lensih | Sound Patn | Depthtom Surtace | Fromx | Femy 8 =
G iR BT By my 8
ESD1-BAZ28-104 (108) 446 33 ACC.
&82 1 | ACC.
BLANK

EXAMINED BY =3

Yllttong 304,542
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APCESTOMER

REPORT NO. ##EMT T7a7-MT7-012 DATEH X 2008.04.42 FAGE OFHR® 1M Revision No: 0
JECT NO, NT R: :
ERE%_E: it ZPOE-TET %ﬂ pe me CALTRANS
'DRAWING NO. | SAZENPAOIE] | CALTRANS CONTRAGT NG~~~ )
W% 47.6M LOWER DIAPHRAGM i CRES 04-0120F4 :
REFERENCING CoDE  ACCEPTANCE STANDARD ~PROCEDURE NO. ™~ ~ CALIBRATION DUS DATE i
SHHERT B 2iraT e e g f
AWS 01.5-2002 AWSE D1.5-2002 ZPQC-MT-01 Dee. 28,2008
EQUIPMENT &£ MANUFACTURER fHsum MODEL NQ, &sfis SERIAL NO. Eigia
MT YOKE FARKER B2105 5360 5362
MAGMNETIZING Continuous magnetic yoke | CURRENT
METHODR {5 B s P
PARTICLE TYFE Dry magnet powder YOKE SPACING
EhRE FRE Bt [ 70~150mm
Y WELDING
MATEm;IEr TO BE O CASTING i{%ﬁ Malerial & thickness ATOSM-HPS-4B3WT2-2
ﬁﬁﬂ (=] FORGING ﬁﬁ H#JQ:E T8mm
WELDING PROCESS TYPE OF JOINT
MR SAW P BUTT
WELD 1.0. DISCONTINUITY ATk ACCEPT | mesgeT REMARKS
mea INDICATION TYPE LENGTH IN s $E G
; i =n mim
. RE
ESD1-SA226-10AM08 ACC.
BLANK
EXAMINED BY =i REVIEWED BY W&
(ai_Linvin 2las Dot
LEVEL-ll SIGN =4 DATER#Ereed oy~ | LEVELY SIGN ! DATEEE y—4-Y% /32—
WBESE ook
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO, %85 T7B7-MT453

DATEZ ¥ 2008.08.15

PAGE QFEM 112

Ravision No: 0

PROJECT NO, A CONTRACTOR: i
THES: ERE FALTRANS
DRAWING NO. ESD1-3A328/8 CALTRANS CONTRACT NO.:
nE. i THEASTLIFTING TOWER(E) 47.6M  |f-ir Toasa s ' 04-0120F4
' DIAPHRAGH ;
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIERATION DUE DATE
SSERER ' =ZHE EFas . S =i
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 ‘ Dee. 28°7 2008
EQUIPMENT &% MANUFACTURER &= MODEL NO, #2=lig 8 SERIAL NO, Z@ia 5
MT YOKE PARKER 83105 5620° 5385 5617
MAGNETIZING METHOD Continucus magnetic yoke |CURRENT i
BEfTE BES s S5
PARTICLE TYPE Dry magnet powder YOKE SPACING S
e FHE EEE i
MATERIAL TD BE Y WELDING 24 Matierial & thickness ATDOM-HPS-4EEWT2-Z
EXAMINED = CASTING &4 . (B AR T5/80/40mm
R ~ FORGING Si'e
WELDING PROCESS TYPE OF JOINT
SMAW T-IOINT
B ' o | '
DISCONTINUITY FEEishs '
WELD 1D, ST ] ACCEPT REJECT REMARKS
AEES !NDlCA._'ﬂON TYPE P == , My e
i Eig]
ESD1-5A328/8-1 ACC.
ESD1-5432B/8-2 ACC,
ESD1-8A328/8-7 ACC,
ESD1-SA32R/B-8 ACC.
ESD1-5A328/8-11 ACC.
ESD1-5A328/8-12 ACT.
Z8D1-5A328/B-15 "ACC.
ESD1-5A328/B-16 ACC,
ESD1-8A278 11 ACC. '
E£5D1-5A225-12 ) ACC.
ESD1-5A226-13 ACC,
ESD1-SAZ28-14 ACC,
ESDi-3A225-15 ACC.
ESD1-8A275-18 ACC.
EXAMINED BY=2= \ [FEVIEWED BY 52
Fd ¥ iy 4
| H{ jﬂﬁ;ﬁf fiu’-’i {___Aikdd In
(LEVEL-{l mien == @ pATESH s '“'i‘l . (LEVELAl  SIGN I DETET R Al a0 r'

E=2 /SR
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z =¥ c REPORT QF MAGNETIC PARTICLE EXAMTNATION
e e—— :
R R AR S
REFORT NO. &85 TT87-MT-463 DATES 1 2008,08.15 PAGE OFTEE 212 Ravision No: o
PROJECT NOD. —— CONTRACTOR: S
TESS; B~
DRAWING NO. ESD1-5A328/3 CALTRANS CONTRACT NO.:
55 THE 15T LIFTING TOWER(E) 476M |4 T = D4-0120F4
5 DIAPHRAGM
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EFDREN By o ER TN
AWS D1,5-2002 AWS D1.5-2002 ZPQC-MT.01 Dec. 28" 2008
EQUIPMENT #-& MANUFACTURER %% T MODEL NO, BsSiEF SERIALND, Siaie g
MT YOKE PARKER B3108 5820 5385 EE17
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT B
BT BERlESE ]
PARTICLE TYPE Oy m t de YOKE SPACING
o R RAN 70~150mm
EHEEg TER mEEEE ;
MATERIAL TO BE JWELDING 5 Materiz] & thicknass ATOSM-HPS485WT2-Z
EXAMINED ~ CASTING &4 B EE TEIB0/40mm
~HHE ~ FORGING i85
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
E=TE " gy i
] (3
DISCONTINUITY Aiisst:
WELD [.D, TERGTi T o] ACCEPT REJECT REMARKS
imisimn INDICATION TYPE 2, = s &
: Ei e 1]
ESD1-SA32R/8-3 ACC.
ESD1-SAIZE/E-4 ACC. .
ESD1-SA3ZE/B-5 ACC.
ESD1-5A328/3-6 ACGC,
ESD1-5A328/8-0 ACC.
ESD1-SA328/8-10 ACC.
3D1-5A37R/B-13 ACC,
ESD1-5A328/B-14 ACC,
i E-LANK L]
EXAMINED BY =% REVIEWED BY =5
k3 ) r vy s 4
| BH i i
ILEVEL-Il SIGHE=L | DeT=SH s W, A :

|LEVEL-

ZIEN I
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT WO, 488 T7a7-mMT-710

DATESH#4 2008.08.48

PAGE OFTHE 1M

Rw!:inn Ne: o

PROJECT NO.. o CONTRACTOR: RS
THEEE. g B 5
DRAWING NO. ESD1-5A32 A/S CALTRANS CONTRACT ND.: b i
” 20F4
Es: TOWER(E) 47.6M LOWER DIAPHRAGM | in7f TEES 04:01
REFERENCING CODE " |ACCEPTANCE STANDARD . |PROCEDURE NO. "47.1=" |CALIBRATION DUE DATE
EBRNERT EEE W2t |EEEs SRR TN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2008
EQUIFMENT i & : |MANUFACTURER S28% - - |MODEL NO. =l 8 "+ |SERIAL NO, Eiias v
MT YOKE PARKER' . B3105 5620 '5385 517 r
MAGNETIZING METHOD Continuous magneficyoke |CURRENT . ek
HizFiz BisTslE e B T
PARTICLE TYPE Dry magnet powder YOKE SPACING B
ke mm
EESE THES BERE
AT0OM-345T 2 ATOSMN-HF5-
TERIAL TO BE ¥ DIN e
] B ‘.“"’EL G AR Material & thickness 485WT2
EXAMINED = CASTING &4 8075 mm
i Z FORGING & i 1
WELDING PROCESS TYPE OF JOINT
FCAw T-JOINT
WA H 5 pr St |
DISCONTINUITY Tisise
+ WELD LD, ~TEne o] ACCEPT REJECT REMARKS
HmEae INDICATION TYPE zm sy = £
i o =g
ESD1-5A32 A/B-1 ACC,
ESD1-5A32 A/B-2 ACC,

BLANK

EXAMINED BY=%:

#ﬁﬂwi

LEVEL-1l SIGNES |

DATES S

REVIEWEDBY ¥ &

LEVEL-II SIGN

ERESE
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REPORT OF MAGNETIC PARTICLE EXAMINATIC

REPORT NO. L &85 T7o7-MT-378

DATER®Y 2008.07.30

FAGE OFI&} 111

Rovislon No: o

FPROJECT NO. CONTRACTOR: ——
ZP0S-TAT CALTRANS
TERE: B P
DRAWING NO, ESD1-SAZ25 CALTRANS CONTRACT ND,: :
04-0120F4
ES: TOWER(E) 47.6M DIAPHRAGM | WHITE#S
i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
SHATER EEFE 25T B TETHN
AWS D1.5-2002 +  |AWS D1.5.2002 ZPQC-MT-01 Diec: 2857 2008
EQUIPMENT &% MANUFACTURER fli MODEL NO. #2885 SERIAL NO. 5228
MT YOKE PARKER B3105 5620 5393 5617
MAGNETIZING METHOD Conilnuous magnetic yoke |CURRENT . Ae
Bl EiE S H
FARTICLE TYPE Dry magnet powdar YOKE SPACING —_—
e’ mim
ikt TS EEAEMEEE
MATERIAL TO BE Y WELDING s Matarlal & thicknass ATDSM-345T2
EXAMINED O CASTING # & BE ATOOM-HPS4E5WT2
forirog el O FORGING #13% T5/60mm
WELDING PROCESS TYPE OF JOINT
: FoAW T-JOINT
HErE Rt
DISCONTINUITY RSt s :
WELD 1D, BT ] ACCEPT REJECT |' REMARK
i INDICATION TYPE P = E=d &
W Fegl
ESD1-8A226-1 ACC. 3
ESD1-5A225-2 ACC.
BLANK
" P
L]
EXAMINED Y= REVIEWED 3Y ®&
=
({’;,; Vs 7 "?llﬁﬁf D= ﬁ.‘f:
LEVEL-II BIGNZ=L | TERE ﬂix‘:'?g ;_:, LEVEL-l  sigwW { DATER# y e ,}-h 2
\RE= / ocw cL —
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REPORT OF ULTRASQNIC EXAMINATION

UTHRGIR &

REPORT NOSi &8 T7R7-UT-248

DATE 2008.07.23

PAGE 1 OF 2 Revision No: 0

PROJECT NO. :TH#E ZPDs-787'

CONTRACTOR: CALTRANS

ITEMS NAME: 47.6M UPPER DIAPHRAGN

DRAWING ND,: ESD1-8A232

CALTRANS CONTRACT ND.: 04-0120F4
nfiTESE

HEZH'  EDGE  PLATE =1

REFERENCING CODE SSER ACCEPTANCE STANDARD EEEE PROCEDURE NO, Eras

AWS D1.5-2002 AWS D1.5-2002(Table §.3) ZPOC-UT-01

WELDING PROCESS# %= JOINT TYPEIRAESEE CALISRATION DUE DATE (ISIESSY
FCAW BUTT DEC, 287, 2008

EQUIPMENT 24 MANUFACTURER B/ | MODEL NO, Hstis SERIAL NO. YIRS

UT SCOPE PANAMETRICS EPOCH-48 WIS 1.0014e8010,

CALIBRATION BLOCK =i

COUPLANT #R&%)

DE1485811, 070152011,

MATERIALITHICKNESS 8 Bk

AWS lIW BLOCK TYPE I cm.c ATOOM-345T2 B0mm
TRANSDUCER #ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SIZE
i BE iz R BERE BE . A= ik
Changchao YO * 2.5 MHz 18*18 mm Changchao 60 = 2.5 MHz 18*18 mn
Changchao o-® 2.5 MH=z 20 mm
Reference Level ##ﬂﬁﬂ 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UTOK.
DECIBELS4r DISCONTIRUITY FEini E
g o 8 o 1 g E #
WELD - % % sE 8 ég EE gﬁ g § LOCATION OF DISCONTINUITY Ex %
= fl e o - i
IDENTIFICATION | & & § ® § Y z= FEEL R (mm) E E E
-~ IS
paanrgs |2 |E L a |b|c |g |tenh| SoundPath |Depin from Surscs | Fromx | Fromy § rE
H=E B BENER Ex By
ESD1-5A32A0/8-10{38) r *
ESDO1-5A3IA/B-4A(48) BB.5 3z [ ACC.
58.6 az ACC.,
ESD1-BATI0/B.54(58) *
ESDY-5A32A/8-5A(5E) *
ESDN-BAIAE-TA[TE F o
EXAMINED BY =2 REVIEWED BY ¥,
L%
Loay - A | Wl
NoJtlot 500847 ety -9 .072]
HI i . F ¥ % _.‘
LEVEL-Il ZIGN J'J DATE LEVEL-1I JE"’IEI\' ! © DATE
=EE3 /20 BECUETOMES




Attachment-i. CONTINUED

(=ZBme) REPORT OF ULTRASONIC EXAMINATION
REPORT NO &8 % TT87-UT-248 _DATE  2008.07.23 PAGE 2 OF 2 Revision No: ¢
DECIBELS M DISCONTINUITY Fisipie g
o] - w P E
z ! Q ey E = 4
WELD ﬂ ok .
Zw g E s E g ﬁg Eg E-ﬁ | LOCATION OF DISCONTINUITY  Figit& a5 | *
IDENTIFICATION E = g = E BT |27 |2 |EE gg 3
& th =
RERFTET 2 E - 4 . . . Lengih | Sound Path | Depih from Face's’ | From | Fromy | 5§ =|
2 . .
l £ FE EeEEn Ex EY E
E501-SASZA/B-BA(2E) B8.5 az ACC.
58,8 32 ACC.
ESO-EAIZAR-BA(GR)
ESD1-SA328/8-11A{118)

K ESD1-BAIZAB-4AE), ESD1-5AIZA/B-2A(8E)Were 100% UT Inspection and ACC, which is the result of required 25% UT.
FESD1-SAS2AB4A4B), ESD1-SASINE-SAREHREEE 100% UTI IS, ERBMLE CEA3IT A ER A5 e,
L]

BLANK
i
ENAMINED BYES REVIEWED 8Y W&,
r»f\ﬂ W“ﬁ s 27 V5 }/ %ﬁ: NeHitstor =5, 7??
LEVEL-I Hr"r« f DATE '=vv Jeien DATE
l BESE oo | E=sETOMES
| RESE/ oo ‘ .




C L i REPORT OF ULTRASONIC EXAMINATION
(ZPMC] "
UTERGGR S

REPORT NOJI &8 TT87-UT-218 . DATE  2008,07.13 PAGE 1 OF 2 Revision No: 0

PROJECT NO.:TEES ZP06-787 | B CONTRACTOR: CALTRANS

ITEMS NAME: 47.6M LOWER DIAPHRAGM I DRAWING NO.:ESD1-SA265 | CALTRANS CONTRACT NO.: 04-0120F4
WL EDGEPLATE(S) | @@ { WATERS '

REFERENCING CODE #%i8# ACCEPTANCE STANDARD #%ism PROCEDURE NO. BE@s

AWS D1.5-2002 AWS D1.5-2002(Teble 6.3) ZPQC-UT-01

WELDING PROCESSHEE JOINT TYPEM it T CALIBRATION DUE DATE B BRrES%E
FCAW BUTT DEC. 28™, 2008

EQUIPMENT #4& MANUFACTURER #HswHE 1 MODEL NO. #=0i85 DAL NG, S

UT SCOPE ; PANAMETRICS EPOCH-4B WHIRES Mg,

061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #5&3 MATERIAL/THICKNESS #§ Eg
AWS [IW BLOCK TYPE 1 C.M.C : AT08M-345T2  BOmm

TRANSDUCER #ik

MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY S[ZE
B ! mpE | R Bl AE it R
Changchao | 7o 25MHz | 1818 mm' Changehaa B0 *© 2.5 MHz 18*18 mm '
Changehao o= 2.5 MHz i 20 mm
Referance Level &£35E80W : 20d8
Base mets] inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK,
DECIBELS#+ M DISCONTINUITY Fesigie 5
g g w =2 it
WELD z 2 = B3 1|ce gg LOCATION OF DISCONTINUITY g &
2 ] 5 5 =
ERly ZzaE =|ge EF- =
IDENTIFICATION | & |3 = g " . TELLR (mm) g &
Agsees |2 | E - o o | g |testn | SeundPatn | Depth rom Surface | Fromx | Fromry nE.
14 E HEEmE X Y =
E501-5A225-348 - &
ESO1-SA235-4A/8 #
ESD1-SAZ26-5A/8 ! s
I
E501-54226-6A/8 i *
ESD1-54225-TAB | =
ESDN-5ATTG-1TAE =
EXAMINED BY =i REVIEWED BY ®#, 5
' . {,ﬂlﬁ Zﬁgﬁ o),
. - % NG
YL Rond9e™ yoodh o) ; |
L | [ 1] — =
LEVEL-Il SIGN |/ DATE LEVEL- 1| SIGN ! DATE
BESJ /ol EFcusTOMER
mr T
¥ il B S it e e ] 2 L]

= mae




Attachment-1.

CONTINUED

REPORT OF ULTRASONIC EXAMINATION

REPORT NOSLESEE TTE7-UT-21%

, DATE  2008.07.12

| PAGE 2 OF 2 Revision No: 0
DECIBELS# M DISCONTINUITY FiSigis | &
REMC i P
WELD | B =| = g : | 8. | &
z x| 2 § Ex E E‘g Eg % g% LOCATION OF DISCONTINUITY  FESHE = 5 = [ ®
mevtFicaToy | £ 2| 8 & éﬁ | BB EE|EE i‘% |«
; b = L ] §
ARBERT 2 E u i b | o | g |Fenstn| SoundPath | Depth bom Fecets' | From | Fromy 8 | 3
* 5
-3 bt | ERTue ®mx | my | O
ESD1-SA226-84/5 69.3 13 At
59.6 33 S
E5D1-54226-04/8 69.3 53 Acc,
59.3 a3 NG

 ESD1-5A275-A/8 ESDT-5A275-8A/8 were 100% UT Inspection and ACC, which Is the rasult of required 25% UT,
FES01-5A226-A/8 ESD1-5A226- N R EEES 100%UTATI& 55, RERREECEES T ARt oa s ieny,

BLANK

EXAMINED BY=5}

XU QmAgqend yp?-9).,

LEVEL-1 SiGN

!

DATE

REVIEWED BY #&,

LEVEL-1|

EIEN

LATE

Mas]3 b 209 070

BES3A /oK

MER
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REPORT OF ULTRASONIC EXAMINATION

- UTRGHRE

REFORT NO SR &89 T787-UT-247 DATE 2008.07.22 PAGE 1 OF 1 Revisian Na: o
PROJECT NO.:TE&4% Zros-Tay CONTRACTOR: CALTRANS
ITEMS NAME: 28M UPPER DIAPHRAGM DRAWING ND.:SAETE{E‘HP??’E{E} CALTRANS CONTRAGCT NO.: 04-0120F4
[ ]
ks EDGE PLATE =12 puiby ek R

REFERENCING CODE &%l
AWS D1,5-2002

ACCEPRTANCE STANDARD £Simk
AWS D1.5-2002(Tabis 8.3)

PROCEDURE NO. @fFas
ZPOC-UT-01

WELDING PROCESS{fiis JOINT TYPERiEsam CALIBRATION DUE DATE (48# Ewstin
SAW BUTT DEC. 28™, 2008
. d ERIAL NO,
EQUIPMENT &4 MANUFACTURER fixm MODEL NO, Btis SERIAL NO. Fiigs
15653110 ;
UT SCOPE PANAMETRICS EPOCH4S 071565311,051488510

051495811, 070152011,

CALIBRATION BLOCK #4:

COUPLANT $E&%

MATERIALITHICKNESS HEFE

AWS IIW BLOCK TYPE 1 c.m.c AT0IM-HPS-485WT2-Z2  75mm
TRANSDUCER i
MANUFACTURER ANGLE | FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENGY SIZE
il i pidi 3 g R ST A i R
Changchao ‘70 ¢ 2.5 MHz 1818 mm Changehao 45 ® 2.5 MHz 1818 mm
Changchan ar- 2.5 MHz 20 mm Reference Level &4 RiEm 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UTOK,
DECIBELSAM |, DISCONTINUITY ~ FRitisss g
g (4 (w [ 5 3
[ ] - = B = .
WELD = %g E% E 33 -EE Ei Eg LOCATION OF DISCONTINUITY i; w
EElgE =4l x| s8 % >
IDENTIFICATION | % & % < g ) E g 3 = TELET (mm) E g E
mgwnas |2 | E - . . e Lunwtl Sound Paih | Daplh from Surtsce | Fromx | Fromy | § =
{efir =8 ERmEE =X my | B
ESD1-SA318A/B-6A/ - 5 o
B
440 32 ACC,
D1-SA316A/8-124/1 564 - ACC.
28 ]
248 3z l ACC,
" BLANK
EXAMINED 8y =& REVIEWED BY w2,
v/ 3D
: afgW\ 209) » 7
X Ronglerq o, 57 v/ M _
LEVEL -lI =ieN B J DATE LEVEL- I SIEN _..!' DATE
REEZ/ oo

il
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ESHEMRE

REPORT NO. R &85 TTB7-MT-348

DATEENE 2008.07.24

PAGE OFE# 1H

Ravislon No: o

PROJECT NO, — CONTRACTOR: caL <
TEHE: " B SR
DRAWING NO. BA1B(E}+PTTA(E) CALTRANS CONTRACT NO.:
B TOWER(E) 28M UFPER DIAPHRAGM | TEST 012074
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIERATION DUE DATE
ST aAR EFmE Eras B TEWE
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec, 2857 2008
EQUIPMENT & MANUFACTURER B35 MODEL NO, S SERIAL NO. =428
MT YOKE PARKER Ba10S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ao
B E BES B
PARTICLE TYPE Dry magnet powder YOKE SPACING —
=] TR e i o
MATERIAL TO BE ¥ WELDING 824 Material & thickness AT0SM-HPS-485WT2-2
EXAMINED O CASTING e i, EEF 785mm
e O FORGING i :
NELDING PROCESS TYPE OF JOINT
SAW BUTT
HENE ol et
DISCONTINUITY s
WELD LD. » m ACCEPT REJECT REMARKS
ey INDICATION TYPE o sz SEd i
i =m
ESD1-5A316AB-
BAISE ACC.
ESD1-SA316A/B-
1240128 ACC.
BLANK
EXAMINED BY == REVIEWED BY &&r

o g

LeveL-If sieN®s | patzEsm %x{ﬁ‘ PR

LEVEL-I SIGN fé DATEHE

BES= / oCcM

i

AFCUSTOMER




UTROTRE

e~ A REPORT-OF ULTRASONIC EXAMINATION .

REPORT OB #4815 TTa7-UT-032

DATE 2008.04.18

PAGE 1 OF 1

Ravislon No: 0

PROJECT NO. :TRES ZPos-787

CONTRACTOR: CALTRANS

ITEMS NAME: EASTERN TOWER 28M

DRAWING NO.:SA308(E)+P775(E)

CALTRANS CONTRACT NO.: D4-0120F<

BHER LOWER DIAPHRAGH Ee M TERS '
REFERENCING CODE S%8% | ACCEPTANCE STANDARD &0 PROCEDURE NO. B/SRE
AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPOCUT-01
WELDING PROCESSHE 5i JOINT TYPESSsam. CALIBRATION DUE DATE {x B Earsts
SAW BUTT DEC. 28%, 2008
0.
EQUIPMENT &% MAHUFACTURER Bl MODEL NO. &g SEALIG. T
UT SCOPE PAHAMETRICS EPOCH-48 071683311,0014me10,
081495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #l#H MATERIALITHICKNESS #f Ear
AWS IW BLOCK TYPE T c.M.c ATOSM-HPS-485WT2-Z/ 75mm
i TRANSDUCER #3k |
[MANUFACTURER ik 7| ANGLE | FREQUENGY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE |
fapE AR R =l | b 3 fm= R+
Changchao 70" 2.5 WiHz 1Bx18 mm Changchao 45 * 2.5 MHz 18x18 mm |
Changchao 0 2.5 MHz 20 mm Refarence Lovel S43E% 2008
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK.
DECIBELS#M DISCONTINUITY  7Rifitefs =
g o | 3 4
WELD Tk HES-1E E; E} § g LOCATION OF DISCONTINUITY 2. o«
(=] 5
EElLEzalE H g 85 = zE =
IDENTIFICATION | S & % . T AR (mm) 23
BEEeEs E £ - P [ [ g |L=ngth | SemaPeth | Depth from Surtaca | Fromx | Fromy E o
1 ] E . BEEEE B By Q
EBD1-SA309-11AM1B 8.5 3 ACC.
445 34 B
ESD1-8A308-128M28 B6B.5 33 ACC,
44.5 24 ACC.
BLANK

ENAMINED BY =ig

VAL

M?’M%F 241

LEVEL- I EEE

REVIEWED BY &=,

Emwwq W Ap.19

LEVEL-1I

SIEH DATE

REE3R /ooy,

AFCUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATIOCN
ERREES

REPORT NO. &S T7s7-M7-030 DATEE# 2008.04.22 PAGE OFE® 1M Aevislon Me: @

T CONTRE 5
;:noazc:- NO. Sianiny Eni'r:amma RTINS
DRAWING NO. S S(E) CALTRANS CONTRACT NO.:

: EASTERN TOWER 28M LOWER
EE: DIAPHRAGM mHTESs i
| REFERENCING COpE ACCEPTANCE STANDARD | PROCEDURE NO. ; | CALIBRATION DUE DATE |
S&IHEaN EZEn BREe (B EARN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 g Dec. 28,2008
EQUIPMENT &4 MANUFACTURER RliEm MODEL NO, #sgs SERIAL ND, EiigE
MT YOKE PARKER B3108 5360 5382 5395
MAGNETIZING Continuous magnetic yoke | CURRENT
METHODRk FiE: EEAERE B3 A
PARTICLE TYPE Dry magnet powder YOKE SPACING
[T e T BAmEE 70~150mm
; WELDING
MATERIAL TO BE "'Jn Rt Material & thickness AT08M-HPS-485WT2-Z
EXAMINED CASTING {5 vyl o
Prisbreviy O FORGING & ' Smm
WELDING PROCESS TYPE OF JOINT
AR SAW s BUTT
WELD LD, DESCONTINUITY TSt ACCEPT | ResECT REMARKS
ey INDICATION TYPE LENGTH IN g Eilr P
BT EH mm
: EE ;
EED1-5A308-11AM1B ACC.
ESD1-8A308-12AM28 ACC.
BLANK
EXAMINED BY =45 REVIEWED BY %
)
- b
2o Dow DT .
LEVEL-U" SleN % |  DATEEM~n€.ofi3= | LEVELA SIGN | _DATEEM 13,4, 37
REE=/oCcw . EFCUSTOIER 8
| HuSaad 4.5

i




REPORT OF MAGNWNETIC PARTICLE EXAMINATION

e Hr W
REPORT NO. S &54% Tra7-MT-723 DATES %3 =2008.08.18 PAGE OFFEE 12 Ravision No: 0
PROJECT ND. CONTRACTOR:
ZP06-78T CALTRANS
LR H P
DRAWING NO, SA316 5A309 CALTRANS CONTRACT NO.:
o Fa
n=- ) TOWER(E) 26M DIAPHRAGM PLATE |-/ LEWS el
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. % & 7 |CALIBRATION DUE DATE
BaEEaE EEER sl |EEas - e ma | MBS Loauen)
AWS D1,5-2002 AWS D1.5-2002 ZPQC-MT-01 -+ |Dec. 2877 ,2008 - .
|EQUIPMENT B & : MANUFACTURER &85 MODEL NO. L% -5 . |SERIALNO. EZ@F
WT YOKE PARKER B3108 i T |'sE20 5305 BBAT
MAGNETIZING METHDD Continvous magnsticyoke |CURRENT * Fa i
23 = E B
PARTICLE TYPE Ory magnet powder YOKE SPACING tita i
= . Tim
B TRy BE =
MATERIAL TO BE Y WELDING 842 ATOEM-HPS-4B5WT2
: terial & thicknes
EXAMINED = CASTING &/ WairmES hicknane 40160075 mm
BiEe Z FORGING S Ex AR
WELDING PROCESS TYFE OF JOINT
. SMAW T-JOINT
ARhTE dEgEE
DISCONTINUITY Fi=tg e
WELD LD il TENBTH N e ACCEPT REJECT REMARKE
HMipiag INDICATION TYPE g £ ' =i £
v R E1-] :
ESD1-SA309-15 ACC, :
ESD1-5A308-16 ACC.
ESD1-5A300-17 ACC,
ESD1-SA308-18 ACC,
ESD1-54315 8/8-1 ACC,
ESD1-SA315 B/B-2 ACC.
ESD1-5A316 B/E-7 ACC.
ESD1-5A316 B/B-8 ACC.
ESD1-5A316 B/B-9) ACC,
S01-5A316 B/B-
S i ACC.
D1-5 - b T
ES :-:‘rﬁ ETE] ACC.
Di- -
ESD1-5A316 B/ ACC.
14
ESD1-5A316 B/B-3 ACC.
ESD1-SA316 B/E-4 ACC,
EXAMINED BY =22 REVIEWED BY €5
T L= -
f It v Xl e H"ﬁ i-s=B ‘? B
LEVEL-Il SIGNEZE | IDATEE?{% #5’ 3'1’ [g’ LEVEL-l  SIGN / :mﬁaxi: ‘

= P CUSTOMER
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REFPORT OF MAGNETIC PARTICLE EXAMINATIO!

REPORT NO. 2049 Tre7-mT-723

|DATES#2 2008.08.18

PAGE OFME} 212

Revision Nao: @

PROJECT NO. S CONTRACTOR: it
TESE: . -
DRAWING NO. 5A31E 5A309 CALTRANS CONTRACT NO.:
- 0 OF4
nE: . TOWER(E) 28M DIAPHRAGM PLATE |/ TEES Saliies .
REFERENCING CODE ACCEPTANCE STANDARD ~|PROCEDURE NO. - |CALIBRATION DUE DATE

N BT, it O T - e LA e
AWS 01.5-2002 AWS D1.5-2002 . W[ZPQC-MT-01 Dec.-28°7 2008

. |[EQUIEMENT &4 MANUFACTURER 228%: . .1 |MODEL NO. B=EE . ' |SERIAL NO, S48 -,

L]

‘ImT YoKE" - PARKER - """ |Ba108 ' 5620 5385 5617
MAGNETIZING METHOD Continuous magnefic'yoke “{CURRENT: oy P
BEAE HE=EnE B :

PARTICLE TYPE Dry magnet powder YOKE SPACING };ﬂ =l
ey i2a mm
Higad TEH BERE
MATERIAL TO BE' JWELDING % . ATOSM-HPS-485WT2
= Material & thickness
EXAMINED T CASTING &5 40/80/78 mm
EE — FORGING &% L W e
WELDING PROCESS TYPE OF JOINT x
7 SMAW T-JOINT
BENE pbe P
DISCONTINUITY FriZigse
WELD L.D. TENETR ] ACCEPT REJECT REMARK
Hig e g, INDICATION TYPE =@ . @ =gy Za
g
ESD1-SA316 B/B-5 ACLC.
i i
ESD1-SA316B/BS ACC,
-5A318
ESD1 s:;:a B/E- ACC.
16 B/B-
Sagir ke ACC.
| ESD1-5A316 B/B-
T ACC.
ESD1-8A316 B/B-
fg ACC.
ESD1-5A300-13 ACC,
ESD1-5A300-14 ACC,
BLANK
[ 1
EXAMINED BYZ=:E REVIEWED BY W&
) 1 ’ {
_R"' !r; “ I I"-’-—k w l‘-""-'*gl. A‘?—\-_?@ Lt ?I
LEVEL-Il SIGNEZ | DATERH .,:g‘:ﬁ (& LEVELl  SIGN | oatdE % ’
RESH /ocm ' B FCUSTOMER
- i oAb
o lI - "I"’
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| E_=-f¥gl 53 i REPCOFRT OF MAGNETIC PABTICLE EXZMINATION
| MO R A
REFORT NO. &8¢ TTEP-MT-725 DATES I 2008.08.18 PAGE OFE® 11 Revision Ng: 0
FROJECT MO, —— CONTRACTOR: S
IH®E: ; B =
DRAWING NO. ESD1-8A316 CALTRANS CONTRACT NO,:
— , 0.
TE. TOWER(E) 26M UPFER DIAPHRAGM | THRAF il 53
REFERENCING CODE ACCEPTANCE STANDARD ' |PROCEDURE NO. , |CALIBRATION DUE DATE
SR EREE et RN ' HEBH=HNE
{AWS D1.5:2002 AWS D1.5-2002- o c5 3 |ZPOQC-MT-04 Dac. 28°7 2008 -
 [EQUIPMENT & . - .. «|MANUFACTURER #U8 . .- IMODEL NO. 229 |SERIALND. Siig s, s ]
MT YOKE PARKER E B3105 5620 5335 5B17
MAGNETIZING METHOD - ' Continuous magnefic yoke - [CURRENT e
HirFE Bo=liEme =i
PARTICLE TYPE Dry magnst powder YOKE SPACING. R
: E i 70~150mm,
S THE BETE.
! AT09M-345T2/AT09M-HPS-
MATERIAL TO BE + WELD! 4
NG Hzir Material & thickness 4B5WT2
EXAMINED =~ CASTING s EIITS mm
Bne = FORGING &8 LA d: 4
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BehE EoEe oot
DISCONTINUITY izt [ '
WELD 1.0, T : TERaTA o] ACCEPT REJECT * REMARKS
Mg ih g INDICATION TYPE 2 =5 = S
ki F ot
ESD1-5A316-1 ACC.
ESD1-SA316-2 ACC,
BLANK
EXAMINED BY=2 REVIEWED BY 3
Tt | ;
g-":’mlfm Z0o8 (%) (3
LEVEL-Il SigNE£- | DATESHE ,g:j [3} LEVEL4l  EIGN I DATES
EEEZ 7 acw / EFPCUSTOMER
bybord  voBofaks




E

Id

PORT OF

BB T

REPORT NO. 2488 T787-MT-724

DATES HE 20080818

PAGE OFES 11 Revisicn No: 0

FROJECT NO. e CONTRACTOR: e
TR, ' s .
DRAWING NO. ESD1-5A309 CALTRANS CONTRACT NO.;
; i D4-0420F4
anE. TOWER(E) 28M LOWER DIAPHRAGH |In/ LEEE 4-0120F
-|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
FEfy i h i
S R . | BEas RS Ens
AWS D1.5-2002- AWS D1.5-2002 ZPOC-MT-04 Dec.'28%" 2008
. [EQUIPMENT 38& -, MANUFACTURER S/ « . |MODEL NC. 2=a S SERIAL NOD. 2= 8
MT YOKE ) PARKER _ B3105 . BG20 5385 5817
MAGNETIZING METHOD Continuous magnetlc yoke |CURRENT 3%, "
BiTE EENEGE =5
PARTICLE TYPE Dry magnat powder YOKE SPACING g
o Y mm
Eibiratal TRk BiEmEE
: ATOSM-345T2IAT0AM-HPS-
RIAL TO BE JWELD
o ING Mt Matarial & thickness £B5WT2
EXAMINED — CASTING s/ 80175 mm
Bl = FORGING #i B8 AR
WELDING PROCESS TYPE OF JOINT P
FoAw T-JOINT
EEyE Hgan
DISCONTINUITY i
WELD 1.D, i s ACCEPT REJECT REMARKS
BEEE INbICATION TYPE Hid == iz i
b b= ] E
ESD1-5A309-1 ACC,
ESD1-8A300-2 ACC,
BLANK

EXAMINED BY==

BOTM Yu,

REVIEWED BY ¥ &1

(AN A

l&¢&=7j}

LEVEL-Il SIGNE®Z / DATEZRE ‘O&t?j (&  |eeveLn  sien 1 pardhm
]
REERE /acwm : = SCUSTOMER
Wubosh vt O A
E=SIGN | T2 DATE ' SEE SIGN | SHE DATE .

ks ZEQC-NTO
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REPORT OF ULTRASONIC EXAMINATION

UTTRAT R &

REPORT NOSR =88 T7aT-UT-278 DATE  2008.08.02 PAGE i OF 2 Revislon No: o
PROJECT NO.: TS ZPos.787 _ CONTRACTOR: CALTRANS

ITEMS NAME: 28M UPPER DIAPHRAGHM DRAWING NO.:ESD1-8A302 CALTRANS CONTRAGT ND.; 04-0120F4
S4ET  EDGE PLATE =% : . RTINS '
REFERENCING CODE £44%= ACCEPTANCE STANDARD 2@ PROCEDURE NO. BSaS

AWS DA1.5-2002 AWS D1.5-2002(Tabls 5.3) ZPQC-UT-01

WELDING PROCESS#lE it JOINT TYPEM &R CALIERATION DUE DATE HER T S
FCAW BUTT DEC. 28°7, 2008

EQUIPMENT &% MANUFACTURER £:&% | MODEL NO, % SERALNO. PN

UT SCOPE PANAMETRICS EPOCH-48 CrBeT et i,

CALIBRATION BLOCK =t
AWS [IW BLOCK TYPE 1

COUPLANT 847
cm.c

MATERIALITHICKNESS ##lEE

ATOSM-34572 BOmm

051485811, 070152041,

TRANSDUCER 2

MANUFACTURER | ANGLE | FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY | SIZE
HEE RE 5= R+ BERE 7 &= ! R+
Changchaa , 70+ 25MHz | 1818 mm Changchao | 80° | 25MHMz | 1&"t8mm
Changchse | p = | 25mH 20mm | | |
Refsrence Lovel S#ASE | 20d8
Base metz! inspected per AWS D1.5-2002 Section 6.19.5 0® UTOK.
: DECIBELS# /I DISCONTINUITY — Frimiss } 5
g E = 5] | = =3
WELD Zw|2S(E 8 & gg 7|34 g g LOCATION OF DISCONTINUITY E #
TR S 58| .
IDENTIFICATION | § | @ £ |a : {mm) £x 2
HEsEens E E Y il s 1 Langih | Sound Path | Dapth from Surface | From'® | Fromy E e
i E EEEEE Bx =y o
ESD1-8A31EA/B-IA[3E) +*
ESD1-SA316A/B-4A(48) =
ESDM-SA31 8A/B-54(58) *
ES01-SA18A/E-TATE) *
ESD-5A316AB-A4(BE) BB.E 34 ACC.,
50.6 34 l ACC.,
EXAMINED BY =2 REVIEWED BY =i
i -
[
R E.M'Wuu ﬁ‘:"mn tef, of ) /’{ff/ﬂﬁfﬁ?ﬁ' L f . @5, L
LEVEL.ll SiGN DATE LEVEL- || / EIGH ! DATE
FESS /oo EACUSTOMER




Attachment-1.

CONTINUED

REPORT OF ULTRASONIC EXAMINATION

REPORT NOM &S T787-UT-278 DATE  2008.08.02 PAGE 2 OF 2 | RevisionNo: g
DECIBELS% 1 DISCONTINUITY Fifigi = o]
i
(=] w g . B
WELD - O g
.28 E% = %E Eg 52 ég LOCATION OF DISCONTINUITY ~ 2@ ® | Ex| =
= u th = - | B2
IDENTIFICATION EEEEEEE‘ 2 |2 E-”£|x
o = | =
g * &
REntes 5 |[§ |& 2 Length | Sound | Depth from Face's’ | From® | From'y | % i g
4 o HSla|b|c|a |8 =
%2 | Per EETER =X a8
mE ! '
ESD1-8A3164/3-8A(55) | I %
E501-5A316A/S-104(103) £8.6 34 i ACC.. i
I
50.8 34 acc.. |
ESD1-5A31EA8-11A(118) I *

‘r'rEsm-s.mm-amaj, ESD1-3A318A/B-10AMDE)WerE 100% UT Inspection end ACC, which is the result of required 25% UT.
WESD1-SAMEAS-EA(BE), ESD1-5A1SA/B-10A(108) B RE £ 1 00% UT R & 42, R R e SR B T ER 2SR E,

BLANK

EXAMINED B3Y S5

REVIEWED BY Wi

.
ﬁ}'[/gff 1iny

k]

LEVEL-1

ey .4
!

-'{".‘ IEH

DAY
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REPORT OF ULTRASONIC EXAMINATION

UTERUI TR &

REPORT NOJE&#S TTE7-UT-207 DATE  2008,07.07 FAGE 1 OF 2 Revision Na: 0
PROJECT NO. :TEES . ZPps787 CONTRACTOR: CALTRANS
ITEMS NAME: 2BM LOWER DIAPHRAGM | DRAWING ND.:.ESD4-8A134 CALTRANS CONTRACT NO.: 04-0120F4
EDGE PLATE 1 Bs _ i ?5“5
Hirsm {s)
REFERENCING CODE £54E ACCEPTANCE STANDARD SsiEm PROCEDURE NO. 218458
AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPaC-UT-01
WELDING PROCESSHERE JOINT TYPE ARdem CALIBRATION DUE DATE {{ &R R %1
FCaW BUTT DEC. 28", 2008

EQUIPMENT &%
UT SCOPE

MANUFACTURER iR
PANAMETRICS

WODEL NO. #=Ua8
EPDCH-48

SERIAL NO. F7iEs
071565311,061488510,
061495811, 070152011,

CALIBRATION BLOCK i

COUPLANT #R&%

MATERIALTHICKNESS il o s

AWS IIW BLOCK TYPE 1 cm.c AT09M-345T2/ BOmm
TRANSDUCER ik
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SiZE
T | AE L R b A AE g R+
Changchao I 70¢ 2.5 MHz 1818 mm =
Changchao o= 25MH=z 20 mm l I
Referance Level SHEEE 20d8 -
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK,
DECIBELS# T DISCONTINUITY  Frasitis E
E' L 1w "E |
WELD Zz . %g E% 5 ig E—n %ﬂ i;’ LOCATION OF DISCONTINUITY . S &
g : 8|58 (28 =
EElLE N sa B3 52 : = i
enTFcaTion | § | £ 8B 7| 1 |€ <R ik s R g
smmempes |2 |F 2 [ g | Lenath | Sound Path | Depth fom Surface | Fromx | Fromy | B 4
b M
£ BE EmiEg B =y G
ESD1-SA300-3A(38) *
ESD1-SA308-4A[48) *
ESD1-5A308-5A(58) e
ESD1-5A308-6A(58) E
ESD1-SA300-TA(TE) 2
ESD1-SA308-8A(E8) ! -
]
EXAMINED BY =23 REVIEWED BY Wi
IAVM%@/{?@W Y Sl N, Randfomd 2of. 0).0)
LEVEL-Il =iGN ATE LEVEL- I SIGH ! DATE




Attachment-1. CONTINUED

(=B

REPORT OF ULTRASONIC EXAMINATION

REFORT NO.JR &S T787-UT-207

| DATE  2008.07.07 | PAGE 2 OF 2 | Ravislan Neo: 0
DECIBELS# I DISCONTINLITY Fisigie | §
g 4,4 . E |
+ WELD Q- Bl = o |- =5 = | B
Z o Eg s = g gg EE %-g gg LOCATION OF DISCONTINUITY FEisisE E = |
IDENTIFICATION g Bl uX g - el ol o o §§ £
= S7| g @ B
AREEAE g & y . " o | Lengtn | Sound Path | Depth from Faca'n' | Fromx | Framy E =
e
i mE EaEEN B | By | O
ESD1-SA208-04(08) B8.4 35 ACC,
504 35 ACC.
ESD1-SA308-104(108} BB.4 35 ACC.
50.4 35 ACC.

FESD1-5A308-9A(98), ESD1-SA3DE-10A(10B)wars 100% UT Inspection and ACC, which is the result of raquirad 25% UT.
WESD1-SA308-9A(38), ESD1-SAIDS-10A10B) A4S 1009 UT i &, RASRHEE SRS T BRI u T E,

BLANK

EXAMINED BYZ=S

LEVEL-II SIGN

A M/ﬂﬁﬂ/g 95-§-9757

REVIEWED BY WiE:

X Reng9s8q  dgop.z). V)

LEVEL- || SIZH / DATE

BL=3 /0CH

EFcUsTOMES

L]
(11}
(11




REPORT OF ULTRASONIC EXAMINATION

UTERLA TR &

B

REPORT NO. &85 T787-UT-001 DATE 2008.03.21 PAGE T OF % Revision No: 0
PROJECT NO.:LHES ZP06-787 CONTRACTOR : CALTRANS

_i'l_"EMS NAME: (3¥ T72ER JTATEIAGY iJFLAWlNG NO..SA2T, P546 CALTRANS CONTRACT NO.: 04-0120F4
HrERE mHIEES

REFERENCING CODE =538

ACCEPTANCE STANDARD & ifg

PROCEDURE NO, BfFigs

AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ZPQC-UT-04
WELDING PROCESSH## i JOINT TYPER S22 R CALIBRATION DUE DATE [{EB&Ta%m
FCAW BUTT Jan. 17, 2008
EQUIPMENT && MANUFACTURER ik MODEL NO, #2385 SERIAL NO. FFis e
LT SCOPE PANAMETRICS EPOCH-4H 071565311,061488510
CALIERATION BLOCK #5% COUPLANT #5470 MATERIALITHICKNESS i
AWS [IW BLOCK TYPE [ c.M.C ATOOM-HPS-485WT2-Z( 75 mm
TRANSDUCER #iL
MANUFACTURER#®  ANGLE FREQUENCY siZE MANUFACTURER  ANGLE  FREQUENCY SIZE
- 4§ Ap ms Rt A R b R
Changchao 7O " 2,5 MHz 18x18 mm Changcheo 45 = 2.5 MHz 1Bx18 mm
' Changehso o 2.5 MHz 20 mm ' Reference Level SEREE 20d8
Base meal inspected per AWS D1.5-2002 Section 6.19.5 0" UT oK.
DECIBELS#M DISCONTINUITY FisiEe g
g |y = 8 z 3 =
= =| o . =
WELD z . %i e gg Eg Eﬁ §§ LOCATION OF DISCONTINUITY 5. 3
E % = X T8 |87| 2 |E= 2 2= x
IDENTIFICATION | § 5 g = E = £ = MBS T (mm) E ;*; E
Amseny |2 | F . 1 P o | Lensh | Sound Path | Deptn from Surface | Fromx | Framy § =
ik er] gt = -
=0 e Ll b dr B Ey =
SSDI-SA27A/B-1A/1B 684 Ex] ACC.
447 | B 48 | 34| 12 |=2| 2 70 40 0 9890 g
BLANK
EXAMINED BY =3 REVIEWED BY W&
f’ i b 1~ I'L
Xie ){ﬁfpﬁm Yo, 07. | L), 3508 >
I | F
LEVEL-Il SIGH | DATE LEVEL- || SIGN DATE
EEES / ooM EFCuUsToOmMER
ook = . [}
, P Gae b2 R Ry
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e T T S S e m .&L._-—- e e L Tt
REPORT NOJE&&5 T787-UT-001R DATE  2008.03.29 PAGE i OF 1 Revision No: 0
 PROJECT ND. : T3i§E ZP05-T8T CONTRACTOR: CALTRANS

ITEMS NAME: 4£3V 393 JTATSEAGE

DRAWING NO.:5AZ7, F54&

CALTRANS CONTRACT NO.: 04-0120F4

B : Be i
REFERENCING CODE $%iE ACCEPTANCE STANDARD #Eig1E PROCEDURE NO. EF &%
AWS D1.5-2002 AWS D1.5-2002(Tabls 6.3) ZPOC-UT-01 ) :
WELDING PROCESSIE i JOINT TYPERG#T CALIBRATION DUE DATE (B8 =43
SMAW _ " | surr Jan. 1%, 2000 .
EQUIPMENT {4 MANUFACTURER ST | MODEL NO, B&& SERIAL NO, ZEFS#S
UT SCOPE PANAMETRICS EPOCH-4B 071565311,061488510
CALIBRATION BLOCK iz COUPLANT $84&4#) MATERIAL/THICKNESS HEEE
| Aws iw BLoEK TYPE TI CM.C ' ATOSM-HPS-485WT2-Z/ 75 mm
TRANSDUCER #ik
MANUFACTURER®]  ANGLE . FREQUENCY _ SIZE 'MANUFACTURER - ANGLE  FREQUENCY SIZE
E . AE ax Rt i A g R
Chzngehao . 70" 25 MHz . 18x1B mm Changehao 45 = 1 25MHz . 1818 mm
Changchao o 2.5 MiHz _ 20 mm . Refsrence Level H=HHREGE 20dB
| Base metz] inspectad per AWS D1.5-2002 Section 6.19.5 0= UToK
_ _ DECIBELS4M DISCONTINUITY ~ Fiisie g
2 g e 2 LOGATIDN OF mscwnmw 3 . X
walt 1 HINT
IDENTIFIGATION E = é = é ; v ol L TR T (mm) 2 g *:
agmess |2 |E Slals|e |g [Lonatn| soundpem | DepthtomSumicn | Frex | Fomy B f
=& ] mezpne E=x my O
SSD1-SA2TA/B-1A/B a4 34 A
BLANK

EXAMINED BY =5

L Hpiong goe9. 5.7

REVIEWED BY ¥,

L—:L“""“M Y53

)

LEVEL-1l SIEN | DATE LEVEL- Il SIGN ! DATE
RESZ= /acm BFCUSTOMER
Hubaunt ool &

I
Y
il
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Pl —) = REPORT OF MAGNETIC PARTICLE EXAMTINATION
ey iR =
REPORT NO, S&3% TT67-MT-004 DATEE&T 2008.03.30 FPAGE OFM®H 1)1 Revision No: @
' T :
;ng&:;r e ZPOB-TET ;c'; R CALTRANS
DRAWING NO. SAZ7,P548  CALTRANS CONTRACT NO.:
55 43M UPPER DIAPHRAGM A TEE S 04-D120F4
REFERENCING CODE~~ ACCEPTANCE STANDARD  PROCEDURE NO,, CALIBRATION DUE DATE
e e 1 ERiFE B BB ETH
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 28,2008
EQUIPMENT 0% MANUFACTURER #iED MODEL NO. BRM% SERIAL NO, B
MT YOKE PARKER B110S 5362 5360
MAGNETIZING Continuous magnetic yoka | CURRENT A
METHODES & H & RIS BT
PARTICLE TYPE Dry magnet powdar YOKE SPACING
ERem T e 70~150mm
+ WELDING |
gﬁmﬁ TOBE O CASTING iﬁ# Matarial & thickness ATOOM-HPS-465WT2-2
Pyt O FORGING i B R 75mm
G PROCES E INT
P TR =
WELD I.D DISCONTINUITY 2SS0 ACCEPT REJECT REMARKS
ABWE INDICATION TYPE LENGTH IN P e £
i+ o] mm
HE
SS01-SAZTAIE-1A] :
18 ACC.
BLANK
EXAMINED BY =3 REVIEWED BY @&
L1
[ gk
(ﬁ?r D(rﬁ £l . Bo (i I,
LEVEL SIGN == | DATEE M Jﬁ'ﬁ’ vhy LEVEL.l BIGN |  DATEH @r""f:? "5 1%5.
RES=/ acw - EACUSTOMER : 7
Hob u‘-,-j gh 3,57 |
BE 33N/ BN DATE S® SiGH/ BER DETE .
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REPORT OF ULTRASONIC EXAMINATION

UTER{GHR &

HfFEH

DRAWING NO.:
ma '

REPORT NO.FA &89 T787-UT-248 DATE  2008.07.23 PAGE 1 OF 1 Revision No: @
PROJECT NO.:TE#E ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 43M LOWER DIAPHRAGM SA335(5),P45a(S) CALTRANS CONTRACT NO.: 04-0120F4

mHIERS

REFERENCING CODE £%38W1
AWS D1.5-2002

ACCEPTANCE STANDARD #S&En
AWS 01.5-2002(Table 5.3)

PROCEDURE NO. B@E
ZPQC-UT-01

WELDING PROCESS & &% JOINT TYPERiE2 CALIBRATION DUE DATE (¢S5 EH 415
sAW BUTT DEC. 28, 2008
IAL NO,
EQUIPMENT & MANUFACTURER SR MODEL NO. #=ia% SRR NGk RS
i 11,0 ;
UT SCOPE PANAMETRICS EPOCH-4B | STISRES11, 001400800
081495811, 070152011,
CALIBRATION BLOCK i COUPLANT 43 MATERIALITHICKNESS # %
AWS lIW BLOCK TYPE I cM.C ATOBM-HPS-485WT2-Z  75mm
TRANSDUCER #iL
MANUFACTURER | ANGLE ? FREQUENCY | SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
BEET | _#E S R+ i aE m= R+
I:hangr.h':n : 70 * | 2.5 MHz 18*18 mm Changchao 45 ® 2.5 MHz | 16*18 mm
Changchae F 0* | 2.5 MHz F' 20 mm Refzrence Leval £5H&m 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0°® UTOK,
DECIEBELS4M DISCONTINUITY Feisiefe g |
=] L _ [ - ! a9
WELD B i 3% Eg = ga EE ﬁﬁ f LOCATION OF DISCONTINUITY %3 (-
BLl<® i< |25 |85 | &2 § o
= E m 2 =3 = | m = i | 3
IDENTIFiCATION | § | = = E oyl = AREH R mm) | E E | £
mmmees |2 |E -} g |Lensth | Sownd Peth | Depih from Susece | Fromx | Fromy | B &
wE =g EamEy B | =y 8
SSD1-SA335-1A(18) §8.0 34 ACC.
44.5 33 ACC.
BLANK
|
| i

EXAMINED BY =%

{ W CFJT?,;

LEVEL « n sicw

j?f )23

REVIEWED 8Y W&,

LEVEL- Il gl

H

X1 Rona 01"’“““'% '}ﬂﬁﬁ *77)
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SEFORT OF MAGNETIC PARTICLE EXAMINATION
EaailEs
REPORT NO. &85 T787-MT-345 DATEE ¥ 2008.07.23 FAGE OFEM 1/ Ravizlon No: ¢
FROJECT NO. s CONTRACTOR; SR
TESSE. A A
DRAWING NO, §A335(8),P455(5) CALTRANS CONTRACT NO.:
o
BE TOWER(S) 430 LOWER DIAPHRAGM |[IRMIBES RATRER.
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Fr s et 1) EEIFE EFes (e
AWS D1.5-2002 AWS D1.5-2002 ZPac-MT-01 Dec. 287 2008
EQUIPMENT 85 MANUFACTURER #&H MODEL NO. #izhia S SERIAL NO. 228
MT YOKE PARKER B310S 5620 5385 SE17
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ac
B HE EaaEne R
PARTICLE TYPE Dry magnet powder YOKE SPACING —
] TR I fUES A
MATERIAL TO BE VWELDING ##54 Matzrial & thiskness ATOSM-HPS-4B5WT2Z
EXAMINED D CASTING S S EE 75mm
thEEH O FORGING 4
WELDING PROCESS TYFE OF JOINT
SAW BUTT
T bt
DISCONTINUITY Fiigie '
WELD 1.D. TENGTI T | ACCEPT REJECT REMARKS
s im g INDICATION TYPE KR =g 5l £z
W/ i)
55D1-5A335-1A ACC.
55D1-5A335-18 ACC,
BLANK
EXAMINED BY =2 REVIEWED BY &5
(ai_ Xingin j{[/,«x;f-'. blas
ILEVEL-1l sicHZ% DATEEH o 07_:]*_31 Levesd  sien | DATEENE .:;g"q::'{’l },}
EE=3/ ocw I FCUSTOMER
, fomn P
== 3iGH | S5 paTs == oz B DT
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REPORT OF MAGNETIC PARTICLE EXAMINATTION

REPORT NO, 3 #&8= T7T87-MT-408

DATEH® 2008.08.08

PAGE OFE®E 1M

Hevislon No: o

PROJECT NO. S CONTRACTOR: M
TS 5 I=R-F
DEAWING ND, 5A27(5) CALTRANS CONTRACT NO.:
04-0120F4
mE: TOWER(S] 43M DIAGHRAGH M TEES !
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. ! CALIERATION DUE DATE
e ki =) BRIFE ETaE {LERTAEE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 | Dec. 2857 2008
EQUIPMENT & MANUFACTURER iR WMODEL NO, Bt s SERIAL NO, i@ S
MT YOKE : PARKER B3105 5820 5395 5617
MAGNETIZING METHOD Continuous magneticyoke |CURRENT i
EHLTE =t L
PARTICLE TYPE Dry magnet powder YOKE SPACING
i T0~150mm
E@an TR EFEEE ;
MATERIAL TO BE {WELDING HiE 4 Material & thickness ATOSM-HPS-285WT2-Z
EXAMINED O CASTING ¥4 B, TEI50/40mm
e O FORGING &
WELDING PROCESS TYPE OF JOINT
: SMAW T-IOINT
MiEHE . enm
\ DISCONTINUITY Tt
WELD LD, - TENETI T ACCEPT REJECT REMARKS
AEEAS INDICATION TYPE zm o i e
i e Ea

S5D1-5A27R/B-1 : ACC.

5501-8A27R/E-2 ACC.

E501-SAZTEM-13 ACC.

5501-5A2Z7TE/B-14 ACC,

55D1-5A278/B-5 ACC.

55D1-SA2TRE-S ACC.

SSD1-BA2TE/E-8 ACC.

5504-BAZ7EME-10 ACC.

BLANK )
L] ']
2l 4

EXAMINED BY=2¢

LEVELW SIGNEZE | DATEEXE Ofxﬂgﬁ ﬂ,{_
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. %88 TT87-MT-4158

DATEBXE 2002.08.08

PAGE OFHE 41

Revislon Na: 0

PROJECT NO. — CONTRACTOR: i ki
TN B P
DRAWING NO, 5AZT CALTRANS CONTRACT NO.:
04-0120F4
BE: TOWER(S) 43V DIAPHRAGM  |IWHIEES i
i a 1] &
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIERATION DUE DATE
SEERR ERITE . EERE d- ozt e
AWS D1.5-2002 AWS D1.5-2002 ' |ZPQC-mMT-01 Dec. 28%7 2008
EQUIPMENT & MANUFACTURER Sl MODEL NO. Bsl&s SERIAL ND. Eitis S
MT YOKE FARKER B3105 5620 5385 5&17
MAGNETIZING METHOD Continuous magnetic yoka  |CURRENT .
Bl B Bl
PARTICLE TYPE Dry magnet powder YOKE SPACING
g : 70~150mm
bt | Rt R AE :
MATERIAL TO BE J WELDING s Matsrial & thickness ATOSM-HPS-4B5WT2-Z
EXAMINED O CASTING #{5 [ f S 78/80/40mm
ek O FORGING 438
WELDING PROCESS SHAv TYPE OF JOINT EOINT
e prodoiEagil
L] i
DISCONTINUITYiEiEds
WELD LD. : ST ACCEPT REJECT REMARKS
Hiba S INDICATION TYRPE iz =5 Bk 5
7 23]
55D1-SA27RIB-3 ACC.
SSD1-SAZTEB-4 ACC,
S5D1-8AZTE/E-15 ACC, -
55D1-8AZ78/B-16 ACC.
S5D1-SAZTRIB-T ACC.
S501-SA27R/B-8 ACC.
SSD1-SAZTR/E-11 ACC.
S5D1-SAZTR/B-12 ACC.
BLANK
L] : ] .
EXAMINED BY =48 REVIEWED BY ®H:
W 1 5
Jut o (al  Xpsts
JEL - s =S = 1 EL- GK =4 g 5
LEVEL-Il SIGNZEZ | DATEER s LEVELY  SIGK  / DATEEM o2 0 0
BEER /oo BFACUSTOWER
I."'—I'‘I'Ii'-l'::'l“"l:| .Ll.r:. ; Ill.:- ! CI lln . I: Ill'l
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REPORT OF MAGNETIC PARTICLE EXAMINATION
e =
EERARE
REPORT NO. &8 TT87-MT-817 DATEE¥ 2o008.08.07 PAGE OFEHE 1M Revision No: O
PROJECT NO. ?:F " CONTRACTOR: PR
THAS: . L
DRAWING NO, EAZBE+SAZT CALTRANS CONTRACT NO.:
04-D120F
S, TOWER(S) 43M DIAGHRAGM W TEES ¢ '
]
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SFTRTER EEITE BTSaE HEHTEFER
AWS D1.5-2002 AWS 1.5-2002 ZPQC-MT-01 Dac. 287 2ohe
EQUIPMENT # 4 MANUFACTURER #iEH MODEL NO. =lig® SERIAL NO. s
MT YOKE PARKER : 83105 5620 5395 35617
AMAGNETIZING METHOD Continuous magnetic yoka |CURRENT AC
Bk B S L
PARTICLE TYPE Dry magnet powdar - |YOKE SPACING B
RENm Faig MEmE o
MATERIAL TO BE Y WELDING Amfr Material & thickness ATO9M-345T2+AT0OM-HPS-
EXAMINED O CASTING #44 B AR AB5WT2
b e O FORGING $Eig 75/60/mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
M e
‘WELD 1.D DISCONTINUIT Rk - ACCEPT REJECT R;MARKS
H# ;gu.;- INDICATION TYPE I'EHGE;N i s = g
EE Ete] h
i — ®
SSD1-SAZTAB-T ACC,
S5D1-SAZTA/B-8 ACC,
BLANK
l L]
W L]
EXAMINED BY=3 REVIEWED 8Y w5
Xt (2] Xomsin
LEVEL-Il SIGNE=E | DATEER U?.E?T LEVEL-l  SiGH | DATEEE - ?aﬁé’?

S 1o 1 e P S
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A FPCUSTOMER




REPORT OF MAGNETIC PARTICLE EXAMINATION
el by

REPORT NO. 38 &5 TTE7-MT-320

DATES S| 2008.07.16

PAGE OFFE® 11

Revislon No: o

PROJECT ND., B CONTRACTOR: R
THEES: = A
DRAWING NO. SA335(5)+8A285 CALTRANS CONTRACT NO.:
BE: TOWER(S) 43M UPPER DIAPHRAGM |WATEES o
REFERENCING CODE , ACCEPTANCE STANDARD |PROCEDURE NO, . [CALIBRATION DUE DATE
SHMERN RERE WERT K BHETRS
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dee. 2877 ,2008
EQUIPMENT #4& ' |MANUFACTURER BHETE MODEL NO. =5 SERIAL NO. Ei2@m S
MT YOKE {PARKER B3108 5620 5385 S817
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ac
B RS il _
PARTICLE TYPE Dry magnet powder YOKE SPACING .
g mim
[=tiip=e] TR REEE[EE
MATERIAL TO BE Y WELDING & Material & thickness ATOSN-HPS-485W T2/
EXAMINED - O CASTING S5 e I ATOOM-34572
B O FORGING 3 75/80mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
AshE HERE
DISCONTINUITY R Eisi .
WELD LD. Y TEncTh i ACCEPT REJECT REMARKS
B INDICATION ' TYPE = 2F £ ' #E
it #Hy i
SSD1-8A335-7 ; ACC. '
S5D1-BA335-8 ACC,
BLANK
L] L]
[] L]
EXAMINED BY=2 REVIEWED BY W&
bt P?ﬁf (at  Xinsin
LEVEL-ll SiENEZ [ DATERM 8. ;)_/5 LEVELl SIGN | DATEEH JWS_-E7- 0o
|REET / QCH B FCUSTOMER i

Ll




UTHFRGHR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO.SE #1585 T7E7-UT-153 DATE  2008,06.08 PAGE 1 OF 2 ‘| Revislon No: o
PROJECT NO.:TE28&8% ZPUGE-TBT CONTRACTOR: CALTRANS
ITEMS NAME: 434 UFFER DWFHRAGH E0GE PLATE | DRAWING NO.:SA2ES CALTRANS CONTRACT ND.: D4-0120F4
REFERENCING CODE &33% ACCEPTANCE STANDARD =45 PROCEDURE NO. Effa®
AWS D1,5-2002 AWS D1.5-2002(Table 5.3) ZPRC-UT-01 i
WELDING PROCESSHENE JOINT TYPE RS2 CALIBRATION DUE DATE #ERTREE
FCAW BUTT DEC. 28, 2008
RIAL NO.
EQUIPMENT #& MANUFACTURER BHE™ MODEL NO, RS SE i
0715 06148
UT SCOPE PANAMETRICS EPOCH-4B TRRRLT S,
061495811, 070152011,
CALIBRATION BLOCK 3 COUPLANT 3E-2% MATERIALITHICKNESS i
AWS IIW BLOCK TYPE T C.M.C AT0OM-345T2/ &0mm
TRANSDUCER ima
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SIZE
i3 = AE = R o o4 RE R Rt
Changcheo To® * 2.5MH=z 1818 mm Changchao BO * ' 25 MHz 18*18 mm
Changchao o 2.5 MHz 20 mm Referanca Lavel =SHiGmE 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D" UTOK
DECIBELS4 DISCONTINUITY  Filigi: -
g |y luw E & i
Wil % 25258 gE EE EE ig LOGATION OF DISCONTINUITY £ &
| = i : =
[ = 12 4 = M o2 =1 = — == =
DENTIFCATION | S & ﬁ = E wli £ |Z=|E TEZEE(mm) g § E
Amsnas |2 |E S e |n |o | g |tenuin| Sountpam | DaphtromSurtaca | From| Fromry g =
3. 4 mE mEmEE Ex EY o
SSD-5A27AE-2A/28 GE.4 3s ACC,

58.8 3z ACC.
55D1-5A27A/8-34/38 &
SS01-GAZTAB-4A148 68.4 35 ACC.

598 az ACC.
SS01-SAZTA/E-5A58 e
S5D1-8A27A/E-5AME +
ERAMINED BY =3 REVIEWED BY Wi

EANS LY Nehiring 24 -0 € 26
I 2 { lr r"if L‘-";?ﬁ =
-“' ]
LEVEL .Y =lzp DATE *_\u}};‘ :_flt_,-‘ i LEVEL.|| _.léter\' / DATE
| BES= oo ErFsUsTOMER
W ]



Attachment-1. CONT

INUED

REPORT OF ULTRASONIC EXAMINATION

REPORT NOSLEMES T7E7-UT-153 DATE  2008.06.08 PABE 2 OF 2 Revision Mo: D

DECIBELS4 1 DISCONTINUITY Fiigh g

o H w =
= [ 3 E g -

WELD . TR = o E
5z 28 ElE ég ¥ Eﬁ g.g LOCATION OF DISCONTINUITY  Filr® | 5 = &
IDENTIFICATION EE W § i et - : |E i% E
o [ L] ! = E
AREIRS = ‘ £ Y i b | o | g |Levah| SoundPoth | Degin i Faces | Fromx | Fromy § =
EE 3] EaRERE Ex HY

S501-SAZTAG-SANE *
SS01-SAZTABA0AMOR =
SSD1-8AZTAB-11AM1E *

*SS[-5A2TAB-24/28.
#5501-SAZTAB-24/28.

SSD1-5AZTA/B-4A/4Bwers 100% UT inspection and ACC, which Is the result of raguired 25% LT
SSDN-SAZTAB-AAABREES100%UTER&E, BEERHELE OB A THRESHSNENER.

BLANK

EXAMINED BY =3 REVIEWED BY Wi,
P hd /_Ef;@/ﬂﬁﬁﬁ’ﬁfff 9 A of .o

LEVEL-{I EIEN
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EFCURTOMES




REPORT OF ULTRASONIC EXAMINATION

UTERUG R &

REPORT HNO.E&&89 T7B7T-UT-184 DATE  2008.08.23 PAGE 1 OF 2 Revision No: 0
PROJECT NO. :ITHEisS ZP06-TET CONTRACTOR : CALTRANS
ITEMS NAME: 430 LOWER DIAPHRAGM | DRAWING NO.:SA285 CALTRANS CONTRACT NO.: D4-0120F4
i (s) B% i '
REFERENCING CODE £%#07 'ACCEPTANCE STANDARD %47 PROCEDURE NO. BiEa s
AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ZPRC-UT-01
WELDING PROCESSHE T JOINT TYPE 3 m CALIBRATION DUE DATE (1& s
FCAW BUTT DEC, 28%, 2008
SERIAL NO.
EQUIPMENT &£ MANUFACTURER &liS7 MODEL NO. #stias &S
071565311,061488510,
UT SCOPE PANAMETRICS EPDCH-4B YL UnAEE1D
061495811, 070152011,
CALIBRATION BLOCK #3: COUPLANT 382 MATERIALITHICKNESS #EEE
AWS IIW BLOCK TYPE 11 cM.C ATOSM-345T2/ BOmm
TRANSDUCER ¥
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENGCY SizE
fe ki BE = R il 30 A = R+
Changchao TO *® 2.5 MHz 1818 mm Changchao &0 = 2.5MH= 18*18 mm
Changchao o 2.5 MHz 20 mm
Reference Lave| #3805 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UTOK
DECIBELS4+ 1M DISCONTINUITY  FRahssds E
g R al s s G S -
— PEE R 5 Eg g? gi f 5 LOCATION OF DISCONTINUITY 8= =
E Bl i § | B T8 su 2 r g &
DENTIFCATION | & S| @ = B | ol Ll bl FRSME(mm) £ 2 E
HESFRS 2 |E o o 4 | LEnuh | Sound Path | Depih from Surface | From | Fromry | § =
—4 = n
e R rEmEn =y my g
| S5D1-5A335-2A/8 =
SS01-54335-308 =
55D1-5A335-4A/B 9.4 33 ACE.
58.4 34 ACC,
55D1-54335-54/8 59.4 33 AR
58,4 34 ACC.
EXAMINED BY =i REVIEWED BY &,
Mt (] 2. 4 > 8\
A, 4 k. ¢ v 28
¥ - - 'b J
LEVEL-II SiegN | DATE LEVEL- |l SIGN / paTE 1A E’ g’ b"v’{
MEESSE 5 Gow AFCUsSTOME=

-




Attachment-i. CONTINUED

(ZEMC ] REPORT OF ULTRASONIC EXAMINATION
REPORT NO.Ji&#% T787-UT-194 DATE  2008.06.23 PAGE 2 OF 2 Revision No: ¢
DECIBELSZ I DISCONTINUITY FEdEf z
{Zi g o) 3} E =
WELD =] 5. |8 =
Ex| 28 |S8|%| 51 |50 g 5 LOCATION OF DISCONTINUITY  F#fel® | § £ | *
=] E (== E g" 35— |88 =
IDENTIFICATION <= W E & E £ | =
= 2 U] = E
ARNIRS s £ 1o s || g [renen] sounsram | postntomFacen | Fromx | Fray g 2
k14 i REEEE X By
S501-SA335-5A/8
SSD1-SA335-9A/8
SSD1-5A335-10A/8
SSD1-5A335-17TA/8

#SSD1-SA335-4A/B. S5D1-SA335-5A/Bwere 100% UIT Inspaction and ACE, which Is tha rasul of raquirad 25% UIT.
*8SD1-5A335-4A/B. SSD1-SA335-5A/BHMSI00UUTENEHE, BERGIHEE BEAS T IILER25% MR-,

BLANK
EXAMINED BY £ REVIEWED BY ##.
MaT; (oo %%-ﬁé-ﬂ zglw‘ﬁ %
L':_"-'l'-{_i—tt' v o U DATE LEVEL- I SIGN I DATE _},o=§-.-=[;, 1"<

Py
EREZ / ooM '

i

FCLIETOMER




UTERGGHR &

REPORT OF ULTRASONIC EXAMIN ATION

REPDRT NOJL&5@F T787-UT-081

DATE 2008.05.05 PAGE 1 OF

1 Revision Mo:

a

PROJECT NO. :TH&S zZpos-787

CONTRACTOR :

CALTRANS

ITEMS NAME: 23M UPPER DIAPHRAGM
HiTEW

DRAWING HO.: sAZ38(E),P414(E)

B mHIESS

CALTRANS CONTRACT NO.: 04-0120F4

REFERENCING CODE &85 ACCEPTANCE STANDARD #Eimm PROCEDURE NO. BF@e

AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ZPQC-UT-01

WELDING PROCESSIl# 55 JOINT TYPE#fiises CALIBRATION DUE DATE (B ir=wmong
sAW BUTT DEC. 28, 2008

EQUIPMENT #4£

SERIAL NO. FRjise

UT SCOPE

MANUFACTURER i
PANAMETRICS

MODEL NO. &=t

EPDCH-4B 071565311,061488510,

061485811, 070152011,

CALIBRATION BLOCK w2
AWS W BLOCK TYPE T

COUPLANT #-&30
C.M.C

MATERIALITHICKNESS #&i R
ATOOM-HPS-485WT2-Z/ T5mm

[

TRANSDUCER ##:L

Wl
‘I
Bl
i

[MANUFACTURER®HEM] ANGLE | FREGUENCY SIZE MANUFACTURER | ANGLE | FREQUENGY SizE
B S ficha il 7 BE = R
Changchan 0 = 2.5 MH= ., 18x18 mm Changchao 450 2.5MH=z 18218 mm
Changehan 0* 2.5 MHz 20 mm | Refersnce Level S=%RisE 2008
Base metal inspected per AWS D1.5-2002 Section 6,19.5 0" UToK
DECIBELSS 1 DISCONTINUITY  Fitbsis E
cz:' 1| % 24
WELD % 2 - Bl g ig EE g E LOCATION OF DISCONTINUITY Bl =
IDENTIFICATION | & | & & g | o FELET(mm) - 8
BEELET 2 E g = b ls g |teneth | Sound Path | Depin from Surface | FromeX | Fromey E =
em | mm EagER X B | 8
ESD1-SAZ38A/B-4A/48 8A.7 35 ACC
448 35 ACG.
ESD1-SAZ38A/B-3A738 66,7 a5 ACC.
448 3 ACC.
BLANK
|
EXAMINED 5Y =48 REVIEWED BY Wi
i f f:
Vthlerony £ o6 (i Dagseed  yorf.os.
Kt ; A S
LEVEL - i EI# / DATE LEVEL- i sIGH / DATE
EEES /oM B~ CUSTOMER
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EEPORT OF MAGNETIC PARTICLE BXRMTNATION
R R
REPORT NO. sS4 TT87-MT-077 DATEE®S 20080507 PAGE OFEE 414 Ravislon No: 0
S__gEn;E%::T ND. Fa—— %D‘JI’L'I:RAETGR: e X
DRAWING NO, SA238(E), P414(E) CALTRANS CONTRACT NO.:
B 23M UPPER DIAPHRAGM A TEES 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIERATION DUE DATE
b b EZEE b £ 2rn
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 - Dec. 28 2008
EQUIPMENT &% MANUFACTURER #ii%i MODEL NO, #5385 SERIAL NO. #EipEmE
MT YOKE PARKER B3los 5617 5385 5360
MAGNETIZING Continuous magnatic yoke | CURRENT
METHODR L% & BT it AG
PARTICLE TYPE Dry magnet powdsr YOKE SPACING
i T—%ﬂ B T0~150mm
JWELDING
MATE?':EJE' TO BE O CASTING w Matarial & thicknass A709M-HP5-485WT2-Z
ﬁgr‘ "ﬂ"# O FORGING @it et T5mm
| "WELDING PROCESS TYPE OF JOINT
MiEh it B BUTT
AELDLD INDICATIO mscnmmﬁl:;: = Evew| s | REECT e
gﬂ' ' CATION EE Eik s
H i e mm
£5 i
E5D1-3A238A/B-440B ACC.
ESD1-BA2304/B-3A38 ACC.
BLANK '
o
EXAMINED By REVIEWED BY W&
= % i v
SRIN s . 2~ | B9 W )
LEVEL.1l  sigH 2= | D#.TEE%.?UE:M"'] .? LEVELA | Sie ! __ DATEEM W Y u[ .
EES= /oo / EF-:’.?%JTDILEEE .




REPORT OF ULTRASONIC EXAMINATION

UTHR RS

REPORT NOSRERE T787-UT-418

DATE 2008.08.14

PAGE 1 OF 1

Revislon Na: 0

PROJECT NO. :TE&% ZPos-787

CONTRACTOR: CALTRANS

ITEMS NAME: 23M LOWER DIAPHRAGM
Lk '

DRAWING NO.:8A287(E),306(E)
EE

CALTRANS CONTRACT NO.: 0s-0M20F4
mMATERS

[]

REFERENCING CODE £%i7
AWS D1.5-2002

ACCEPTANCE STANDARD £2im
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. SRS
ZPac-UT-01

WELDING PROCESSHE NS
SAW

JOINT TYPEMgE5EM
BUTT

CALIBRATION DUE DATE {88 w2t
DEC. 287, 2008

EQUIFMENT &5
UT SCOPE

MANUFACTURER &l
PANAMETRICS

EPOCH-4B

MODEL NO. E=ia8

SERIAL NO. FFias
071565311,081488510,
051435811, 070152011,

CALIBRATION BLOCK iz

COUPLANT &

MATERIALITHICKNESS #ial e

AWS IWBLOCK TYPE II C.M.C ATOIM-HPS-485WT2-2 TSmm
TRANSDUCER %k .
MANUFACTURER = ANGLE | FREQUENGY . SIZE | MANUFACTURER | ANGLE | FREQUENCY |  Size
B AR @2 Ry MW 2, AF |° @mm . R+
Changehao 70 * 25MHz | *1818 mm Changchso 45" | 25MHz | 1d4&mr
Changehao a° Ir 25 MHz 20 mm ' ‘ |
Referanca Lave| S®R&GE 20dB
Base metzl inspected per AWS D1.5-2002 Section 6.19.5 0* UTOK.
DECIBELS4 I DISCONTINUITY FEd&i E-
. . =
= b= . ] #
= =] -~ i . = L
WELD zZ = -k = En g g ﬁ LOCATIDON OF DISCONTINUITY B *
::iﬁﬁgﬁ,.zi A 2E |
IDENTIFICATION | & 5| 8 =| B 2 ol i T T (mm) | 2x| B
bk [T 1
sansas (2 (£ - Jf B R 4 | benoth | Souns Peth | Dapth trom Surtace | From'x [ Fromey I E E
' x| mm ExTaE m | = | & |
ESD1-5A267-4A(4B) 70 34 | acc
L]
45 34 ‘| ACC.
BLANK
l
E [
| |
i
EXAMINED BY = REVIEWED BY Wi .
¥ U S UAGrLt N o0 1 ’_fa{)wﬁ V7
e 1 | A JHEF g g
LEVEL-1) sigi’ | J patE ! LEVEL. I 23! T - TCER < 5 B
[ — 1 L]
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|
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MAGNETIC PART
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REPORT NO. =% T7E7-MT-638

DATE= & 200B.09.15

PAGE OFEEE 1M

Revigion No: 0

PROJECT NO. T CONTRACTOR: P
TS B
DRAWING NO. SAZET|E),306(E) CALTRANS CONTRACT NO.:
e . D4-0120F4
5. ’ TOWER(E) 23M LOWER DIAPHRAGH |- THEIES ' hizs
REFERENCING CODE - ACCEPTANCE STANDARD |PROGCEDURE NO, CALIBRATION DUE DATE
EHTEETE EEIE Eras BENTERE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2008
EQUIPMENT B & MANUFACTURER £25%F MODEL ND. =285 SERIAL NO. Eitiaw
MT YOKE PARKER BI10S 5820 5385 BB17
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e z
Bl iz mETlE s B ; -
PARTICLE TYPE Dry magnet powder YOKE SPACING
i = T0~=1580mm
HERRD TR BESE maE
MATERIAL TO 8E JWELDING HiZge il & bl ATOSM-HPS-4B5WT2-Z
EXAMINED Z CASBTING &% 75mm
FoEm bt = FORGING &35 =5 KE
WELDING PROCESS i TYFE_ OF JOINT -
BETE piot Pt
DISCONTINUITY Tistgie ;
WELD 1.D. TERGT ] ACGEPT REJECT REMARKS
Mg E INDICATION TYPE P =5 sy Ei
wHE
ESD1-5AZET-4A ACC.
ESD1-5AZET-4B ACC.
BLANK

EXAMINED BY=2%

A Jefit

LEVEL-Il SIGNEZ 7| DATESE

r-¥. f?.f‘ri

REVIEWED BY Wi

X)) )

LEVEL- 8IGN !

nmsaﬂiﬁuﬁﬁ? h,-_’.q!?
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #4848 TTE7-MT-453 DATESH# 2008.08.15 PAGE OFHHE 11 Ravislon No: g
PROJECT NO. CONTRACTOR:
ZPDE.TET CALTRANS
IZEs: A P
DRAWING NO. SAZE7(E), BAZ35(E) + |CALTRANS CONTRACT NO.:
w5 THE 18T LIFTING TOWER(E} 230 |, iy TiRm= D&-0120F4
? DIAPHRAGM
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
SFAadEan EEEE s S ERNS
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28”7 2008
EQUIFMENT &% MANUFACTURER ST WMODEL NO. Bsia= SERIAL NO. E5E
MT YOKE FARKER 83108 5620 5385 5617
MAGNETIZING METHOD Continuous magnetic yoka GURRENT B
mHEE B F
PARTICLE TYPE Dry megnat powder YOKE SPACING i
P mim
EEaEH TR AR R
MATERIAL TO BE YWELDING ##{ Material & thickness ATDSM-HPS-4B5WT2-Z
EXAMINED O CASTING S T EA TSE040mm
e O FORGING 835
WELDING PROCESS TYPE OF JOINT
SMAW T~JOINT
AErEs e i) A :
. ' DISCONTINUITY it '
WELD |.D. TENGTH N mml ACCEPT REJECT REMARKS
g INDICATION TYPE <m =5 =% E 2
' R 25 !
ESD1-SAZ38E/B-3 ACC.
ESD1-SAZ38B/B4 ACC.
ESD1-SAZ38B/8-5 ACC,
ESD1-5A2388/B-5 ACC,
5D1-5
E :zaaaa- ACC.
5D1-5 =8
R . ACC.
DH-5A2
EB iy 28B/E- AGC.
D1-5A2
EG - 28B/E- ACC.
k'~ BLANK '
EXAMINED BY=#¢ REVIEWED BY =&
e .'r'"‘“?:'f:*f (gi i,
LEVEL .1l SIGNZEE (¥ paTeSss - . ILEVEL  mign | DATEEE

B e e . S—

|EFCUETOMNER

}
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ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

EEmiRE
REPORT NO. 845485 T7B7-MT-454 DATEE#8 2008.08.15 PAGE OFE®E 11 Ravision No: o
FROJECT NO. CONTRACTOR:
ZP0&-787 CALTRANS

e B p ;

DRAWING NO. SAZIBIE) CALTRANS CONTRACT NO.:

e THE 18T LIFTING TOWER(E) 23M  |quTEES D4-0120F2

= DIAPHRAGM

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION CUE DATE
EEAELEE =T i 2FaE HEP TN "
AWS D1,5-2002 AWS D1,5-2002 ZPQC-MT-01 Dae. 287 2008 .
EQUIPMENT 4% MANUFACTURER #iIli& 1 MODEL NO. F5.8% SERIAL NO. EEEE

MT YOKE PARKER B3108 E620 5395 5817
MAGNETIZING METHOD Continuous magnatic yoke |CURRENT 0
EikTE EREAEEE Eit

PARTICLE TYPE Diry magnet powder YOKE SPACING R

= m
EaE TEE HERE
MATERIAL TO BE + WELDING #5{F Materlal & thickness ATOSM-HPS-485WT2-Z
EXAMINED O CASTING > B, KE T5/60/40mm
R O FORGING 4338
WELDING PROCESS TYPE OF JOINT :
Smaw T-JOINT
HEHE , mEan
DISCONTINUTY Frasiese
WELD I.D. TENGT | ACCEFT REJECT REMARKS
EEHEE INDICATION TYPE e =g EH e
e Hmo

ESD1-8AZ3EE/B-1 ACC.

ESD1-5A2388/B-2 ACC,

ESD1-SA2388/B-7 ACC.

ESD1-SAZ3EE/BE-A ACC.

ESD1-SAZ38B/B-0 ACC.

Esm-s;aazaa B/E- ACC.

Esm-s:;;_pw& ACC.

Esm-sr:‘zaama- ACC.

[ Ll
! BLANK :
EXAMINED 2Y=% REVIEWED BY &
e . 7
‘-:{::‘_Ll!_*“ﬁ i Cai Xiwstin

LEVEL.l| SIGNZ& | DhTs3as = M llevEL s ! DATEEZ 0 L




- = - REPORT OF MAGNETIC PARTICLE EXAMINATION
_ — S, — .
ik e b s
REPORT NO. 452 % TTET-MT-455 DATES 4 2008.08.15 PAGE OFEE 1H Ravision Mo: g
PROJECT NO. — CONTRACTOR: e,
IEas: 2 A A
DRAWING NO. SAZ3B(E}EAZES CALTRANS CONTRACT NO.:
. TOWER(E) 23M UPFER DIAPHRAGM | Trias W4-0120F4
' AND FLANGE PIATE
REFERENCING CODE ACCEPTANCE STANDARD |PRDCEDURE NO. CALIBRATION DUE DATE
SeEdlEanm EEEIE "AFas {3 S e
AWS D4.5-2002 AWS DA1.5-2002 ZPQC-MT-01 Dac, 28°7 2008
EQUIPMENT £ MANUFACTURER i 7 MODEL NO. 288 SERIAL NO. S8 S
MT YOKE PARKER B310s 5620 5385 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AE
BieHE HELSgE EL
PARTICLE TYPE Dry magnet powder YOKE SPACING A g
B TE® B EE
MATERIAL TO BE J WELDING R Mazterizl & thickness AT0EM-345T2+AT0EM HPS-
"|EXAMINED O CASTING 484& 4B5WT2
HrAHEE O FORGING S & A T5I60mm
'WELDING PROCESS TYPE OF JOINT
Foaw T-JOINT
BETE prt et
; .
DISCONTINUITYFisiss
WELD 1., TENERT eS| ACCEPT REJECT REMARKS
Eaga s INDICATION TYPE P it == ik e
wWE HE
ESD1-SAZ38A/8-1 ACC,
ESD1-5A2384/B-2 ACC,
BLANK
EXAMINED BY =31 REVIEWED BY &5
. F A
ji’?& ﬁ:"‘_ﬁ?’*"‘ [ Rirxin
o p | e —— N =vE = - o '
'I_-'c':.'_-ll SIGHES | CaTEEE Bl - 8 ) ILE ELAl  SIGN I/ DATEBS . o :'j"u';_ 3
|EE=SZ= /OCN 5 8 B FCUETONMER




[ EE@@ ]

EXAMINATION

EHREREs
REPORT NO. &S T787-MT-282 DATEE# 2008.05.208 PAGE OFE® 11 Ravision MNa: 0
PROJECT NO, CONTRACTOR:
At e ey el o prume—— "IFBE-?HT' S i S s e, T e - b g o . e e e - .Tms...‘-._ s PP
TEEs: B A i
DRAWING NO, SAZE7(E)+SA259 CALTRANS CONTRACT NO.:
B 230 LOWER nw;::m:am AND FLANGE |fni TR = 04-0120F4
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
R R BT R BEFES S TFAAR
AWS D1,5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28 2008
EQUIPMENT #4& MANUFACTURER #l2% MODEL NO. B=iE SERIAL NO, Eifigs
MT YOKE PARKER B3i0s 5620 5395 5§17
MAGNETIZING METHOD Continuous magnetic yoks |[CURRENT =~
BibHE [ =t Bt
PARTICLE TYPE Dry magnst powder YOKE SPACING I
i TR REME e
MATERIAL TO BE JWELDING 25 Material & thickness AT0SM-345T2/
EXAMINED O CASTING &4 B4 HE ATOBM-HPS-485WT2
EHHE O FORGING 4% 7580mm
IWELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
MEGE s
DISCONTINUITY st
WELD 1D, TEneTH ] ACCEPT |  REJECT REMARKS
R INDICATION TYPE e s 0 Ex
e B
ESD1-SAZBT-1 ACC,
ESD1-SAZ87-2 ACC.
BLANK

EXAMINED BY=3

Loy zhees pin

LEVEL-1l SEENZEL |

T 4
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LEVELl —ZIGN

{ DATEEH

Neof.dy 27




:--.-— = REPORT OF ULTRASONIC EXAMIN&TION
—— : e
UTHR R 4
REPORT NOZR#8ES Tre7-UT-287 DATE  2008.08.03 PAGE 1 OF 2 Revislon No: ¢
FPROJECT NO. :TE#&8 zppg.7ay ' CONTRACTOR: CALTRANS
ITEMS NAME: 23M UPPER DIAPHRAGM - DRAWING ND.:ESD1-54263 CALTRANS CONTRACT NO.: 04012078 v
¥ e b
RirEn EDGE PLATE =8 wHIGEES
REFERENGCING CODE SsuaE ACCEPTANCE STANDARD #&izz PROCEDURE NO. E&@ s
AWS D1.5-2002 AWS D1.5-2002(Tabla &.3) ZPOC-UT-01
WELDING PROCESS {5+ JOINT TYPE# &Em - CALIBRATION DUE DATE SEE =
FCAW BUTT DEC. 287, 2008
; z RIAL NO.
EQUIPMENT 2% MANUFACTURER 34% | MODEL No, fztias SERIAL NO, Aoy
071565311,0
UT SCOPE FANAMETRICS EPOCH-48 - ThaRtAssID,
; 081495811, 070152011,
CALIBRATION BLOCK =& COUPLANT f2&% MATERIALITHICKNESS & EE
AWS IW BLOCK TYPE || CM.C AT0EM-345T2 s0mm
msnutaa ik !
MANUFACTURER ANGLE | FREQUENCY | SIZE - MANUFACTURER . ANGLE - FREQUENCY | SIZE
BEE £ : s ; Rt | T . _AE | &=m R
L] %
Cnangehag - | 2.5 MH7 18°18 mm I Changchao 60 = |  2.5MHz 18*18 mm
Changchao 0 | 2smu | omm | '
Reference Leve! S¥RS= 20d3
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK.
B DECIBELS4 M | DISCONTINUITY ~ i ! 5
g - - = 2 E ad
WELD E % £E 2 E.E 52 Eﬁ g LOCATION OF DISCONTINUITY (5 *
E &lw ﬂugd'“u"n'é' 2 E
IDENTIFICATION | § % = # J% o = | TERET (mm) g § .~
HgnsEs 2 E o | a|b e lg Length | Sound Path | Depth from Suracs From% | Fromy | E 5
2| ma LEs T == | my | O -
ESD1-SA2IBAE-5A5E : . *
ESD1-5A218A/B-8458 _ *
|
ESD1-5AZ38A/5-7ATH 9.5 33 | ACE
59.5 33 . ACC,
ESDN-SATIEAS-BAET *
ESDY-5A7385/8.5405 l &8.5 33 ACC.
EXAMINED BY &&= REVIEWED BY ®i,
! # i B
1; J?mﬁ;qﬂm‘i Vo ¥ o7 13 Af{{ﬁ%ﬁgjﬁ 2D- ’f"' 3
l.—v~1_ [ slcr!". ' ATE LEVEL- I ElEn i DATE
| BEe=/ com =ACUSTOMES
|




Attachment-1.

CONTINUED

(ZBmMc)

REPORT OF ULTRASONIC EXAMINATION -

REPORT NO. &M@ S Trer-UT-287

 PAGE

' DATE  2008.08.03 2 OF 2 ' RevisionNe: o
[]
T j
DECIBELS4+ I DISCONTINUITY FiEigi ! g
" i | = E
¢ o W w £ |B |E - g =
WELD . i R S8 =
< o g‘g 2 E(g |58 Eg gf LOCATION OF DISCONTINUITY  FREGE | & £
fa i [T~
IDENTIFICATION | £ 1 ~E|s E B E |87 |2 |2 - ==
papras |S¥(5 |8 £% 3
; s = i [ e ; - - ;
E E e 5 i b i 4 Langth | Sound EmhhmFmA From'x From® - E | E
E8 | Path SREsN =X Y o
e ;
ESD1-8AZISA/B-BARR 595 33 ! ARG, T
ESDN-5AZI8AR-10A108 : L
ESD1-SAZIBAB-11A118 *
- i
ESDN-SAZ3BAE-124178 ! o]
FESD-BAZIEAB-TATE . EBD1-2AZ30A/E-0803 wera 100% UT Inspection and f.cc, which Is the rasuit of requirad 25% UT,

*ESD1-EARAR-TATE

+EBIN-BAz3aAm-sane H EEES 100N UTRE & ix, :ﬁ&ﬁﬂaﬁﬁﬂﬁ&l&ﬂzsxﬁ:&g.

BLAXNK

EXAMINED BYZZ

REVIEWED BY wi=,

-—ﬁd”% 1k T of ef. e

LEVEL-n

EIEN !

t
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L}
EECcy
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(ZBMC”

REPORT OF ULTRASONIC EXAMINATION

UTHRA R &

REPORT NOSR&IE TT87-UT-177 DATE 2008.08.17 FPAGE 1 OF 2 Aevislon No: o
PROJECT NO. :TE#S ZP0os-787 CONTRACTOR: CALTRANS
ITEMS NAME: 23M LOWER DIAPHRAGM DRAWING NO.:SAZED0 CALTRANS CONTRACT NO.: D4-0120F4
FhEE EDGE PLATE == mATEET
REFERENCING CODE &% ACCEPTANCE STANDARD £FiEn PROCEDURE NO. Bfras
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSIfE N = JOINT TYPES S8R CALIBRATION DUE DATE (1S
FCAW BUTT DEC. 28, 2008
; . SERIAL NO. 5|
EQUIPMENT #& MANUFACTURER SHEf MODEL ND. #sligs i
071565311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B Lt
061495811, 070152011,
CALIBRATION BLOCK # COUPLANT #i&m MATERIALITHICKNESS i
AWS IIW BLOCK TYPE 1 c.m.c AT08M-345T2/ B0mm
TRANSDUCER #ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY siZE
Bl RE s Ry B8 T ol 3 % R
Changchso TO ® 2.5 MH= 18*18 mm Changchaao B0 = 2.5 MHz 18*18 mm
¥ []
Changechao o 2.5 MHz 20 mm Reference Leval SR 2048
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D ® UT OK.
DECIBELSS 1 DISCONTINUITY ~ Fiisic :
(o] u i E #
= ﬂ ] ~ 2
WELD Z w2 HE . = §§ Eg gﬁ g LOCATION OF DISCONTINUITY £k =
E Ik - B = g £
DENTIFICATION | & = § B E : e |2 FEL T (mm) ES 5
pasres |2 (£ 3lale o] g |ronon| sowsrun oo rom suuce [Froarx] Fomv | B &
s =
£L 4 wE RENEy Ex EY =
ESD1-SAZ67-5A/58 *
ESD1-SA2E7-BAGE *
ES5D1-5A2B7-TATE =
ESD1-SAZET-BARE *
ESD1-SAZET-0ADE *
ESO1-SA287-10AM 0B *
ESD1-5A287-11A/118 59.1 3z ACC.
EXAMINED BY =i§ REVIEWED BY wi#.
M Vf/mﬁ 7/5{237 76 rV
Y Bwqmrz mg oh ) T
LEVEL-|l SIGN LEVEL-1| BIGEN DATE
EESI /oChH EACUSTOMER
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e
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Attachment-1. CONTINUED
(ZEmMc ) REPORT OF ULTRASONIC EXAMINATION
REPORT NOSRERS T787-UT-177 DATE  2008.06.17 PAGE 2 OF 2 Revision Ne: 0
.I "
DECIBELS# 1 DISCONTINUITY FiEigis s
2 - 1] B i
WE = v — £ B_ B s &
- Z o g = £ = o gg gg gﬁ §§ LOCATION OF DISCONTINUITY ~ FHsSr® | 5 = | *
g - | & L] S
IDENTIFICATION EE W B gﬂv E|27|2%|E Eg -
i ] I (o] = a
MAHIENT 2 i & s |b | e g [wonon| soumdpan | Depntomracen | From | Fromy E =
em Ea REmms Bx | gy | B
ESD1-5A2E7-114118 58.4 33 ACC,
ESDN-5A287-12A/128 9.1 3z ACC,
59.4 33 ACC,

#ESDT-SA2E7T-11AM 18. ESD1-SA2E7-12AM28 wera 100% UT ingpection and ACT, which is the result of required 25% UT.
AEBDT-5AZET-11A/118. ESD1-SAZET-12AN 2810455 1000 UTE R iz, ERGMEECSAS T HAERsos e,

BLANK

1- L}

EXAMINED BY=#

X1 Rondgand
LEVEL-II SIGN J.f JD

*‘I'ﬁ'gﬁgll-)

REVIEWED BY =&

M]3 2745 \/
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ks 2 = mefl b

|

111

EFCcUsTOMER

il
A
(A1}
ik
i
{1}




UTHRAG 45

REPORT OF ULTRASONIC EXAMINATION

REPORT NO.H &5 7 TTe7-UT-D12 OATE 2008.04.08 RAGE 1 OF 1 Revision Na: 0
PROJECT NO. : LTS zpna 787 CONTRACTOR: CALTRANS
ITEMS NAME: 43M UPRER D!.U'HH.AEM DRAWING ND.:S-,!:.E:MEE}.H:ET (E) CALTRANS CONTRACT NO.: 04.0720F2
BEHE 9 RHTERS '
REFERENCING CODE £33 ACCEPTANCE STANDARD BEizn PROCEDURE NO. EFET
AWS D1.5-2002 AWS D1.5-2002{Table 6.3) ZPOC-UT-01
WELDING PROCESSH=Z g JOINT TYPEZ £R SR CALIBRATION DUE DATE -‘j.ﬂ:uzam
BAW BUTT Jan, 17, 2008
. SERIAL NO, 75 i
EQUIPMENT B% MANUFACTURER {EHTF MODEL NO, S P
555311,0614 !
uT SCOPE PANAMETRICS EPOCH-4B ik Sa518
061495811, 070152011,
CALIBRATION BLOCK &3 COUPLANT 48 MATERIALITHICKNESS HELEE
AWS IIW BLOCK TYPE 1 c.M.c ATOEM-HPS-2B5WT2-Z] 75 mm
; TRANSOUCER #4:
MANUFACTURER®  ANGLE FREQUENGCY SIZE MANUFACTURER  ANGLE FREQUENCY SIZE
RN & = fME Je i g = R
* Changehaa T0® 2.5 MKz 18218 mm ' Changehan 45 * 2.5 MHz 18x18 mm
Changchaa 0" 2.5 MHz 20 mm Reference Lavel S5 HEE 2008
Rase meial inspecied per AWS D1.5-2002 Scction 6.19.5 DY UTOK.
DECIBELS# M DISCONTINUITY  FRaims £
g |uglu i. &
WELD z .| 2 g < i = B 5 E.E 5% g LOCATION OF DISCONTINUITY Bu. %
=R ',,};'-_cg, g EL. = = 5
E B o) = . 4 " = i B
IDENTIFICATION |5 & g = § o A i SRR ) % % E
= [TH
BB S 2 |E - [ g |Henatn | Seund Pain | Ocpitkom Sustace | Fromtx | Py § 2
1 ; = o
e, T AR BIX £y 8
ESD1-SAZIMAB- 10408 dd.4 33 ACC
| 6832 A Vl3a|3z| & [0 30 107 1 -5 A3C ap
2 652 B 1|43 |32 & |=5] 35 167 0 o 4308 ppy
BLANK
ERAMINED BY =i REVIEWED BY Wi,
07 OF, of,
Mﬁ’w wf’mé Mo T4 W"“? 7
LEVEL- 1l EIG DATE ; LEVEL- 11 BIGN DATE
HESZ /oo HPCUSTOMER
T, " g
B o0 RIS
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= REPORT OF ULTRASONIC EXAMINATIO
ZBME - .
UTHR{AH45

REPORT NO#E &S T787-UT-012R1 DATE  2008.04.12 PAGE 1 OF 1 Revision Na: 0
PROJECT NO. :TE&F ZP08-787 CONTRACTOR: CALTRANS
ITEMS NAME: 430 UPPER DIAPHRAGM  DRAWING NOSAZS4 (E),P1207(E) CALTRANS CONTRACT NO.: 04012074
T . as NHTEAES
REFERENCING CODE isayigs ACCEPTANCE STANDARD $#%ism PROCEDURE NO. EfFigs
| AWS D1.5-2002 AWS D1.5-2002(Tabla 6.3) ZPOC-UT-01 :
WELDING PROCESS ES i JOINT TYPERS BE2egy CALIBRATION DUE DATE {iSdvrEmwsnss
SMAW BUTT Jan, 1", Zo0g
; . SERIAL NO. 7
EQUIPMENT % MANUFACTURER g% MODEL ND. #=E5 . 0. IFAis
T1565311,0614
UT SCOFE PANAMETRICS EPOGCH-4B . 11, gvsanste,
061485811, 070152011,
CALIBRATION BLOCK 3 COUPLANT #-&# MATERIAL/ITHICKNESS HHEERE
AWS IW BLOCK TYPE I cm.c AT0SM-HPS-485WT2-2/ 75 mm
TRANBDUCER 4L
MANUFACTURER®  ANGLE FREQUENCY SIZE MANUFACTURER ANGLE  FREQUENGCY SIZE
&3 AR #= Rt HEE B = Rt
Changchao 70 * ZE5MHz ' 1Bx18B mm Changechaa 45 * 25MHz " 18x1Bmn
Changehzo o 2.5 MHz 20 mm Refarance Level S£IWEE 20de
Base meral inspected per AWS D1.5-2002 Section 6.19.5 0" uvoK,
DECIBELS4 M DISCONTINUITY  Riligs g
g Eéﬂ = 531 T DISGCONTINUI i :
WELD z .22 &2l & EE g |2E| LOCATION OF ONTINUITY B ol
ez Eﬁ s & 5% -gﬁg 3 ==
IDENTIFiCATION | § | @ = % el il ASEER M F (mm) 3%
g |2 | F -4 I g |Length | Sound Pain | Depintrom Surfsco | Fromrx | Fremy  § !
L 2 . B
£ oE R =X =y =
ESD1-5A234A/B-10AH08 ELE] 33 ACC
1wy | e 2 ACT.
2Ry | 603 e ACC.
BLANK
7
EXAMINED BY =5 REVIEWED BY Wi,
il
NG~ WA 2ee Sk 7Y 1L
LEVEL- Il SIGN ﬁ DATE
EFCUSTOMER
5 RSN BZEDATE




----- x T T REPORT -OF “MAGNETIC  PARTICLE ~EXAMINATTION -
REPORT NO. &R T T787-MT-013 DATEF®] 2008.04.13 PAGE OFJE 1M Ravision No: 0
PROJECT NO. CONTRACTOR:

TRES: i sl _
DRAWING NO. SAZ34(E}+P1297(E) CALTRANS CONTRACT NO.:

B 43M UPPER DIAPHRAGM T TR 04-0120F4
"REFERENCING CODE ' ACCEPTANCE STANDARD ~ PROCEDURE NO. v CALBRATIONBUEDATE
SRR s3ime BirsT LEHTH R

AWS D1,5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 28,2008

EQUIPMENT & MANUFACTURER #ili87 MODEL NO. #=i® SERIAL NO. SiEi5

MT YOKE PARKER 83108 5395

MAGNETIZING Continucus magnetic yoke | CURRENT AL

METHODRI: it et B i

PARTICLE TYPE Dry magnet powdar YOKE SPACING

mRRE TEE G 70~150mm

Y WELDING :
:ATEIFE[;; TO BE O CASTING 1? Matarizl & thickness ATOIM-HPS-485WT2-Z
HAM ; B MHE TET5mm
WELDING PROCESS S TYPE OF JOINT
BEHE il Mg SUTY
WELD 1.D DISCONTINUITYZ:28 522 ACCEPT | REJECT REMARKS
Py INDICATION TYPE LENGTH IN S il e
in Ham mim ;
, g3 .
ESD1-SA234A/E-10A ACC. |
ESD1-SAZI4AIE-108 ACC.
BLANK
EXAMINED BY=S REVIEWED 8Y WE
T (a1 Ying;

Bo Tin 1 Y 50, [3 (ai Xinin )
LEVEL.Il SIGNZ£ | DATEE®W LEVEL-I| SIGN | DATEB S 2oel.gl 1A
REEZE /oo ' AFCUSTOMER !

Ll s s i e e
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REPORT OF ULTRASONIC EXAMINATION

UTERGR &

REPORT NOSE &2 TT87-UT-042

DATE 2008.04.25

PAGE 1

oF 1 Rsvision Na: ¢

PROJECT NO.:THE@ES zros-787

CONTRACTOR: CALTRANS

ITEMS NAME: EASTERN TOWER 23M

DRAWING NO.:SAZ68(E)+P500(E)

CALTRANS CONTRACT NO.: 04-0120F4

ACUSTOMER

HfrEs LOWER DIAPHRAGM Ee ' mATES :
REFERENCING CODE &%547 ACCEPTANCE STANDARD #Zime PROCEDURE ND., Eftig§
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPOC-UT-04
WELDING PROCESS#E 7 JOINT TYPE RS m CALIBRATION DUE DATE {XS@4#Eariti
SAW BUTT DEC. 28™, 2008
EQUIFMENT &% MANUFACTURER i MODEL NO, fishias SERIAL NO. RN
UT ScoPE PANAMETRICS EPOCH-4B 071565311,081488510,
061485811, 070152011,
CALIBRATION BLOCK COUPLANT &% MATERIALITHICKNESS # i 5p%
AWS IIW BLOCK TYPE T cMm.c ATOIM-HPS-485WT2-Z | 75mm
TRANSDUCER #§iL
ANUFACTURERSEET| ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENGY SIZE
RE M R T faEE = R
Changchao ' 7o ® 2.5 MH=z 18x18 mm Changchao 45 = 25MHz 18218 mm
Changchao o- 2.5 MHz 20 mm Raference Level &85 s 2048
Base metal inspected per AWS D1.5-2002 Section 6,19.5 0= UT oK.
DECIBELS4+m DISCONTINUITY  Fateis 5
g gﬁi e E| = |5 EE LOCATION OF DISCONTINUITY : E
=L =+
= EelzsliEE B i
EElnE = 2|g 8 = gﬁ .
IDENTIRCATION | § #{ 8 ¥ g % AL (mm) Ex| 8
MmEampas 2 |E 41, b |c | g || SoundPath | DopiniomSutacs | Frmx | Fromry | B 4
£E i EEERE B EY g
ESD1-SAZ68-16A1168 58.5 ACC
44.5 34 ACC.
BLANK
|
EXAMINED BY Zim REVIEWED BY ®4&,
i " _—— !
by Yid) 7t
Y g oK | Miflirng 0T
LEVEL-Il SiGH S LEVEL- II SIEN i DATE
RBi-55 /oot | =




o= AR EEAMINATION
b i oy =2
REFORT NO. 318#4S TT87-MT-047 DATEEN 2008.04.27 FAGE OFH® 11 Ravislon Na: 6
PRDJEE::'I' NO. inear %uﬁmcma: P
DRAWING NO. SA268(E),P580(E) CALTRANS CONTRACT NO.:
B 43M LOWER DIAPHRAGHM TR 04-0120F4
| REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIERATION DUE DATE
SEEERE Egim I AT { b Al '
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2008
EQUIFMENT &% MANUFACTURER &7 WMODEL NO. BE=X8&S SERIAL ND, Eism =
MT YOKE PARKER B310S 5360 5362 5385
MAGNETIZING Continuous magnstic yoke | CURRENT
METHODE {17 S5 AG
PARTICLE TYPE Dry magnet powdar YOKE SPACING
Ehsa FRd RS 70-~150men
MATERIAL TO BE YWELDING 84 Material & thickness ATOIM-HPS-285WT2-Z
EXAMINED O CASTING #ff
Bk O FORGING 435 BH 75mm
| WELDING PROCESS F JOINT
i SAW KE BUTT
WEiDiD DISCONTINUITY ki ACCEPT REJECT REMARKS
: INDICATION TYPE LENGTH IN By isil i
iHaEE S oy a5 il
£
ESD1-SA268-16A/168 ' ACC.
BLANK ]
EXAMINED BY =i REVIEWED BY ¥& ;
Zhase Posif™ A4 3) (@i Xinxin
LEVEL-Il SIGN £2' | DATEES »”ﬁ X LEVEL-I SIGN | DATEEM:=af. o0& 3
[|
BE==/ocM BACUSTOMER |
' Hu Gaws 32£.5. | " |
| &% 36K/ EF saTE B SloN/ S8 DaTS
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@ REPORT OF MAGNETIC PARTICLE EXAMINATTION
b g b
REPORT NO. A ##4&8 T787-MT-460 DATESH] 2008.08.15 PAGE OFRE® 11 Revision No: 0
PROJECT NO. e ; CONTRACTOR: P
ITERS: B P :
DRAWING NO. BAZ34(E) CALTRANS CONTRAGT NO.;
T , THEASTLIFTING TOWER(E)43M  |i-gTE@e , D4-D120F4
' DIAPHRAGM
REFERENCING CODE ACCEPTAMCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EFARED EZHE ' EEEs WEHTENE '
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dac. 26°" 2008 )
EQUIPMENT #L & MANUFACTURER B38% MODEL NO, £5i88 SERIAL NO. S8 5
MT YOKE . PARKER B3108 5620 5385 SE1T
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AL
BiAE B s =2
PARTICLE TYPE Dry magnet powdar YOKE SPACING P
Y] FE M= ik
MATERIAL TO BE JWELDING S5 Materlal & thickness ATOOM-HPS-485WT2-Z
JEXAMINED — CASTING &4 S, EE 7E/60/40mm
e = FORGING 54
WELDING PROCESS TYPE OF JOINT
SHMAW 7 T-IOINT
HEFE . (PSR
DISCONTIRUITY i s :
. WELD LD, TEieT N ] ACCEPT BEIECT REMARKS
AzEs INDICATION TYPE . L = e X
Ei ] stEy .
ESD1-5AZ34B/8-1 ACC.
ESD1-SAZ34B/B-2 ACC,
ESD1-SAZ345/B-7 ACC.
ESD1-SAZ34B8/8-8 ACC.
ESD1-SAZ34B/8-0 ACC.
ESD1-8AZ
i 10 Mara— ; ACC,
=SD1-BAZI4E/B-
13 ACC,
ESD1-5AZ34B/B-
G ACC. |
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EXAMINED 8Y=% REVIEWED BY 25
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REPORT OF MAGNETIC PARTICLE EXAMINATION
B E
REPORT NO. Hsaa T?H?-M'-l'_-—d-ﬂ‘l: DATES XS 2008.08.15 PAGE OFE= 1M Revislan No: ¢
PROJECT ND, CONTRACTOR:
ZP0&-787 CALTRANS
IEHE: 3 A
DRAWING NO. , SA234(E) CALTRANS CONTRACT ND.:
oy THEASTLIFTING TOWER(E) 43M  |3-4 Treia s 04-0120F4
. DIAPHRAGM '
REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE NG, CALIBRATION DUE DATE
ESEER SERE F=dt R JUBE =N
AWS D1.5-2002 ! AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2008
EQUIFMENT &% * |MANUFACTURER 8555 MODEL NO., B2 % SERIAL ND. Eiga s
MT YOKE PARKER B2103 5620 5385 5817
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
- hr E Bl S5
PARTICLE TYFE Dry magnet powder YDKE SPACING ———
. = e m
EEET TR BHE g
MATERIAL TO BE Y WELDING & Material & thickness ATOSM-HPS-4RSWT2-2
EXAMINED = CASTING 4 T e 75/60/40mm
e T Z FORGING &3 '
WELDING PRDCESS TYEE OF JOINT
7o SMAW T-JOINT
o Yok Mgl y
) 'mscomwurrwm’s a
WELD |.D. TENGTA S ACCEPT REJECT REMARKS
Megmy INDICATION TYPE i == = e
x| sy '
ESD1-8A234B/m.3 ACC.
ESD1-SAZ348/8-4 ACC,
ESD1-5A234B/B-5 ACC.
ESD1-BA234B/B-5 ACC.
1= B/B-
ESD Eﬁ[zu = ACC.
ESD1 -5:123433 ACC.
S0 B-
E -1-:"?1.&‘2342l B/ ACC,
ESD1-54234
i ACC.
¥ [l
AL BLANK '
EXAMINED BY=3 REVIEWED 8Y 5=
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= REPORT OF MAGNETIC PARTICLE EXAMINATION
. E— —
EnERNEE
REPORT NO. &S T7a7-MT-3689 DATEH 43 2008.07.30 PACGE OFH®E 1M Ravision No: o
PROJECT NO, e CONTRACTOR: P
TESE: B P
DRAWING NO. SA234[{A}+5A346 CALTRANS CONTRACT NO.:
= 04-0
B TOWER(E) 43M Upper Dizphragm | B IERS By '
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR e EFEE EEaE HEFETNE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dac. 28% 2008
EQUIPMENT & MANUFACTURER M MODEL NO, j#=tia & SERIAL NO. S S
MT YOKE PARKER B310S 5620 3395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ac
b e i
PARTICLE TYPE Dry magnet powdar 'YOKE SPACING —
et FRIS BT —
MATERIAL TO BE Y WELDING M Matarial & thickness AT0OM-345T2
EXAMINED O CASTING 84+ B T ATOSM-HPS4B5WT2
BAUFEE O FORGING 4@ 75/80mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
M Mgy
i DISCONTINUITY i i ' P e -
ABME INDICATION TYPE e ™ s= s=ih i
E T Yy
ESD1-5A234A/8-1 ACC.
ESD1-SA2344/3-2 ACC.
BLANK
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e, e iy 18 T e mi st ol n : "
Tt S T R
mEEdlE-
ASFORT HO. MBS TTI7-4T-2471 CATEHE 20030848 ) E=A=_E OF MR 14 iEs'r!s‘::.‘: fiae © f
i 1
{ERGJECT NG, foin sor CONTRACTOR: PR /
:IE“E“ ety . 1) E F: : TrAde— :
DRAWING NO. SAZBR(E)+SA304 CALTRANE CONTRACT NO.: e _;
i
=2s: The ist [i% Diaphregm end Nlenge pleie  |MMMITESS
REFSRENCING CoDE ACCEFTANCE STANDARD |PROCEDURE NO. CALISRATION DUE DATE
ESNEEE K= EIRE ErRS {FEOERHE
AWS D1,5-2002 AWS D1,5-2002 ZPOC-MT-01 Dec. 2857 2008
EOUIPMENT & MANUFACTURER 7 MODEL NO. #is% SERIAL NO, SissT
MT YOKE FARKER B3108 5820 5388 5817
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT P
B FE R e =t
PARTICLE TYPE Dry magnet powdar YOKE SPACING T
i mm
R TEH MEEEE E
MATERIAL TO BE Y WELDING #3324 ATOSM-345T2-2/
% Materizl & thickness
EXAMINED O CASTING & ATOSM-HPS-485WT2
TR O FORGING 8iF o EE 7550 mm
WELDING PROCESS TYPE OF JOINT
Foaw - CORNER JOINT
HiEwE o e
WELD | LD S L U B A ACCEPT REJECT HEMARKS
AT INDICATION TYPE s [ =y £
i AT '
ESD1-5A268-1 ACC:
ESD1-8A268-2 ACC.
BLANK
EXAMINED SY=E REVIEWED BY ®i5
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g D iPepeAn N =5 '_- ; FLT e M | ol |
LEVEL -i| SioHN B4 DATEE S |LEVEL siad | DETESEE 1% i
FESTT T IEFTrTouE —— ey,



—
(ZPMC
 — e ——

UTHRGHR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NOSE&HES T7E7-UT-223

DATE 2008.07.15 PAGE 1 0O

F 2 Revislon Na: ©

PROJECT NO. :.TE:ES 7P06-787

CONTRACTOR :

CALTRANS

ITEMS NAME: 43M UPPER DIAPHRAGM

HirsR ' EDGE PLATE

| DRAWING NO.:ESD1-SA348
|}

| CALTRANS CONTRACT NO.: 04-0120F4

| B

i A TREES

REFERENCING CODE £-830R

ACCEPTANCE STANDARD 8Si5E

PROCEDURE ND. RiisE

AWS D1.5-2002 AWS D1.5-2002{Table 6.3) ZPRC-UT-04

WELDING PROCESSE# 5 JOINT TYPE 5225 CALIBRATION DUE DATE {84 Farass

FoAW BUTT DEC. 28™, 2008

EQUIPMENT #& MANUFACTURER i MODEL NO. B=laS SERIAL HO. AN

UT SCOPE PANAMETRICS EPOCH-48 ArisssRIL0esianng
051485811, 070152011,

CALIBRATION BLOCK #&

COUPLANT 15&%

MATERIAL/ITHICKNESS #EEE

AWS lIW BLOCK TYPE T cm.c ATO9M-345T2  BOmm
TRANSDUCER #7iL
MANUFACTURER ANGLE FREQUENCY | SIZE MANUFACTURER || ANGLE | FREQUENCY SIZE
i AR i | R il 3 |  mp o idos
] "
Changchao 70 * ' 25MHz | 188mm Changchao | 60 * 2.5 MHz 18*18 mr
Changchao i o * 2.5MHz 20 mm :
Refarsnce Level SRS [ 20dB
Base metal inspected per AWS D1.5-2002 Section 6.10.5 0 ° UTOK.
DECIBELS# M DISCONTINUITY 7 | s
g H = E =2 r % &
Vi - % Z|gE % ig Eg i g LOCATION OF DISCONTINUITY L *
F IE ) ﬂ Tt E _I‘t = iz
IDENTIFICATION | § = % = E - = o (mm) E% E
aasses (2 | K b a | b |e |g |bensth| SoundFaih | Depth from Sufsce | From | Fromy E 5
£E il BESRE =13 By =

E5DI-BA234A/B-I0E

*

ESDN-5AZ34/84AB *
ESDM-SA2344/8-54/8 &
ESDM-SA23MAB-6AE *
ESD1-5AZIAB-TAR *
EED1-5AZS4AM-11A/8 *
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Attachment-1.

CONTINUED

(ZPMC

REPORT OF ULTRASONIC EXAMINATION

REPORT NOSRE@S T7e7-UT-223

. DATE 2008.07.15

2

" PAGE OF -2 Revision No: g
| i
DECIBELS# 1 DISCONTINUITY FiEigis 1§
o] w H E i :
WELD = 28 |2=|2 : i E R
5= Z § L E i ﬁg EE g gg LOCATION OF DISCONTINUITY FE#H®R - 5 | ¥
= 2 |5 ! H
IDENTIFICATION E_af w = gﬂ ~ | E o | %“% =
N = L (=] i ] = ; g
ARSras % E H 3 b i Length | Sound Path | Dapth from Face's’ | From™ anf‘r'-l E E .
p=— c Lo} i
22| mg maEo Ex | & | 8
! i
ESD1-5AZ34AIB-8A £8.3 33 ACC.
588 a3 | Ace.
ESDT-SAZIMAB-AE 68.3 33 ACC.
59.5 33 ACC.

K ESD1-SAZIAANB-AAE  ESD1-SA234AB-8AEwWere 100% UT inspacion and ACC, which Is the result of requirsd 25% UT.,
WESDI-SAZIAB-AAE  ESDI-SAZINB-SARIEEE100%UTH &4, ERRRCFCEENT ﬂt-&!ﬁﬁzﬂﬁﬁm{&ﬂ

BLANK
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LEVEL- SIG‘HJ f DATE LEVEL- Il EIEN ! ! DATE W’E’ 7 vd
¥
BESE /oo B ACUSToMER




e f——
C =N
1
e ——

UT#R

tiik &

REPORT OF ULTRASONIC EXAMINATION

REPORT NOJR &S84 TTB7-UT-258 DATE 2008.07.24 PAGE 1 OF 2 Revislon No: @
PROJECT NO. :TE#E ZPos-787 CONTRACTOR: CALTRANS
ITEMS NAME: 43M LOWER DIAPHRAGH DRAWING NO.:ESD1-54288 CALTRANS CONTRACT MO.: 04-0120F8
L]
B EDGE PLATE Ed IHIEAS
REFERENCING CODE $%4071 ACCEPTANCE STANDARD S£3 iz PROCEDURE ND. EffgE
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPOC-UT-01
WELDING PROCESS 83 JOINT TYPEfS &2 0 CALIBRATION DUE DATE (S8# w5
FCAW BUTT DEC. 28%", 2008
: , SERIAL NO,
EQUIPMENT #%& MANUFACTURER &S MODEL NO, #s@E NO. IS
71565311,06148B510,
UT SCOPE PANAMETRICS EPOCH-4B ¥ o
051485811, 070152011,
CALIBRATION BELOCK i3 COUPLANT $847 WMATERIALITHICKNESS ##%i liE
AWS lIW BLOCK TYPE I cC.i.c ATD8M-345T2 §0mm
TRANSDUCER £
MANUFACTURER ANGLE FREQUENCY SIZE | MANUFACTURER | ANGLE | FREQUENCY SIZE
BEE i b d il R T il H= Rt
' Changchao 70 * 2.5 MHz 1818 mm Changchao &0 = 2.5 MHz 18*18 mm
Changchao | o- 2.5 MHz 20 mm
Reference Level 5805 20da
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UTOK.
DECIBELS4 M DISCONTINUITY TS £
g 3 o
WELD z QE Sz 5|8 HIER LOCATION OF DISCONTINUITY g4 =
Eiﬁg%%ﬁ%?ﬁléi U
L’ et = -
IDENTIFICATION | § = = = £ B e (25| FiEiE{ir E (mm) i g g
mmapes |2 | F Sla o |c | g [Hemam| scundpain |Depth tom Sutsce |Fomx | Fromy | § =
3 ] BEm By &
ESD1-BAZGS-1A35 *
ESD1-SAZE8-4A48 ok
ESD1-5A265-5A58 B8.4 33 ACC.
SE.8 33 ACC.
ESD1-5AZBE-5ASE 58.4 33 t ACC,
BLANK
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Attachment-1.

CONTINUED

(ZEMCS

REPORT OF ULTRASONIC EXAMINATION

REPORT NO.S &2 T787.UT-256 1 DATE  2008.07.24 PAGE 2 OF 2 Revision No: 0
DECIBELS# i DISCONTINUITY FiSigis z
g o & E B 5 . i
WELD B =0 4
E'w| = 8 E = 2 ﬁg 5t gﬁ gg LOCATION OF DISCONTINUITY T fr® § i :
IDENTIFICATION 5 FATE- E L e B- £ g% |+
ARTHAS g E 4 " g | Leneth | Sound Peth | Depth from Face's' | Front | Fromry § =
- a [~
i i EsErm Ex EY
ESD1-SA288-5A58 588 a3 ACC
EBD1-SA2B8-TATE *
ESD1-5A268-8A88 -
E501-5A288-5A08 *
ESD1-5A288-174178 | l -
BLANK
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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, PRC Report No: NCS-000183
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  16-Feb-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0159

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:  17-Aug-2008

Description of Non-Conformance:

ABF alowed ZPMC to ship atota of five (5) Tower Double Diaphragms (ESD1-47.6m, ESD1-28m,
SSD1-43m, ESD1-23m and ESD1-43m) for machining before fabrication and inspection/testing were
completed; this was not in accordance with their approved fabrication plan. Furthermore, the noted double
diaphragms assemblies were not accepted by ABF Quality Control (QC) prior to shipping due to weld
discontinuities in need of repair, heat straightening not completed, required nondestructive testing not
completed, and weld terminations not acceptabl e to project specifications. Any repairs made to these
diaphragm assemblies after machining may negatively affect the final geometry of the Tower Shaft in localized
areas.

Contractor's proposal to correct the problem:

ZPMC understands that they violated the sequence of the fabrication procedure at their own risk. ABF has
instructed ZPMC to follow the fabrication procedure. If the fabrication cannot be completed as written, ZPMC
shall submit arevised fabrication procedure for approval.

Corrective action taken:

ZPMC understands that the fabrication procedures must be followed. NDT records verifying sound welds for
the affected diaphragms have been submitted. All diaphragms have since been jointly green tagged by ZPMC,
ABF, and the Department.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, +86 134-8257-0045, who represents the
Office of Structural Materials for your project.
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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