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-000200
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 16-Sep-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0178

Type of problem:

Welding [] Concrete [ Other

Welding [J Curing [J Procedural [J  BridgeNo: 34-0006

Joint fit-up [J Coating L1 Other Component: Tower

Procedural [ Procedural [ Descripton: Double Diaphragms

Reference Description: 04-0120F4 Specia Provisions

Description of Non-Conformance:

ABF representative inform Caltrans Quality Assurance that ZPM C was shipping two Tower Double
Diaphragms identified as SSD1-28m and SSD1-33m for machining, with fabrication and testing not completed.
The aforementioned doubl e 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.

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: N/A; Contractor was aware of the issue

Name of Caltrans Engineer notified:  Jim Reid

Time and method of notification: 9/16/08;Verbal; 0800

QC Inspector's Name: Fu Yuhong

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

Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: I shibashi,Josh SMR
Reviewed By: Smith,Ryan SMR

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 1



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: 25-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: 05.03.06-000171
Subject: NCR No. ZPMC-0178

Reference Description:  Failure to Follow Approved Procedure / Double Diaphragm Assembles/ Third 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:
ABF representative inform Caltrans Quality Assurance that ZPMC was shipping two Tower Double Diaphragms identified as
SSD1-28m and SSD1-33m 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.
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. The failure to follow the approved procedure,
specifically the failure to complete “ Step 5 Inspection and correction” prior to progressing to Step 6 has resulted in the issuance of this
NCR and NCR ZPMC-0159 and ZPM C-0164.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0178

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

 05.03.06-000171,NCT Pagelof 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 07-Nov-2008

333 Burma Road Contract No.: 04-0120F4
Oakland CA 94607 04-SF-80-13.2/ 13.9

Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000179 Rev: 00
Ref: 05.03.06-000171

Subject:  NCR No. ZPMC-0178

Contractor's Proposed Resolution:
Reference Resolution:

The fabrication procedure sequence documents that the ispection of welding will be completed prior to the machining process. Initial inpection
of the Double Diaphragms was completed but reqairs relative to Visual inspection had not been completed. ZPMC then shipped the Double
Diaphragms to Nantong for machining at their own risk noting that the repairs remaining would not adversly affect the final machined
demensions. ZPMC and ABF has since completed the weld repairs and will forward the inspection documents to CT for NCR closure.

Submitted by:
Attachment(s): ABF-NPR-000179R00

Caltrans' comments: Status: AAP
Date: 10-Nov-2008

The response is acceptable, but the Non-Conformance is not closed.
The proposed resolution mentions that the repairs have been completed, and the inspection documents will be forwarded to Caltrans for NCR

closure. Please provide this documentation. The Department will review the Contractor's proposal to close Non-Conformance ZPMC-0178 at
that time.

Submitted by:  Wright, Doug Date: 10-Nov-2008
Attachment(s):

‘E}' Page 1 of 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L u o R P.0. BOX 23223 Oakland, CA 94623

Phone (510) 419-0120 / Fax (510) 839-0666

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 15-Dec-2008
333 Burma Road
Oakland CA 94607

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

Resident Engineer Document No.: ABF-NPR-000179 Rev: 01
Ref: 05.03.06-000171

Subject:  NCR No. ZPMC-0178

Contractor's Proposed Resolution:
Reference Resolution: ~ ZPMC requests closure of this NCR based on attached documentation.

Please see attached.

Submitted by:
Attachment(s): ABF-NPR-000179R01; docs to close this NCR

Caltrans' comments: Status: CLO
Date: 21-Dec-2008

The proposed resolution is acceptable. The documents requested in Rev 0 of NPR-0179 have been provided. The Department concurs that
Non-Conformance ZPMC-0178 is closed.

Submitted by:  Wright, Doug Date: 22-Dec-2008
Attachment(s):

rwgral

Page 1 of 1



TL-001973

(ZPMC ) ’ TRANSMITTAL LETTER

PROJECT: SAN FRANCISCO OAKLAND BAY BRIDGE

DATE: 12/12/2008
TO: RUBY/ ABFJV QA DEPARTMENT
FROM: ZPMC QA DEPARTMENT

SUBJECT: CALTRANS NCR FOR CLOSURE

SUBMITTED FOR YOUR APPROVAL.

ENCLOSED WITH THIS TRANSMITTAL IS ONE

(1) COPY OF LETTER OF RESPONSE WITH NO.T-021 FOR CLOSURE.
(2) COPY OF NCR WITH NUMBER NCR-000200(ZPMC-0178).

(3) COPY OF ABF-NPR-000179

(4) COPY OF NDT REPORTS.

PLEASE SIGN THIS TRANSMITTAL AND RETURN TO ME.

ACKNOWLEGEMENT:
CloAn g s RECEIVED 12 DEC 7008
PLAN HOLDER \ DATE
‘E“J' ‘—‘“1- Y FLUOR
COMPANY PHONE NO.

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



[ @ ! NO. T_021

LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2008-12-11
REGARDING: NCR-200 ZPMC-178

ZPMC received NCR-200(ZPMC-178), it rne'utioned that ZPMC was shipping
two tower double diaphragms identified as SSD1-28m and SSD1-33m 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 two 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 both diaphragms getting back, the technician
finished all the required NDT and these two diaphragms had gotten Caltrans’ green
tﬁg. '

So here ZPMC attached AB/F NCR proposed solution ABF-NPR-000179 and all
the NDT reports, hoped Caltrans can take a review and close this NCR.

ATTACHMENT:

NCR-000200 (ZPMC-0178)

ABF-NPR-000179

28M NDT reports:

Upper diaphragm plate butt welding: T787-UT-035 & T787-MT-031

Lower diaphragm plate butt welding: T787-UT-235 & T787-MT-342

Welds between upper and lower diaphragm plates with web plates: T787-MT-994 !
Welds between upper diaphragm plate with flange ring: T787-MT-993
Welds between lower diaphragm plate with flange ring: T787-MT-992
Upper diaphragm flange ring butt welding: T787-UT-317

Lower diaphragm flange ring butt welding: T787-UT-250 \

33M NDT reports: /

Upper diaphragm plate butt welding: T787-UT-039 & T787-MT-035 \

Lower diaphragm plate butt welding: T787-UT-051 & T787-MT-062

Welds between upper and lower diaphragm plates with web plates: \/ JN D%
Q

Welds between lower diaphragm plate with flange ring: T787-MT-596
Upper diaphragm flange ring butt welding: T787-UT-273

T787-MT-592 & T787-MT-597 \\.r‘p{

Welds between upper diaphragm plate with flange ring: T787-MT-598 é 3
\\

Lower diaphragm flange ring butt welding: T787-UT-312

W\@j’\?m :

2093-(.2 >



i
DEPARTMENT OF TRANSPORTATION - District 4 Tell Briag:

333 Burmsa Rozd
Oakiand CA 24677
Tal: Fai.
NON-CONFORMANCE REPORT TRANSMITT AL
» 1]
e AMERICAN BRIDGE/FLUQF. £ 7 Dats: 25-8en-2i-
375 BURMA ROLT
CAKLAND CaA 03407 Contract No: 04-0126+-
' ' 04-5F-80-13.2/13.¢
Dear: Mr. Charles Kanapic..” Job Name: SAS Superstructure

Attention: Mr. Dave Wiliiams Consuhan! Docement No: 05.03.06-000171
Subject: NCR No. ZPMC-0178

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

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as

indicated below:
[ Material or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents, . '
(| Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Confotmance Resolved.

Material Location: Tower ‘ Lift: 0!

Remarks;
ABF representative inform Caltrans Quality Assurance that ZPMC was shipping two Tower Double Disphragms identified as
S8D]-28m and $SD1-33m 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,

Action Reguired and/or Action Talen:
Propose a resolution for the identified non-conformance with the approved procedures and the steps taken by the Quality Conmro!
Manager fo prevent future failures to follow the submitted and approved procedures. The failure to follow the approved procedure.
specifically the failure to complete “Step 5 Inspection and correction” prior to progressing to Step 6 has resulted in the issuance of this
NCR and NCR ZPMC-0159 and ZPMC-0164.

1 1
Transmitted by: Scott Keanedy Sr. Bridge Engineer
Attachments; ZPMC-017:

ce: Rick Morrow, Gary Pursell, Marlk Woods, Doug Cos
File; 05.03.06

‘§2 05.03.06-000171NCT



STATE DF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENT Amold Schwarzenegger, Goyemor

=

DEPARTMENT OF TRANSPORTATION ! A,
DIVISION OF ENGINEERING SERVICEZ ' T
Office of Structural Materialz sl
Quality Assurance and Source Inspectic-

Contract # 04-0120F4 =

Bay Area Brans® : =
690 Walnui Ave.St. 15 City: SF/ALARte: 80 PM: 13.2/13.5
Valiejo, CA 845582-3 '.':.. . File #: 69.25T

(707) 649-545° e

(707) 648-549%

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

ELgcation: Changxing Island, Shanghai, PRC ' Report No: NCR-000200
Prime Contraetor: American Bridge/Fluor Enterprises, a JV , Date: 16-Sep-2008
Submitting Centractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-017§

Type of problem:

Welding [0 Concrete [ Other
Welding {1 Curing [ Procedural []  Bridge No: 34-0006

Joint fit-up [1 Coating [J Other Component: Tower

Procedural [ Procedural [J Descripton: Double Diaphragms

‘Reference Description: 04-0120F4 Special Provisions

Description of Non-Conformance: :

ABF representative inform Caltrans Quality Assurance that ZPMC was shipping two Tower Double

Diaphragms identified as SSD1-28m and SSD1-33m 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,

Applicable reference:

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

Whe discovered the problem:  Greg Bertlesman, Quality Assurance Inspectar

Namie of individual from Contractor notified: Don Walton

Time and method of notification: N/A; Contractor was aware of the issue

Name of Caltrans Enginéer nofified:  Jim Reid

Time and methed of notification: 9/16/08;Verbal; 0800 '
QC Inspector's Name: Fu Yuhong
Was QC Inspector aware of the problem: Yes[] No

Coniractor's propesal to correct the problem:

Commernts:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh, (818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Ishibashi,Josh SMR
Reviewed By:  Smith,Ryan SMR

T = 1]
R TLA]J.QI?&'.’H:I-'."L'z'.':‘IH'JJ'R‘l: - Non-Conformarnce Repori ‘ Page | of 1



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge ‘ E E_- Ef @ ﬁ P.0. BOX 23223 Ozkland, CA 94623

)

s e B Phone (510) 419-0120 / Fax (510) 833-0566

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure . Datad: G7-Mov-2008

333 Burma Road

' Contract No.: 04-0120F4
Oakland CA 94607

04-5F-80-13.2/13.9
Attention: Pursell, Gary . Job Name: SAS Superstructure
Resident Engineer Document No.: ABF-NPR-000178 Rev: 00
Ref: 05.03.06-000171 ¢

Subject: NCR No. ZPMC-0178

- Contractor's Proposed Resolution:

=emimn Sesao

Refarence Resolution:

The fabrication procedure sequence documents that ths ispection of welding will be completed prior {o the machining process. Initial inpaciion
of the Double Diaphragms was compleied but reqalrs relative o Visual inspection had not bsen completed. ZPMC then shipped the Double
Diaphragms to Nantong for machining at their own risk noting that the repairs remaining would not adversly affect the final machined
demensions. ZPMC and ABF has since completed the weld repairs and will forward the inspection documents to CT for NCR closurz.

N "

Submittad by:
Aitachmeni(s): ABF-NPR-000178R00

-. Caltrans' commenis: Status: AAP

Date: 10-Nov-2008

The response is acceptable, but the Non-Conformance s not closed,

The proposed resolution mentions that the repairs have been completed, and the inspection documents will be forwarded to Caltrans for NCR
closure. Please provide this documentation. The Depariment will review the Contracior's proposal to close Non-Conformance ZPMC-0178 at
ihat time.

Submitts;l by:  Wright, Doug Dats: 10-MNov-2008
Attachmeni(s):

RECEIVED
KOV 1.6 2008

AMERICAN BRIDGE /FLUOR

Pagclof!



—————
(ZPMC>
— ==

UTHRAG

REPORT OF ULTRASONIC EXAMINATION

wE

REPORT NO.FR &S T787-UT-039 DATE 2008.04.22 PAGE 1 OF 1 Revision No: 0
PROJECT NO.:T2HS ZP06-787 CONTRACTOR: CALTRANS

ITEMS NAME: 33M UPPER DIAPHRAGM DRAWING NO.:SA322(S), P283(S) CALTRANS CONTRACT NO.: 04-0120F4
WL Ee mATERS

REFERENCING CODE %317 ACCEPTANCE STANDARD #2Z#& PROCEDURE NO. 4%

AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQCUT-01

WELDING PROCESSEE JOINT TYPER &R CALIBRATION DUE DATE {2 EHZ
SAW BUTT DEC. 28", 2008

EQUIPMENT #&#
UT SCOPE

MANUFACTURER fRlZEi
PANAMETRICS

MODEL NO. EE4&S

EPOCH-4B

SERIAL NO. FFiS%S
071565311,061488510,
061495811, 070152011,

CALIBRATION BLOCK &t

COUPLANT #4701

MATERIAL/THICKNESS ##5HEE

AWS IIW BLOCK TYPE II C.M.C A709M-HPS-485WT2-Z/ 75mm
TRANSDUCER #:k
IMANUFACTURER#iER| ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
faE = Rt IR il = Rt
Changchao e 2.5 MHz 18x18 mm Changchao 45 © 2.5MHz 18x18 mm
Changchao 0° 2.5 MHz 20 mm Reference Level #35RIEEE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS#+ 1T DISCONTINUITY  FEeiEi: g
g w w = i
= = Q ~|ls |8 S |5 =N Feal
Wi z.l2 g <El2|8s|2s| 55 |8p LOCATION OF DISCONTINUITY E .| W
9%4;2%5%3?&3 5¢ |5 S &
= ww < |ET |2 Zc | B = 4=
menmiFcaton | S 8% BT g |= LB (mm) 2% B
IS S % & uw a % d Length | Sound Path | Depth from Surface | FromX | From'y E -
ge | mm EEERE X mY a
SSD1-SA322-A/B-1A/1B 8.4 34 ACC
443 33 ACC.
SSD1-SA322-A/B-2A/2B 68.4 34 ACC.
44.3 33 ACC.
BLANK
EXAMINED BY Fif REVIEWED BY ®&::
3 22 .
N osgX O ¥, )/ /% / _
77’[”_/"! Ll Vong 34 .o 70
LEVEL -1l SIGN / DATE LEVEL-1I S|GN / DATE
BRI / Qem Fi *CUSTOMER ,
Ru&any 2008. S|
%F SIGN/ Bl DATE 4<F SIGN/ B DATE

(FORM# ZPQC-UT01-1)




ZBMC ‘

REPORT OF MAGNETIC PARTICLE EXAMINATION

. FroeigoR Uit aey ' .
REPORT NO. 3445 T787-MT-035 DATEHf 2008.04.23 PAGE OFW® 1M Revision No: 0
PROJECT NO. C :
I%ﬁﬁg: » ZP06-787 ;?QRACTOR CALTRANS
DRAWING NO. Souﬁéﬁﬁg&:ﬁgﬁ?@ﬁ CALTRANS CONTRACT NO.: —_——
B ] DIAPHRAGM MHTERS
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
SEFEHRT BEZinE EBFES (s EA
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2008
EQUIPMENT #&% MANUFACTURER il MODEL NO. #3852 SERIAL NO, £4:45
MT YOKE PARKER B310S 5360 5362 5395
MAGNETIZING Continuous magnetic yoke CURRENT AC
METHODRE{L A& BEAESE =k
EHED FREH R 70~150mm

Y WELDING
MATERIAL TO BE O CASTING ﬁqﬁ Material & thickness AT09M-HPS-485WT2-Z
EXAMINED : s B, L 75mm
B O FORGING $Eif ¥
WELDING PROCESS TYPE OF JOINT
BN SAW B BUTT
WELD LD DISCONTINUITYAZEStE ACCEPT | REJECT REMARKS
pit INDICATION TYPE LENGTH IN = Bl 2y
REEmS
N A mm
i
SSD1-SA322A/B-1A/1B ACC
SSD1-SA322A/B-2A/28 ACC
BLANK
EXAMINED BY EiE REVIEWED BY ®#
-\ \
2hou_ Dorgyuum 2 HN U
LEVEL-Il  SIGN &£ | DATE B #if Dol ol. 22 | LEVEL- SIGN | DATEHH o5:R -éfi“;’))
-
JRIFEE / OCM FFCUSTOMER
HuFo 2008. 5|

45 SIGN [ HiE DATE &% SIGN/ HYF DATE

(FORM# ZPQC-MTO1)




— REPORT OF ULTRASONIC EXAMINATION
UTHRG RS

Z2PMC

e I——

REPORT NO.JR&%HS T787-UT-051

DATE  2008.04.30

PAGE 1 OF 1 Revision No: 0

PROJECT NO. :TE#HS ZP06-787

CONTRACTOR: CALTRANS

ITEMS NAME: 33M LOWER DIAPHRAGM
file

DRAWING NO.:SA276(S), P284(S)
BHE

CALTRANS CONTRACT NO.: 04-0120F4
MHIESRS

REFERENCING CODE %31
AWS D1.5-2002

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

PROCEDURE NO. &8
ZPQC-UT-01

WELDING PROCESS/R#EH

JOINT TYPER 4T

CALIBRATION DUE DATE {3 EH N

SAW BUTT DEC. 287, 2008
! ' " SERIAL NO.
EQUIPMENT #4% MANUFACTURER #I37 MODEL NO. #&4% RS
7 1,06 ;
UT SCOPE PANAMETRICS EPOCH-4B i
061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT 38457 MATERIALITHICKNESS # £l s
*'SIW BLOCK TYPE I c.M.C A709M-HPS-485WT2-Z/ 75mm
TRANSDUCER #sk
MANUFACTURER#{#7| ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
yiilid P R T bl i Rt
Changchao 70 ° 2.5 MHz 18x18 mm Changchao 45° 2.5 MHz 18x18 mm
Changchao 0° 2.5 MHz 20 mm Reference Level 3R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
! DECIBELS4+11 DISCONTINUITY  AEgki: g
| o w 1w F 2
= o} Q ~|5_|8_| 25 |5 3 H
WELD TE &gE 8 |3z|52| 51 |22 LOCATION OF DISCONTINUITY Sx *
Elkly B|=E 2| 2L (B 25
IDENTIFICATION | § % =9 o 2| == |5 AEELECr T (mm) ; 2 % f'EE
— u. E—]
PRI S 2 |E _{ g | Lereth | Sound Path | Deptn from Surace | FromX | From. | § &
= L
€E HE SRR EEX EY =}
SSD1-SA276-1A/1B 68.7 32 ACC.
44.6 34 ACC.
SSD1-SA276-2A/28 68.7 32 ACC.
44.6 34 ACC.
BLANK

EXAMINED BY Zif -

LEVEL-IIl SIGN 1/ DATE

Melfsloy a8 0fp30 -

REVIEWED BY ##:

XW/%@@M M - "‘r[’f_v‘

LEVEL- I

SIGN ] DATE

HitEs /aem

Huda s 6.6

5 SIGN/ Bl DATE

FFCUSTOMER

485 SIGN/ HIA DATE

(FORM# ZPQC-UTO1-1)




(ZPMC ]

REPORT OF MAGNETIC PARTICLE EXAMINATION

1
= EHRARE

REPORT NO. #4545 T787-MT-062 DATEH#] 2008.05.01 PAGE OFHRE 1M1 Revision No: 0

OJECT NO. CONTRACTOR:
g‘%ﬁEﬁ‘cT ZP06-787 j! F-T:RA TR CALTRANS
DRAWING NO. SA276(S),P284(S) CALTRANS CONTRACT NO.:
Be:-- - 33M LOWER DIAPHRAGM: - - | jni TS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
SEMFERTG BEZRE EFES RERERRM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2008
EQUIPMENT #4%& MANUFACTURER #li& MODEL NO. #:. 4% SERIAL NO. #EZ55
MT YOKE PARKER B310S 5617 5395 5360
MAGNETIZING Continuous magnetic yoke | CURRENT AC
METHODREAL 73 BAIREEE B3
PARTICLE TYPE Dry magnet powder YOKE SPACING
B TR A 70~150mm
: WELDING
MATERIAL TO BE é CASTING iﬁ# Material & thickness AT09M-HPS-485WT2-Z
EXAMINED
g FORGING
WELDING PROCESS TYPE OF JOINT
P SAW 1Rsaem BULT

WELD LD DISCONTINUITYREsktE ACCEPT | REJECT REMARKS
ey INDICATION TYPE LENGTH IN g2 sEll £
= £ % mm
K
SSD1-SA276-1A/1B " ' ACC.
SSD1-SA276-2A/28 ACC.
BLANK

EXAMINED BY=i#E

Zha P"‘{ljw

REVIEWED BY %

Wara (bes

LEVEL-1l _SIGN &% DATERH 1B I"(} LEVEAY SIGN
REEE / oem FFCUSTOMER
Hu&and 228 §-6

3T SIGN/ HIE DATE

/ DATEE;WZ&QSEQS:@!

ZE5 SIGN/ B DATE

(FORM#E ZPQC-MTO1)




fl

REPORT OF MAGNETIC PARTICLE EXAMINATION

AR g Rl Er
DATEZ# 2008.09.01 , PAGE OFWH 1M Revisien Na: 0
PROJECT NO. B— CONTRACTOR: s
IEES: ) g A
DRAWING NO. SA322(S) CALTRANS CONTRACT NO.:
s 04-D120F4
i TOWER(S) 33M DIAPHRAGM | TEES A
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEFEED ZEZnE BEes NERTEHE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec, 28°7 2008
EQUIPMENT &% MANUFACTURER £.£% MODEL NO. 35 SERIAL NO. E&£E2%
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
=25 8- BMAREEE =i '
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
: T ~150mm
BfpEEE FRCE B EE
MATERIAL TO BE J WELDING 254 . . AT09M-HPS-485WT2-Z
= : Material & thickness
EXAMINED Z CASTING &% 75/60/40mm '
R E = FORGING i F5 AEE
\lmilflb.ls PROCESS S ?’YPE. OF JOINT —
BETE EEEZER
DISCONTINUITY g4
WELD.D, e ACCEPT REJECT REMARKS
vOEsEE ) INDICATION ve=z BEE | 25 'z =Y EE ==
: £ =) - '
S§SD1-5A322B/B-1 4 ACC. 5
SSD1-SA322B/8-2 ACC.
SSD1-SA322B/B-5 ACC.
SSD1-SA322B/B-6 A
SSD1-5A322B/B-9 ACC.
S5D1-5A322B/B-
10 ACC.
S$5D1-SA322B/B-
13 ACC.
S5D1-SA322B/B-
14 ACC.
BLANK
EXAMINED BY X% REVIEWED BY &%
MW X u ey
LEVEL-Il SIeNZEZ 7/ DATES 4 e 7 0/ LEVEL-l  SIGN | DATET# Uﬁ:%[
JEREE /Qcm E FCUSTOMER
Mrbary  3=8,09.[c
S5 5IGN/ 3 %3 DATE S SIGN | T3 DATE
] ]

(FORM# ZPQC-MTO1)




o, R—— -
=z _ REPORT OF MAGNETIC PARTICLE -EXAMINATION
——-—_—— 5 . .
BRI S
REPORT NO. #E£&F T787-MT-597 DATES#i 2008.08.02 PAGE OFAR® 111 Revision No: 0
PROJECT NO. —— CONTRACTOR: ——
IEES: B A :
DRAWING NO. SAZ276(S) CALTRANS CONTRACT NO.:
i s 04-0120
e TOWER(S) 33M DIAPHRAGM FIG PLATE | 5-H TEE T e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEEFEEB EERE BEES WEHTEHE
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT #£ MANUFACTURER 55%% - MODEL NO. ExX£% SERIAL NO. EEEE
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
Bl hE B E=471
PARTICLE TYPE Dry magnet powder YOKE SPACING
. e 70~150mm
masE TR B
MATERIAL TO BE v WELDING 2% ) A70SM-HPS-485WT2-2
- o Material & thickness
EXAMINED T CASTING &4 75/60/40mm
T ilF s = FORGING %% B EE
w Jo
. I_ELEING PROCESS — wpg OF JOINT —
BT EEESEEL
DISCONTINUITY Fitgei:
WELD I.D. TENGTA T ] ACCEPT REJECT REMARKS
e INDICATION TYPE 2m #z £ . &=
Eizend ==
SSD1-SA322B/B-
11 ACC.
SSD1-SA322B/B-
12 ACC.
SSD1-SA322B/B-7 ACC.
SSD1-SA322B/B-8 ACC.
SSD1-SA322B/B-
[ 15 L] ACC.
SSD1-5A322B/B-
16 ACC.
SSD1-SA322B/B-3 ACC,
SSD1-SA322B/B-4 ACC.
BLANK
EXAMINED BY%:3 REVIEWED BY &#
r
7)4;14 I)F?q’ Xu Mo/
LEVEL-1l SIGNZ%Z /7 DATERY ?_,g; ? K24 LEVEL-l  SIGN | oatEa®m 00,9, 2
EREE / QoM F FCUSTOMER
- \’ . b
£ SIGN / 345 DATE %S SIGN/ 313 DATE

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

: BARIRE ’
REPORT NO. i &5 T787-MT-598 DATE3#3 2008.09.02 PAGE OFH® 1M Revision No: 0
PROJECT NO. st CONTRACTOR: CALTRANS
IEES: A F:
DRAWING NO. SA322(S)+8A272 CALTRANS CONTRACT NO.:

ERa 20F4
E2E- TOWER(S) 33M UPPER DIAPHRAGM |#H TEES v
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEFEED y EERE BFEEg WEREENN
AWS D1.5-2002 ( AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT ##4%& MANUFACTURER £ % MODEL NO. =& SERIAL NO, E&ag
MT YOKE PARKER ) B310S 5620 5385 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
Biio s B =8 -
PARTICLE TYPE Dry magnet powder YOKE SPACING —
BB TR BAEE e
MATERIAL TO BE Y WELDING %/ AT0SM-345T2/
- ; Material & thickness
EXAMINED Z CASTING &% ' A708M-HPS-4B5WT2
g pe Z FORGING &% G5 EE 75/60mm
WELDING PROCESS
. EIN PR — "I'YPE“OF JOINT itk
BT AR
WELD |.D - CASCONTINUITRRIEE "ACCEPT REJECT RE
.D. - — MARKS
T INDICATION TYPE BEE T w= = P
BT Za
SSD1-SA322A/B-8 ACC.
SSD1-SA322A/B-9 ACC.
BLANK

EXAMINED BY X

REVIEWED BY E#

~
ZE7 SIGN/ 3} DATE

Zheu P"‘ﬁjm XuMets
LEVEL-Il SIGN#Z£Z | DATESY ?""lg'ﬁ'w LEVEL-Il  SIGN /| DATER# ﬁt?‘ 2.
EEEZ/QCm A FCUSTOMER
binbang  >=9.00. (o

%5 SIGN | S #3 DATE

(FORNE ZPQC-MTOT)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

¢ y Eﬁ%’iﬁiﬂﬂﬁ%
REPORT NO. #4428 T787-MT-506 DATES#i 2008.08.02 PAGE OFH®E 1/ |Revision No: 0
PROJECT NO. ——— CONTRACTOR: T
TEES: : =l
DRAWING NO. SAZ276(S)+SA275 CALTRANS CONTRACT NO.: '
e 04-0120F
=S TOWER(S) 33M LOWER DIAPHRAGM |G- TEES T
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEPAED EFRE BEEE WEHTEREE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2008
EQUIPMENT &% MANUFACTURER #3£ % MODEL NO. =25 SERIAL NO, EZ8E
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Bils iz BGm=lELE B
PARTICLE TYPE Dry magnet powder YOKE SPACING
R = 70~150mm
BRI TR B EE
MATERIAL TO BE VWELDING &4 A708M-345T2/
- s Material & thickness
EXAMINED 5 CASTING &4 A709M-HPS-485W T2
il E T FORGING £3% B, AE 75/60mm
WELDING PROCESS TYPE OF JOINT
. FCAW Bl T-JOINT
BEFE Bt
WELD 1.D el e ACCEPT REJECT REMA
B, RKS
Beaias INDICATION TYPE el B =% el
7 #u
S5D1-SA276-8 ACC.
SSD1-SAZ76-8 ACC.
BLANK

EXAMINED BY=#

shay Do)

REVIEWED BY £#

X Honf

%= SIGN/ 3# DATE

LEVEL-l SIGN&Z | DATE3H - 4 .;‘o')/ LEVELAl  SIGN | DATEHH uﬁﬁ,z
FE2E /QcM 4 FFCUSTOMER ‘
Huong 223899, |-

ET SIGN/ 335 DATE

(FORM# ZPQC-MTD1)
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REPORT OF ULTRASONIC EXAMINATION

UTHRAG IR &

REPORT NO:i%&E5 T787-UT-273

DATE  2008.07.30

PAGE 1 OF 2 Revision No: 0

PROJECT NO.:TZ4£&5 ZP06-787

CONTRACTOR: CALTRANS

ITEMS NAME: 33V UPPER DIAPHRAGM
H4&LZ%  EDGE PLATE

DRAWING NO.:SSD1-8A272
30

CALTRANS CONTRACT NO.: 04-0120F4
HHIEES

REFERENCING CODE #H##E
AWS D1.6-2002

ACCEPTANCE STANDARD Z&iFE
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. EFEF
ZPQC-UT-01

WELDING PROCESSEZEH
FCAW

JOINT TYPEB&E35T
BUTT

CALIBRATION DUE DATE ST
DEC. 28°7, 2008

SERIAL NO. FFlES

EQUIPMENT #%

MANUFACTURER #36%E

MODEL NO. E=x£%

UT SCOPE

PANAMETRICS

EPOCH-4B

071565311,061488510,
061455811, 070152011,

CALIBRATION BLOCK =&

COUPLANT 247

MATERIAL/THICKNESS ##ELE

AWS IIW BLOCK TYPE 1 cC.M.C A709M-345T2 60mm
TRANSDUCER #ik
MANUFACTURER | ANGLE | FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY ;  SIZE
BIERH i BE | HE R RER yiiis Z= : R
] T :
Changchao 70 ® : 2.5 MHz | 18*1Bmm Changchao 60 ° 25NHz ¢+ 18*1Bmm
i 1 V T i v ]
Changchao ' L ! 2.5 MHz i 20 mm : |
Reference Levelr #EREE : 20dB-
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS %11 DISCONTINUITY ~ i c |
o w w G s
= = 2 =
o c |eHlYeE & |8s|8s (38|82 LOCATION OF DISCONTINUITY g . *E
R IR o
= IR : o |8 g7 |=c|B% 25 =
pENTIFicATION | § |2 %) 8 i REEALE (mm) 128 5
— T Q =
jELEmAin E % E Ll_‘.i b d Length | Sound Path | Depth from Surface | Fom'X | From"Y g ﬁ:"
? = a c 2
% k=S ERERE EX =Y o
55D1-8A322A/8-3A3B *
S§SD1-8A322A/B-444B *
S5D1-5A322A/8-5A5B 68.5 32 ACC.
59.2 32 ACC.
S5D1-5A322A/B-6A6B 68.5 . .32 atc.
59.2 32 ACC. |

EXAMINED BY %

24 ] 4o

REVIEWED BY F#:

Yiy ocheawj 1998 .9).3 >

7 VAL ] Bl
LEVEL -1l. SIG ! DATE LEVEL- I SIGN / DATE
7
EEE=/Qcm A CUSTOMER
\k:]k\u‘@s V@%'a%'os
= SIGN/ ¥4 DATE ' %= SIGN/ I3 DATE N

(FORM# ZPQC-UTOI-1)



Attachment-1. CONTINUED

(ZPMcH

REPORT OF ULTRASONIC EXAMINATION

1 : I
| DATE  2008.07.30 'PAGE 2 OF 2 Revision No:

REPORT NOR 545 T787-UT-273 0
DECIBELS%+1 DISCONTINUITY 7Rifghi o
) s
@] w w e |lg |E |& = =
WELD = 5_[E_ |E.|5 2
2 |28|2=|5|38|53|38|38| LOCATION OF DISCONTINUITY F2f® | 3 & | &
gw|ZE|L® ®|38|83|58 |88 & &
IDENTIFICATION | & 1% j% s 8 IR ERE z&
< £l m F 2 B e
P s g G- o _E
REREES o 8 w E Length | Sound | Depth from Face'A' | From'X | From'Y = £
. Z o J|a|b|c|d 8 =
% | Ppath suEEE EX =Y =
EE :
SSD1-SA322A/B-TATS ' ' : 'k
SSD1-SA322A/B-10A108 4
SSD1-SA322A4/B-11A118 *
SSD1-SA322A/B-12A128 *

A SSD1-SA322A/-5A58, SSD1-SA322A/8-6A68 were 100% UT inspection and ACC, which is the result of requirad 25% UT.
X $SD1-SA322A/3-5A58, SSD1-SA322A/B-6A6B1E 445 100% UTR I 445, ERRRRERSAAT Ml ERA25%BFHEE.

BLANK

EXAMINED BY =33 REVIEWED BY &#;
/%f&//ﬂf%w 2t °(-fo Xu_Romqdetq  Yos8.9)3e
LEVEL-1I szg!(' / DATE LEVEL- Il sIG ! DATE
FEREEE/ Qcwm B FCUSTOMER

\)\\)_Uﬁ.\% }p’% -\3% 'bS
&= SIGN/ 933 DATE. = SIGN/ 331 DATE

(FORM# ZPQC-UT01-2)




Fe) REPORT OF ULTRASONIC EXAMINATION
UTEHRA R &

REPORT NOF&458 T787-UT-312 DATE  2008.08.11 PAGE 1 OF 2 Revision No: 0

PROJECT NO.: TEZ$E ZP06-787 . CONTRACTOR: CALTRANS

ITEMS NAME: 33M LOWER DIAPHRAGM DRAWING NO.:SSD1-SA275 CALTRANS CONTRACT NO.: 04-0120F4
W:£%  EDGE PLATE B BT

REFERENCING CODE £%3i# ACCEPTANCE STANDARD £Zizn PROCEDURE NO. S

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

WELDING PROCESSHZEF i JOINT TYPER&E3ER ' CALIBRATION DUE DATE (XS FHEM
FCAW BUTT DEC. 28°7, 2008

EQUIPMENT #% MANUFACTURER HIiE®S MODEL NO. #24£&% REBIGLND: PERIRS

UT SCOPE PANAMETRICS EPOCH-4B 071865311,061488510,

061495811, 070152011,

CALIBRATION BLOCK i COUPLANT #4551 MATERIAL/THICKNESS ## A

AWS IW BLOCK TYPE 1I c.m.c A709M-345T2 60mm

TRANSDUCER #ik

MANUFACTURER | ANGLE | FREQUENCY | SIZE |MANUFACTURER: ANGLE | FREQUENCY ' SIZE
gEE . AE A= i Rt 5 HERE | RE . M= i R
Changchao I 70 ® ! 2.5 MHz ! 18*18 mm l Changchao 60 ° . 2.5 MHz " 18*4Bmm
T | : 1
Changchao ’ g ! 2.5 MHz ! 20 mm 1
i ; , ;
Reference Level SZREMFE ! 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS#+ 1 DISCONTINUITY AHEZEiE 5
o ] L ] i aar
Z |la8(Q=|z|5.]18.(285]5 ION O o . E
Sk z .| 5|2 5|8 (8|50 |58 2 LOCATION OF DISCONTINUITY P Bo . ¥
' Q%< -3 = |28 EE 5t |23 ] = = i
= = w = @ -~ | E o =ec Em =i i | = i =
IDENTIFICATION | § 55| @ Bl C i = (= FEEL T (mm) 3 § i :
o = =
Al E 2 % w i 4 Length | Sound Path | Depth from Surface | FromX | From'Y E | e
! o = a c w
. EE TETEE =X EY o [
SSD1-SA276-3A38 68.7 34 | ACC,
56.8 34 l ACC.
SSD1-5A276-4A48 ! : %
|
SSD1-5A275-5A58 ' | *
1
SSD1-SA276-6458 68.7 34 | acc. !
I :
58.8 34 | Acc.
EXAMINED BY =3f REVIEWED BY ##:
TVW”\%“@ 531
W\Ct/ X1L Rm%ﬂwﬂ woiE. I8, |
LEVEL-H)SlGN DATE LEVEL-1I SIGN / DATE
JRIEESE / QoM F/FCUSTOMER
e et "BW
= SIGN/ FH#5 DATE £ SIGN/ i8 DATE

(FORM# ZPQC-LTO1-1)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO.f &4 T787-UT-312 DATE  2008.08.11 PAGE 2 OF 2 Revision No: 0
DECIBELS#r T DISCONTINUITY FEZHE -
S
o w 1] c -] = = T e
WELD = e | |5 |B |2 |5 | =
z.|8 S EE = |25|8%|58 E‘E LOCATION OF DISCONTINUITY FEZME  THF %
o 5 B2 (53|23 o=
ENTIFICATION | £ %I 5 B\ = 8| 5 (2 |eT 27| E° rE
= =| 00 = = [
i A = 6] o E =
REABRITES a E uw S Length | Sound | Depth from Face'd' | From'X | From'Y E g
= o Slal|b|le]ad ] =
& | path EnTHE =X EY B
EE
SSD1-SA276-TATE L
S5D1-5A276-10A108 i *
SSD1-5A276-11A11B +

SSD1-5A276-12A12B

*58D1-8A276-3A3B , 88D1-5A276-5A68 were 100% UT inspection and ACC, which is the result of requirad 25% UT.
*88D1-5A276-3A38 , 5SD1-5A276-6ABBELEE100%UTR K &5, BERARKECSES T EAER A5 UATEE.
1]

BLANK

S

o )

== SIGN /! Z1#] DATE

EXAMINED BY=# REVIEWED BY ##i:
M g D 4 '
| ] XA %ﬁ»g@anji VosB. B\ 1 |
LEVEL-11 slGN / DATE LEVEL- 1| SIGN ! DATE
FEEE/Qocm A FCUSTOMER

£ SIGN/ E3 DATE

(FORM# ZPQC-L'T01-2)




C REPORT OF ULTRASONIC EXAMINATION
e ﬁ:.
UTHRIRE
REPORT NO.FR& %S T787-UT-035 DATE  2008.04.19 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T2%%5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: SOUTHERN TOWER 28M UPPER | DRAWING NO.:SA334(S)+P248(S) CALTRANS CONTRACT NO.: 04-0120F4
Wi-Ew  DIAPHRAGM BES mMTEES
REFERENCING CODE &% ACCEPTANCE STANDARD iR PROCEDURE NO. Ef4%
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS/ JOINT TYPE#ZEER CALIBRATION DUE DATE {{Z & E#3
SAW BUTT DEC. 28%, 2008
. i ' SERIAL NO. FF3l
EQUIPMENT &% MANUFACTURER #I1E# MODEL NO. R4S 5’%
71565311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B M
; 061495811, 070152011,
CALIBRATION BLOCK & COUPLANT #8477 MATERIALITHICKNESS #i5}LEE
AWS |IW BLOCK TYPE T c.M.c AT09M-HPS-485WT2-Z/ 75mm
TRANSDUCER #k
[MANUFACTURER##i&T| ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE | FREQUENCY SIZE
R i R TSR fafE = Rt
.Changchao 70 ° 2.5 MHz 18x18 mm Changchao 45 ° 2.5 MHz “18x18 mm
Changchao 0° 2.5 MHz 20 mm Reference Level £ REfF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS41 DISCONTINUITY  Fbiiit g
Cj w w I ﬁ 4
=z = (5] ~ls_ |8 |25 |5 = #
— - % <1k = 3 |8z 2 es |22 LOCATION OF DISCONTINUITY s £ *
AP AR IR el el B} <
IDENTIFICATION | & #| @ & g 0l Lol e o i s AELALH (mm) 2E| ®
' mmamems g &= I 4 Tl o Lingth | Sound Path | Depth from Surface | FromX | Fromy | § &
& mE B X By | B
S5D1-SA334A/B-1AMB 68.5 33 ACC.
44-5 34 Acc-
SSD1-SA334A/B-2A/28 68.5 33 ACC.
4.5 34 ACC.
BLANK
EXAMINED BY Zif REVIEWED BY ##:
(rk‘ [—‘"W\/l’ 2t 3 2 ¢ L /}/VMJI}%”? }""X-'% J‘?
LEVEL-Il SIGN [/ @ATE LEVEL-1I SIGN ! DATE
JE{E3E / Qem , . F FFCUSTOMER .
Hubon 20} - % 1Y
25 SIGN/ Hi DATE 45 SIGN/ H#i DATE

(FORM# ZPQC-UT01-1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

=5 SIGN/ B DATE

' WHRRNRE ;

REPORT NO. 3%4S T787-MT-031 DATEHHI 2008.04.22 PAGE OFW® 1M Revision No: 0

ECT NO. co :
;’;g% %:T NG ZP06-787 M ;T;RACTOR CALTRANS
DRAWING NO. . SA334(S)+P248(S) CALTRANS CONTRACT NO.:

SOUTHERN TOWER 28M UPPER L
S ' DIAPHRAGM MHIEES 90101
REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
EEAEARB EZinE EFERS B ETEEHI
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2008
EQUIPMENT &% MANUFACTURER I35 MODEL NO. &xX4%5% SERIAL NO. EEiEigs
MT YOKE PARKER B310S 5360 5362 5395
MAGNETIZING Continuous magnetic yoke | CURRENT
METHODRS L & mARAESE A5 AC
PARTICLE TYPE, Dry magnet powder YOKE SPACING .
BpmIEn TG RAmEEs 70~150mm
vV WELDING g4

MATEEEJB TO BE Ol CASTING 54 Material & thickness A709M-HPS-485WT2-Z
EXAM ] B, L 75mm
Fréshrv ) O FORGING $&iE ;d
WELDING PROCESS - TYPE OF JOINT
BT A P ] BUTT

WELD LD DISCONTINUITY Rz ACCEPT | REJECT REMARKS

ey INDICATION TYPE LENGTH IN B= il e

Eipi S . mm :
B
SSD1-SA334A/B-1AMB ACC
SSD1-SA334A/B-2A/2B ACC.
BLANK
EXAMINED BY E#5 REVIEWED BY ®#
"";) \
Z:I?UM D En Ot
LEVEL-Il SIGN £%Z /|  DATEE Y 5¢@ -o/. 35 | LEVELAI SIGN | DATERSDWRN o)
%32 / QCM AP CUSTOMER
HuGany 2038. L.

%5 SIGN/ Bif DATE

(FORMZ ZPQC-MTO1)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NOJRE4S T787-UT-235 DATE  2008.07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TE#S ZP08-787 CONTRACTOR: CALTRANS

ITEMS NAME: 28M LOWER DRAWING NO.:SA270(S)+P243(S) CALTRANS CONTRACT NO.: 04-0120F4
£ DIAPHRAGM SPLICE Bs 3 mHTERS

REFERENCING CODE #5377 ACCEPTANCE STANDARD #ZifE PROCEDURE ND. BFEE

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

WELDING PROCESSHE A5

SAW

BUTT

JOINT TYPE# &R

CALIBRATION DUE DATE {¥&& E%

DEC. 28°7, 2008

EQUIPMENT &%
UT SCOPE

MANUFACTURER 37

PANAMETRICS

MODEL NO.
EPOCH-4B

FRES

SERIAL NO. FFI&E
071565311,061488510,

061495811, 070152011,

CALIBRATION BLOCK i

COUPLANT #&&77

MATERIALITHICKNESS #5 &F

AWS IIW BLOCK TYPE I c.Mm.Cc A709M-HPS-485WT2-Z 75mm
TRANSDUCER #E:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER | ANGLE FREQUENCY SIZE
fiire g AR H=, R S AEE HE - R
Changchao 70 = 2.5 MHz 18*18 mm Changchao 45 ° 2.5 MHz 18*18 mm
Changchao 0°® 2.5 MHz 20 mm-
Reference Level #3557 EEF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UT OK.
DECIBELS4+ 1T DISCONTINUITY A EE&4Eit g
MEMES : : %
WL Z | 2 22 ElS |8 g5 |35 ;gg. LOCATION OF DISCONTINUITY e &
Q | <3 K (£8 (83|68 |88 ig
= g Wi = & 28 s Zc|2% Z =
IDENTIFICATION | § | @ 5|9 o € (< TREE4Efr T (mm) E § 5
i i I
Eaaeme 2 = w e il Fi Length | Sound Path | Depth from Surface | From'X | Fromy g &
£ BB ERTRE EX =Y Q
SSD1-5A270-1A(18) 69.0 3z ACC.
44.7 32 ACC.
SSD1-8A270-2A(28) 69.0 az ACC.
i % ACC.
BLANK

EXAMINED BY =i

Moz A 7h nffze -

LEVEL -1l SIGN

i DATE

REVIEWED BY #i,

LS v/

LEVEL- I

SIGN i

TE

2598 o), 20

JRIEE3E / Qem

5 SIGN/ HHf DATE

\4\\:\'6\0&‘5\\ %) ‘.‘“»

A CUSTOMER

BS SIGN/ B DATE

(FORM# ZPQC-UT01-1)
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MAGNETIC
i

Hma iR e

PARTICLE

EXAMINATION

REPORT NO. i 5# 5 T787-MT-342

DATEH# 2008.07.21

PAGE OFm®®E 11

Revision No: 0

_ poliprm

LEVEL -l SIGN &4 | DATEE}'Sgg\b—]\'L[

o Wer

PROJECT NO. S CONTRACTOR: S
=1
TEES: B A
DRAWING NO. SA270(S)+P243(S) CALTRANS CONTRACT NO.:
; = 04-0120F4
mE. TOWER(S) 28M LOWER DIAPHRAGM | TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EXTEED EEIRE EFRS CERTERSN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Deec. 28°7 ;2008
EQUIPMENT &% MANUFACTURER #Hl# MODEL NO. &4 < SERIAL NO. ELEEE
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
B = pEmAEEE =k
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g it FREH R4 (E] FE
MATERIAL TO BE J WELDING 14 Material & thickness A709M-HPS-485WT2-Z
EXAMINED O CASTING #1 B, L 75mm
il O FORGING $Ei&
TYPE OF JOINT N
WiLDING PROCESS s I T
BER® JREEZET
WELD I.D Sl L ACCEPT REJECT REMARKS
oy INDICATION TYPE R P 2
Hew

SSD1-SA270-1A ACC.

SSD1-SA270-1B ACC.

SSD1-SA270-2A ACC.

SSD1-SA270-2B 2 ACC. [’

BLANK

EXAMINED BY X REVIEWED BY & #;

=
LEVEL-lI SIGN

| paTEE# (X - ‘97\2\

FitE3E / Qem

2% .91

\&&hﬁﬁﬁ

%5 SIGN/ HYE DATE

FlFCUSTOMER

%57 SIGN | B#i DATE

(FORM# ZPQC-MTO01)
(]




REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN/ 53 DATE

BEHmmilRE
REPORT NO. #5455 T787-MT-994 DATEH#§ 2008.10.10 |PAGE OFW#® 1/2 Revision No: 0
PROJECT NO. R CONTRACTOR: P
TE4S: d B P
DRAWING NO. SA270+SA334 CALTRANS CONTRACT NO.:
i 04-0120F4
|ms: TOWER(S) 28M DIAPHRAGM mHIEES !
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SX5ABED ERRE ERas RERTEHE
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 28°7 ;2008
EQUIPMENT 84 MANUFACTURER #I3&# MODEL NO. s &E SERIAL NO. E4iiE S
MT YOKE PARKER . B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
|E T = BEIRELE =47
|PARTICLE TYPE Dry magnet powder YOKE SPACING —
fiE=: mim
BmEn TR S .
MATERIAL TO BE VWELDING &4 A709M-HPS-485WT2
Material & thickness
EXAMINED O CASTING &4t 75/60/40mm
BRI O FORGING &3 BB
WELDING PROCESS TYPE OF JOINT ;
SMAW 2 T-JOINT
BEFE b
DISCONTINUITY ikt it '
WELD I.D. TENGTI o] ACCEPT REJECT REMARKS
el a1 INDICATION TYPE L E=Z Bl £y
E7=p] Eti _
SSD1-SA334B/B-1 ACC.
§SD1-SA334B/B-2 ACC.
SSD1-SA334B/B-
13 ! ACC.
8SD1-SA334B/B- ¢
14 ACC.
SSD1-SA334B/B-7 ACC.
SSD1-SA334B/B-8 ACC,
SSD1-SA334B/B-9 ACC. »
SSD1-SA334B/B-
10 ACC.
SSD1-SA334B/B-3 ACC.
SSD1-SA334B/B-4 ACC.
S A334B/B-
SD1-S15 34B/B ACC.
SSD1-SA3 3
D1-SA334B/B ACC.
16
SS8D1-SA334B/B-5 ACC.
SSD1-SA334B/B-6 ; ACC.
EXAMINED BYE# REVIEWED BY & #
(ai Xinsin W Wi |
LEVEL-Il SIGN%&#% | DATEHH LeveLy SIGN  / DATERH .10 { 7
L ﬁg‘/\?»/v
HiEEE / QCM . i FCUSTOMER ' -
| 228 6.1

EF SIGN / B DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

EHRENRE
REPORT NO. i &4&5 T787-MT7-884 DATEH# 2008.10.10 PAGE COFMWE 2/2 Revision No: 0
PROJECT NO. ST CONTRACTOR: e
ITRRE: E A P
DRAWING NO, SA270+5A334 CALTRANS CONTRACT NO.:
04-0120F4
ng: TOWER(S) 28M DIAPHRAGM ~ |MMIESRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HEATED EEIRE BFEEE BT EFTHE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2008
EQUIPMENT &4 MANUFACTURER i3 & MODEL NO. &S SERIAL NO, E4EE S
MT YOKE PARKER B310S . 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT AC
BLHE ) B ELE =47
PARTICLE TYPE Dry magnet powder YOKE SPACING -
. ~150mm
i e FEHR HifmEE
MATERIAL TO BE ~ WELDING #2245 - ‘|A709M-HPS-485WT2
. : Material & thickness
EXAMINED O CASTING &% 75/60/40mm
R O FORGING &3 B, EE
WELDING PROCESS TYPE OF JOINT
SMAW T-lOINT
BT 1 jBaER
WELD 1.D . LR G R ACCEPT' REJECT REMARKS
masmE INDICATION TYPE "'ENG;HE'” il I s P
ET 3o
SSD1-SA334B/B-
19 ACC:
SSD1-SA334B/B-
12 ACC.
SSD1-SA270-13 ACC.
SSD1-SA270-14 -ACC.,
SSD1-SA270-15 ACC.
SSD1-SA270-16 ACC.
SSD1-SA270-17 ACC.
SSD1-SA270-18 ACC.
BLANK
EXAMINED BYE=# REVIEWED BY F &
Git i Vg W ’

- 4 D 3 o] il gr L
LEVEL-1l SIGN%% | DATEHH 69 -v0.r0 LEVEL-IY SIGN 1. oateas ¢4 [0
REZE / QCM . FiFFCUSTOMER

el L TSN
%52 SIGN / Hi5 DATE %< SIGN / A#i DATE

(FORM:# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

|

EaRRE
REPORT NO. &4 T787-MT-982 DATEH# 2008.10.10 PAGE OFW/ME 1M Revision No: 0
PROJECT NO. — CONTRACTOR: W
ITE%S: R F: .
DRAWING NO, SSD1-SA270 CALTRANS CONTRACT NO.:
-0120F4
e TOWER(S) 28M LOWER DIAPHRAGM |MHMI TEHS 04012
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEARED EBRE BEEYS BT TEEHY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT &% MANUFACTURER I3 MODEL NO. #x&E SERIAL NO. E448 8
MT YOKE PARKER B310S. 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
BT & B ESE B
|PARTICLE TYPE Dry magnet powder YOKE SPACING -

" = mim
R ERE TR HFEE )

ERIAL TO BE JWE : B 2
MATERIAL LDING EZ4 Miatarial & thioknicss A709M-HPS-485WT2-2/
EXAMINED O CASTING %5 A709M-345T2
il O FORGING &is B, R 60/75mm
WELDING PROCESS : TYPE OF JOINT -

=i FCAW T-JOINT
R V|BaEsE
DISCONTINUITY A4t
WELD 1.D. . e ] ACCEPT REJECT REMARKS
Hasss INDICATION T;;E LE =z il £iE
SSD1-SA270-8 ACC.
SSD1-SA270-8 ACC.
BLANK
EXAMINED BY =2 REVIEWED BY 5¢&
(a1 Xingin o s |
N & 4
LEVEL-Il SIGNE#% | DATEAH S et LEVE SIGN 1 oateas of. (). [0
AEE / QCM A FCUSTOMER :
Hb\hﬂl"i q . la. 1§
%5 SIGN/ H#f DATE : 4557 SIGN [ 535 DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

EHRRRE

REPORT NO. i #&5 T787-MT-993 DATEE#i 2008.10.10 PAGE OFWTM 1/1 Revision No: 0
PROJECT NO. T CONTRACTOR: S
IE&S: B P _
DRAWING NO. SSD1-SA334A/B CALTRANS CONTRACT NO.:

= ' -0120F
e TOWER(S) 28M TOP DIAPHRAGM |AHTEES 2Py
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EXHEEE EFFE BrEs YBREEHE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2008
EQUIPMENT &£ MANUFACTURER #i35 i MODEL NO, #5858 SERIAL NO, B2 E
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
B A B ELE =8
PARTICLE TYPE Dry magnet powder YOKE SPACING A
RBRT FRH RS (RE i
MATERIAL TO BE VWELDING 125 A709M-HPS-485WT2-Z/

Material & thickness
EXAMINED O CASTING &1 A709M-345T2
R R O FORGING £ B L 60/75mm
WELDING PROCESS TYPE OF JOINT
FCAW W T-JOINT
BT ' EEEZEE ' -
DISCONTINUITY ik -
WELD1.D. TERGTA T ] ACCEPT REJECT REMARKS
pt = INDICATION TYPE g - Ez FElg ¥
jER R
SSD1-5A334A/B-8 ACC.
SSD1-SA334A/B-9 ACC.
BLANK
EXAMINED BYZ=3 REVIEWED BY 5
(@1 Xia i g e
LEVEL-Il SIGNE% | DATEEH Leveft  sioN s paters @ff, [0:[0
R - 02" /0 ~ .(’U
RiSE /QCm Fi 7 CUSTOMER .
Hab o 3 k(S

FESIGN/ B DATE %= SIGN / B DATE

(FORME ZPQC-MTO1)




Sswey |REPORT OF ULTRASONIC EXAMINATION
S UTHR 3R &

REPORT NOAREES T787-UT-317 DATE  2008.08.13 PAGE 1 OF 2 Revision No: 0
PROJECT NO.: ITZ#% ZP06-787 ' CONTRACTOR: CALTRANS
ITEMS NAME: 28M LOWER DIAPHRAGM DRAWING NO.:SSD1-SA328 CALTRANS CONTRACT NO.: D4-0120F4
RELF  EDGE PLATE s mATRES
REFERENCING CODE £33 ACCEPTANCE STANDARD EEiniE PROCEDURE NO. Eff£E
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESSE &7 JOINT TYPEARLEHE _ CALIBRATION DUE DATE {LZREH XS
FCAW BUTT _ DEC. 28, 2008
EQUIPMENT #£ MANUFACTURER #l&H MODEL NO. #:£% SERIBLNG. B
UT SCOPE PANAMETRICS EPOCH-4B 071565311,061488510,
| 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #&4&7 MATERIAL/ITHICKNESS #EEEE
AWS IIW BLOCK TYPE I cMm.Cc A708M-345T2 60mm

TRANSDUCER 3L

MANUFACTURER ANGLE FREQUENCY SIZE ° MANUFACTURER ANGLE FREQUENCY SIZE
HiEE BE iz R+ HES BE = Rab
Changchao 70 ° 2.5 MHz 18*18 mm Changchao" 60 ° 2.5 MHz 18*1B mm
Changchao 0-° 2.5 MHz 20 mm
Reference Level &S REE 20dR
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0 ° UTOK.
DECIBELS#+ DISCONTINUITY AEZEE s
S |y, |uw " E =
s z_.|22[2 5|5 '-gﬁ E5 |22 % £ LOCATION OF DISCONTINUITY CEs 5
8 _}__\-:_ ‘::- E|ls ﬁ e -:Efr E'E SE =) ”_'3 s
<=|l@ F|Q T T|E & |RF|E AEEAE (mm) s ¥
IDENTIFICATION o= DD] E - NEERAE (M ¥ E
L (2 & a £ g | -eneth | SoundPath | Depth from Surface | FromX | From'Y E 4
RREEVEE = e 8
i M BREMN | =X =Y =)
S5D1-8A270-3A(38) ' *
SSD1-SA27C-4A(43) *
SSD1-5A273-5A(58) *
S5D1-SA270-6A(63) 68.3 33 ACC.
58.6 33 ACC.
SSD1-SA270-TA{T3) *
EXAMINED BY =% REVIEWED-BY ##:
_ . ; 3
J(L,LQ_E wd o, > 009 0% 177 AR > +§ 2§,
LEVEL -1l SIGN }‘J U DATLEJ LEVEL- 1l SIGN / DATE
[TiEEE / Qem B i 1 AFCUSTOMER
X E
ety )
FET SIGN/ H#5 DATE %&F SIGN/ 11§ DATE

(FORM# ZPQC-LT0)-1)



Attachment-1.

CONTINUED .

e E—

ZPMC

e

REPORT OF ULTRASONIC EXAMINATION

2

REPORT NOREES T787-UT-317 DATE 2008.08.13 PAGE OF 2 Revision No: 0
DECIBELS# M DISCONTINUITY AfiEiEd &
S
o BN ] = a 5 = = aar
WELD = = !l |88~ ]|2|8 = ol
> |2 2|2 5|2 |58|52|58|52| LOCATION OF DISCONTINUITY FESZME 5= &
DIEZESILEIT (2283|885 o
IDENTIFICATION |2 2| S B[ s & X 27| |24 |E® >=
ES|u%3 - 5% ¥
R S & @) Length | Sound | Depin from Face'd' | From'X vy Z 2
i B i o 2N ourn epin from Face'A' rorm From =
5 | Zlaln o]l ° ’ &
% | Path E = Ey o
i
S5D1-5A270-1CA(193) 69.3 33 ACC.
58.6 1 33 ACC.
SSD1-5A27C-11A(118) *
SSD1-5A270-72A(128) *

#55D7-5A270-6A63), SSD1-SA270-10A(10B) R EEEE100%UT 0k 4%, MERAEY -ﬂﬁ:iééz% T

#S5D1-8A270-BA(83), SSD1-SA270-10A(10B)were 100% UT inspection and AGC, which is the result of required 25% UT.

i AL St

PR 253K,

BLANK

EXAMINED BY =

) "-X“\L—Q:Q-ﬁ%%“ﬁ 2v0q 08,0}

REVIEWED BY ##.

L% m('f@( S 098 B 1Y

LEVEL-II SIGN  / LEVEL- Il SIGN I
JEHEE= / Qcm A FCUSTOMER

\.\“‘mﬂ\!{*& W%y}%\\%
ET BIGN/ T DATE E5F SIGN/ 13§ DATE

(FORM# ZPQC-LT01-2)
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REPORT OF ULTRASONIC EXAMINATION

= E——
N E——_ — ﬁt.
UTHR1HR &
REPORT NO. A &£ T787-UT-250 DATE  2008.07.23 PAGE 1 OF 2 Revision No: 0@
PROJECT NO. :T72#E5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 28M UPPER DIAPHRAGM DRAWING NO.: SSD1-SA271 CALTRANS CONTRACT NO.: 04-0120F4

TR EDGE PLATE

BHE

MM TEES

REFERENCING CODE %%
AWS D1.5-2002

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

PROCEDURE NO. EFES
ZPQC-UT-01

WELDING PROCESSEZ 75

JOINT TYPE/2 k27

CALIBRATION DUE DATE {28 F & 1yis

FCAW BUTT DEC. 287, 2008
S — SERIAL NO. F7l
EQUIPMENT &% MANUFACTURER HI%E MODEL NO, #&E s
071565311,061488510,
UT SCOPE PANAMETRICS EPOCH-4B
0614985811, 070152011,
CALIBRATION BLOCK i# COUPLANT #4751 MATERIALITHICKNESS 7%} L5
AWS |IW BLOCK TYPE 1I - C.M.C AT708M-345T2 60mm
TRANSDUCER #:L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
EEE REE = R FEER BE R Rt
Changchao 70 ° 2.5 MHz 18*18 mm Changchao 60 ° 2.5 MHz 1818 mm
Changchao g* 2.5 MHz 20 mm
5 :
Reference Level £:3REEF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5° 0 ° UTOK.
DECIBELS#4+ 1 DISCONTINUITY  FRiEiEt s
(o] 13} L = iy
= = (5] ~ls5_|8_|28s]¢g = H
WELD Z g ={E: ’g § HEHEES LOCATION OF DISCONTINUITY g 5 *
—— .3 U Q oo = ™ 1
ElRlyE|Z2 T[22 - z %
IDENTIFICATION | & & % Ele o il TEELEALR (mm) sz E
o e £
B g £ u WE TR P N Length | Sound Path | Depth from Surface | From'X | From'Y g o
. EE EE ERETE EEX BY o
SSD1-SA334A/B-3A(2B) i *
S5D1-SA334A/B-4A(4B) *
SSD1-SA334A/B-5A(58) 68.5 32 ACC.
58.6 32 ACC.
SSD1-SA334A/B-6A(EE) *
SSD1-5A334A/B-TA(7B) *

EXAMINED BY =i

N\Ot"g‘? (,au,ﬁ 29 9%.972.7%%

LEVEL -1l SIGN / DATE

REVIEWED BY % #:

LEVEL- I

lelltns 33

GN

1 DATE

JEHHEIE / Qem

bousey 7B ‘)}

T SIGN/ B DATE

EFCUSTOMER

&= SIGN/ 51 DATE

(FORM# ZPQC-UTO01-1)




Attachment-1. CONTINUED

—————
ZEMCT REPORT OF ULTRASONIC EXAMINATION
REPORT NOG &5 T787-UT-250 DATE  2008.07.23 PAGE 2 OF 2 Revision No: 0
DECIBELS# I DISCONTINUITY 74 g
o w Wi b
4 o =] - 8 |5 |z 2 3
WELD GRS = §= [E-|85]5 e 8 &=
x| 25 |L® ¥| 5% |gE|38(5E| LocaTioN oF DiscONTINUITY  FiEmuE | § E | ®
=15 = Td |52 |8 | B > 8
IDENTIFICATION fml WE e T2 g =5 (EF E ‘.‘g‘ =
g o O & :
i & = & = S - =
Fgﬂﬁrﬁ% % E H b d Length | Sound Path | Depth from Face'A' | From'X | From'Y § =
= a c 2
®E BE EXTEN Ex | my | B
§5D1-5A334A/B-10A(108) 68.5 32 ACC.
58.6 32 ACC.
S8D1-SA334A/B-11A(118)
SSD1-SA334A/B-12A(128)

‘:’fssm-sma-'.ma-smsm, $SD1-8A334A/B-10A(10B)were 100% UT inspection and ACC, which is the result of required 25% UT,
K SSD1-SA334A/B-5A(58), SSD1-SA334AB-10A(10B) R EEZ100%UTRA S, RARAKECSEIT HHE K25 % RalKeE.

BLANK

= #
EXAMINED BY=# REVIEWED BY ®#:

- [

NoTL Lo s 57 | Jihlohnn D73
LEVEL-1I JSIGN ! U DATE LEVEL- I SIfsN ! DATE
RS/ acm ! H A CUSTOMER ;
R N Y Xa Uﬁ
~X

£F SIGN/ BHiE DATE ZI5E SIGN/ B8 DATE

(FORM# ZPQC-UTD1-2)



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

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-000130
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  25-Dec-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0178

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  16-Sep-2008

Description of Non-Conformance:

ABF representative inform Caltrans Quality Assurance that ZPM C was shipping two Tower Double
Diaphragms identified as SSD1-28m and SSD1-33m for machining, with fabrication and testing not completed.
The aforementioned doubl e 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:

The fabrication procedure sequence documents that the inspection of welding will be completed prior to the
machining process. Initia inspection of the Double Diaphragms was compl eted but repairs relative to Visual
Inspection had not been completed. ZPMC then shipped the Double Diaphragms to Nantong for machining at
their own risk noting that the repairs remaining would not adversely affect the final machined dimensions.
ZPMC and ABF have since completed the weld repairs and will forward the inspection documentsto CT for
NCR closure.

Corrective action taken:

ZPMC has acknowledged this problem. Due to the tight schedule, the two diaphragms were shipped prior to
completion of all NDT and repairs. Since then, ZPMC has completed and submitted documentation of all NDT
inspections and final repairs. The final dimensions are acceptable and the diaphragms have been green tagged.
Did corrective action require Engineer's approval ? [] Yeslvl No

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

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

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



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

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Sinevod,Serge QA Reviewer

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