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-000181
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 02-Sep-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0164

Type of problem:

Welding [] Concrete [ Other

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

Joint fit-up [ Coating [1 Other [ ] Component: Tower Double Diaphragms
Procedural [ Procedural [J Descripton: Shipping of Tower Diaphgrams not completed

Reference Description: 04-0120F4 Specia Provisions, ABF/ZPMC Welding Quality Control Plan
Description of Non-Conformance:

ZPMC shipped of five (5) Tower Double Diaphragms identified as ESD1-38m, ESD1-33m, SSD1-38m,
SSD1-47.6m and SSD1-23m for machining with fabrication and testing not completed. The aforementioned
double diaphragms were not accepted by ABF Quality Control (QC) at time of shipping to Nantong due to
weld discontinuities in need of repair, required nondestructive testing not completed and weld terminations not

Applicablereference:

ABF-SUB-093R04 77-m (Type 3B) Mock-Up Fabrication Plan

Who discovered the problem:  Greg Bertlesman, Quality Assurance Inspector
Name of individual from Contractor notified: Don Walton

Time and method of notification: 09/03/08; 1300; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy, Structures Construction
Time and method of notification: 09/03/08; 1400; Verbal
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

QC Inspector's Name: Fu Yuhong
Was QC Inspector awar e of the problem: [] Yeslvl No
Contractor's proposal to correct the problem:

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 Joshua I shibashi, who represents the Office of Structural
Materials for your project.

Inspected By: | shibashi,Josh SMR

Reviewed By: Smith,Ryan SMR

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



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: 09-Sep-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: 05.03.06-000154
Subject: NCR No. ZPMC-0164

Reference Description:  Failure to Follow Approved Procedure / Double Diaphragm Assembles/ Second Shipment

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:
ZPMC shipped of five (5) Tower Double Diaphragms identified as ESD1-38m, ESD1-33m, SSD1-38m, SSD1-47.6m and SSD1-23m
for machining with fabrication and testing not completed. The aforementioned double diaphragms were not accepted by ABF Quality
Control (QC) at time of shipping to Nantong due to weld discontinuities in need of repair, required nondestructive testing not compl eted
and weld terminations not acceptable to project specifications.
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-0164

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

Y/  05.03.06-000154,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-000158 Rev: 00
Ref: 05.03.06-000154

Subject:  NCR No. ZPMC-0164

Contractor's Proposed Resolution:

Reference Resolution: ZPMC violated the sequence of the fabrication procedure at their own risk. ABF has instructed ZPMC to follow the
fabrication procedure.

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-000158R00

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-000158 Rev: 01
Ref: 05.03.06-000154

Subject:  NCR No. ZPMC-0164

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC provided the requested inspection documents.

ZPMC has provided the inspection documents as requested. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000158R01;

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

The proposed resolution is acceptable. The Department concurs that Non-Conformance ZPMC-0164 is closed.

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

‘Rg(. Page 1 of 1
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TL-002291

l TRANSMITTAL LETTER

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

TO: RUBY/ ABFIV 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-024 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-181(ZPMC-164)
3)7-COPY-OF ABF-NPR=000179",/ . =) o

(4) COPY OF NDT REPORTS

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME,

ACKNOWLEGEMENT:
j ) \
f L]
D n _r;,,-,f,é\_// S-Lok -2005 (%3 )
PLAN HOLDER = DATE -
,-‘J Vil 7“\/
COMPANY PHONE NO.

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




@ No. T-024

LETTER OF RESPONSE

TO: American Bridge/Flour JV ‘

DATE: 2009-2-5
REGARDING: NCR-181 ZPMC-164

ZPMC received NCR-181(ZPMC-164), it mentioned that ZPMC was shipping
five tower double diaphragms identified asESD1-38m, ESD1-33m, SSDI1-38,
SSD1-47.6m and SSD1-23m 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. So 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-000181 (ZPMC-0164)

ABF-NPR-000179

ESD1-38M NDT reports:

Upper diaphragm plate butt welding: T787-UT-063 & T787-MT-090
Lower diaphragm plate butt welding: T787-UT-215 & T787-MT-315
Welds between upper and lower diaphragm plates with web plates: T787-MT-558
Welds between upper diaphragm plate with flange ring: T787-MT-731
Welds between lower diaphragm plate with flange ring: T787-MT-732
Upper diaphragm flange ring butt welding: T787-UT-284

Lower diaphragm flange ring butt welding: T787-UT-276

ESD1-33M NDT reports:

Upper diaphragm plate butt welding: T787-UT-142 & T787-MT-545
Lower diaphragm plate butt welding: T787-UT-360 & T787-MT-008
Welds between upper and lower diaphragm plates with web plates:
T787-MT-550 & T787-MT-523

Welds between upper diaphragm plate with flange ring: T787-MT-349
Welds between lower diaphragm plate with flange ring: T787-MT-327



Lower diaphragm flange ring butt welding: T787-UT-217

SSD1-38M NDT reports:

Upper diaphragm plate butt welding: T787-UT-041 & T787-MT-051

Lower diaphragm plate butt welding: T787-UT-013, 013R1, 013R2 & T787-MT-108
Welds between upper and lower diaphragm plates with web plates: T787-MT-532
Welds between upper diaphragm plate with flange ring; T787-MT-531 '
Welds between lower diaphragm plate with flange ring: T787-MT-330

Upper diaphragm flange ring butt welding: T787-UT-275

Lower diaphragm flange ring butt welding: T787-UT-274

SSD1-47.6M NDT reports:

Upper diaphragm plate butt welding: T787-UT-151 & T787-MT-286

Lower diaphragm plate butt welding: T787-UT-008 & T787-MT-009

Welds between upper and lower diaphragm plates with web plates: T787-MT-527
Welds between upper diaphragm plate with flange ring; T787-MT-526

Welds between lower diaphragm plate with flange ring; T787-MT-525

Upper diaphragm flange ring butt welding: T787-UT-295

Lower diaphragm flange ring butt welding: T787-UT-193

SSD1-23M NDT reports:

Upper diaphragm plate butt welding: T787-UT-178 & T787-MT-264

Lower diaphragm plate butt welding: T787-UT-173 & T787-MT-251

Welds between upper and lower diaphragm plates with web plates:
T787-MT-539& T787-MT-5340

Welds between upper diaphragm plate with flange ring: T787-MT-538

Welds between lower diaphragm plate with flange ring: T787-MT-537

Upper diaphragm flange ring butt welding: T787-UT-286 :

Lower diaphragm flange ring butt welding: T787-UT-270

vy
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Brian

333 Burme Ror
Dakiand CA 845
Inftrans Tol: Fo
NON-CONFORMANCE REPORT TRANSMITT A
To: AMERICAN BRIDGE/FLUOR £ R Liote: 09-Sep-2008
375 BURMA ROL
OAILLAND CA 95607 Contract No: 04-0120F4
04-5F-B0-13.2/13.9
Dears M. Charles Kanepicki Job Name: SAS Superstructure
Attention: Mr, Dave Williams Consultant Document No: 05.03.06-000154
Subject: MNCR No. ZPMC-0164

Reference Deseription:  Failure 1o Follow Approved Procedure / Double Dinphregm Assembles / Second Shipment

The atiached Non-Conformance Report deseribes an occurrence where the contractor did nat comply with n requirement of the contrct document as
indicated below:
O Material or Workmanship not in conformance with contract documents.
B4 Quality Control (QC) not performed in conformance with contract documents,
O Recurring QC issue that constitutes a systematic problern in quality control.
[ Non-Conformance Resolved. ;
Material Loeation: Tower Lifiz 01
Remarks:
ZPMC shipped of five (5) Tower Double Disphragms identified o5 ESD1-38m, ESD-33m, 85D1-38m, 55D1-47.6m and 58D1-23m
for machining with fabrication and iesting not completed. The aforementioned double disphragms were not accepted by ABF Quality
Contral (QC) at time of shipping 1o Nantong due 1o weld discontinuities in need of repair, required nondestructive testing not completed
and weld terminations not scceptable to project specifientions,
Action Required and/or Action Taken:
Propose i resolution for the identified non-conformanee with the approved procedures and the steps taken by the Quality Contral
Manager to prevent future failures to follow the submitted and approved procedures,

Transmitted by: Scott Kenmedy Sr. Bridge Engineer
Attnchments: EZPMC-0164

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

1504, SNCT
(1503, 06-0001 54 NCT Page I of 1



STATE OF CALIFORNIA~BUEBINESS, TRANEPORTACTIDN ANL HOUSING AGE! Arnold Schwarzenaggar, Goveme:

DEPARTMENT OF TRANSPORTATIO!
DIVISION OF ENGINEERING SERVICE®

Office of Struclural Malars

Cluality Assurancs end Sourcs nsnec::

Contract # 04-0120F4

Bay Area bran i
890 Walnut Ave.bt 1° Cty: SE/ALA Rte: 80 PM: 13.2/13.9
Vallgo, CA B4592-11%. o
tTT-"T:- pingiphes File#: 69.25B
{707) 849-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-00018]
Prime Contractor: American Bridge/Fluor Enterprises, a TV Date: 02-Sep-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island  NCR # ZPMC-0164

a==ﬁ=_=_=m

Type of problem:

Welding  [J Concrete [J Other [

Welding [J Cuoring [0 Procedural [l  Bridge No: 34-0006

Joint fit-up [0 Coating [0 Other [0  Component: Tower Double Diaphragms
Procedural [ Procedural [J Descripton: Shipping of Tower Diaphgrams not completed

Reference Description: 04-0120F4 Special Provisions, ABF/ZPMC Welding Quality Control Plan
Description of Non-Conformance:

ZPMC shipped of five (5) Tower Double Diaphragms identified as ESD1-38m, ESD1-33m, SSD1-38m,
S5D1-47.6m and SSD1-23m for machining with fabrication and testing not completed, The aforementioned
double diaphragms were not accepted by ABF Quality Control (QC) at time of shipping to Nantong due to
weld discontinuities in need of repair, required nondestructive testing not completed and weld terminations not
acceptable to project specifications. Below is a digital photograph illustrating the loading in progress. '

EE; o e

Applicable reference:

ABF-SUB-093R04 77-m (Type 3B) Mock-Up Fabrication Plan

Who discovered the problem:  Greg Bertlesman, Quality Assurance Inspector
Name of individual from Contractor notified: Daon Walton

Time snd methed of notification: 09/03/08; 1300; Verbal

Name of Caltrans Engineer notified:  Scott Kennedy, Structures Construction
Time and method of notification: 09/03/08; 1400; Verbal

- ¥ " .
W, TL«15,Qualin: derurance - Now-Conformaice Rapors Page | of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPOE™

i Contimved Page 2 of 2
— = = — ——————————
QC Inspector's Name: Fu Yuhonz
Was QC Inspector aware of the probiem:: O vesi2 i
Contractor's proposal to correct the nrobses '
Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or {it for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Joshua Ishibashi, who represents the Office of Structural
Materials for your project.

_—— EE——— — i
Inspected By:  Ishibashi,Josh SMR
Reviewed By:  Smith,Ryan SMR

33 TE-15 Dueityy Arnrance - Man-Confarmance Report Pags 207 2
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REPORT OF ULTRASONIC EXAMINATION
UTER P

(ZEmey

CALIBRATION BLOCK 1t

COUPLANT $§&3

MATERIAL/THICKNESS #HH

REPORT NO R4S T787-UT-063 DATE 2008.05.08 PAGE 1 OF 1 Revielon Na: g
PROJECT NO. :TES%S 2ZP06-7TET CONTRACTOR: CALTRANS
ITEMS NAME: 38M UPPER DIAPHRAGM DRAWING NO.: SA3T(EHPasS(E) CALTRANS CONTRACT NO.: 04-0120E4
LT E& ¥ mHIEES
REFERENCING CODE &7 ACCEPTANCE STANDARD iE=iFe PROCEDURE NO. @S
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSH#E R JOINT TYPE S s m CALIERATION DUE DATE {:840T 41
SAW BUTT DEC. 28™, 2008

: ; ; SE 0.
EQUIPMENT 84 MANUFACTURER Hl&m MODEL NO. #=his RIAL NO. Bl %
UT SCOPE PANAMETRICS EPOCH-4B (GRSaILANIN001L,

: 061485811, 070152011,

| AWS W BLOCK TYPE T cm.c ATOIM-HPS-485WT2-Z/ 75mm
TRANSDUCER 3.
IMANUFACTURERMET| ANGLE | FREQUENCY SIZE MANUFACTURER [ ANGLE | FREQUENCY size
Bl me= iy HliTE AE | mw R
Changchao 70 " 2.5 MHz 18x18 mm Changchao 45 ° 2.5 MH= 18218 mm
“Changchao 0 2.5 MHz 20 mm Reference Leval S%RSE 2048
Bas& metal inspected per AWS D1.5-2002 Section 6.19.5 0 * UT OK.
DECIBELS4 I DISCONTINUITY s
S (yY,|u 3
i z |28 2Ee|lg B, 38 LOCATION OF DISCONTINUITY % +|
HHEL L ] ¢ &
IDENTIFICATION | § S| 8 g . < AT (mm) 2 &
BEREES g E Bl b e g |Leneth | Sound Path | Dapth from Surfaca | From | Fremy E =
£ =] R X By o
ESD1-SA3T1A/B-BA/E ga.7 35 ACC:
' 448 35 ‘ AcC.
BLANK
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REFPORT OF MAGNETIC PARTICLE EXAMINATION

eeeii gealEE g o

REPORT NO, FH &S TTE7-MT-080

DATEE# 2008.05.08

PAGE OFHE®E 1M

Revision Ne: 0

;I%';Eé::’ NO. P %ogr:mmﬂ: AL

DRAWING NO. SAIT1(E)+POS5(E) CALTRANS CONTRACT NO.:

s 38M UPPER DIAPHRAGN M TEES 04-0120F4

REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO, CALIBRATION DUE DATE

E-rallmiae EZiHE BRias BTN

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

EQUIPMENT &4& MANUFACTURER #i#% | MODELNO, Ra&e SERIAL NO. EEGE

MT YOKE PARKER 53108 5617 5385 5820

MAGNETIZING Continuous magnetic yoka | CURRENT AC

METHODE (k5 B S B3

ko] TEE B AE 70~150mm

VWELDING &
MATE?;ELD TO BE B ARG nﬁ# ga;n;& & thickness ATOOM-HPS-485WT2-Z
; , T5mm

MEH‘ "ﬂ"ﬂ - O FORGING 5 i
"WELDING PROCESS TYPE OF JOINT

AEFE SAW et N BUTT

WELD 1D CECONTINUIT PRt ACCEPT | REJECT |  REMARKS
pireriyey INDICATION TYFE LENGTH IN =g £k e
; i Eoin] mm
. EE
ESD1-SAITIA/B-BA/EE ACC. '
BLANK
i '
EXAMINED BY =38 REVIEWED BY Wi
ho Desff (ai  Xintin

LEVEL.-W _sSiGN 22 | / oATeRs 4 b7 | iBveCh - Sion |_DATER#ogep. of o]
. ¥ /

RESE / acw _ RFCUSTOMER ‘

B, &and 385§
SE SIGN/ BMEOATE f£= SIoN/ B DATS

(FORN ZPQC-MTDN)
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REPORT OF ULTRASONIC EXAMINATION

UTERUIIR &

REPORT NOJi &S T787-UT-215 DATE  2008.07.11 PAGE 1 OF 1 Revision Na: 0
PROJECT NO.:THE@#E ZP0s-787 CONTRACTOR: CALTRANS

I TEMS NAME:38M LOWER DIAPHRAGM DRAWING NO.:SA348,P821(E) CALTRANS CONTRACT NO.: 04-0120F4
s E (BIE) nHTEES '

REFERENCING CODE £354T

ACCEPTANCE STANDARD #£8izrm

PROCEDURE NO, SFEs®

AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS i i JOINT TYPEHRERE CALISRATION DUE DATE {4 B ERRIE
SAW BUTT DEC. 28%", 2008
; ; SER :
EQUIPMENT #£& MANUFACTURER #:85 WMODEL NO. st LN TR
UT SCOPE PANAMETRICS ——m— 071565311,061488510, 061485811,
070152011,
CALIBRATION BLOCK i COUPLANT 124% MATERIALITHICKNESS # #i s
WS IIW BLOCK TYPE Il cMc A708M-HPS-485WT2-Z 75mm
TRANSDUCER 24,
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
sigm e d ez Rt g 2 &= R
Changchao 70 = 2.5 MHz 18"18 mm Changchao 45 = 2.5 MHz 758mm
Changchao 0= 2.5 MHz 20 mm
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D* UTOK.
DECIBELS# R DISCONTINUITY — Fiisf g
o] - w s .
= - E 1
WELD -1 % Bl 2 = g |3 EE §§ 5 LOCATION OF DISCONTINUITY g 5 &
ERlgyEBlza = =3 ; z =
IDENTIFICATION | § % 3 = g i & |2 FERLE (mm) 7 §- :
paaras |2 |E Al b | e | g oot | SoundPaih | Depth trom Surace | From | Fromy E =
£ EE EamEE Ex my o
ESD1-SA346-104 §8.0 33 ACC.
44.9 23 ACC.
ESD1-54348-108 89.0 a3 ACC.
44.9 a3 ACC.
1

EXAMINED BY =32

REVIEWED BY Wi
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FORME ZPOC-MTO1)

1..."-""—;'?- ElGH ! & DATE

REPORT OF MAGNETIC PARTICLE EEAMINATION
EHEiAlEs
REPORT NO, &S TTE7-MT-315 DATED XS 2008.07.16 FPAGE OFTI®R 1M Revislon Mo: 0
PROJECT NO, CONTRACTOR:
ZP0G-TET , =5
TEaE: B A CALTRAN
DRAWING MO, EAZAB(E)+PE21(E) CALTRANS CONTRACT NO.:
8. TOWER(E) 38M LOWER DIAPHRAGM |RATE&S neana
REFERENCING CODE i ACCEPTANCE STANDARD |PROCEDURE NO. * [CALIBRATION DUE DATE
SXNEER EFIRE BEEER UBETAHE
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-04 Dec. 287 2008
EQUIPMENT &% MANUFACTURER Bi&ES MODEL NO. #=i§5 SERIAL NO, E%ES
MT YOKE PARKER 853108 5820 5355 5E1T
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
B HE HESELE B
PARTICLE TYPE Dry magnet powder YOKE SPACING
TO~180mm
Eaan FEE BT E o
MATERIAL TO BE Y WELDING R Matarial & thickness ATOIM-HPS-485WT2-2Z
EXAMINED O CASTING &= T L T5mm
R O FORGING i
WELDING PROCESS TYFE OF JOINT -
SAW BUTT
ASAE pE i
DISCONTINUITY it
WELD LD, TENGTH N mm| ACCEPT REJECT REMARKS
MERs INDICATION TYPE P aF Ei e
i sim
ESD1-SA348-10A ACC.
ESD1-5A348-108 ACC.
) BLANK ;
|EXAMINED BY=E - REVIEWED BY % &
fﬁDﬁ?’:’?/M! /}i? Xinxin
LEVEL-1l SIGN#Z%£ | DATEEM ) LEVEL-l  SIGH ! DATEE#
2003+ )\ fé = VY
HEE= 7 ocm : H FCUSTOMER |
e T s Y A -
EEEIGN | B8 DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATIO!

REPORT NO, 2R &8-S T787-MT-568

DATES X 2008.08.27

PAGE OFFT 1/2

Ravislon N o: 0

PROJECT NOD, CONTRACTOR:
ZPDE-787 CALTRANS
THES: 1= R
DRAWING ND. BA37T1+5A248 CALTRANS CONTRACT NO.:
; D4-0120F4
ns: TOWER(E) 38M DIAPHRAGM  |MTEERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIERATICN DUE DATE
SHIEAR Bt R WETLATE e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT 4 MANUFACTURER 8% MODEL NO! =88 SERIAL NO. 2§
MT YOKE PARKER B310s 5820 5395 5517
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
Hiare BT =5
PARTICLE TYPE Dry magnet powdar YOKE SPACING
= T0~150mm
E A T RS =
MATERIAL TO BE Y WELDING {2 Matarial & thickness ATOBM-HPS-2BSWT2
EXAMINED = CASTING i S R
{RaiEE 2 FORGING 488 75/60/40mm
WELDING PROCESS TYPE OF JOINT =
: Smaw T-JOINT
HiEFE | sEnm
]
; ' DISCONTINUITY #iZ
WELD 1D, -l TENETI T ] ACCEPT REJECT REMARKS
AEns INDICATION TYPE P, e = . =
i ! 1 .
ESD1-5A371B/8-3 ' "| ace.
ESD1-5A3718/B4 . ACC,
ESD1-SA371B/B-7 ] ACC. ¢
ESD1-54A3718/8-8 ACC,
ESD1-8A3T18/B-11 ACC.
ESDH-5A3TIR/E-12 ACC.
ESD1-SA37T1B/B-15 ACC.
ESD1-SAST1B/B-18 ACC.
ESD1-SA3T1B/B-1 ACC,
ESD1-SA3718/p-2 : ACC.
ESD1-5A371B/8-5 ACC,
ESD1-8A3718/8-6 ACC.
ESD1-SA3T1B/B-0 ACC,
ESD1-SA3T1B/B-10 ACC.

EXAMINED BEYZ=#:

Zhow g

LEVEL-1l SIGN&=Z |
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REPORT OF MAGNETIC PARTICLE EXAMINAT TON
. i o
Tk e e
REPORT NO. SR &ll S T787-MT-558 DATES#F 2008.08.27 FAGE OFWIH® 22 Ravision No: 0
PROJECT NO. CONTRAGTOR:
B- TRANS
TERS: s = s
DRAWING NO. BA371+5A348 CALTRANS CONTRACT NO.:
: 120/
BE: TOWER(E} 38M DIAPHRAGM  |RHIEES UEGIES ‘
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SSEnaE ERiRE HEEs HESTENE
AWS D1.5-2002 , |AWS D1.5-2002 ZPOIC-MAT-01 Dec. 28°7. 200"
EQUIPMENT #t & MANUFACTURER B % WODEL NO. #=i2 5 SERIAL NO. =883
MT YOKE IPARKER Ba108 5620 5335 5617
MAGNETIZING METHOD Continueus magnetic yoke |CURRENT AL
BiaE ARl B
PARTICLE TYPE Dry magnet powder YOKE SFAEI_HB S0t i
HirRo TR EmEE
MATERIAL TO BE VWELDING 224 Matarial & thickness A703M-HPS-4BSWT2
EXAMINED T CASTING St T EE
BEER = FORGING &% ' 75/50/40mm
WELDING PROCESS TYPE OF JOINT
: SMAW : T-JOINT
AEG= Jggsn
DISCONTINUI 4 -
WELD LD, ML RAL .3 TEnGTT e ACCEPT REJECT REMARKS
e R INDICATION TYFPE s Es =t £ 2
'R 3R]
ESD1-SA3T1RE-13 L ' ' ACC,
ESD1-5A3T1E/8-14 ACC.
ESD1-5A346-11 ACC.
ESD1-8A348-12 ACC.
ESD1-5A348-13 ACC.
ESD1-SA348-14 ACC,
ESD1-5A348-15 ACC.
ESD1-BA348-18 ACC.
BLANK
|
EXAMINED BY 33 REVIEWED BY 55
e ) (2l Yongin
LEVEL-Il SIGNZEZ | DATEAR e g‘}? LEVELdl  SiGN ! DATESX _E mg)‘)
BESE/CCM f EFCUETOMER
Cetdn Bl d yool ok s\,
'.-_.-l.'_-\l--v b £ i} .| !
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E@ﬁﬂ@ REPORT OQF MAENETIC PARTICLE EJEEH-I_T.E'-T;!_TION
— L R
BEEN RS 4
REPORT NO. 285 T7e7-MT-721 DATES ¥ 2008.08.20 PAGE OFXME 14 Revision Ne: g
PROJECT NO. SEahie CONTRACTOR: SALTRARE
THiES: N B A
DRAWING NO, ESD1-5A379 CALTRANS CONTRACT NO.: T i F
; pes 4-0120F
ns: TOWER(E) 38M UPPER DIAPHRAGH | TiEES wA120PN
REFERENCING CODE | " [ACCEPTANGE STANDARD" |RROGEDURE NO. - |CALIBRATION OUE DATE R
THAEET Lt e i EEE i S| RBNEANE . e s A
|AWS D1.5.2002 AWS D1.5:2002 Edn L ZPRC-MT-01 - Dec. 28°7 2008- + . .o,
EQUIPMENT 5% WMANUFACTURER B8 % V' .| MDDEL NO/F=Uiag | |SERIALND. SRS rr T
MTYOKE: =+ PARKER hitiri et A oS | 5820 5395 BB r e
g MAGNETIZING METHOD Continuous magnetie yoke: *{CURRENT " . = . o TSl L
BhE HESEge B '
. |PARTICLE TYPE Dry magnet powdar. . . YOKE SPACING o= e Rl >
; T0~150mm
(=¥ ped] TR M EE ;
; . AT09M-34572 JAT09M-HPS.
. TO BE J WELDING -
MATENAL TO VIELDING ey Mzterial & thickness 4B5WT2
EXAMINED — CASTING & 7560 mm .
S — FORGING % i g
WELDING PROCESS TYPE OF JOINT
FCAw T-JOINT
ESTiE et |
DISCONTINUITY Triise
WELD I.D, TENGTIT ACCEPT REJECT REMARKS
HizimE INDICATION TYPE B L = E23
W b3
ESD1-5A371 A/E-1 ACC.
ESD1-5A371 AJg-2 ACC,
1]
i BLANK
EXAMINED BY X2 REVIEWED BY w5
Sil.taor Xulffof
LEVEL-I| signsmz DATES % A j" LEVEL{l  SIGN ! DATESHEE VTSI?. 20
diend/eP/y o
EEE=/acH ; v |BFCUSTOMER J
i e -2 -
== SIGH | 555 DATE |ZET BIGN I SR paTe
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REPORT OF MAGNETIC PARTICLE EXAMINATION

e

REPORT NO. %@ 3 T787-MT-T32

DATES#1 2008.08.20

PAGE OFEH 11

Revision Mo: 0

FPROJECT NO. e CONTRACTOR: e
IRES: g =
DRAWING NO. ESD1-5A348 CALTRANS CONTRACT NO,:
: et s o D4-0120F4
i TOWER(E) 38M LOWER DIAPHRAGN |in/ TEdikS 4
REFERENCING €ODE "|ACCEPTANCE STANDARD . |PROCEDURE NO' CALIERATION DUE DATE. 77 = '=
Lo | EEA EE?EPE [ T Y L Bowt EBRTEEIE . sari E
AWS D1.5-2002. ;... AWS D1.5-2002 . un{ZPOC-MT-04 TR BEROUR s T 1 LT T R AT
EQUIPMENT R4 : MANUFACTURER £28% .." |MODEL NO. B ieT e |BERIAL ND:SEEEISE -0 0 -
MTYOKE wooow ; PARKER Uen=te 183108 T - SN L5820 - 5385 TBB1TE. oo
MAGNETIZING METHDD Continuous magnetic yoke -+ ICURRENT & T s e R T ey e
BlrhE Bt i :
PARTICLE TYPE Dry magnet powder- YOKE SPACING R T
. f i e mm
BEEES TER ML= :
- : : ATOSM-345T2 /ATOSM-HPS-
MA TOBE JWELDING a2, L o B o i il
TERAL FLDING AR Material & thickness $EEWT2
EXAMINED = CASTING &4 7660 mm_
e E g 1] — FORGING &5 A A
WELDING PRDCESS TYPE OF JOINT
FCAW T-JOINT
ARFE : R j
DISCONTINUITY i
WELD LD, TENGTH el ACCEFT ‘REJECT REMARKS
Mekem g INDICATION TYPE 2 Bz 23 £it
EE b #3 i
ESD1-5A348-1 ACC.
ESD1-5A348-2 ACC.
BLANK

EXAMINED BY ==!

REVIEWED BY 5§

Wibaod  2~0- vk

T BIGN 1 T35 DATE

LU e KinHey Y 50
LEVEL-Il SIGNEZ | DATESE LEVEL-l  SIgN | DATES&E vl
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REPORT OF ULTRASONIC EXAMINATION
UTHRG R &

]
REPORT NO.f @8 T787-UT-284 DATE  2008.08.03 PAGE 1 OF 2 Revision No: o
FROJECT NO.:TE#&% zPos-787 CONTRACTOR: CALTRANS
ITEMS NAME: 38M LOWER DIAPHRAGM - DRAWING NO.:ESD1-8A373 CALTRANS CONTRACT NO.: 04-0120F% .
FELT  EDGE PLATE E= EHTERS
REFERENCING CODE #3415 ACCEPTANCE STANDARD REiE PROCEDURE ND. EfFi 8
AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ; ZPOC-UT-01
WELDING PROCESSHiS 5 JOINT TYPEE & sty - CALIBRATION DUE DATE BN T a8l
FCaMW BUTT DEC, 28°7, 2008
’ " RIAL NO. P
EQUIPMENT &% MANUFACTURER fiuer MODEL NO, #=ias SERWL N, PRI
o
UT SCOPE PANAMETRICS EPOCH-48 T156631%,061488510,
051485811, 070152011,
CALIERATION BLOCK =& COUPLANT #8&% MATERIALITHICKNESS #HEEE
AWS IIW BLOCK TYPE 1 C.M.C | A70SM-345T2-2 B80mm
TRANSDUCER &4 :
MANUFACTURER | ANGLE | FREQUENCY | SIZE { MANUFACTURER | ANGLE | FREQUENGY : SIZE
#5% | am Z8  | v | gaw AE | g | py
Changchzo | 70 | o2sMHz | 1gg mm Changchao 50 * 25MHz ' 188 mm
Changehaoe | 0* | 25MHz . 2mm | o | ’
Referance Level S%Rsm 2048
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0*® UTOK.
. QECIBELS#H DISCONTINUITY i -'E
WD z |28 EE & %E E-g Eg fg LOCATION OF DISCONTINUITY Byl @
vl < = = #% |28 | 5B §8 St
E&lu < |E = |2 | @
IDENTIFICATION | § ) 8 B .;E_ + s T 4 B (mm) | B8 I i
- ]
sgmeps (2 |F w a |b |c |a || SoundPath | Deptn tom Sutece |Fromx | Fromy | E IE =
x| nmm AnEsy x| Ey | e |
ESD1-5AIT1A/S-3A(38) ) d : R
ESD1-SA3T1A/E-4A148) | ; =
E5D1-5A37T1A/B-5A(58) 68.8 . |3z | o, 3
]
) : i
56,8 az I ACE.
ESDM-8A371AB-TATE) ! H 78
ESDI-5AIT1AB-BA(RS) : -
EXAMINED B8Y =4 REVIEWED BY w&,
Welis iy 9. % 2y DNL—‘WWJM”-L@L%“’%*Q
LEVEL - 1| sugf; ] DATE LEVEL- || SIGH i mjf'rs
' l
REST /oo - FFCUSTOMER . i
Loy R - -
i RIS P ok 2




Attachment-1, CONTINUED

REPORT OF ULTRASONIC EXAMINATION

| I
REPDRT OSB82 T7a7-UT-284 Ii DATE  2008.08.03 ! PAGE

2 DF 2 Revision No: o -«
| |
1 :
DECIBELSS 0 DISCONTINUITY Fisiss ' s :
. ' - F M i
WELD Y |8 |8 ) %
E,ﬁ %‘E gﬁ I~ ﬁg EE Eg gg LOCATION OF DISCONTINGITY  FESHE EE -
- = 23k bl
IDENTIFICATION E:;:. uBlz=(3)E 3= : 5‘% |
= m . =2 [
& — P = i
AEBSRT %’ E £ o "Langth | Sound | Depth rom Face'a FomX | FromY | & E
2% | Pah ExTRE = BY =
=5 N
EBDM-BAITIA/S-0AIRE) *
ESD1-SAS71A-10A(108)] 58.8 32 LAt
T
58.6 az . ' ACC.
| I
|esot-sarramiiagie) l t =] ' : *

FESD1-5AST1A/8-34(58), ESD1-SAITI AIB-10A(108)were 100% UIT Inspeciion and ACC, which |s the resull of required 25% UT,
FESM-SAIT1A/B-S4(58), ESD-SAIT ARI0AN SRS 1 000 LTI 248, ERBLEEcRsasT HAER S a T e,

BLANK

EXAMINED BY S REVIEWED 8Y w&,

/V/%mm Jee§-of o] LA L ‘W*LVV 26+ 5% 5/

LEVEL.- ” SIGY ! DATE « LEVEL- || SIGH




@ REPORT OF ULTRASONIC EXAMINATION
UTHRGRE

REPORT NOUEME T787-UT-276 ' DATE  2008.07.30 PAGE 1 OF 2 Revision No: 0
PROJECT NO.:TH#S 2ZFP05-T87 CONTRACTOR: CALTRANS

ITEMS NAME: 38M LOWER DIAPHRAGM DRAWING NO.:ESD1-SA374 CALTRANS CONTRACT NO.: 04-0120F4
HESH  EDGE! PLATE EX RATEAS

REFERENCING CODE SSEwE ACCEPTANCE STANDARD ESi5E PROCEDURE NO, EFias

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

WELDING PROCESSE2 i JOINT TYPEBERS: T CALIBRATION DUE DATE ZBREF%E
FCAW BUTT DEC. 28", 2008

EQUIPMENT &% ' MANUFACTURER &2 MODEL NO. #=&F SERIALNO. =715

UT SCOPE PANAMETRICS EPOCH-48 ITiBSaN1net4nas10,

081485811, 070152014,

CALISRATION BLOCK i COUPLANT 47 MATERIALITHICKNESS HENE

AWS IIW BLOCK TYPE 1 cm.c ATDBM-345T2 B0mm

TRANSDUCER #iL

WANUFACTURER | ANGLE | FREQUENCY [ sz MANUFACTURER| ANGLE | FREQUENCY SIZE
B .13 m% | Ry s AE @2 | Ry
Changchao | 70 28MHz | 188mm Changchao. | B80° | 28MHz | 18ame
Changchss | o° 25MHz | 20mm
Referance Level $£ERSE 20d8
Base metzal inspectsd per AWS D1.5-2002 Section 6.19.5 0® UTOK
DECIBELS# Il DISCONTINUITY ~ FiEis | E f
' z [dul8als E LOCATION OF DISCONTINUITY g &
I N sg| *
FIPEE R el e ARG (mm) £ | 3
IDENTIFICATION | § | B A s g ¥ g
sgnsas |2 |E o a |b |c | g [tmth| SoundPet | Dapn trom Surtace | From | Fromy E =
£ E EElnE EX gy E
ESD1-BA348-3A(28) =
ESD1-5A34B-4A[4T) o+
E5D1-SA348-54(55) w
ESD1-5A348-6A(6H) *
ESD1-SA34B-TA(TE) =
: E5D1-8A348-84(83) 60.2 33 AcC..
' ||
!
i EXAMINED BY =5 REVIEWED 8Y ¥,
I
?Tdﬂu\'? e
LEVEL-1l siaN / J 'DATE }uﬁ‘w} } -
BEcusToNER
== maW! 5% o4TE EE SisH; 38 2472




Attachment-1. CONTINUED

(EBMCc ] REPORT OF ULTRASONIC EXAMINATION
REPORT NOSR&{8% T787-UT-278 1 DATE  2008.07.30 t PABE 2 OF 2 RevislonNa: o
: | |
DECIBELS% 0 DISCONTINUITY Wi .
= =
B LIJ -— [TL}
WELD o . E i
z_ |28 E% = ﬁg E‘g gﬁ ig LOCATION OF DISCONTINUITY  FE&AR | &3 | &
IDENTIFICATION E}EEE ggﬁ_' 2l ;g. -
_ < & 2 ¥
AgETAS = § E 2 Lengih | Sound | Dapth from Face's! | From® | Fromry § 2
= o J|a |ble|d o=
£® | Path’ E=EEg Ex sy A
FA
ESD1-GA348-8A(BE) 58,9 a3 ACC.
E5D1-5A348-5A(98) 89.2 a3 ACC.
58,9 a3 ACC.
ESO1-5A34B-1TA[1TH) +*

 ESD1-BA4B-UA(RE), EBI:ILMF{QBMB 100% UT Inspaction and ACC, which is the rasult of required 25% UT.
W ESD1-8A348-8A(88), ESD1-SA34E-RAEEE EEE 100% UTE & &, ERERNEESSRST SHERS2sw BRI,

BLANK
|
|
- |
| ¥
| I
EXAMINED BY:5E : REVIEWED BY ¥
; ‘?7 ?;’1],«4 ’
Mﬂfﬂ/fﬁa 24 -l4e \8 Ly
LEVEL-T SIGN ¢ DATE LEVEL-Il  SIGN I bate vaede) L
/ o
RES=E/com v BFCUETOmMER L]
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REPORT OF ULTRASONIC EXAMINATION

UTER5 IR &

REPORT NOMREHE TTET-UT-142 DATE  2008,08.04 PAGE 1 OF 1 Aevision No: B
PROJECT NO. : TE2#% ZP06-7BT CONTRACTOR : CALTRANS

ITEMS NAME: 338 UPPER DIAPHRACGM DRAWINGNO.:BA318 PE3D CALTRANS CONTRACT NO.: 04-0420F2
BEEE i RATRNS

REFERENCING CODE £4#3i

ACCEPTANGE STANDARD £S48

PROCEDURE NO. EFisS

AWS D1.5-2002 AWS D1.5-2002({Tahble B.3) ZPQC-UT-01
WELDING PROCESS## & JOINT TYPE&s e CALIBRATION DUE DATE (¢S
SAW BUTT DEC. 28, 2008

EQUIPMENT #&
UT SCOPE

WANUFACTURER i
PANAMETRICS

WODEL NO, f=as
EPOCH-4B

SERIAL NO. FliisS
DT1565311,061488510,
DE1485811, 070152011,

CALIBRATION BLOCK. &1

COUPLANT &

MATERIALITHICKNESS & g

AWS IIW BLOCK TYPE O cC.Mm.C ATOIM-345T2-2 | 75mm
TRANSDUCER #aL
MANUFACTURER | ANGLE FREQUENCY 5IZE MANUFACTURER | ANGLE FREQUENCY SIZE
A TS AE &= Feaf i T piil: = R
" Changchao 70 * 2.5 MHz 18*18 mm Changechao a5 - 25 MH= 18*18 mm
Changchao o 25MHz 20 mm Refersnce Level SRS . 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK.
DECISELS# I DISCONTINUITY  FEiis g
=] w m ] E ~
= Foalo.al o 3 k|
WELD Z . %E E E EE EE ga §§ LOCATION OF DISCONTINUITY g %
E i | B pel L i = "
IDENTIFICATION | § & %’ = ﬁ = ol il sl i TE S E (mm) i :
suneas |2 |E |® g 1. g | Lenath | Sound Peih | Deptn fom Surace | Fromt | Fromey 5 =
j enr HE EEEEN Ex my "
ESO1-SATTAAB-AAME B8.8 a5 ACE.
452 a2 ACC.
ESD1-5A3184/B-3A/38 Ge.8 35 ACC.
452 az ACD
BLANK

EXAMINED BY =i

xmm oA -

LEVEL -1 aICN

REVIEWED BY Wi

}glu.ﬂﬂ‘u\

LEVEL- Il SIGN

[] ~
! DATE ?..-"g?é"!{

REESSE /ocw
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B s
REPORT NO, 1 #i@ & T787-MT-545 DATES# 2008.08.25 PAGE OFEE 14 Revislon No: ¢
FROJECT NO, i CONTRACTOR: GAETiANS
TEaS: i =8 :
DRAWING NO, SA318(8), PA30(S) CALTRANS CONTRACT NO.;
s TOWER(E) 33M UPPER DIAPHRAGK |RHIEES R-at20Ry
REFERENCING CODE ACCEPTANCE STANDARD |PRDCEDURE NO. CALIBRATION DUE DATE
S REED =RIRE ESES WBHEraE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIFMENT & MANUFACTURER &% MODEL NOD, ji=tias SERIAL NO. Sitig e
MT YOKE PARKER Ba10s 5620 5395 5817
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AG
BT EE=lEas R
PARTICLE TYPE Dry magnst powder YOKE SPACING 0-1d
g m
e FRES EE = B
MATERIAL TO BE Y WELDING {8
AT0IM-HPS-485WT2-2
EXAMINED T CASTING &4 Materlal & thickness
i O FORGING & HE Hpr T5mm
WELDING PROCESS TYPE OF JOINT
SAW BUTT
AN o |
DISCONTINUITY Rimisis
WELD L.D. TERETI N TS ACCERT REJECT REMARKS
Higmin g INDICATION TYPE wnr == &5 E 23
Ef b a5
ESD1-5A318A/B-
4448 ACC,
ESD1-S5A3184/8-
3058 ACC.
L]
' BLANK

EXAMINED BY =2

(4T 0T Yt

REVIEWED BY w5 &

ﬂd?ﬂg ]ﬂflf. !
LEVEL-l  SIGN i DATEGHE

L]
FE—? SIGNJ 383 DATE

LEVEL-Il SIGNZEZ | DATERN 0‘{) .. 'M(‘v Uaalﬂ? %
JARESH /oCM "|A ACUSTOMER
e 228 o)

T ZIEN ] B¥ DATE

(FOPME 7P0 C-ATo)"
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REPORT OF ULTRASONIC EXAMINATION

UTRETR S

REPORT NO.R&ES T78T-UT-360 DATE 2008.08.27 ¢ PAGE 1 OF 1 Revision No: ¢
PROJECT NO, :TH#%S ZP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: THE FIRST LIFTING DRAWING NO.:SA317(E),PE24(E) CALTRANS CONTRACT NO.: D4-0120Fs

REFERENCING CODE S%ilE
AWS D1.5-2002

ACCEPTANCE STANDARD SFiEE
AWSE D1.5-2002(Table 6.3)

PROCEDURE NO, E5as
ZrPac-UT-01

WELDING PROCESSBZ 75 JOINT TYPES i8S ; CALIBRATION DUE DATE SB# =18
LI
SAW BUTT DEC. 28", 2008
y . SERIAL NO.
EQUIPMENT &% MANUFACTURER BISEE MODEL NO. 28 s FRAS
I 074565311,06148, X
UT SCCPE PANAMETRICS EPOCH-<4E FHISIAED510
061485811, 070152011,
CALIBRATION BLOCK =3 COUPLANT $B& MATERIALITHICKNESS #§lE
AWS W BLOCK TYPE T C.H.C AT0SM-HPS-4BEWT2-Z FEmm
TRANSDUCER =ik
MANUFACTURER ANGLE l FREQUENCY S[ZE MANURACTURER | ANGLE FREQUENCY SIiZE
EEEE BE bt i) BlEE AR FE by
Changchao 70 = 2.5 MHz 18*18 mm Changchan 45 = - 25 MH= 18*18 mr
Changchso [ oe* 2.5MH=z 20 mm
Reference Level 24 REmE | 2008
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK.
' DECIBELSZ M DISCONTINUITY FHiEimes &
d wr (11} E .
= moelQ ~ | g . I =
i R 3 Eg a1 g : LOCATION OF DISCONTINUITY £ x| @
g SRR S8 |8 == £
IDENTIFICATION | S = 2 - . TE2E T (mm) ¥ 5
= =
BERERS E & 4 2 lb | | g [tenatn| Soundpeth | Depin trom Surtace | From | Fromry g =
o 8
=i HE BRNEy =+ =Y a
ESD1.5A317-3A(3) 55.3 a3 ' ACC.
448 33 ACC.
E501-54317-4A(485) BB.3 33 ACC,
448 33 ACC.
1
BLANK
EXAMINED BY =32 REVIEWED BY i,
 drsgpns so2B.Y) | MoMilting geof. 28]
LEVEL-|l SIGH ! J DATE LEVEL-1 15N ! oA

TE

EEEE /oo

L Y .-..:-.'1._,'\!!1" Bl
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EFCUSTOIMER




T REPORT OF MEGNETIC PARTICSE "EXAMINATION 1
et o i it i s e O R i s 2o emee e
REPORT NO, #&&T T787-MT-008 . DATELII 2008.04.10 PAGE OFE®E 111 Ravision No: 0
PROJECT ND. CONTRACTOR:
s AR N i A 1. S .......... S
DRAWING NO. SA317(E),PEI1(E) CALTRANS CONTRACT NO.:
B4 33M LOWER DIAPHRAGM mMTEES 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD ~ PROCEDUREND. " CALIBRATIGN BUEDATE ——~
BN EZizm e BT
AWSE 01.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dee. 28 2008
EQUIPMENT 2% MANUFACTURER H8% MODEL NO., =t SERIAL NO. SiEHS ]
MT YOKE PARKER 83105 5360
MAGNETIZING + Continuous magnetic yoke CURRENT [
METHODE L= HuEgE CE AC .
PARTICLE TYPE Dry magnat powder YOKE SPACING '
Mﬁ ' Ri%g [AEE T0~150mm
VWELDING &35
mmsmg; TO BE O CASTING S Matearial & thickness ATOSM-HP5-4BSWT2-2
EXAM ; i T5I75mm
WELDING PROCESS TYPE OF JOINT
ks i EP BUTT
WELD 1.0 DISCONTINUITY it ACCEPT | REJECT |  REMARKS
ABEE INDICATION TYPE LENGTH IN Z=2 i £
. R Eotin mim
{eE
ESD1-SA31T-34 ' ACC. '
ESD1-SA317-4A ACC.
ESD1-8A317-38 i ACC. '
ESD1-8A317-487 ACC.
BLANK
i (]
(]
i ]
EXAMINED BYZ=3H REVIEWED BY i
(a1 Ninxin Zhou__Parigpn
LEVEL-Il _SIGN &% | DATERMycw@ 44,0 | LEVELD SIGN I'_DATEEM ¥ < /o
RES=/acm AFCUSTOMER
Hi Fond 2281 ff
4 4
EF SIGN/ HE DATE = SIGH/) A% DAaTE
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EE( ne REFORT OF MAGNETIC PARTICLE EXAMINATION
B RE
REPDRT NO, 5l &8-S TTET-MT-550 DATES 5 2008.08.25 PAGE OFEH 11 Ravision No: 0
PROJECT ND. CONTRACTOR:
ZPD6-TET CALTRANS
IEes: A F:
DRAWING NO, SA317(E) CALTRANS CONTRACT ND.:
; 4-0120F4
n%: TOWER(E) 33W DIAPHRAGM | WMIE#S . '
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
SHEPEEN EEGIE BRET HEpEERE
AWS D1.5-2002 AWS D1.5-2002 i ZPOC-MT-01 Dec. 28°7 2008 '
EQUIPMENT # & MANUFACTURER S5 MODEL NO, B85 SERIAL NO, Zigs
MT YOKE PARKER B310S 5520 5385 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
BEFE MHS =g =)
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
e m
mEag TEE EERE
MATERIAL TO BE Y WELDING g4 Matarial & thickness ATO9M-HPS-485WT2-2
EXAMINED O CASTING & o LB
HRE e O FORGING 8 75I60/40mm
WELDING PROCESS TYPE OF JOINT
SMAW : T-JOINT
mEhE Rt
' DISCONTINUITY Rt 4
WELD LD. TEeTTRT] ACCEPT REJECT REMARKS
Mg INDICATION TYPE Pitiaiey [P = P
e Eo
ESD1-543188/8-3 ACC.
ESD1-SA31BE/B-4 ACC,
ESD1-SA318B/B-5 ACC. ,
ESD1-8A31BB/8-5 ACC.
ESD1-SA31BE/B-1D ACC.
ESDY-5A3168/B-12 ACC,
ESD1-5A318B/B-14 ACC.
ESD1-8A318B/B-15 ACC.
BLANK
a i
W L]
EXAMINED BY 258 REVIEWED BY &
Cﬁ 1 h e Y0 by £ {
LEVEL-Il SIGNZEZ | DATESN LEVEL-l  sigN | DATES® ) 5’
I Th b o B
FES=E /oM A FPCUSTOMER
e N LA - .
Z= ool | 315 DASE |3; StEM ¢ 333 DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
e E—— i
e TRl &
REPORT NO. # &4 TTE7-MT-522 DATEE % 2008.08.23 PAGE OFWE 11 Revision Na: 0
PROJECT NO, N CONTRACTOR: S RIS
THERS: A A
DRAWING NO. SA318(E) CALTRANS CONTRACT NO.:
04-0120F4
Bs: \  TOWER(E) 33M DIAPHRAGM mHITEES )
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
SFHEEN ﬁiﬁfrﬁ BEFAs BB ENHN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dee, 287 2008
EQUIPMENT &% MANUFACTURER &liETs MODEL NOD, #= &4 SERIAL ND, Eiiza
MT YOKE PARKER B3108 5620 5305 5817
1HAGHET|21 NG METHOD Continuous magnetic yoke |CURRENT -
B HE [ e =t )
PARTICLE TYPE Dry magneat powder YOKE SPACING HietBD
Lo mm
[t TR B (H B
MATERIAL TO BE JWELDING fiafs Matarial & thickness ATOOM-HPS-485WT2-Z
EXAMINED O CASTING 44 o EE 40/60/75mm
Lk O FORGING i1
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
gk ot e h ]
DISCONTINUITY Ristees
WELD |.D. — =eTTs] ACCEPT | REJECT REMARKS
S INDICATION TYFE pr ] Edy i
®E , R '
ESD1-5A318B/B-1 ACC.
ESD1-5A3188/8-2 ACC.
ESD1-SA31BB/B-T i ACC.
ESD1-5A318B/8-8 ACC.
ESD1-SA318B/B-3 ACC,
ESD1-SA318R/B-11 ACC.
ESD1-SA31BE/B-13 ACC.
ESOM-SA318B/B-16 ACC,
BLANK
i L] :
EXAMINED BYZE REVIEWED BY w3
b (8} onean
LEVEL.l SiaN=2 DATEH » Er ..g. '}} LEVELl  SIGN I DATEES A 5 2_1?
EESE /acM HFCUSTOMER
[} L] 2 .
EFEN/ BLE baTE = zEN | HBDATE
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REPORT OF MAGNETIC PARTICLE EXAMINATIO!

REPORT NO. &858 T7E

T-MT-542

DATEE} 2008.08.28

PAGE OFH® 11

Revision No: ¢

PROJECT NO. CONTRACTOR:
ZP0B-787 CALTRANS
ITESS: AP
DRAWING NO. SA31B(E)+5A320 CALTRANS CONTRACT NO.:
B TOWER(E) 38M UPPER DIAPHRAGM |IMMTEES el
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEEREE EZiFE BFas QLB S v
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28%7 2008
EQUIPMENT & MANUFACTURER #i75 MODEL NO. 88 SERIAL NO. B4R
MT YOKE PARKER B3108 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoka |CURRENT AC
k= BT B
PARTICLE TYPE Dry magnet powdar YOKE SPACING A
= mm
gl ] TR Y EE
MATERIAL TO BE Y WELDING 854 Material & thicknass AT0OM-345T2
EXAMINED O CASTING #4 B mAE ATOSM-HPS-485WT2
REHEE O FORGING 428 75/80mm
'WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BENE By
i DISCONTINUITYZ S iE | & = I - .
A INDICATION TYPE et sE v
" ®T g '
ESD1-S5A31BA/B-1 ACC,
ESD1-8A318A/B-2 _ACC.
, = BLANK "
L] (]
L] L]
EXAMINED BYZH REVIEWED BY W
rﬂE :{an in ﬁf@_{\/{& 2. é
LEVEL-1l SIGNE=E | DATEEH e Ig A LEVELI  SsiGN | DATEEH =& . ;
3 dhee 3
MESE /OCM B ACUSTOMER
Ll 298 .34} :
== SIGN] 55 DATE =
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REPORT OF MAGNETIC PARTICLE EXAMINATION
| BiRRaERE

REFORT ND. i@ TTeT-MT-327 DATERJH 2008.07.20 PAGE OFE®E 1M Revision Nao: @
PROJECT NO, CONTRAGTOR:
ZPOG-TET CALTRANS
THEES: B A
DRAWING NO. SA31T{E)+5A338 CALTRANS CONTRACT NO.:
120F4
BE: TOWER(E) 330 LOWER DIAPHRAGM | TEES ek
REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE NO. CALIBRATION DUE DATE |
SENTEER ESiEE Hrae {r R et
AWS D1.5-2002 AWS D1,5-2002 ZPRC-MT-01 ] Dec. 2857 2008
EQUIPMENT #%& MANUFACTURER M7 MODEL NO. B8 SERIAL NO. &g s
MT YOKE : PARKER 83108 ! 5620 5395 5617
MAGNETIZING METHOD Continuous magnatic yoke |[CURRENT .
EibF® B B
PARTICLE TYPE Dry magnet powdar YOKE SPACING Vit
. m
P icl TR A EE
MATERIAL TO BE Y WELDING s Material & thickness ATOOM-HPS-485WT2/
EXAMINED O CASTING # 2, AT00M-345T2
Hrilia Bl O FORGING 43 T5i50mm
WELDING PROCESS SHi TYPE OF JOINT CA
S hE HREEST
e DISCONTINUITY it .
WELD 1D =y ACCEPT REJECT REMARKS
{8 S i G INch.ﬁiFEDN TYPE LE =L =i e
W= i)
i [
ESD1-8A317-1 ACC.
ESD1-5A317-2 ACC,
. BLANK R
' L]
EXAMINED BY =3 REVIEWED BY ®5
LEVEL- I SIGNBZ | DATEEH el ;9? 17 LEVELl SIGN | DATEH. "
« - 807
E#SE / ooM BHECUSTOMER
"'|, L f:"" fl I.'\ﬁ = el -Il '-.~ ' ¥
': ¥ ..._‘IJ‘_-... W _E| y e b ] ks |-|';
IE=EI2H ) B DATE = ok | 33 DATE
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@ REPORT OF ULTRASONIC EXAMINATION
UTHR AR &

REPORT NOSE®4@S T787-UT-204 DATE  2008.08.07 PAGE 1 OF 2 Revision No: g
PROJECT NO. ;THi8% ZPos-787 CONTRACTOR: CALTRANS
ITEMS NAME: 33M UPPER DIAPHRAGM DRAWING NO.:ESD1-54320 CALTRANS CONTRACT NO.: D4-D120F4
o i
BfFEw EDGE PLATE L -] M TESS
REFERENCING CODE 2543 ACCEPTANCE STANDARD #Sime PROCEDURE NO. SiSis
AWS D1.5-2002 AWS D1.5-2002{Table 6.3) ZPOC-UT-01
WELDING PROCESSH2 i JOINT TYPE i CALIBRATION DUE DATE (1S & ETas
FCAW BUTT .| DEC, 28%7, 2008
; . SERIAL NO.
EQUIFMENT &4 MANUFACTURER Wi MODEL NO. #ZHs ALNO. TS
. 07 11,061488510,
UT SCOPE PANAMETRICS EPOGH-48 P11, 081450010
061485811, 070152011,
CALIBRATION BLOCK s COUPLANT 43 MATERIAL/THICKNESS #&ME
AWS |IW BLOCK TYFE 11 C.M.C ATOBM-345T2 B0mm
TRANSDUCER #a
MANUFACTURER | ANGLE | FREQUENCY | BIZE | MANUFACTURER | ANGLE ' FREQUENCY SiZE
MinE AR . @ | Rt | HEW L AR | @m= R+
Changchao T * ! 2.5 MHz t 18*18 mm i Changchao -« g0 = : 25MHz | 1B18 mm
I §
Ghangchao . ©0° | 25MHz | 20mm | ; | !
Referance Leval #&SR&mw 20da
Base metal inspecied per AWS D1.5-2002 Secdon 5.19.5 0 * UTOK.
DECIBELS# M DISCONTINUITY ~ Fit&is | g
. g oz | E i E ! iE
WeLD o gg El 3 3 Bs %g ﬂg LOCATION OF DISCONTINUITY § TINE.
EElyBlzal® =g |2 |52 ==z !
pENTIFICATION | § 5| & # !EL & &= TR E(mm) % | E
agmeny |2 | T S sy |e | g [tenam | soundPain | oopin trom Surtace | romx | Fromry | ) &
£ 4 b3 ERTRy 2| = i D
ESD1-SA3IBAB-5A5E BA.0 a3 ! ACC
|
58.3 23 ! ACC,
EBD1-5A318A/3-BA6E i : *
ESD1-B3ATBAR-TATE Ga.9 33 1 ACC,
|
58.3 1 ACC.
ESDH-5AM1BAS-5AB3 + 1 +
EXAMINED BY =% REVIEWED BY w1,
4 ﬂqﬁj 9.8 oY ﬂgy o
\ r}"*" b'p o
X Danagord  ~.5% i ﬁj Al D{/,
A = 2
LEVEL-Il SIGN | DATE LEVEL- || s1GN [ DATE
RESE / oow : EAcusTomeR
Li e s s P04 '




Attachment-1. CONTINUED

&=

REPORT OF ULTRASONIC EXAMINATION

REPORT NOFRi&SE® T7a7-UT-284

} DATE 2008.08.07

;l Revislon No: o

PAGE 2 OF 2
DECIBELS# M DISCONTINUITY FiEipis ' _
. 1 =2
] Ly g " 2
WELD on e = -
%r B8 EE 2 ii Eg éﬁ gs LOCATION OF DISCONTINUITY  FlsG® = § = &
- S5 uE
IDENTIFICATION |2 % E; = |5 |E ﬁ - | B ! 23
) < S|B ®| D R -
AEETRS s | |¥ |o Length | Sound | Depth from Face's® | FromX | Fromy ' B =
= [ Sla |b|e|a 8 1 2
%2 | Patn TR (5 my bR
P !
ESD1-SA318A/3-3438 i *
ESD1-5A318A/B-10A108 | -
ESD1-SASTEAE-11A118 H %
EBD1-SATIMAS-124120 i *

FESD1-SANIEASS-5A58 | ESD1-SA31BA/B-TATE were 100% UT inspaction and ACC, which fs the resull of raquired 25% LIT.
*ESD1-SANEAB-SASE , ESD1-SANBNBIATS RS 00%UTHIIS £, BEAT EECSET SAERM2SNATER,

BLANK

EXAMINED BY 345

Xu Ronadsry  y,3.95.47)
(1}%) 4

LEVEL-1I SIGN ! DATE

REVIEWED BY =&,

MerTs Wﬂ ;z-aa’&v?t?

LEVEL- 1 SicN

EESE3 7 oom
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO.RES®ES Trer-UT-217

I DATE

2008.07.92

PAGE

1

OF 2

L]
Revision No: 9

PROJECT NO. : TE2&8 ZP0G5-TAT

CONTRACTOR :

CALTRANS

ITEMS NAME: 33M LOWER DIAPHRAGH ! DRAWING NOD.:5A33E

| CALTRANS CONTRACT NO.: 04-0120F4

EDGE PLATE | m= ) | WAIESAS
R () i i
REFERENCING CODE S458% ACCEPTANCE STANDARD £Fisk PROCEDURE NO. Bie@e '
AWS D1.5-2002 AWS D1.5-2002{Tabls 6.3) ZPQC-UT-01 -
WELDING PROCESSISE T JOINT TYPE# 220 CALIBRATION DUE DATE {(4E&EwHE
FCAW BUTT DEC. 287, 2008
. ERIAL NO. /FFjas
EQUIPMENT &£ MANUFACTURER #ili&7 MODEL NO. #=igg 8
11,08 :
UT SCOPE PANAMETRICS EPOCH-4B e
051495811, 070152011,
CALIBRATION BLOCK & COUFLANT #8530 MATERIALITHICKNESS #EEE
AWS IIW BLOCK TYPE T c.M.C AT0OM-345T2  80mm
TRANSDUCER ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
e di | pidis = R Lled Al = s
Changechao 70 = 2.5 MH=z 18*18 mm Changchao ) 5O " 2.5 MHz 18418 mm
Chengchao o= 2.5 MHz 20 mm
Rsference Level HSNEy 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UTOK.
DECIBELS4HM DISCONTINUITY FiEipes "§
S |y m, [ -H;!
. z.|28[2s|35 |6, 5 LOCATION OF DISCONTINUITY o =
SEZEICE B[N EN § 5
St E “ = =
——— g g g m 2 FiEt b F(mm) F g =
magnes |2 |E Flalp|o | g [Uenoth| Soundrpatn | DeptnomSutace |Fromx | Fromy E rE
i miE EREREL X EY Q
ESD1-5A317-5458 *
ESD1-5A317-6A68 *
ESD1-8A317-7A78 B8.2 33 ACE.
ESDY-2A317-0485 B8.2 33 ACC,
58.2 33 ACC.
EXAMINED BY X2 2'. REVIEWED BY Wi
P
20!
i i
M) Befuilin
¥ ‘_-_, . - "
| LevEL-1 =g DETE LEVEL- || siEn ;] DATE L=y = } | b
| RES=/ toy : : HFcusTonER !




Attachment-i. CONTINUED

(=EPMC ) REPORT OF ULTRASONIC EXAMINATION
I} 1 - L] :
REPORT NOJREWS T787-UT-217 | DATE  2008.07.12 PABE 2 OF 2 | Revision No: 0
DECIBELS# DISCONTINUITY FEiRiE g
g o E g ' E =
WELD 2 Bz s ;
Zo| 28 = 2|3 g EE gf ‘EE LOCATION OF DISCONTINUITY  FELUE | § 3 | =
i E & E|zwl S| g3 50 %n’. ey
IDENTIFICATION < = oo S - Il 58| £
5 = 2 o 4] : = g
pameey 18 1 E Fla lu | o g [temst] Soundpatn | vapintom Facay | Fromx | Fromy E =
em mE ARERE Ex | my | O
ESD1-8A317-8A58 *
ESD1-BAT17-104108 *
EEDV-SA317-11A118 -
EBDI-5A317-184188 ]

K ESD1-SA317-TATS, ESD1-8A317-8488 wars 100% UT Inspection and ACC, which Is the rasult of raquired 25% UT,
FESDI-SAIIT-TATS, ESD1-5A317-4AR S S 100%UTR ML E, BFRMNEECSEE T SESasnnacy.

BLANK
EXAMINED BYZH ' REVIEWED BY &4,
|
B’&LHHM

= : I . Y
LEVEL-II SIGN / DATE LEVEL-Il SIGH ! DATE 452 /14
BEEE / now AR EFCUSTOISES

L ,If ,'-I-.- 13| &
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REPORT OF ULTRASONIC EXAMINATION

UTE G &

REFPORT HOR&ES TTa7-UT-041 DATE 2008.04.25 PAGE 1 OF 1 Revision Mo: B
PROJECT NO, : THi&8%8 ZP0&-787 CONTRACTOR : CALTRANS

ITEMS NAME: SOUTHERN TOWERISM UPFER | DRAWING NO.:SA2T7(S)+P560(S) CALTRANS CONTRACT NO.: - 04-0120F4
HEER DIAPHRAGH g B2 mATEES f

REFERENCING CODE &%
AWS D1,5-2002

ACCEPTANCE STANDARD &=ima
AWS D1.5-2002(Table 6.3)

PROCEDURE NO, Efr@S
ZPRC-UT-01 i

WELDING PROCESSHlS it JOINT TYPEM ST CALIBRATION DUE DATE {1 8wy
SAW BUTT DEC. 287, 2008

EQUIPMENT &% MANUFACTURER i MODEL NO, &85 SERIAL NO. FFlgS

UT SCOPE PANAMETRICS EPOCH-48 071565311,061488510,

081485811, 070152011,

CALIBRATION BLOCK #ik

COUPLANT &

MATERIALITHICKNESS # LR

AWSIIWBLOCK TYPE 11 C.WM.C ATOSM-HPS-4BSWTZ-Z] T5mm
TRANSDUCER £
ANUFACTURER SIS ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY BIZE
_ Al = Rt it AR % Rt
Changechao 70 ® 2.5 MHz 18x18 mm Changehao 45 * 2.5 MHz 18x18 mm
Changehaso g® 25MHz | 20 mm Refsrence Level S5 RS 2048
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UTOK.
DECIBELS# M DISCONTINUITY  Fisspss g
o w w o | 0
— Z 2 =EL- 5 fg gg Eﬁ g; LOCATION OF DISCONTINUITY 2.l
(&) 5 i f
. E 1 B =& = J=_. o = . e
MEmpge 2 |E ﬁ a|b|e |g |wo0t| SoundPath |Duphtom Suaca | Fomx | Fromy E =
degr *E mEmm Ex Ey o
SSD1-SAZTTARB-1AHE 885 36 ACC.
445 a4 ACC.
BLANK

EXAMINED BY g

XV%@%& Zof

LEVEL-1I Eleﬁ !

REVIEWED BY %1,
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LEVEL-1I
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REPORT OF MAGNETIC PARTICLE BEXAMINATION
e igiie bR

REPORT NO. ##5i&% T787-MT-051 DATEE S 2008.04.28 PAGE OFI® 1M | RevisionNe: 0

PIHEG;E*G:T NO. ZP0S-TBT %Uwﬂﬂ: CALTRANS

DRAWING NO. SA27T(S)+P360(S) CALTRANS CONTRACT NO.:

- 38M UPPER DIAPHRAGM A TESE 04-0120F4

REFERENCING CODE [ ACCEPTANCE STANDARD | PROCEDURE NO, CALIBRATION DUE DATE |

SSdEsE EEEE Erne ' LB A

AWS D1,5-2002 AWS D1.5-2002 ZPOC-MT-01 Dsc. 28,2008

EQUIPMENT &% MANUFACTURER fiH MODEL NO. #stis SERIAL NO. EEEiES

MT YOKE . PARKER B310S ; 5617 5395 5360

MAGNETIZING Continuous magnstic yoke | CURRENT =

METHODEHEHE B B & :

PARTICLE TYPE Dry magnet powder YOKE SPACING

REBAT TS bbbl 70~150mm

MATERIAL TO BE YWELDING St Material & thickness AT0SM-HPS-485WT2-2

EX AMINED O CASTING W4 perglind A

il O FORGING 43k ' Smm

WELDING PROCESS TYPE OF JOINT

M oo B BUTT

WELD LD. mmmnm? iSGBN‘J‘}N_L;L‘I;Y;‘-C s LENGTH IN MEFEPT RE%EGT b g
Py diy i
e ELt | mm
HEHE
SS01-SAZTTAB-1AI1E ACC.
BLANK
]
EXAMINED BY=# REVIEWED BY &
- %
Aot Do . 2 Nk PR

LLEVEL-n  sien ®& F pateEms »E-7 3 | CEVEL SIcH I pateasgoY  d=))
| =z acu = ACUSTOMER
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REPORT OF ULTRASORNIC EXAMINATION
UTERGE TR &5

REPORT NOFREMW T T7B7-UT-013 ' DATE  2008.04.07 PAGE 1 OF 1 'Revision No: 0
PROJECT NO. LR ZP06-787 CONTRACTOR : CALTRANS

ITEMS NAME: 38M Toworupper  DRAWING NO.SAZ93(S)-PS58(S)  CALTRANS CONTRACT NO.: D4.0120F4
Bl Dizphragmis) g , mHIESS "
REFERENCING CODE Sstilfs ACCEPTANCE STANDARD EEWiE PROCEDURE NO. EFiES

AWS D1.5-2002 , AWS D1.5-2002(Table 8.3) ZPOC-UT-01 ,

WELDING PROCESS#SENE JOINT TYPEMkEHE CALIBRATION DUE DATE S =g
SAW ' BUTT Dec, 28, 2008

EQUIPMENT @£ MANUFACTURER ¥R MODEL NO. #=iT SERIAL NO. FrFlR &

UT SCOPE PANAMETRICS EPOCH-48 051382712,061488510
CALIBRATION BLOCK ik COUPLANT #i4r MATERIALITHICKNESS HENE

AWS IIW BLOCK TYPE 1 cm.c ATO9M-HPS-4B5WT2-Z/ 75 mm

TRANSDUCER #ik

MANUFACTURER®  ANGLE FREQUENCY SIZE MANUFACTURER  ANGLE  FREQUENCY SIZE
g #415¢ o R i i s 7 R
Changchao TO * 2.5 MHz 18218 mm Chanachao 45 *® 2.5 MH=z 18x18 mm
Changcheo o* 2.5 MHz 20 mm Reference Laval #EREE 2048
Base metal inspected per AWS D1.5-2002 Section 6.18.5 o= UT oK.
DECIBELS# Il DISCONTINUITY Tl =
o L ﬁ .
z lgg|l8=|z 2 CATION OF DI 3 b~
WELD z |25 8 2 gg EE Ea gg Lo DISCONTINUITY .
e i & % T ]
= = = == = e = =
oenmricaron | § S|4 X 8 L 2 SEEA B (mm) ; iz
21 w =
samEngs |2 | E Sl |6 | e |4 [wersth| souncPain | DopintomSurtace | Fomx | fmmy x
- A
24 I EE L X =Y o
55D1-5A283-1A[18) 8.7 34 ACC
#4737 | & |1 ||| & [-2]| w 54 &8 <10 4230 gy
BLANK
EXAMINED BY =3 REVIEWED BY ¥
LS LA 3599 2045 248!
e s ] )
|
LEVEL-1l SIGN | Dﬁ.?% LEVEL- Il BIGN ! ! DATE -_;,-:.-‘»‘E , ﬂ‘-l,"-r-‘ '5‘7
| BitiE= s con B ECUSTOMER
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UTIHRAG IR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NOJREF4S TT87-UT-013R1 DATE  2008.04.23 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : THIES ZP05-78T CONTRACTOR: CALTRANS
ITEMS NAME: 38M Towar uppar DRAWING NO.:SA283 (5)+P558(5) CALTRANS CONTRACT ND.: D4-0130F4
BiraEw Diaphragm(s) @e nHTESS ‘
REFERENCING CODE 44w ACCEPTANCE STANDARD £k PROCEDURE NO. Sras
AWS D1.5-2002 ' AWS D1.5-2002(Tabla 5.3) ' | zrocuT-01
WELDING PROCESSHE JOINT TYPESRE8E CALIBRATION DUE DATE {{EfFEH%L
SMAW BUTT Dec. 28, 2008
EQUIPMENT #& MANUFACTURER i MODEL NO. #slilis SERIAL NO. FFl&S
UT SCOPE PANAMETRICS EPOCH-48 051392712,061488510
CALIBRATION BLOCK COUPLANT #&# WMATERIALITHICKNESS # 8 M
AWS IIWBLOCK TYPE II CM.C ATOEBM-HPS-485WT2-Z/ 75 mm
TRANSDUCER #3k
MANUFACTURERS | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY BIZE
HE il o S s i T fame s R
Changchao TO " 2.5 MH= 1818 mm Changchsao 45 = 2.5 MH= 18x18 mm
Changchao g = 2.5 MHz 20 mm Refarance Level & RR 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UT OK. ’
DECIBELS4 M DISCONTINUITY Fisthe 5
g 14ul8als Pl ox
WELD 2 | 2 HE E & gg E? gi gg LOCATION OF DISCONTINUITY i *
I — ] 14 =
IDENTIFICATION 5 = § <] § % o ZF H:EHMIIT'IIH} g g E
— | [T
weEasras |2 |E . ¢ | g |temsth| SoundPath | Depth from Sace | Fromx | Fary | § &
i HE LiE-2iifid. 4 r!! Y a
S5D1-5A293-1A(18) 05 34 ACC
mr | #6| A |1 a3 6 |+a] 10 96 8 -10 4310 | pep
BLANK
EXAMINED BY =45 REVIEWED 8Y W&
o3 wr\lv;s
! ™ (%] 3
L~ s ,d[‘[.# )/g /}{’ffn}&'}i’ﬁaﬁ T 2tf2]
LEVEL-II SIGH | LL%TE LEVEL-l  / siGk i DATE

T P (LY

=EEES / Q0
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REPORT OF ULTRASONIC EXAMINATION

UTHRAG R &

REPORT NOJE &S T767-UT-013R2 DATE  2002.05.10 PABE 1 OF 1 Revislon No: 0
PROJECT NO. :TE#85 ZPO6-TET CONTRACTOR : CALTRANS
ITEMS NAME: 38M Towar uppsr DRAWING NO.:S4283 (5) +P5EE{S) CALTRANS CONTRACT NO.: D4-0120F4
LR Diaphragm(S) e nHIEES
L] L]
REFERENCING CODE S9%iEd ACCEPTANCE STANDARD $£%ifE PROCEDURE NO. EfAE
AWS D1.5-2002 AWS D1.5-2002(Table6.3) ZPOC-UT-01 ‘
WELDING PROCESSIlSE JOINT TYPESR it s CALIERATION DUE DATE LB ERS
SMAW BUTT Dec. 28, 2008
EQUIPMENT #4£ MANUFACTURER i MODEL NO. #Z5e SERIAL NO. FRifiS
UT SCOFE PANAMETRICS EPOCH-48 051392712,064488510
CALIERATION BLOCK &3 COUPLANT #i& MATERIALITHICKNESS il EfE
AWS [IWBLOCK TYPE Tl cM.c ATOOM-HPS-4B5WT2-Z/ 78 mm
TRAMSDUCER 4
MANUFACTURERS | ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SZE
EE bl s R T A HiE iy
Changechao 70 2.5 MH= 18218 mm Changchao 45 * 2.5MHz 1Bx18 mm
Changechao 0° 2.5 MHz 20 mm Referance Level SR W0d8
Base metzl inspected per AWS D1.5-2002 Section 6.19.5 0 * UTOK.
DECIBELS4 M DISCONTINUITY  FiEidit s
S |y .|y g 2
WELD 2w 2 % < E g iz E] gi g 5 LOGATION OF DISCONTINUITY B =
=Bl o = =
sktEsion |38 : - g | 2 . T4 T (mm) iz :
= =
HE S 2 o ﬁ e | lia d Length | Sound Path | Dapthfrom Surfacs | From™ | From'y E id
_ x| == mamEn X m | B
S5D1-SA293-1A(1B) 683 34 ACC
L] B L]
EXAMINED BY Z=iF REVIEWED 8Y W&
" 24
AL Qﬂﬂﬁd‘ﬂﬂ *'y.nf uj‘d-.g M@? ; -”’;: /"’
LEVEL-UI EIGH i DATE LEVEL-] GH f DAT=
RS / Cch SEcUsTONES
- § W ®




B EARE

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #5588 T7e7-MT-108

DATER®Y 2008.05.13

PAGE OFWE -1

Ravision No: g

EEES /0

;ﬂgfgf MO, ZPO8-T87 cuu'z:mcmn: CALTRANS
DRAWING KO, SA293(S),P550(5) CALTRANS CONTRACT NO.:
He: 38/ LOWER DIAPHRAGM TR 04-0120F4 _
| REFERENCING CODE ACCEPTANCE STANDARD | PROCEDWRE NO. CALIBRATION DUEDATE
SHREET e BEraE
AWS D1.5-2002 AWS D1.5-2002 ZPQCMT-01 Dec. 28,2008
EQUIPMENT #%& MANUFACTURER fili&m MODEL NO, B=EF SERIAL NO. 2% o
MT YOKE PARKER B3103 5617 5395 5380
MAGNETIZING * Continuous magnstic yoks | CURRENT AC '
WMETHODRE L i B BT
PARTICLE TYFE Dry magnet powder YDKE SPACING -
L] T BiEEE 70~150mm
+WELD)
MATERIAL TO BE U‘:EAE‘IE]':; i;i# Mataral & thickness ATOSM-HPS-4B5WT2-2
EXAMINED o 3 B,y © 7Smm
e FORGING &34 ’
WELDING PROCESS TYPE OF JOINT
s SAaw ] BUTT
winin DISCONTINUITY ittt ACCEPT REJECT REMARKS
ipatiy INDICATION TYPE LENGTH IN s =il &3
i i) mm .
. JEpr
S5D1-8A203-1A ACC.
5501-8A293418 AEC.
BLANK
L]
L]
It
i
- -
EXAMINED BY=E REVIEWED BY &
(a1 Xinxia . Zhou Do )
EVEL-il Eieh &% | CDATES B vl (- 12 LEVELA slay Y {  DATSEH Y L/




il

REPORT OF MAGNETIC PARTICLE EXAMINATION

R R
I REFORT NO. 3 &48% TT87-MT-532 DATES 34 2008.08.25 PAGE OFTS 1/2 Hm.rlslui'l Ne: o
PROJECT NO. CONTRACTOR:
ZPDE-T87 CALTRANS
JTEES: ; B.P: :
DRAWING NO, SAI77+5A293 CALTRANS CONTRACT NO.:
F— 04-0120F4
REL T TOWER(S) 38M DiAPHRAGM  [W/HIEES :
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEETNEAR EEinE ErES hag=Tag
AWS D1.5-2002 MWS D1.5-2002 ZPOC-WT-0 Dec, 28° 2008
EQUIPMENT &4 MANUFACTURER B8 MODEL NO, i=iia s SERIAL NO. EitiE s
MT YOKE PARKER 83105 5620 5395 5817
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ks
BiEHE R i :
PARTICLE TYPE _ Dry magnet powder YOKE SPACING o158
BT TrE |EEEE
MATERIAL TO BE  WELDING i [Matarial & thickness ATOSM-HPS-485WT2
EXAMINED T CASTING %4 s RE 75/60/40mm
e T FORGING $:3
WELDING PROCESS TYPE OF JOINT
: ShAW T-JOINT
AETE JREERE =t
. ]
DISCONTINUIMTY Risigis .
WELD 1.D, TENETT ] ACCEFT REJECT REMARKS
AERE INDICATION TYPE 2= i = s
) ) ¥
55D1-SA277E/E-1 ACC.
8E8D1-SAZT7E/B-2 » ACC.
S5D1-BAZTTR/B-13 ACC, i
S5D1-5AZ778/B-14 ACC,
SSD1-SA2TTB/B-9 _ACC.
5SD1-8AZ77B/B-10 ACC.
§5D1-BAZTTBIE-5 ACC.
S5D1-8A277B/B-6 ACC.
SSDY-8AZTTEB-3 ACC,
§5D1-SAZTTBIR-4 o . ACC. '
55D1-5A27T7B/ET ACC,
S5D1-5A277B/8-8 ACC,
SSD1-8A2778/B-11 ACC.
SSD1-8A2778/8-12 ACC.
EXAMINED BY=S R'E;jﬁvgn BY ¢
LY
(Cai X’?rw?{. /2 A
LEVEL-|| SIENZEZ | DATESH ™o Levenw/  siew ! DATESY gﬂ e&l_f;
Dt oY %
MESE QoM =

['?.='.".-= CUSTOWER

=R iR ) S e



REPORT OF MAGNETIC PARTICLE EXRMINATIOl

BmnEs
____———____
REPORT NO. H&=&% T787-MT-532 DATES¥ 2008.08.25 PAGE OFT&E 22 Reviglon Na: g
PROJECT NO, CONTRACTOR:
. ZFOB-TET CALTRANS
THRES: B F:
DRAWING NO, BA277+5A293 CALTRANS CONTRACT NO.: T e
; L] MTEDF#
e, _ .  TOWER(S) 36M DIAPHRAGNM  |WFTHES 0
REFERENCING CODE ACCEPTANCE STANDARD  |PROGEDURE ND. CALISBRATION DUE DATE
SEEEem Efg=ti g2res \ LEEETaE
AWS D1.5-2002  °* AWS D1.5-2002 ZPQRC-MT-01 Dec. 287 2008
EQUIPMENT £ ' MANUFACTURER g0t WODEL NO, &=ti8 5 SERIAL NO. e s
MT YOKE PARKER B30s 5620 5335 5817
MAGNETIZING METHOD Continuous magnstic yoke |CURRENT AC A
Ei e o Big=tamma Hi
PARTICLE TYPE Dry magnet powder YOKE SPACING
3T T0~150mm
b | TR RS =
MATERIAL TO BE VWELDING & Matsrial & thickness ATOSM-HPS-4B5WT2
EXAMINED D CABTING & B IR 75/80/40mm
EEHE 2 FORGING 5
WELDING PROCESS TYPE OF JOINT
BMAW : T-JOINT
A hE ' it E :
L] 5
- DISCONTINUITY At s
WELD 1D, TENETi ] AGCEPT REJECT REMARKS
BEAT INDICATION TYPE 25 ez =% B
, ER et
8501-8AZ77R/B-15 ACD.
SSD1-8A277B/8-16 ACC.
S8D1-5A283-11 R ACC.
55D1-85A293-12 ACC.
55D1-84293-13 ACC,
BSD1-3A293-14 ACC.
S5D1-8A283-15 ACC,
SSD1-8A203-15 ACC,
BLANK
EXAMINED BY=5 REVIEWED 8Y Wi
. ALY & # N
(21 Yinsi Wt We o
LEVEL-il BIGNZEZ | piTESf: 60 .0 - LEVEL- sign ! DATES®E &% L'-f{h_f_&
T
EES3/ aom Ez

N

CUETCMER

f
E
|




REPORT OF MAGNETIC PARTICLE EXAMINATI(

LEVEL-Il sigNZZ | DATEE S

LeveLy  sien

B s
REFORT NO. #i &5iz5 TF87-MT-531 DATESX 2008.08.25 PAGE OFHEE 1M Revislon No: o
PROJECT NO, CONTRACTOR:
i [ 3
vy ZPUB-TET [ ALTRAN
DRAWING NO, ESD1-SA27T CALTRANS CONTRACT NO.:
B TOWER(S) 38M UPPER DIAPHRAGM mATEES 1208
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SoEEAT EFIE EriEs , |EBEEwRs
AWS D1.5-2002 ' AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT & +  |MANUFACTURER BliEm MODEL NO. #5515 SERIAL NO. Eiaw
Lm‘ YOKE PARKER B31os 5620 5385 5817
MAGNETIZING METHOD Continuous magnatic yoke |(CURRENT AL
E{LHE g BL
PARTICLE TYPE Dry magnet powdar YOKE SPACING 70-180
EEam FR® BT ’"’"
MATERIAL TD BE Y WELDING 85E Mztarial & thicknass AT0IM-34572
EXAMINED O CASTING - B RE ATOIM-HPS-485WT2
Brifiee O FORGING ik 75/80mm
WELDING PROCESS TYPE OF JOINT
FoAW T-JOINT
AEhE b o]
' DISCONTINUITY RS
WELD 1D, TENETT ] ACCEPT REJECT REMARKE
AiiET INDICATION TYPE =w =z = £

M= ot ] i
S8D1-SAZTTAB-E ACC,
53D1-8AZTTAS-T ACC,

BLANK
|
L}
]
r

EXAMINED BYZ=E REVIEWED BY wa
(ai Yoy Wara Ve

I patEER gf, cﬁlﬁ_

. BESS/ ool

LY
Lt

e e i

[

= L

L ——

BAFPCUSTOMER




@ REPORT OF MAGNETIC PARTICLE EXAMINATIO
T R
REPORT NO, &85 Tre7-MT-530 DATEEX 2008.08.25 PAGE OFTI® 1M Ravislon Ne: g
PROJECT NO, CONTRACTOR:
T ZP08-TBT oA CALTRANS
DRAWING NO. $SD1-5A293 CALTRANS CONTRACT NO.:
120
B TOWER(S) 38M LOWER DIAPHRAGN |MHTEES o
REFERENCING CODE |ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
EFAEEE BEiRE Eede HREENRD
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28%" 2008
EQUIPMENT &% MANUFACTURER #lii/§  |MODEL NO. B = SERIAL NO, 5 g
MT YOKE PARKER - B3105 5620 5395 5617
MAGNETIZING METHGD Continuous magnstic yoke |CURRENT AC
BUTE ENHEgs =3
PARTICLETYPE Dry magnet powdar YOKE SPACING —
EHan TR ERNE e
MATERIAL TO BE VWELDING 4 Matsrial & thickness AT08M-34572
EXAMINED O CASTING # % 2E.EE ATOBM-HPS-485WT2
e O FORGING &% 75/80mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B2FE |y
DISCONTINUITY Rt '
WELD 1.D. = TENeTT T o] ACCEPT REJECT REMARKS
iMiiging INDICATION TYPE m e = e
' - =E
SSD1-5A283-7 ' ACC,
BED1-84283-8 ACC,
BLANK
" L]
EXAMINED BYX=S REVIEWED BY W& )
(ai Xowin _'M_/tﬂfq M}E‘H
LEVEL-Il SIGN%& / DATEBM 9% 5.k Leveld  sioN 1 oareem gf,of, )
S i b= =
RES3Z /ocH i A FCUSTOMER
Yo in S
T ]| N A i "
== sicn) SiEraTs

e S I——

—rwr

LS —

I
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-:-_—- REPORT OF ULTRASONIC EXAMINATION

REPORT NOS&#@E Tre7-UT-275

UTHRGRE

DATE  2008.07.30

PAGE 1 OF 2

Revislon No: 0

PROJECT NO.:TEiES zZP0s-787

CONTRACTOR: CALTRANS

ITEMS NAME: 380 UPPER DIAPHEAGH

DRAWING ND.:S5D1-5A283

CALTRANS CONTRACT NO.: 04-0120F:

HEER EDGE PLATE ‘E8 RHIEES '
REFERENCING CODE #4%#%E ACCEPTANCE STANDARD £®i5s PROCEDURE NO, s
AWS D1,5-2002 ' AVIS D1,5-2002(Tzbls 5.3) ZPQC-UT-01
WELDING PROCESSH#RTE JOINT TYPE 520 CALIBRATION DUE DATE REBHEFHE
FCAW BUTT DEC. 28", 2008
EQUIPMENT &£ MANUFACTURER BEGS MODEL NO. =5 . SERIAL NO. FFFlEa8
UT SCOPE PANAMETRICS EPOCH-4B D71586311,061488510,

061495811, 070152014,

CALIBRATION BLOCK 23

COUPLANT $&#l

MATERIALITHICKNESS #HEEE

AWS IW BLOCK TYPE I cM.C AT05M-345T2 s0mm
TRANSDUCER 2%
MANUFACTURER | ANGLE | FREQUENGY SiZE MANUFACTURER| ANGLE | FREQUENCY | sizE
ESE i BE e R _EEE p{: S S i R
Changchas | 70 2.5 MHz 1818 mm Changchao B0* | 25MHz | 18 m
T ] =y
Changehao | o®* 2.5 MH= 20 mm | .
Refarenca Level SHR&R | _ 2048
Base metal inspected per AWS D1.5-2002 Section 6.19.5 D® UTOK,
5 DECIBELS4 M DISCONTINUITY it | %
2 3y § El s 2 LOCATION OF DISCONTINUITY e -
WELD 5 | 2 % £ 7 E gg EE ig gg 5 _'E? d
E I - el - = =
IDENTIFICATION | S &= g* § o £|==|E TEKUE(mm) - ﬁ &
— [T
mgaeas |2 |E Sa | || g [Honomn | seunpun | oupthirom Sutacs | From | Fromy E g
£E ] EEEREE Ex =y o
SSD1-5AZTTAB-2A(25) | -
ESD'I-EP-ETTNB-M[!E] +*
S501-BAITTAB-4A[LE) B8.2 33 ACC.
58.9 33 ACC.
SSDM-5AITTAME-SAISE) +*
SSD1-SAZTTAS-EAEE) +
EXAMINED BY =3 REVIEWED BY =#,
2t
g
ﬁﬁmﬁaﬁam il
Y Ll = [ T
LEVEL - || EJ.".:H / DATE LEVEL- | SiEi i l DATE 1575 --?‘ j B
RESS / QcH i = ACUSTOMER
o ) - :ih ¥ “




Attachiment-1.

CONTINUED

REPORT OF ULTRASONIC EXAMINATION

REPORT NOF&24% TTET-UT-275

] DATE  2008.07.30 I PAGE 2 OF 2 | Rovision Ne:
DECIBELS# Il DISCONTINUITY Faiss : .
1 o ) . I b i i
WELD o E - S
§=F gg Eg s gg EE § LOCATION OF DISCONTINUITY FEE&T | E 5 | £
= = T
IDENTIFICATION E;mﬁggf_ : - i iﬁﬁ
S E| 2 3
ramra® 2710 |E |o Length | Sound | Depth trom Face's' | Fromx | Fromry | E
= o Yla|s d Il B 2
#2 | Pah L =X = | £
e i
S5D4-BAZTTA/S-3A/SE) ' +
SED1-BAZTTAB-104(108) 68.2 33 ACT.
58.0 33 ACC.
|5501-5A2TTAS-11A(118) *
K SS01-SAITTAB-4A(48), SSD1-SAZTTAB-10A(08 Wara 100% LIT Inspection and ACC, which is the result of raquirsd 25% UIT.
A SSD1-SATTAB-AA(E), SSDI-SAZTTAB-10AH OB EEES 100U UTR IS5, B RS SER ToNER s TR,
BLANK
ENAMINED BY=5 REVIEWED BY W&
Wil 24575 Zd i Ly \
'... o ..Tlfl._‘. ) j = = = e ] P BiT= |'-' - )I !
LEVEL- 1 Sif) i DATE LEVEL. | EIGH f DATE & sudn= /[ J o
~ ) ' =
BEEZ / COH . =

L]
1
i

I&

ER




—---— & REPORT OF ULTRASONIC EXAMINATION
— i 1
UTRGEHRE
REPORT NOZZ &8 T787-UT-274 DATE  2008.07.30 PAGE 1 OF 2 Revision No: 0
PROJECT NO. :IT=&% ZP0&s-787 CONTRACTOR: CALTRANS
ITEMS NAME: 38M UPPER DIARHRAGM DRAWING NO.:S5D1-SA284 CALTRANS CONTRACT NO.: 04-8120F4
¥ . .
BleE® EDGE PLATE % EHIESS
REFERENCING CODE S%#%E ACCEPTANCE STANDARD S35 PROCEDURE ND, EfE®
AWS D1.5-2002 AWS D01.5-2002(Tabls 6.3} ZPoCc-UTo1
WELDING PROCESSEE 5 JOINT TYPEHE 385 CALIBRATION DUE DATE HE®Eaots
FCAW BUTT - DEC. 28", 2008
i . SE NO. =
EQUIPMENT #& MANUFACTURER SIEE MODEL NO. &=t - ok
0715658 051
UT BCOPE FANAMETRICS EPOCH-4R i
D&1485811, 070152011,
CALIBRATION BLOCK i COUPLANT & WATERIALITHICKNESS RENE
AWS [IW BLOCK TYPE T - c.M.c ATOOM-345T2 E0mm
TRANSDUCER 224
MANUFACTURER | ANGLE FREQUENCY SIZE | MANUFACTURER | ANGLE | FREQUENCY SIZE
o 4 | am _BE R+ _EEW EE . . @= R
Changechao T® 1 25MHz 1B8*18 mm Changchao B0* | 25MHz | 1B18mam
Changechao v oe 2.5 MHz 20 mm : !
Reference Level SSREm F 2043
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0" UTOK
DECIBELS#-1 DISCONTINUITY ~ Fisimas j 5 '
A EME | 2 #
WELD z.|23/2El& E} EE L ig LOCATION OF DISCONTINUITY By | =
=X = | ol >
E g 5 = e =
IDENTIFICATION | § ¥ § = § Bl g (2=|F FELA T (mm) % 5
- i
pgnsas (2 (K Hlalsle g | Lengtn | Sound Pain | Dupth trom Surtace | Fromix | Framvy &
e Eg EEEEL =54 BY 2
BED1-BA283-24(23) B2.2 23 ACC..

58.8 33 ACC. =
5501-54293-3A(28) ®
S5501-2AZ93-4A[4B) *
B5D1-5A253-5A(58) L
SSD1-SATLGA(SE) | -+
EXAMINED BY %= REVIEWED BY =&,

o L :
Yolaping 24,013 O A
LEVEL - || ajew { DATE LEVEL-1I SIGH f [ DATE % '3‘ f =
| BEEE / ool " e e EFcUsTomER A

]



Attachment-1.

CONTINUED

=

—

REPORT OF ULTRASONIC EXAJMI];NATIDN

. | |
REPORTNOR=ES T787-UT-274 DATE  2008.07.30 |PAGE 2 OF 2 ! RevisionNe: g
g ;
DECIBELS4 I DISCONTINUITY FEgs 5
. i a2
WELD 2 1Yy ; _ |8 5 b
;m g EE § gg Eg L ﬁg LOCATION OF DISCONTINUITY ~ Fiiefy ¥ EE &
= EN
IDENTIFICATION | £ 1 E! s &% |27 (27 |2 B ==
IEzR E 2| =
AEETES =1 2 o Length | Sound | Depth from Face'a’ | Erom® | Fromy E g
z |& Sla |b|c|a ;.
22 | sath EEnEs X EY o
= .
55D1-54293-94(883) | &
S501-8A283-10A(108} 9.2 33 ACE. I
58.9 33 ACE. |
S501-8AZSI1TA(ITE) {' =
' SSD1-5A283-24(28), 5504-8A283-10AM DS ware 100% UT Inspection and ACC, which Is the result of raguired 25% UT.
W SED1-5A203-2A(28), S501-5A283-10A(108)H BEES 100% UTHIRI 2 ¢, RS E CS A T MmN o5 Tie i,
BLANE
]
]
[
|
i
|
!
EMAMINED BY =3 REVIEWED BY ®#&,
hegig 72847 J
. 3 (
Al'ﬁ 42}7?5‘?{? v g /.32 dﬂ“’?l" <
R . = | oty & yatie 3
LEVEL-TT sigy DATE LEVEL- I EICH ' DATE 229G -/, |-
| EES3E /oo P EFCUETDISER



Gim REPORT OF ULTRASONIC EXAMINATION
—— 'y t‘t_
UTIRGHR &
REPORT NOFRE®S T787-UT-151 DATE  2008.08.08 PAGE 1 OF 1 Revision No; o
PROJECT ND. : THR#E ZP0s-TRT CONTRACTOR: CALTRANS
ITEMS NAME: 47.6M UPPER DIAPHRAGM DRAWING NO.:SA168(S)+PE53(S) CALTRANS CONTRACT NO.: 04-0120F4
sEs B I TEES
REFERENCING CODE £%#% . ACCEPTANCE STANDARD E3is0 PROCEDURE NO. BF&%
AWS D1,5-2002 AWS D1.5-2002(Table 6.3) ZPOc-UT-01
WELDING PROCESSE# s JOINT TYPER ghsegl CALIBRATION DUE DATE S St
SAW BUTT DEC. 287, 2008
SERIAL NO.
EQUIPMENT #4 MANUFACTURER ST MODEL NO. #=igs RS
071565311,08 10,
UT SCOPE PANAMETRICS EPOCH-48 31,080 5080
061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #&H MATERIALITHICKNESS %
AWS IWBLOCK TYPE 0 C.M.C | AT0IM-HPS-485WT2-Z/ 75mm
TRANSDUCER ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
Bl RE o= Rt SHEE AR ;= R
Changchao o i 2.5 MHz 18*18 mm Changchao 45 = 2.5 MHz 16*1B mm
Changchao D* 2.5 MHz 20 mm Reference Level S5 REE " 2008
Base metal inspecied per AWS D1.5-2002 Sacton 6.19.5 0 * UTOK.
DECIBELS4 M DISCONTINUITY FEis g
g s = 8 2 g A
L] - =
WELD Z.25|8 = g ﬁg ; %ﬁ 5 LOCATION OF DISCONTINUITY $x &
EklygE =a 2| g8 r
IDENTIFICATION | S & ﬁ i E ” £ 225 FEEL T (mm) E E 5
- guspas |2 |E g s lb | e | g |vemuen| SouncPain | oupthiem Susce | Framx | Fromy E E
{8 mE EERRE = By e
SED1-5A185AB-1AM1B 6a83 32 ACC.
448 33 ACC,
BLANK
EXAMINED BY =33 REVIEWED 2Y i
: o
ot 9./ of 06 MWTV{’GWQ "?'E’{*
L%ﬁdf Zrdi} : = /; Z
LEVEL-ll sign ¢ DATE LEVEL-1l SIEH I DATE

! |

¥

o | EREE/ Qo8 | EFcusTomER
|

"

(1]
1
"



—

REPORT OF MAGNETIC PARTICLE EEAMTINATION
B N
REPORT NO. 385488 T757.MT-2885 DATEH# 2008.08.23 PAGE OFERE 1H Revision No: p
_{PROJECTNO. il O - 7Y - T . T TS g
e ZPOB-787 = A CALTRANS
DRAWING ND. SA183(8)+PE5D(S) CALTRANS CONTRACT NO.:
B 47.5M UPPER DIAPHRAGM I TH&F WOTIE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIERATION DUE DATE
SEFEED EZiEn e : EEEETRSR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT % MANUFACTURER M5 |, [MODEL NO. @@ SERIAL NO. E25 5
MT YOKE PARKER B310S 5620 5395 5817
[MAGNETIZING METHOD Continuous magnetic yoks |GURRENT -
ML FE ik - 2H
PARTICLE TYPE Dry magnet powder YOKE SPACING T
R TR RERE mm
WATERIAL TO BE JWELDING s WMatarlal & thickness ATOSM-HPS-485WT2.7
EXAMINED O CASTING &% i, R 75mm
B O FORGING i
WELDING PROCESS TYPE OF JOINT
SAW BUTT
HEFE po T Eetin
DISCONTINUITY
WELD |.D. e TENETT TS| ACCEPT REJECT REMARKS
Bisie s INDICATION TYPE £m EE B8 e
ki v Eodit)
ssm—s;::m- ' ACC.
SSDI-S‘QEM ACC.
BLANK
]
EXAMINED EY:_:ﬁ! i REVIEWED BY &
i
Do Wi e /
LEVEL-1l SIGNEZ | DATESH % E_?t & ..-?—"}j LEVELT sieN | DaTE 8l oo 9. B
EEEE /ocu | |EFCUSTOMER
o f soon 2] 00
SEE SIGRT BEEDATE S EIGN EEE DT




e TG AR A

‘RERPORT-OF ULTRASONICTEXAMINATION..

REPORT NOZR&#42 T787-UT-008 DATE  2008.04.08 PAGE % OF 1 Revision Na: g
PROJECT NO.: TRES 2P06-787 CONTRACTOR: CALTRANS
ITEMS NAME:  47.5M LOWER DRAWING NO.:SA326 (S) +P832 (S) (CALTRANS CONTRACT NO.. 04.0120r%
g L DIAPHRAGM R i RHIRNY
REFERENCING CODE &5 ACCEPTANCE STANDARD aSimm PROCEDURE NO, ERg S
AWS D1.5-2002 i AWS [01.5-2002(Table §.3) ZROC-UT-01
WELDING PROCESSHESES = JOINT TYPE B St B CALIBRATION DUE DATE Q8% c¥rar
SAW BUTT Jan. 17, 2008 '
EQUIPMENT #& MANUFACTURER ik MODEL NO. #Uil5 SERIAL NO. eyl
UT SCOPE PANAMETRICS EPQCH-4B 061488510, 051405811,
CALIBRATION BLOCK i COUPLANT & MATERIAL/THICKNESS HEIFE
AWS IW BLOCK TYPE I cme ATOSM-HPS-485WT2-2/ 75 mm
TRANSDUCER =3 .
MANUFACTURER™ = ANGLE FREQUENGCY BlZE MANUFACTURER  ANGLE  FREQUENCY SIZE
EE Al = R HliE A HE R
Changehao b 2.5 MH=z 18218 mm Chengehao 45 2.5 MH=z 18x18 mm
Changthao g 2.5 MHz 20 mm Rafarence Level &% HEm 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0= UTOK.
DECIBELSST DISCONTINUITY  Fisieds &
S |¥axly I =
WELD = . |22 = E = |gs E- fiﬁ EE LOCATION OF DISCONTINUITY B .
i = . | e
SRR . EE
IDENTIFICATION | § 55| & = £ | = P ~EER A E (mm) E¥ §
mmaemy: |2 | E gl g |Lensw | SoundPain | Dopth fiom Surace | Fromx | Fowy  § =
s ¥ —3 E -ﬂ
iy el BUT ' ay o
55D1-5A326-1A (1R) il B 33 ACC
68 k] l ACT
BLANK
|

EXAMINED BY =47

LEVEL - )

EIGH !

REVIEWED BY W#:

Mot} 2 Lo Yot streh

LEVEL- 1l SieH i DATE
EESE /oo AFCUSTOMER
| B Easnn .




-7 REPORT..OF. MAGNETIC.PARTICLE. EXAMINATION.

: TR R

REPORT ND. &5 T7a7-M7-000 DATEITI 200p.04.12 PAGE OFHE 1M 'Ravision No: 0
PIERGQ"E;_::T — ZPOG-787 %ﬂﬁﬂﬁ‘cm i CALTRANS

" DRAWING NO . SAMB(ENFEINS)  CALTRANS CONTRAGTNO: - ]
s, 47.6M LOWER DIAPHRAGM i rosme 04-0120F4
| REFERENCING cODE =~ ~ ACCEPTANCE STANDARD ~ PROCEDURENG, "~~~ CALIBRATION BUEGATE ~
b p e ) iR BEas AL ESREY AT RO ,
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 28 2008 |
EQUIPMENT & MANUFACTURER &ty MODEL NO. Ei85 SERIAL NO. RS
MTYOKE FARKER B3105 5362

MAGNETIZING 1 Cantlnupus magneile yoke | CURRENT ' AC

METHODRE{E 73 BEEA R Hi i

PARTICLE TYPE Dr_l.r magnet powdar YOKE SPACING 0~

Efag TR i T0~150mm

+ WELDING % : )

MATERIAL TO BE O CASTING ’;%:F Maierlal & thicknoss ATO3M-HPS-4B5WT2-2
EXAMINED 3 55 i TSmm

P O FORGING & '

WELDING PROCESS TYPE OF JOINT

AESE i ke auTT

S—— DISCONTINUITY 4335k ACCEPT .| REJECT REMARKS
B &ﬁ_'? j INDICATION TYPE LENGTH IN ima =il EE
TR bt mm
i 3
SSD1-5A326-1A " ACC. 3
S801.-5A32618
| ACC, :
L]
BLANK

EXAMINED BY =32

Gk;' 'i!i'mf-’n

LEVEL-1I" SIGN &

| DATEE#of.od. 12
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REPORT OF

MAGNETIC PARTICLE EMIN&TIE}N
WA IR &

REPORT NO. H &£48-8 T787-

MT-827

DATES# 2008.08.25

PAGE OFFEE 1/2

Revision No: o

PROJECT NO.

ZPOS-TRT SRNIRACTIR: CALTRANS
IERs 2 . A F:
DRAWING NO. £3D1.-54326,55D1-SA1698/8 CALTRANS CONTRACT NO.:
: 120F4
ns. TOWER(S) 47.6M DIAPHRAGM  |WHIE#S . N
REFERENCING CODE 4 ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
SHEEER EHREE pel B - FaTs g o
AWS D4.5-2002 AWSE D1.5-2002 ZPRC-MT-01 Dec. 28*7 2008 *
EQUIPMENT &4 MANUFACTURER #l:8% MODEL NO, =& SERIAL NO, Sizas
MT YOKE PARKER ' B3108 5620 5395 5517
MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT B
s b S5 :
PARTICLE TYPE o YOKE SPACING
_ ry megnet powder . 7T0~150mm
sy FriR EENE
MATERIAL TO BE VWELDING sz Materizl & thickness ATOOM-HPS-4B5WT2-Z
EXAMINED O CASTING 2 B mmE TSIE0/40mm
BREE O FORGING 38
WELDING PROCESS _ TYPE OF JOINT
= TAT T-JOINT-
MmErs MR
DISCONTINUITY Rt 3
WELD LD, a8 TEnETT o] ACCEPT REJECT REMARKS
iggiaa INDICATION TYPE P L i £
w5 e .
S5D1-84326-11 ACC,
88D1-8A32812 ACC,
S5D1-8A326-13 ACC.
55D1-8A305-14 ACC,
55D1-3A326-15 ACC,
S8D1-8A325-16 ACC.
55D1-5A1638/B-3 ACC,
5501-8A1608/B-4 ACC.
8SD1-5A1588/B-7 ACC.
58D1-SA1808/8-8 . ACC, '
5501-5A1688/8-11 ACC.
5501-8A188R/E-12 ACC.
S501-5A1898/8-15 ACC.
S801-SA1608/8-18 ACC.
EXAMINED BY 2= REVIEWED 2Y &
ﬁ]ﬂ Hflf v EFQ | VF-::: ia
LEVEL-ll fleN®£Z | patem® of. ﬂszg LEVELJl  SIGN /| DATEEM 5Rp0.4%

BESE / QCH

g . i
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e = e S ERL—



REPORT OF MAGNETIC PARTICLE EXAMINATION

E%ﬁﬂﬁ%
REPORT NO, # &544% T787-MT-527 DATES#§ 2008.08.25 PAGE OFF® 202 Revislon Na: g
PROJECT ND, CONTRACTOR: ;
- ZPOs-787 CALTRANS
ITEEE: B
DRAWING NO, S5D1-8A325,55D1-5A1630/3 CALTRANS CONTRACT NO.;
s 4
B0E: TOWER(S) 47.6M DIAPHRAGM | IEES IR
REFEREMCING CODE ACCEPTANGE STANDARD |PROCEDURE ND, CALIBRATION DUE DATE
BHEIEAT BEIRIE aEas USREEwTNE
AWS D1.5-2002 ) AWS D1.5-2002 ZPRQC-MT-01 Dec. 28°7 2008
EQUIPMENT £ WMANUFACTURER B2 MODEL ND, fi=hiss SERIAL NOD, EZa =
MT YOKE ' PARKER B3108 15820 5395 5817
MAGNETIZING METHOD Continuous magnstieyoke |CURRENT e ;
B BEESEsE B3 .
PARTICLE TYPE Dry magnet powder YOKE SPACING —
. mm
HERE TR EERE
WMATERIAL TO BE Y WELDING 822 Materlal & thickness ATOSM-HPS-$B5WT2-Z
EXAMINED O CASTING #4 5 KE TS/60/40mm
EHEE O FORGING 838 -
WELDING PROCESS TYPE OF JOINT
SRAWN T-JOINT
i gD
' . DISCONTINUITYFikiss .
\WELD 1O, i TENe AT =] ACCEPT * REJECT REMARKS
mEbiaE INDICATION TYPE =F 2 E% &
T it
55D1-SA1698/8-1 : ACC. '
S5D1-SA1E9B/E-2 ACC.
S55D1-8A1898/8-5 ACC.
- =
S501-SA160B/B-6 ACC.
55D1-8A160B/B-5 ACC.
S501-SA1588/B-10 ACC,
58D1-3A1898/8-13 ACC.
S5D1-5A165B/B-14 ACC,
BLANK
EKAM]HE BY=H REVIEWED BY ¥8
Mﬁof l'r_r.?f K brmte .
LE‘J:L I .sﬁaw £ ] DATEAM of o8 36 LEVELA  sieN  / DATERM o0 0., |
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=T\ REPORT OF MAGNETIC PARTICLE EXAMINATTON
ME
BEadlREs
REFORT NO. 14 % T787-MT-528 DATES %S 2008.08.25 |PAGE OFF®E 1M Rsvislen No: o
PROJECT NO. CONTRACTOR:
DE-7H CAL 5
T, = 4 A i
DRAWING NO. 85D1-8A188 CALTRANS CONTRACT NO.:
-0120F
s TOWER(S) 47.6M UPPER DIARHRAGH IR TRES veAlaDe !
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEERER EEIRE ' qEres LBEEFRE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2008
EQUIPMENT 4 MANUFACTURER S5 MODEL NO. i85 SERIAL NO, Eiam 5
MT YOKE PARKER : 83108 5620 5385 BB17
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AR
BilanE ' RIS B
PARTICLE TYPE Dry magnat powder YOKE SPACING
= 70~150mm
mESE FREE MEmE=E
MATERIAL TO BE Y WELDING s Material & thickness AT08M-345T2/
EXAMINED O CASTING S L AT0SM-HPS-4B5WT2-Z
EHEH O FORGING &8 75/60mm
WELDING PROCESS TYPE OF JOINT
FCAW ; T-JOINT
B Hagstn
DISCONTINUITY Fimisis
WELD I.D. LENGTH N mml  ACCEPFT REJECT REMARKS
s INDICATION TYPE iE =5 Eik F 2
; : ®F 23 -
SSD1-5A168A/B-8 | AGB:
5501-8A1894/8-3 ACC.
" BLANK '
¥
EXAMINED BY i REVIEWED 8Y &+
2o Un,) i (i s
LEVEL-Il ~SIGNEL | DATESEH .-_-,g_\ 24 1{ LEVEL-I  sigH | DATESH .:,Q,L];;r,.l_-i—
EE=3/ocm ArFoUsSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATTION
—
BRIERE S
REPCRT NO. &3 T767-MT-525 DATES &) 2008.08.25 PAGE OFH 1 Revision No: 0
PRO.JECT ND. Siesies CONTRACTOR; S
IERS: B P
DRAWING NO, 55D1-54126 CALTRANS CONTRACT NO.;
nE: TOWER(S) 47.6M LOWER DIAFHRAGM |RH TEES e EE'H
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO., CALIBRATION DUE DATE
SHTEER ETinE Bras REHTWHE
AWS D145-2002 AWS D1.5-2002 ZPRQC-MT01 Dac, 28%7 2008
EQUIFMENT &% MANUFACTURER #I85 MODEL NO. RS SERIAL NO, =g s
MT YOKE PARKER 53108 B820 5385 5817
MAGNETIZING WETHOD Continuous magnetic yoke |CURRENT i ‘
MEFE B ST B
PARTICLE TYPE Dry magnet powdsr YOKE SPACING ——
ERSE FEE BEAE mm
MATERIAL TO BE JWELDING M5 Watarial & thickness ATOSM-345T2/
EXAMINED O CASTING &4 T EE ATOSM-HPS-485WT2.2
begrbop B O FORGING S8 - TEBOmm
WELDING PROCESS TYPE OF JOINT
FCAW T-ID
- o messea i
’ DISCONTINUITY ’ .
WELD LD, RG] ST ] ACCEFT REJECT REMARKS
migms INDICATION TYPE EE . L = i
= gm '
S5D1-5A328-2 ACC,
5501-5A326-3 ACC.
BLANK ,
.l'l
i ]
E)LAMEJ"? BY=# REVIEWED BY =81
l {;iﬁ f.;m,{ f:;’:'l ; :\‘/Fn;:f--l
LEVEL .1l \sfen =2 DATESE r;vé cg }ﬁ‘ LEVEL-l  2IGN I DATEEY o ,{", st
EESE / OCh B CUSTOMER
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G:—E_-—B REPORT OF ULTRASONIC EXAMINATION
—T e
UTERT 5
. .
REPORT NOJR &% T787-UT-205 DATE  2008.08.07 PAGE 1 OF 2 Revision No: @
PROJECT NO. : TS 7P06-787 CONTRACTOR: CALTRANS:
ITEMS NAME: 47.6M UPPER DIAPHRAGM  DRAWING NO.:SS01.SA220 CALTRANS CONTRACT NO.: 04-0120F4
L
HifrEEH EDGE PLATE =R EHIEIJ;{
REFERENCING CODE £4%47 ACCEPTANCE STANDARD 22 PROCEDURE NO. EfiES
¥
AWS D1.5-2002 AWS D1,5-2002(Tabls 6.3) ZPQC-UT-01
WELDING PROCESSH3 5 JOINT TYPEMRSER™ CALIBRATION DUE DATE {{ 28 Eastiy
FCAW BUTT DEC. 28%, 2008
SERIAL NO.
EQUIPMENT #% MANUFACTURER M WODEL NO. #=i%% T RS
071565311,06148
UT SCOPE PANAMETRICS EPOCH-4B OO DAY,
: 061425811, 070152011,
CALIBRATION BLOCK 3 COUPLANT #&H MATERIALITHICKNESS & EE
AWS IIW BLOCK TYPE T cm.e ATOSM-345T2 B0mm
TRANSDUCER #74L
MANUFACTURER ANGLE | FREQUENCY | SIZE | MANUFACTURER | ANGLE | FREQUENGCY SIZE
iaE BE gs R | ST Ax g R
Changchao 70 ° 2.5 MHz 1*Bmm | Chengchso | s0° | 25MH 18718 mm
Changchao o> 2.5 MHz Wmm | . . |
Reference Leval &S RSr 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0* UTOK.
) DECIBELS# 7 | ' DISCONTINUITY e f
= =t D o] - = .
WELD z.|2 3|2 =P Hi: Eﬂ §§ LOCATION OF DISCONTINUITY Es >
EklSE gl ® S8 g2 - £ £
IDENTIFICATION | & & 2 = E Y E LA I (mm) - E
Agness |2 |F = . g | Lon@h | Sound Pain | Depin from Surteca | Fromx | Fromy | B ! &
“x = BaEgE gx | s ; O
SED1-SATERAB-2A(2T) *
S501-SATEIAB-3A(3S) i *
S501-5A183A/B4A45) 88.9 33 ' ACC.
583 33 | | ACC.
SEDI-5ATEIAD-SA(53) r
BEDN-BAISIAE-BA(ES) *
ERAMINED BY =& REVIEWED BY w#i.
i <) q_hg._ b
i Mﬂm 244}
AL Yoesdard  Spe7.53 of ]
LEVEL . i EEEISJ ;! DATE LEVEL. I SIGH ! DATE
|
FEEST /oo EFCcUsTOmER .
. Lal.d I
| Ly, ke h :




Attachment-i. CONTINUED

(ZPRMC REPORT OF ULTRASONIC EXAMINATION .
REPORT NOR& RS TTBT-UT-285 ! DATE  2008.08.07 _1PAGE 2 OF 2 | RevisionNo: 0
1
DECIBELSSH DISCONTINUATY Faii :
i = [ =n
o] w s
WELD Y o |8 |5, |5, E =]
=3 s EE = g; Eg i gg LOCATION OF DISCONTINUITY  FEg4i® | 8% & &
-.‘.‘ - | = W -
mevTiFicaTIoN |2 %] < E| = H| e = : zﬂ['
S S| ¥ 2 28 £
sguses |8 7|6 [E |o : |8 | E
& e Length | Sound | Deph from Fece'd' | From® | Fromy | i 5
. o Ef 2 b e | d ] E | o=
EE | Pain SRTRRE =x =y | g |
1 i
i i :
S5D1-5A1G3N/E-TA(7E) 88.9 _ 3 ACC. |
| '
593 23 ' acc. |
. . 1
§5D1-5A166A/E-104(108) i |
I
55071-5A1E8A/8-11AT1E) 1 -
ES501-5A168AB-LA (4T, ssmrﬁmmrmamm 100% UT inspeciion and AGC, which ls the result of required 25% UT.
FEED1-SATEIAB-4A4E), 5591&&1%1%]?&10515%&#. RN E B AT MBS s e,
BLANK
] i | '
|
|
! I
. i
i
ENAMINED BY =3 REVIEWED 3Y ®&:.
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REPORT OF ULTRASONIC EXAMINATION
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REPORT NO.fiE&E T7E7-UT-123 DATE  2008.06.26 PAGE 1 OF 2 Revision Na: 0
PROJECT NO. :TE&% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 47.5M LOWER DIAPHRAGM | DRAWING NO.:S8D1.54213 CALTRANS CONTRACT NO.: 04-0120F4
REFERENCING CODE S48 ACCEPTANCE STANDARD &£ - PROCEDURE NO. SIS
AWS D1.5-2002 AWS D1.5-2002(Table 5.3) ZPQC-UT-01 A
WELDING PROCESSHiEHE JOINT TYPEM 228 CALIBRATION DUE DATE (E8rEwsin
FCAW BUTT DEC. 28", 2008
“SERIAL NO.
EQUIPMENT & MANUFACTURER &iiETE MODEL NO. B=8% W AR
071585311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B : 158 ke
; 061495811, 070152011,
CALIBRATION BLOCK 3 COUPLANT 4% MATERIALITHICKNESS i B
AWS |IW BLOCK TYPE 1l c.M.C AT08M-245T2/ E&0mm
TRANSDUCER #k
MANUFACTURER ANGLE | FREQUENCY Siz= MANUFACTURER | ANGLE | FREQUENCY SIZE
Sl aE b R BT AR s R
Changchao 70 " 2.5 MHz 16*18 mm Changchao B0 ® 2.5 MHz 18*18 mm
Changchao o-e 25 MH= 20 mm
Rsference Leval %380 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0°® UTOK.
DECIBELS4r M DISCONTINUITY i 5
2 |3d8% <58 ' = -
WELD e EHE iz EE £ LOCATION OF DISCONTINUITY S =
EklcEBlzal s 53!'; g >3 =
IDENTIFICATION | § & gﬁ E . T E(mm) 18- 5
munpae |2 |E Sla b |o | g [Uensth| SeundPein | Deptn tom Susce | Fomx | Framy E =
354 EE EEERE X EY 0
SSD1-SA3ZE-4AE *
S5D1-8A326-54/8 *
55D1-5A326-5A/8 594 33 ACC.
55.4 3‘4 Am.
5501-8A326-TA/B B0.4 33 ACE,
58.4 4 ACC.
1
EXAMINED BY =% REVIEWED BY ®i:
! )
f{f_@%zgﬁwa oy R A ?;dq‘tﬁh
LeveL-n sien DATE LeveL-l - sieN | 4 DATE _},J“S' f:‘b _WAq
| BES=E 7 oCK BPCUSTOMER
. Vol paq.8).00 . :



_Attach ment-1.

CONTINUED

REPORT OF ULTRASONIC EXAMINATION

i []

REPORT NO. S #&S T787-UT-183 DATE  2008.06.25 PAGE 2 OF 2 Revislan Ne: 0

DECIBELSSH DISCONTINUITY Fiigi =
S | Yg |y " i |.

WEI.D E ] 8 B -
= gﬁ Eﬁ ] ig EE gﬁ gg LOCATION OF DISCONTINUITY: FEf® | 5 Z | #
1 <2

IDENTIFICATION g é W ge 5 SR ol ol o %‘ E i
] e i o E E
LET I 2 | E ‘|4 2 1o | o[ o [ sowmapan [commompacen [rom]remy| 5 J

L pE BEEEr B¢ | =y a
SSD1-8A326-84/8 =
S$SD1-5A326-34/3 =
SSD1-5A326-10A/8 -
SSD1-5A325-18A/B -

*SSD1-5A326-6A/B, SSD1-SA326-7A/Bware 100% UT inspection and ACC, which I the result of required 25% UT.
*SSD1-SA326-6A/B, SSD1-SAI26-TA/BEAEES100%UTHAEH, RREAKEE BSENT =285y baLs.

' BLANK

EXAMINED ByZ=§
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REPORT OF ULTRASONIC EXAMINATION

UTERATRE

REPORT NOJES T787-UT-178 DATE  2008.08.17 PAGE 1 OF 1 Revision No: 0
i (]
PROJECT NO.: TEME Zp0s-787 CONTRACTOR: GCALTRANS
ITEMS NAME: 2am UPPER DIAPHRAGM DRAWING Nn.;smm&}. PB(S) CALTRANS CONTRACT NO.: 04-0120F4
frER BE mHTEES

REFERENCING CODE £33a
AWS D1.5-2002

ACCEPTANCE STANDARD $2i2 :
AWS D1,5-2002(Table 5.3)

PROCEDURE ND. EF&S

ZPQC-UT-01

WELDING PRDCESS =4
SAW

BUTT

JOINT TYFES Shatm

CALIBRATION DUE DATE (¢ S35EFaEs

DEC. 267, 2008

EQUIPMENT &
UT SCOPE

WMANUFACTURER ity

PANAMETRICS

MODEL NO, #ishisa
EPOCH-4B

SERIAL NO. FFiEa=
D71565311,061488510,
DE1485811, 070152011,

CALIBRATION BLOCK #i#n
AWS IW BLOCKTYPE T

COUPLANT 2%
c.M.C

MATERIALITHICKNESS #f% EfF
ATOOM-HPS-485WT2-Z/ 75mm

TRANSDUCER #gil

il

MANUFACTURER ANGLE FREQUENCY SIZE- MANUFACTURER | ANGLE FREQUENCY BIZE
HigE AL i Rt BT A g R+
Changehso 70 ® 2,5 MHz 18*18 mm Changechao 45 @ 2.5 MHz 18*18 mm
Changchao 0" ' 25 MHz 20 mm Refarsnce Level S5 H&E 20d8
Base metal inspected pen AWS D1.5-2002 Section 6.19.5 0" UTOK. '
DECIBELS4+M DISCONTINUITY i 5
2 E 8| & =| = |E |8 5 LOCATION OF DISCONTINUITY % 2
YR 1BelZSIEE Z|IE Eﬁéhﬁ 55
' eNTIFcaTioN | § #| B = £ ; ol L i i T TR st %g Jg
maagias 2 £ A i | g |Lonath Sound Path | Depth from Surfzes | From | Feery | § =
Lm | EEmEy Ex By =
55D1-5A33I3AB-1AMB 88.1 32 ACC
447 33 ACC.
S501-SAIIINE-2A728 88.1 a2 ACC,
447 33 ACC,
1
: BLANK d
| |
EXAMINED BY =31 REVIEWED BY WiE:
| Wit 2083 1)/
u Rendsand 200F. 05, 1) v |
LEVEL-I alr;r-i-1 i J DATE LEVEL- Il stew*‘/ [ DATE
BESI / com BEFCUSTOMER
| oA Lok




REPORT OF MAGNETIC PARTICLE EXAMINATTON

——a— ——
B R
REPORT NO. R E@STTAT-MT-264 DATES #f§ 2008.08.18 PAGE OFM/ 1M Revision Na: ¢
PROJECT NO. R CONTRACTOR: —
TEAS: SR :
DRAWING NO. SA233(8), P3(S) CALTRANS CONTRACT NO.: i
e TOWER(S) 23M UPPER DIAPHRAGHM | TEES
+ [REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE NO. CALIBRATION DUE DATE
Bl o ik L) EEIR HEes (REEERNN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dac. 28°7 2008
EQUIPMENT &4 MANUFACTURER Bt/ MODEL NO. B85 SERIAL NO. EEiRS
MT YOKE PARKER 23105 5395 5817 5520
MAGNETIZING METHOD Conflnuous magnetic yoks |CURRENT e
it BESESE =k
PARTICLE TYPE Dry magnet powdsr YOKE SPACING i
B FEE M "
MATERIAL TO BE + WELDING s Matsrial & thickness ATOSM-HPS-£85WT2-2
EXAMINED O CASTING & S e 75mm
s O FORGING S
WELDING PROCESS TYPE OF JOINT
sAW BUTT
s E ok |
DISCONTINUITY FiZie it '
WELD |.D. TENETI ] ACCEPT REJECT REMARKS
FEE N ' INDICATION TYPE g E Eir T
i i)
S8D1- ; '
SA333A/B-1A ACC.,
83D1-
SA333A/B-1B ACC,
SSD1-
SA333A/B-2A . ACC., "
SSD1-
SA333A/B-28 ACC.
BLANK
EXAMINED BY =5 REVIEWED BY W&
Wy (14 La} Xingin
LEVEL -4/ SIGNEZ | DATERSH ~eof. gé/‘? LEVELA  SIGN | DATEE 0. 06./] |
REZ= / ool ' = P CUSTOMER
o a F e
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REPORT OF ULTRASONIC EXAMINATION

UTERGT IR &

REPORT NOES4E T787-UT-173 DATE '2008.06.13 PAGE 1 OF 1 Revision No: 0
PROJECTNO. :THIEE zP0s7a7 CONTRACTOR: CALTRANS
ITEMS NAME: 230 LOWER DIAPHRAGM DRAWING NO.:54281(8),P277(5) CALTRANS CONTRACT NO.: 04-0120F4
R o8 : HIERE '
REFERENCING CODE S54m ACCEPTANCE STANDARD E%iHg PROCEDURE ND. 25
AWS D1.5-2002 " | aws D1.5-2002(Table 6.3) ZPOC-UT-01 )
WELDING PROCESSHE 1 JOINT TYPEM&R2ER CALIBRATION DUE DATE {S#EX208
SAW BUTT ‘DEC. 287, 2008
SERIAL NO,
EQUIPMENT #& MANUFACTURER f37 . WODEL NO. Bsias NS -
071565311,064 o
UT SCOPE PANAMETRICS EPOCH-4B 585311,061488510, 061485811
070152011,
CALIBRATION BLOCK i COUPLANT &% MATERIALITHICKNESS #E M
AWS [IW BLOCK TYPE T c.m.c | ATOSM-HPS-4B5WT2-Z/ 75mm
TRANSDUGER 55t
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SlzE
s BE ity Rt il A et R
[]
Changeheo i i 2.5MHz 18*18 mm Changchao 45 = 2.5MH= 1818 mm
Changchao g 25MHz 20 mm Referance Leval &3 RE7r. 20d8
Base metz] inspected per AWS D1.5-2002 Section 6.19.5 0= uToK
DECIBELS# M DISCONTINUITY TaEmieps £
w] u L ﬁ £
wiin £ MES-ES-F i? EE 2 gg LOCATION OF DISCONTINUITY ¥ =
o = = E %5
EEyEza S e |22 =3
IDENTIFICATION | § & § = ,;E_ - 2|2 =L (mm) ‘12 2 g
mameas (2 |E - e | g |Lenath | Baund Path |Depth from Surtace | Fromx | Fromy | § E
wm 8 REmzE Fx By o
ESDM-SA251-1AMB B8.4 as ACC.
447 iz ACC,
S501-5A261-2A78 884 35 ACC.
447 32 ACC.
BLANK
|
"EXAMINED BY =g REVIEWED BY ®&:,
] L1 ﬁéh }
wrlmg 22%06./5
M ik Dongtend 08, o, IB
LEVEL.Il BlEGN | DATE LEVEL-| EleN T DATE
| BES /oo l EFcusTOMEE




EE REPORT OF MAGNETIC PARTICLE EXAMINATTION
BEEEEs
REPORT NO. & EETTar-MT-251 DATER S 2008.06.18 PAGE OFIE 1M Revision No: o
PROJECT NO. CONTRACTOR:
787
s ZPOB- B A CALTRANS
DRAWING NO. SA281(8),P277(S) CALTRANS CONTRACTNO: =
mE 23M Bottom Diaphragm of Tower(S) |[MHTESS
REFERENCING CODE ' |ACCEPTANCE STANDARD |FROCEDURE ND. CALIBRATION DUE DATE
S EET E = AT {
AWS D1.5-2002 AWS D1.5-2002 ZPQG-MT-01 Dec. 28%7 ,2008
ED.UlPh!ENT i MANUFACTURER |38 MODEL |~1m. Bt SERIAL NO, Ei8 8
MT YOKE PARKER B310S 5395 5817 5820
MAGNETIZING METHOD Continuous magnetic yoks  |[CURRENT i
ETE bk g et B
PARTICLE TYPE Dry magnet powdar YOKE SPACING —
masn FEH WIME APy
MATERIAL TO BE Y WELDING & Material & thickness ATO0SM-HPS-485WT2-Z
EXAMINED O CASTING & pizo N 75mm
Tt O FORGING @
\. .DING PROCESS TYPE OF JOINT
SAW BUTT
miENE g sm
i DISCONTINUITY Fisiss '
WELD LD. : : T ] ACCEPT REJECT REMARKS
g INDICATION . TYPE e =5 B =
Er #m
S5D1-8A281-1A ACC,
SSD1-SA261-18 ACC. |
S5D1-8A281-2A ACC.
58D1-8A2581-28 ACC.
-BLANK
EXAMINED BY=3 REVIEWED BY &
l_':fﬂ? ?(Fm:?ﬂ __Zg.e-;-- .D'-‘E}’wﬂ
-:EVEL-H SIGNEZX | DATEHY >e0f - Eg,,,ﬂ; ILEVELl  SieH /" DATEE®N f“’f*'l ,_,?/.a/.t{
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REPORT OF MAGNETIC PARTICLE EXRMINATION

REPORT NO. &85 T787-MT-538

DATES# 2008.08,256

PAGE OFI® 1M

Revision Ma: o

PROJECT ND. CONTRACTOR: ;
ZPDE-TET CALTRANS
ITEES: g P :
DRAWING NO., SAZ51(8) CALTRANS CONTRACT NO,:
04-0120
n%. TOWER(S) 23M DiAPHRAGM ~ |RATIRES ok
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EFPEER EEiEE Bres B TEARE
AWS D1.5-2002 AWS D1,5-2002 ZPOCIMT-01 Dec. 28"7 2008
EQUIPMENT 4 MANUFACTURER Ml = MODEL NO, =it s SERIAL NO. EL8E
MT YOKE PARKER B310s 5620 5385 S&17
MAGNETIZING METHOD Continuous magnatlc yoke |CURRENT o
B B =8
PARTICLE TYPE Dry magnet powdar YOKE SPACING T
o o m
Ergagogn TR B AEE
MATERIAL TO BE JWELDING szt
o ATOIM-HPS-4B5WT2-2
EXAMINED T CASTING S Material & thickness
e T FORGING 3 BH.EE 75/60/40mm
WELDING PROCESS TYPE OF JOINT
ShEAW T~JOINT
HETE ot ot
i ]
X DISCONTINUITY Tisipas i
WELD |.D, ' BT o] AGCEPT REJECT REMARKS
o INDICATION TYPE vE 25 =i £
, i SiE ;
58D1-BA3ZI53E/BE-T ACC.
S5D1-5A3338/B-8 ACC.
55D4-5A3338/8-11 ACC. ,
5501-5A3338/8-12 ACC,
55D1-543338/8-3 ACC.
S501-5A33308/8-4 ACC.
S5DM-5A3138/B-15 ACC.
55D1-SA333B/B-18 ACLC, '
BLANK
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. B RARE
REPORT NO. #4848 T787-MT-540 DATEE RS 2008.08.26 PAGE OFH& 11 Ravislan Na: o
PROJECT NO. CONTRACTOR:

CAL
TR ZPO&-TRT7 5 TRANS
DRAWING NO. SA333(5) CALTRANS CONTRACT NO.:
4
BS: TOWER(S) 23M DIAPHRAGM  |WEHIRSAT e
REFERENCING CODE ACCEPTANCE 5TANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SHNMEED EFIFE ErEaE WEHFEREN
AWS 01.5-2002 . AWS D1,5-2002 ZPQC-MT-01 . Dac. 287 2008
EQUIFMENT 2& ] MANUFACTURER &3 MODEL ND. =2 , |SERIALND. =i s
MT YOKE PARKER B3105 5620 5385 5617
MAGNETIZING METHOD Contlnuous magnetic yoks |CURRENT o
BidHE [t e i =i
PARTICLE TYPE Dry magnet powdsr YOKE SPACING
T0~150mm
ik o TREH R
MATERIAL TO BE VY WELDING it
AT0IM-HPS-4B5WT2-
EXAMINED O CASTING S Materizl & thickness H =
ENEE ' O FORGING 8 = S5 m 75/60/40mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
BENE Mg
WELD LD . e ONTIRDITY T AGCEPT ' REJECT REMARKES
ARas INDICATION TYPE b = pefel
HE =37
§5D1-8A3338/B-5 ' . ACC,
55D1-5A3338/8-5 ACC.
5501-54333B/B-9 . ACC.
5501-8AZ33B/B-10 ' ACC.
SSD1-SA3338/8-1 ACC.
55D1-5A2338/B-2 ACC.
S501-SAII3E/E-13 ACC.
S5D1-SA3338/5-14 ACC.
BLANK
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REPORT OF MAGNETIC BARTICLE EXAMINATION

BN
REPORT NO. B &=i8F T787-MT-538 DATES % 2008.08.28 PAGE DFA® 1M Revision No: o
PROJECT NOD. CONTRAGTOR:
ZPDB-787 CALTRANS
IEEs: A 5
DRAWING NO. BA333IB)+SA3 CALTRANS CONTRACT NO.:
= 4-0120F4
e TOWER(S) 23M UPPER DIAPHRAGM |RIETHEES n‘ .
i
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO, CALIBRATION OUE DATE
EFETER s EmEs HESHTTHE
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-04 Dac. 287 2008
EQUIPMENT #£& MANUFACTURER s_lzﬂm MODEL NO, #izhi=& SERIAL NO, E=ias 1
MT YOKE PARKER B3t0s 5520 5385 5§17
MAGNETIZING MIETHOD Contlnuous magnetic yoka |CURRENT AC
BiFE e e Hii .
PARTICLE TYPE Dry magnet powder YOKE SPACING A0
o m

EiEaE TR HHEE
MATERIAL TO BE Y WELDING s ATDEM-345T2
EXAMINED O CASTING S Matarial & thicknass ATOSM-HPS-485WT2
R C FORGING 58 ool JEE 75/60mm
WELDING PROCESS TYPE OF JOINT

Foaw . T-JOINT
s " 8 s

DISCONTINUITY it
WELD 1.D. . TEReTTe] ACCEPT REJECT REMARKE
Eggig e INDICATION TYPE 5 &= £ F43
Ei o S
S5D1-5A3334/B-8 . ACC,
55D1-5A333A/B-8 ACLC.
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B s
REPDRT NO, 525485 T787-MT-537 DATES ¥ 2008.08.25 PAGE OFTI® 1M Ravislan No: g
FROJECT NO, CONTRACTOR:
ZP0B-TET CALTRANS
IEEs: 3 =5 7 '
DRAWING NO. BAZS1{S)+3A322 CALTRANS CONTRACT ND.:
it B4-0120
BE: _ TOWER(S) 23M LOWER DIAPHRAGH (R TRES F )
i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDLRE NO, CALIBRATION DUE DATE
S ITiEEN EZHE =ras B TENEE
AWS D1.5-2002 AWS'D1,5-2002 ZPQC-MT-01 " |bee. 28%7 2008
[EQUIPMENT &£ MANUFACTURER 85 MODEL NO. X5 SERIAL NO. 28§
MT YOKE PARKER B3105 5620 5335 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC '
BT EElsne =k
PARTICLE TYPE Dry magnet powder YOKE SPACING At
S mim
BT ; T BSEEE
MATERIAL TO BE v WELDING s ATOBM-345T2)
EXAMINED O CASTING % Materfal & thicknase ATOBM-HPS-485WTZ
Hrse O FORGING St SH, A8 75/60mm
WELDING PROCESS TYPE OF JOINT
. FCAW T-JOINT
B=rE pobe g
. DISCONTINUITYFimieis :
WELD 1.0 : TERETR e ACCEPT REJECT REMARKS
Mg INDICATION TYPE s EL =g S
Lo , am ,
S5D1-5A261-5 ACC.
BSD1-5AZ51-T ACC.
BLANK
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REPORT OF ULTRASONIC EXAMINATION
. =
UTHRGHR & .
REPORT NOSE 88 T787-UT-288 DATE  2008.08.03 PAGE 1 oOF 2 Revision No: o
PROJECT NO.:THES ZP0s-787 CONTRACTOR: CALTRANS
ITEMS NAME: 23M UPPER DIAPHRAGM - DRAWING NO.:35D1-54331 CALTRANS CONTRACT ND.: 04-0120F4
WEET  EDGE PLATE e DHImES
REFERENCING CODE £9547 ACCEPTANCE STANDARD ES&5m FROCEDURE KO, Efriag '
AWS D1,5-2002 AWSE D1.5:2002(Tabla 6.3) ZPOC-UT-D1 x
WELDING PROCESS Mz His JOINT TYREjR &5 - CALIBRATION DUE DATE X B8 =HuE
FCAW BUTT DEC. 28", 2008
i ERIAL NO. B
EQUIPMENT 8% MANUFACTURER #&%F MODEL NO. #=#8 BERIAL NO. A 5INS
UT SCOPE PANAMETRICS EPOCH-4B TTIRES, 021480810,
051485811, 070152011,
CALIBRATION BLOCK =i COUPLANT {24R MATERIALITHICKNESS #5 3
AWS IIW BLOCK TYPE 1 C.M.C ATOSM-34572 E0mm
TRANSDUCER 2% .
MANUFACTURER ANGLE . FREQUENCY | SIZE MANUFACTURER  ANGLE | FREQUENCY _ siZE
44 + RE | 2 Z=m R Eia% . RE | g= i
Changehao W ZEMHz 16*18 mm |  Changchao BD = 2.5 MHz 18*18 mm
f ; T :
Changchao a° 2.5 MHz ! 20 mm | }
Reference Levsl SSRSE 20dB
Base metal inspected per AWS D1,5-2002 Section 6.19.5 0" UTOK.
" DECIBELSS I DISCONTINUITY ~ Fisiss g !
g |4.lu -
= . = !
WELD % gg gE g EE EE E,E ﬁi LOCATION OF DISCONTINUITY Ex #
=EluElE 2| =|z . zE
pENTIRC N | § | @ W E ey =E|EE R FELLT (mm) i 5
camsas |2 |F o 2l e | g |Lenath| SoundPath | Doptn trom Sutace | Fromx | Fromy E ! B
| == FE EETEN Y =y e
B5D1-5AI3A/3-3838 69.5 a3 ACC. |
59.8 a3 acc, |
55D1-5A333A/8.4A0 +
5501-5A3334/8-5850 69.5 a3 ACC,
50.8 33 ACC.
BEDI-BAI33A/3-6AEE *
EXAMINED BY =i REVIEWED BY Wi,
‘ r f o
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Attachment-1. CONTINUED

. REPORT QF ULTRASONIC EXAMINATION
|
REPORT NOS &8% T787.UT-288 | DATE  2008.08.03 ! PAGE 2 OF 2 ;l Révision No: 0
_ | DECIBELS# 1 ] DISCONTINUITY s j :
WELD " ,
gﬁ gg EE 3 ég Eg 'gg gi LOCATION OF DISCONTIVUITY  FEHE %-g o
IDENTIFICATION Eﬁ E% E= B ET BT (S i §j§= : i
mgmses (STI0 B | . o .- P g
E E T g, i e o Length | Sound Ef"’“’['“m'r'“* From™ | From'y | E zg
N £Z | Pam EEFag EX BEY | 3
mE :
SSD1-BAIIIAE-TATE !
S5D1-SA333AB-10A108 , '
S5D1-BA3ITIAE11ATIA
P i
S501-SATIAB-124128 : | o

FSED1-SA3IINGE-1A38 | 5EO1-5A333A/8-5A58 ware T00% UT Inspectian and ACC, which 1% the reasult of requirad 255 UT,
*ssu':-mamma  BEDY-BASIINE-SAS SR S5 1 00U UTIR I 2148, l&ﬁﬁﬁ&ﬁﬁﬂ?%!iﬂzakﬁﬁﬁm
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REPORT OF ULTRASONIC EXAMINATION
UTERA i £

REPORT NOSL#8 8 T7B7-UT-270

DATE 2008.07.29 PAGE

1 OF 2 Revision No: o

PROJECT NO. : TF=&S ZP08-T87

CONTRACTOR: CALTRANS

ITEMS NAME: 230 LOWER DIAPHRAGH DRAWING NO.:S8D1-SA332
HEE® EDGE PLATE

CALTRANS COMTRACT NO.: 04-0120F4

=L mHTESS

REFERENCING CODE ' &9

ACCEPTANCE STANDARD #SinE

'PROCEDURE NO. BESE

AWS D1,5-2002 AWS D1.5-2002{Table 6.3) ZPAC-UT-01
WELDING PROCESSH &7t JOINT TYPE RS0 5] CALIZRATION DUE DATE (4 S®ERHIE
FCAW BUTT

DEC. 2857, 2008

EQUIPMENT #%

MANUFACTURER ME&® MODEL NO, RsEs

SERIAL ND. EFjia s
071565311,061488510,

UT SCOPE PANAMETRICS EPOCH-4B

: 061485811, 070152011,
CALIERATION ELOCK £ COUPLANT $i&%H MATERIALITHICKNESS HENE
AWS IW BLOCK TYPE 1l c.aic ATOBM-345T2 BOmm

TRANSDUCER Wi

MANUFACTURER | ANGLE | FREQUENCY |,  SIZE MANUFACTURER | ANGLE | FREQUENCY | , SIZE
g ] e R BliEH A fi= Ry
Changehao 2.5 MHz 18*18 mm Changchao 50° | 25MHz 18*18 mm
Changchao 2.5 MHz 20 mm
Referance Level S=SREE 20d8
Base metsl inspected per AWS D1.5-2002 Section 6.19.5 0 ® UTOK. _
DECIBELS4T DISCONTINUITY ik 5 :
g |Yaly £ -
— M 2 212 P E.g EE E 5 5 g LOCATION OF DISCONTINUITY Ex ®
o =3 335 0 ] oy
ElElg Bl B33 £ =
penTFicaTion | S =| & % é ol oAl E R {1 B (mim) E $| §
massas |2 |E -1 1 = g | Lenwth | Sound Path | Dapth rom Suttaca | Fromx | Fromy E 2
L i EnEER Ex | my | B
E501-2A281-3838 88,1 a2 ACC.
58.5 az ACC,
BED1-5A251-4A48 BE.1 32 ACC.
56.5 a2 ACC.
S201-34751-5458 r
BE01-38251-8453 *
EXAMINED BY %% REVIEWED BY i
5 7
" 7 M| 224
;M{{ﬂ/(éf??éw gLy i £
LEVEL-Il i TE " | evEeen T sien { DATE
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Attachmeni-1. CONTINUED

(ZBMC REPORT OF ULTRASONIC EXAMINATION
REPORT NOMR&&T Trar-UT-270 DATE  2008.07.23 PAGE 2 OF 2 } Revision Ne: o
: DECIBELSSH I DISCONTINUITY st -
: =
WELD g |4l 5|8 _|E 8 &
: iw o} g L%E 2 35 gg E'ﬁ gg LOCATION OF DISCONTINUITY  FEia® | & 5 3
IDENTIFICATION | 2 | EE =@l B2 (g |2 >=
: S® 8% B : 2| §
Ranfras g |g |* 2 Length | Sound | Degpth from Face's' | FromX | Fromy | T E
= J(a|b|ec|d v § =
e EEnRR =X = | &

Paih
bk}

SS501-5A251.0408

5ED1-3A251-104108

ID1-BAZ61-114118

SSD1-5A261-124128

FSSD1-BAIE1:3A38, BSD1-8AZ61-4A45 wara 100% UT Inspection and ACC, which fs the rasult of required 25% UT,
A 5501-8A251-3A38, SSD-BAZE1-4A4B IR 100 UTH R 245, BRENCECSAT Rt MRrs it fL s,

BLANK
I
EXKAMINED AY =47 REVIEWED BY =&,
Yokt 74327 NN 208ps) 25
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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-000182
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  16-Feb-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0164

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  02-Sep-2008

Description of Non-Conformance:

ZPMC shipped five (5) Tower Double Diaphragmsidentified as ESD1-38m, ESD1-33m, SSD1-38m, SSD1-47.
6m and SSD1-23m for machining with fabrication and testing not completed. The aforementioned double
diaphragms were not accepted by ABF Quality Control (QC) at time of shipping to Nantong due to weld
discontinuities in need of repair, required nondestructive testing not completed and weld terminations not
acceptable to project specifications.

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? [J Yeslvl No

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

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

Inspected By: Sinevod,Serge Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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