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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #. 04-0120F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 ' '

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000309
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 09-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0283

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other []  Component: OBG Segment 1AAW

Procedural [ Procedural [1 Description:
Reference Description: Missed MT Indications by QC, Plate X199A, Segment 1AAW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
1AAW, Cadltrans Quality Assurance (QA) Inspector discovered atota of eleven (11) linear indications ranging
from 5 to 35mm in length in the base metal where weld had been removed on Plate X199A. These welds have
been previoudly tested and accepted by ZPMC Quality Control (QC) MT technicians.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Segment TAAW

0825 06/09/09

0845 06/09/09

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

Who discovered the problem:  Hiranch Patel

Name of individual from Contractor notified: Wang Wen Bin
Time and method of notification: 06/09/09, 9:00, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 06/10/09, 14:00, Verba

QC Inspector's Name: Li Zhi Jiang

Was QC Inspector awar e of the problem: L] Yeslvl 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 Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000272
Subject: NCR No. ZPMC-0283

Reference Description:  Missed MT Indications by QC, Plate X199A, Segment 1IAAW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 01
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAW, Caltrans Quality
Assurance (QA) Inspector discovered atotal of eleven (11) linear indications ranging from 5 to 35mm in length in the base metal where
weld had been removed on Plate X199A. These welds have been previously tested and accepted by ZPM C Quality Control (QC) MT
technicians.
See NCR report No. ZPMC-283 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised
procedures to prevent future occurrences. A response for the resolution of thisissueis expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0283

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

H..,,.,w" 05.03.06-000272,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: 14-Aug-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-000290 Rev: 00
Ref: 05.03.06-000272

Subject:  NCR No. ZPMC-0283

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has noted the action to prevent recurrence by the ABF QCM and has attached the relative inspection
reports. ZPMC requests closure of these NCR's.

ZPMC has provided response to NCR’s ZPMC-0279, 281, 283, 309. With this response ZPMC has noted the action to prevent recurrence by
the ABF QCM and has attached the relative inspection reports. ZPMC requests closure of these NCR'’s.

Submitted by:
Attachment(s): ABF-NPR-000290R00;

Caltrans' comments: Status: CLO
Date: 19-Aug-2009

The proposed resolution is acceptable. The welds in question have been accepted by VT and MT as shown in the attached documents. The
Department concurs that Non-Conformance ZPMC-0283 is closed.

Submitted by:  Wright, Doug Date: 19-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



E“E_ES‘B No. B-439
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-7
REGARDING: NCR-000305,307,309,332 (ZPMC-279,281,283,306)
With  this letter of response, ZPMC requests closure for Caltrans
NCR-000305,307,309,332 (ZPMC-279,281,283,306).

We agree what describe in the non-conformance report, and have instructed our QC that

avoid to miss-discover any linear indication:

(1 Each NDT operator should be control the conduct speed and provide the
enough light both free hand and on the machine touch.

(2) We calibrated all of the old MT machines and witness the process by ABF.

(3) We purchased some new machine which the type is same with the caltrans used

on site for the inspection,

(4) The ABF FQAM has made a training for all of the ZPMC NDT guy with the
specification provision. The mainly attitude is how to improve the conductor
workmanship that to decrease the miss-discovery.

By the way we clarify the process as the follow: the record of the cracks on base material.
please find the MT report (MT-11633), all the cracks found after removing the stiffener is here.
According to the MT report. ZPMC had submitted the CWR-559 and approved. Now all the
cracks had been removed, and the base material had also been repaired and verified NDT by
ZPMC and CT.

Please reference attached document for acceptance and closure the

NCR-000305,307,309,332 (ZPMC-279,281,283,306)

ATTACHMENT:

ZPMC interior NCR (NCR-B-190)

NCR-000305,307,309,332 (ZPMC-279,281,283,306)

The MT report with the crack after removing the stiffeners. (MT-11633)
B-CWRS559

The final VI/MT/UT report after reparing

&
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Nonconformance

@ Report

NFETERE

Project Name: S.F.0.B.B NCR Number:
T H 7K SEINMN B A NCR 4i%5: NCR-B-190

(ZPMC-279, 281, 283)
Item: Missed MT Indication | Item Number: | Drawing:
ZFRA: MT R #5: B 1AAW

0BG 1AAW ’

Location: OBG 1AAW Date: _
frE: B 3#A: 2009-06-19

Description of Nonconformance:

NCR (ZPMC-279). During random verification magnetic particle testing (IMT) of the internal
components of OBG Segment 1AAW, Caltrans Quality Assurance (QA) Inspector discovered a linear
indication approximately 50mm in length in the base metal where a weld had been removed on A6
side plate X195B. This area was previously tested and accepted by ZPMC Quality Control (QC) MT
technicians. i

NCR (ZPMC-281). CT’s inspector discovered a total of five linear indications ranging from 5 to
15mm in length in the base metal where weld had been removed on plate X182B.

NCR (ZPMC-283). CT’s inspector discovered a total of eleven linear indications ranging from 5
to 35mm in length in the base metal where weld had been removed on plate X199A.
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Reason for Nonconformance:
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Prevention of Re-occurrence:
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b DEPARTMENT OF TRANSFORTATION - District 4 Toll Bridge
/ 666 Feng Bin Road Room 708, Changxing Island

b Shanghai 201913 PR China
ﬁ':g’ﬁ"a—"' Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A 1V Date: 14-Jun-2009

375 BURMA ROAD v

OAKLAND CA 95607 Contract No: 04-0120F4

- 04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Doc;ment No: 05.03.06-000269
Subject: NCR No. ZPMC-0279

Reference Description:  Missed MT Indication by QC, Plate X195B, Segment 1AAW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract docurrier}l is
indicated below:
Material or Workmanship not in conformance with contraci documents.
Quality Control (QC) not performed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 01
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment IAAW, Caltrans Quality
Assurance (QA) Inspector discovered a linear indication approximately 50mm in length in the base metal where a weld had been

removed on A6 side plate X195B" This area was previously tested and accepted by ZPMC Quality Control (QC) MT technicians.

See NCR report No. ZPMC-279 for details,
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised

procedures to prevent future occurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0279

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File: 05.03.06
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governar

DEPARTMENT OF TRANSPORTATION L
DIVISION OF ENGINEERING SERVICES £
Office of Structural Materials o

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

Bay Area Branch

630 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13,2/13.9
Vallejo, CA 94592-1133 F]]e #: 69.25}3

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000305
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 10-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0279

7

Type of problem:

Welding [ Concrete [J Other

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

Joint fitup [] Coating [0 Other O Component: OBG Segment 1AAW

Procedural [J Procedural [] Description:
Reference Description: Missed MT Indication by QC, Plate X195B, Segment 1AAW

Description of Non-Conformance;

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
1AAW, Caltrans Quality Assurance (QA) Inspector discovered a linear indication approximately 50mm in
length in the base metal where a weld had been removed on A6 side plate X195B. This area was previously
tested and accepted by ZPMC Quality Control (QC) MT technicians.

A

Plate Detail- X1958,
Lacation Ao-Side Plate

0920 06/{/9)

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

] : T I 3 _- Non- ] i
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
{ Continued Page 2 of 2 )

Who discovered the problem:  Gady Hari Pandu Ranga Rao
Name of individual from Contractor notified: Wang Wen Bin
Time and method of notification: 06/10/09, 9:00, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 06/11/09, 18:00, Email

QC Inspector's Name: _ Li Zhi Jiang

Was QC Inspector aware of the problem: 0 Yes[] 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
concemning repairs or remedial efforts please contact Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁ TL-15,Quality Assurance -- Nen-Conformance Report
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/' DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

{ 666 Feng Bin Road Room 708, Changxing Island
¢ Shanghai 201913 PR China
le/ e Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-2009  °©

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

N 04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job' Name: SAS Superstructure
Attention; Mr. Thomas Nilsson ~ Project/Fabrication Manager Document No: 05.03.06-000271
Subject: NCR No. ZPM(C-0281

Reference Description:  Missed MT Indications by QC, Plate X182B, Segment JAAW

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

indicated below:
Material or Workimanship 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.
[J Non-Conformance Resolved.
Material Location: 0BG Lift: 01
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1 AAW, Caltrans Quality
Assurance (QA) Inspecior discovered a total of five (5) linear indications ranging from 5 to 15mm in length in the base metal where
weld had been removed on Plate X 182B. These welds have been previcusly tested and accepted by ZPMC Quality Control (QC) MT
technicians.
See NCR report No. ZPMC-281 for details.
Action Required and/or Action Taken;:
Propose a reselution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised

procedures to prevent future occurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0281

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

b2 o0s.03.06-000271.nc7 Page 1 of |



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

DEPARTMENT OF TRANSPORTATION P
DIVISION OF ENGINEERING SERVICES ( (i
Office of Structural Malerials ¥i- E

Quality Assurance and Source Inspection ‘ - L
Contract #: 04-0120F4
Bay Area Branch T

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

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000307
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 09-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0281

s

Type of problem:

Welding [J Concrete [] Other

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

Joint fitup [] Coeating [0 Other [0  Component: OBG Segment 1AAW

Procedural [ Procedural [] Description:
Reference Description: Missed MT Indications by QC, Plate X182B, Segment ]JAAW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
IAAW, Caltrans Quality Assurance (QA) Inspector discovered a total of five (5) linear indications ranging
from 5 to 15mm in length in the base metal where weld had been removed on Plate X182B. These welds have
been previously tested and accepted by ZPMC Quality Control (QC) MT technicians.

5 e EOmentl AR

o K~ 1826
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4633 D6I0HDE

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

i‘,l TL-15,Quality Assurance -- Non-Conformance Repori Page.iof.2



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

Who discovered the problem:  Hiranch Patel

Name of individuzal from Contractor notified: Wang Wen Bin
Time and method of notification: 17:00, 06/09/09, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 14:00, 06-10-09, Verbal

QC Inspector's Name;_ Li Zhi Jiang

Was QC Inspector aware of the problem: [] Yes[¥] No
Contractor's proposal to correct the problem: e

——

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 Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

ﬁ-;i. TL-15,Quality Assurance -- Non-Conformance Report

Page 20f 2



/ { DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

/ 666 Feng Bin Road Room 708, Changxing Island
b Shanghai 201913 PR China
(Bhirane Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 14-Jun-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-5F-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000272
Subject: NCR No. ZPMC-0283

Reference Description:  Missed MT Indications by QC, Plate X199A, Segment 1AAW

2 7/
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 Contrel (QC) not performed in conformance with contract documents.
O Recurring QC issuc that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 0l
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1 AAW, Caltrans Quality
Assurance (QA) Inspector discovered a total of eleven (11) linear indications ranging from 5 to 35mm in length in the base metal where
weld had been removed on Plate X199A. These welds have been previously tested and accepted by ZPMC Quality Control (QC) MT
technicians.
See NCR report No. ZPMC-283 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem in quality control with revised

proceduresto prevent future occurrences. A response for the resolution of this issuc is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0283

ces Rick Morrow, Gary Pursell, Peter Sicgenthaler, Stanley Ku, Brian Boal, Doug Coe, Jason Tom, Contract Files, Ching Chao
File: 05.03.06

) 05.03.06-000272,8CT Poge 1of |



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

DEPARTMENT OF TRANSPORTATION T,
DIVISION OF ENGINEERING SERVICES [
Office of Structural Materials i / 3

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

Bay Area Branch

690 Walnut Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #: 69.25R

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Laocation: Changxing Island, Shanghai, P.R. China Report No: NCR-000309
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 09-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0283

s

Type of problem:

Welding [J Concrete [ Other

Welding 0 Curing (] Procedural Bridge No: 34-0006

Joint fit-up [J Coating ,[J Other [0  Component: OBG Segment 1AAW

Procedural [ Procedural [] Description:
Reference Description: Missed MT Indications by QC, Plate X199A, Segment ] AAW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
1AAW, Caltrans Quality Assurance (QA) Inspector discovered a total of eleven (11) linear indications ranging
from 5 to 35mm in length in the base metal where weld had been removed on Plate X199A. These welds have
PMC Quality Control (QC) MT technicians.

been previously tested and accepted by Z
; & arE .
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

T AT T

F At

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

Who discovered the proklem:  Hiranch Patel

Name of individual from Contractor notified: Wang Wen Bin
Time and method of notification: 06/09/09, 9:00, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of noetification: 06/10/09, 14:00, Verbal

QC Inspector's Name: Li Zhi Jiang

Was QC Inspector aware of the problem: [ Yes 2 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 Skyler Guest, (86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

I‘Z_ TL-13,Quality Assurance -- Non-Conformance Report Page 2 of 2




[ 5g DEPARTMENT OF TRANSPORTATION - District 4 Toll Brldge
/ 666 Feng Bin Road Room 708, Changxing Island

A Shanghal 201913 PR China
Geakrone Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 22-Jun-2009 )

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

. 04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Jobh Mame: SAS Superstructure
Attention: Mr. Thomas Nilsson Project/Fabrication Manager Document No: 05.03.006-000296
Subject: NCR No. ZPMC-0306

Reference Description:  Missed MT Indications by QC, Plate X181 A, Segment 1AAW
4
The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as

indicated below;
O Material or Workmanship not in conformance with contract documents.
O Quality Control (QC) not perforied in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[J Non-Conformance Resolved.

Material Location: 0BG ' Lift: 0]

Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAW, Caltrans Quality
Assurance (QA) Inspector discovered a total of four (4) linear indications ranging from 5 to 12mm in length in the base metal (weld
removal area) at location A13, plate X181A. These arcas have been previously tested and accepted by ZPMC Quality Control (QC) MT
technicians,
See attached NCR No. ZPMC-306 for details.

Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials/workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future

occurrences. A response for the resolution of this issue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0306

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

N 05.03.06-000206 nCT Poge 1 of |



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

DEPARTMENT OF TRANSPORTATION o
DIVISION OF ENGINEERING SERVICES Fooaniy
Office of Structural Materials e fc'_ -
Quality Assurance and Source Inspection Howecs

Contract #: 04-0120F4
Bay Area Branch

690 Walnul Ave.St. 150 Cty: SF/ALARte: 80 PM: 18:2/13.9

Vallejo, CA 94592-1133 File#: 69.25B
(707) 649-5453 . -

(707) 649-5403 -
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, P.R. China " Report No: NCR-000332

Prime Contractor: American Bridge/Fluor Enterprises, a TV ' Date: 12-Jun-2009
Submitting Contractor: Zhenbua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0306

s

Type of problem:

Welding 0 Concrete [J] Other

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

Joint fittup [0 Coating [J Other [0  Component: OBG Segment 1AAW

Procedural [0 Procedural [J Description:

Reference Description: Missed MT Indications by QC, Plate X181A, Segment 1AAW

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
1AAW, Caltrans Quality Assurance (QA) Inspector discovered a total of four (4) linear indications ranging
from 5 to 12mm in length in the base metal (weld removal area) at location A13, plate X181A. These areas
have been previously tested and accepted by ZPMC Quality Control (QC) MT technicians.

E‘gﬁlehf TAAN
Fl-0Cation-AD13, Plal

Applicable reference:

Special Provisions Section 8.3 - “Quality Control (QC) shall be the responsibility of the Contractor. As a
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

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

ﬁf‘ TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 ) : :

Who discovered the problem: Hiranch Patel

Name of individuzal {from Contractor notified: Wang Wen Bin
Time and method of notification: 1700 hours, 06/12/09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 800 hours, 06/15/09, Verbal
QC Inspector's Name:- Li Zhi Jiang

Was QC Inspecter aware of the problem: J Yes No
Contractor's proposal to correct the problem: o

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 Skyler Guest, (86) 1500-042-2360, who represents the
Office of Structural Materials for your project.

Inspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

'I‘,l TL-15,Quality Assurance — Non-Conformance Report Page 2of 2



(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

g R Ei =
REPORT NO. #{%& 4% B787-MT-11633 DATEH#1 2009.06.08 PAGE OFB® 1M6 Revision No: 0
PROJECT NO. —— CONTRACTOR: CALTRANS
ITE%E: : A A
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
HE: 1AAE MAAW mHIRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Es F e A E2iRE BFHEE {BBEF RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT #% MANUFACTURER I3 MODEL NO. #3.&%5 SERIAL NO. ##:45%
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT B
B4k MR L B
PARTICLE TYPE Dry magnet powder YOKE SPACING _—
e TR BT mm
MATERIAL TO BE v WELDING ##4F Material & thickness
A709M-345T2-X
EXAMINED - O CASTING %4 b, R 4
EoRiLLEE O FORGING it : 45mm
WELDING PROCESS A TYPE OF JOINT N
BN R
WELD I.D et e ACCEPT REJECT REMARKS
e INDICATION TYPE R e o P
o E3it)
SEG2E-137 ACC. removed stiff
SEG2D-130 ACC. removed stiff
SEG2E-347 1 CRACK 6B80mm REJ. removed stiff
2 CRACK 328mm REJ. removed stiff
3 CRACK 170mm REJ. removed stiff
4 CRACK 300mm REJ. removed stiff
SEG2E-429 1 CRACK 240mm REJ. removed stiff
2 CRACK. 361mm REJ. removed stiff
3 CRACK 70mm REJ. removed stiff
4 CRACK 450mm REJ. removed stiff
SEG2E-044 ACC. removed stiff
SEG2E-227 1 CRACK 170mm REJ.  |removed stiff
2 CRACK 220mm REJ. removed stiff
EXAMINED BYX:# C \ F\x‘ REVIEWED BY % .
__Chang fang jie - \M"’EIL qu?\( K b0 y T LeonwVen 6 05/
] -
LEVEL -1l SIGN#%#% /| DATEHMN ’71{ S LEVELl  SIGN / DATEB#I ‘9{
TR 23 / QCM / 4 / FHFCUSTOMER
T Annfn 2o
7/
% SIGN / H il DATE £ < % SIGN / FL il DATE

(FORM# ZPQC-MTO01)



(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO BRI %5

REPORT NO. il &S B787-MT-11633 DATEH i 2009.06.08 PAGE OFZ{I% 2/16 Revision No: 0

[PROJECT NO. S— CONTRACTOR: SRl

ITREE: i A pe

DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:

04-0120F4

Eg: 1AAE HAAW mMIESE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

ZEMIRD HZinE BEFEY BB IER IR

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° ,2000

EQUIPMENT #& 4 MANUFACTURER #li5# MODEL NO. #35+ SERIAL NO. ##igS

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A

2 ik Min e i

PARTICLE TYPE Dry magnet powder YOKE SPACING ——

AL FRH RiAR (AEE i

MATERIAL TO BE v WELDING i’?%ﬁﬂ Material & thickness i .

EXAMINED O CASTING &4 G4, JLEE

B 3 O FORGING i 45mm

WELDING PROCESS ik TYPE OF JOINT HA

BN R4 R

WELD I.D DISCPMINIIT e ACCEPT REJECT REMARKS
g INDICATION TYPE TR ™ e " P
it 3]
3 CRACK 130mm REJ. removed stiff
SEG2E-305 ACC. removed stiff
SEG2E-387 1 CRACK 360mm REJ. removed stiff
2 CRACK 280mm REJ. removed stiff

SEG2D-129 ACC. removed stiff
SEG2D-116 ACC. removed stiff
SEG2E-343 ACC, removed stiff
SEG2E-425 ACC. removed stiff
SEG2E-301 ACC. removed stiff
SEG2E-383 ACC. removed stiff
SEG2D-118 ACC. removed stiff
SEG2D-101 ACC. removed stiff
SEG2E-338 1 CRACK 10mm REJ. removed stiff

EXAMINED BY 3 REVIEWED BY ##

s [u,w\,t,, "K TW Chow Wen
__Chang fang jie (.0 Y ELIA \ J‘F 5 u?
3~
LEVEL -1l SIGN &% / DATEEI 1] "'f LEVL—‘.L-II SIGN { DATEERN « Uiy
RIS IE / QCM i FA P CUSTOMER
v//-?% / 6(/'4/4746\
§$ SIGN / B #i DATE [ S %? SIGN / Bl DATE

(FORM# ZPQC-MTO01)




(ZPMC"

REPORT OF MAGNETIC PARTICLE EXAMINATION

REA R TR 45
REPORT NO. #il %54 € B787-MT-11633 DATEH 1 2009.06.08 PAGE OFF 3/16 Revision No: 0
PROJECT NO. —— CONTRACTOR: ———
TREES: i A
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.: 04.0120F4
He: 1AAE MAAW mMHTRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EoE g =T B2iRE BrF&s B ERRN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT #% MANUFACTURER ${35F) MODEL NO. #3452 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT B
T4k 8 R e HL 3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R AHR TR WA fE
IMATERIAL TO BE VWELDING ##4F Material & thickness
-345T2-
EXAMINED O CASTING %4 B3, L AE ATOIM-345T2-X
BRHE O FORGING 1% 45mm
WELDING PROCESS H TYPE OF JOINT .
B fREgR
WELD I.D =Ll ACCEPT REJECT REMARKS
. INDICATION TYPE s T e ik
ELPan FH
SEG2E-420 1 CRACK 210mm REJ. removed stiff
2 CRACK 265mm REJ. removed stiff
SEG2E-296 1 CRACK B5mm REJ. removed stiff
2 CRACK 30mm REJ. removed stiff
3 CRACK 70mm REJ. removed stiff
4 CRACK 150mm REJ. removed stiff
5 CRACK 60mm REJ. removed stiff
SEG2E-378 ACC. removed stiff
SEG2D-103 ACC. removed stiff
SEG2D-002 ACC. removed stiff
SEG2E-083 ACC. removed stiff
SEG2E-124 ACC. removed stiff
SEG2F-043 ACC. removed stiff
EXAMINED BY % 6 ~ A REVIEWED BY ## ~
__Chang fang jie l""”"‘l"( rdas P58 Wen o b of
LEVEL-Il SIGN%&# /| DATEAH o ( L6, oY LEVEL-I  SIGN { DATEBH / T
FERSE / QCM / 70 Rl CUSTOMER
’017 'M/’L,q
%5 SIGN / Bl DATE P8 -£ %F SIGN / Fl ] DATE

(FORM# ZPQC-MTO1)




@ REPORT OF MAGNETIC PARTICLE EXAMINATTION
B R A 5

REPORT NO. iR {542 B787-MT-11633 DATER #1 2009.06.08 PAGE OFTZ{f4 4/16 Revision No: 0

[PROJECT NO. 7P06.787 CONTRACTOR: ———

TEES: H P

IDRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:

04-0120F4

g 1AAE /1AAW MHTERS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

BAMCED B2 EFRS 1B E T

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009

EQUIPMENT % #% B MANUFACTURER 135 /i MODEL NO. #:4% SERIAL NO. #&tis8

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke [CURRENT AC

5t st B He ke L3

PARTICLE TYPE Dry magnet powder YOKE SPACING 70150

e FRH R ) G

MATERIAL TO BE vV WELDING #4:44 Material & thickness AT

EXAMINED O CASTING # 1 4, EE

BRI O FORGING & 45mm

WELDING PROCESS A TYPE OF JOINT i

HEFE b Tayicl
WELD I.D DISCONTINUITY st ACCEPT REJECT REMARKS
iy INDICATION TYPE L] me e Sk
SEG2F-044 ACC. removed stiff
SEG2E-334 ACC. removed stiff
SEG2F-022 ACC. removed stiff
SEG2D-004 ACC. removed stiff
SEG2F-023 ACC. removed stiff
SEG2F-024 ACC. removed stiff
SEG2F-025 ACC. removed stiff
SEG2F-026 ACC. removed stiff
SEG2D-088 ACC. removed stiff
SEG2F-027 ACC. removed stiff
SEG2D-090 ACC. removed stiff
SEG2E-416 ACC. removed stiff
SEG2C-041 ACC. removed stiff

EXAMINED BY 34§ - - REVIEWED BY # i

|__Chang fang jie M"V"“} ‘ ang J £ % Viisaiin CAWU W™ Q/

lLeveL.n sioNz% 1 DATERW of. o6\ Vb/ LEVELl SIGN  / DATERM “ .06 9

RS / QCM F1/CUSTOMER

/é-q” ?’cwpdrp.fc‘
%% SIGN / BJfi DATE 0f ofog %% SIGN / B}l DATE

(FORM# ZPQC-MTO01)



(ZBMc

R R 3R

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #l {545 B787-MT-11633

DATEB I} 2009.06.08

PAGE OFW#4 5/16

Revision No: 0

PROJECT NO.

CONTRACTOR:

2 SIGN / H 4 DATE

RIEHE / QCM

2565

6- CALTRANS
TEES: aRle A
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
EE: 1AAE MAAW mHIRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ b o BF&S A BB TE A R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2008
EQUIPMENT # % MANUFACTURER #13% MODEL NO. .45 SERIAL NO. HE4:455
MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
- kA RSN i
|[PARTICLE TYPE Dry magnet powder YOKE SPACING _—
R Ry TR B B e
IMATERIAL TO BE v WELDING #$:4 Material & thickness KGN adETas
EXAMINED O CASTING ## B4, LA
BiE B O FORGING B A5mm
WELDING PROCESS il TYPE OF JOINT NA
B ot Edid]
WELD I.D DISGONTINDITY o ACCEPT REJECT REMARKS
R INDICATION TYPE 'LENGE'E'N i P e
i b 3ic)
SEG2E-151 ACC. removed stiff
SEG2E-241 ACC. removed stiff
SEG2E-109 ACC. removed stiff
SEG2E-190 ACC. removed stiff
SEG2C-046 ACC. removed stiff
SEG2E-240 ACC. removed stiff
SEG2C-045 ACC. removed stiff
SEG2E-150 ACC. removed stiff
SEG2E-361 ACC. removed stiff
SEG2C-130 ACC. removed stiff
SEG2E-319 ACC. removed stiff
SEG2E-355 1 CRACK 20mm REJ. removed stiff
2 CRACK 18mm REJ. removed stiff
EXAMINED BYZ# \ REVIEWED BY ##
AY / 2
__Chang fang jie CMMJ"’ 2 . [Gan w LA dpg,
LEVEL -1l SIGN%#% / DATEA oP. 7. Y LEVELl  SIGN /| DATEEM 5‘»_}a' ° e
A CUSTOMER

% SIGN / Hill DATE

(FORM# ZPQC-MTO01)
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(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

T g TR ULE =
REPORT NO. #1454 € B787-MT-11633 DATEH#1 2009.06.08 PAGE OFF# 6/16 Revision No: 0
PROJECT NO. p—— CONTRACTOR: CALTRANS
IR%S: : P
DRAWING NO. SEG2ISEG1 CALTRANS CONTRACT NO.: 04.0120F4
He: 1AAE MHAAW nHIESRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO., CALIBRATION DUE DATE
BHFTEHRT iR BREY {L BB E R M
AWS D1.5-2002 _ |Aws D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009
EQUIPMENT #% MANUFACTURER 13 7Y MODEL NO. B & % SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
Mk AT o e R Hii
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TrEH AR (7] PR
MATERIAL TO BE v WELDING #344 Material & thickness U —
EXAMINED O CASTING %1 4, LR
By d sl O FORGING i&i& 45mm
WELDING PROCESS - TYPE OF JOINT N
iR otz gl
WELD I.D DISCONTINUITY s ACCEPT REJECT REMARKS
e INDICATION TYPE e ] &= SRl P
Ei-p g i)
3 CRACK 240mm REJ. removed stiff
4 CRACK 250mm REJ. removed stiff
5 CRACK 470mm REJ. removed stiff
SEG2C-148 1 CRACK 20mm REJ. removed stiff
SEG2E-313 ACC. removed stiff
SEG2C-004 ACC. removed stiff
SEG2F-001 ACC. removed stiff
SEG2F-002 ACC. removed stiff
SEG2F-003 ACC. removed stiff
SEG2F-004 ACC. removed stiff
SEG2F-005 ACC., removed stiff
SEG2C-002 ACC. removed stiff
SEG2E-214 ACC. removed stiff
EXAMINED BY 4§ = 5 REVIEWED BY # # .
__Chang fang jie 0/1/‘”‘")’ WJ"« 20 I/MCM we s ,_%
LEVEL-1l SIGN%% / DATERHi Vf 062 ¥  |leveLn  sion / DATER "7 '
&3 / QCM ( 4 A1 FCUSTOMER '
17t oty 1,4
7
%< SIGN | Bl DATE of. efex % SIGN | H il DATE

(FORM# ZPQC-MTO01)




"' REPORT OF MAGNETIC PARTICLE EXAMINATION
T [ ¥
ORI &
REPORT NO. {448 B787-MT-11633 DATER A 2009.06.08 PAGE OFWH 7/16 Revision No: 0
|[PROJECT NO. erueki CONTRACTOR: p—
TRES: " j: =R
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
EE. 1AAE [1AAW ImHIBRRS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEHEHD AR BRERS B EHRN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2000
EQUIPMENT &% MANUFACTURER |35 7§ MODEL NO. B4% SERIAL NO. E&:45E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
LT LW RN HLi
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AT il T4 B mEE
IMATERIAL TO BE Y WELDING 124 Material & thickness R
EXAMINED O CASTING #fF B+, B
R FE O FORGING 3% 45mm
WELDING PROCESS Nk TYPE OF JOINT NA
BN Pk il
WELD I.D o Ve B s ACCEPT REJECT REMARKS
ey INDICATION TYPE pR e P
57 il
SEG2E-255 ACC. removed stiff
SEG2F-045 ACC. removed stiff
SEG2F-046 ACC. removed stiff
SEG2C-086 ACC. removed stiff
SEG2E-333 ACC. removed stiff
SEG2E-369 ACC. removed stiff
SEG2E-451 ACC. removed stiff
SEG2C-104 ACC. removed stiff
SEG2E-327 1 CRACK 30mm REJ. removed stiff
2 CRACK 1550mm REJ. removed stiff
SEG2E-409 1 CRACK 110mm REJ. removed stiff
2 CRACK 85mm REJ. removed stiff
3 CRACK 75mm REJ. removed stiff
EXAMINED BYE# 5 REVIEWED BY %
__Chang fang jie CWMJ R A Cv 5 S/ /AM C/WWEA\ A ”8/
LEVEL-Il SIGN%#% [ DATEHY A ki LEVEL-l  SIGN | DATEHH FRE ¥
FAftE®E / QCM / P FCUSTOMER
%% SIGN / H i DATE o B TAY % %£F SIGN/ ElJl DATE

(FORM# ZPQC-MTO1)




(ZPMC |

REPORT OF MAGNETIC PARTICLE EXAMINATION

R R G A=)
REPORT NO. %48 B787-MT-11633 DATER i1 2009.06.08 PAGE OFL# 8/16 Revision No: 0
PROJECT NO. —— CONTRACTOR: L
IEHE: i Ao
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
EHE: 1AAE [1AAW MHIBSS 2
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
o g kg1 BRI EFERY { R ERM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT #% MANUFACTURER $3 # MODEL NO. &% SERIAL NO. #8458
MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
ik 5 B WA L L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TREH WA AR
MATERIAL TO BE Y WELDING ##4f Material & thickness P
EXAMINED O CASTING &4 B, LA
B E O FORGING i 45mm
WELDING PROCESS NA TYPE OF JOINT NA
R b dic)
WELD I.D RECON U ey ACCEPT REJECT REMARKS
. INDICATION TYPE [FENCTRINmm 16l P
B Egic)
4 CRACK 90mm REJ. removed stiff
5 CRACK 50mm REJ. removed stiff
6 CRACK 90mm REJ. removed stiff
7 CRACK 230mm REJ. removed stiff
SEG2C-106 ACC. removed stiff
SEG2E-365 ACC. removed stiff
SEG2C-116 ACC. removed stiff
SEG2E-323 ACC. removed stiff
SEG2E-111 ACC. removed stiff
SEG2E-152 ACC. remaved stiff
SEG2C-149 ACC. removed stiff
SEGZ2E-192 ACC. removed stiff
SEG2E-242 ACC. removed stiff
EXAMINED BYE# - A REVIEWED BY ## .
__Chang fang jie (/\%? FW@—J A X ; ‘99 ‘73(,0\..(‘/&\-0‘—«3 We, 09.06. ‘;57
LEVEL-Il SIGN%% |/ DATEAM ad f i LEVEL-l  SIGN | DATEEH f
it / QCMm A FCUSTOMER

(e frbonbony

% SIGN / FI}i DATE

0% o4 0%

%5 SIGN / B DATE

(FORM# ZPQC-MT01)




(FORM# ZPQC-MTO01)

@ REPORT OF MAGNETIC PARTICLE EXAMINATION
AT R

REPORT NO. iR B787-MT-11633 DATEH i 2009.06.08 PAGE OFTG 9/16 Revision No: 0

PROJECT NO. — CONTRACTOR: ———

TRHS: i A s

CALTRANS CONTRACT NO.:

DRAWING NO. SEG2/SEG1 Giiory

B 1AAE MAAW mMHIRSS -

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

ik p ot =T Bini BFRY B EHLN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009

EQUIPMENT ## MANUFACTURER {HI3E MODEL NO. %5 SERIAL NO. #4458

{MT YOKE PARKER B310S 5395 5617 5620

[MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT A

Bk A LT WL 2R H i

PARTICLE TYPE Dry magnet powder YOKE SPACING o

BB A FRH ARG i

MATERIAL TO BE VY WELDING ##4 Material & thickness P —

EXAMINED O CASTING % L

[ekilbZp S O FORGING &iff 45mm

WELDING PROCESS NA TYPE OF JOINT -

R H B pikie it
WELD 1.D Rl e bk ACCEPT REJECT REMARKS

fE g %. INDICATION TYPE ‘LENGE}'E'N mm kT 1B &k

SEG2C-150 ACC. removed stiff
SEG2E-362 ACC. removed stiff
SEG2E-444 ACC. removed stiff
SEG2C-127 ACC. removed stiff
SEG2E-320 ACC. removed stiff
SEG2C-126 ACC. removed stiff
SEG2E-402 ACC. removed stiff
SEG1E-334 ACC. removed stiff
SEG1F-003 ACC. removed stiff
SEG1F-004 ACC. removed stiff
SEG1F-005 ACC. removed stiff
SEG1D-086 ACC. removed stiff
SEG1F-006 ACC. removed stiff

EXAMINED BYZ4E ~ - - REVIEWED BY #

__Chang fang jie CWW‘“( oy 1 ¢ o Tan Chas e’ e

P T ' %

LEVEL -1l _SIGN %% DATEE L. .o - LEVELl __ SIGN ! DATERM df

Fit&mE / QCM M /"CUSTOMER

%5 SIGN / Hill DATE g% ofo% % SIGN / H il DATE




(ZPMC ]

REPORT OF MAGNETIC PARTICLE EXAMINATION

T R PR &
REPORT NO. #1445 B787-MT-11633 DATEH i 2009.06.08 PAGE OF# 10/16 |Revision No: 0
PROJECGT NO. A CONTRACTOR: CALTRANS
TRES: ) i aF
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
B 5: 1AAE [1AAW MM IRERS -
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2ERTEERD 2 BFRE BB ER RN
AWS D1.5-2002 _  |Aws D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT 4% MANUFACTURER #1i% MODEL NO. #RX%%E SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT AC
Rk RS By 5
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
RiH2fend TR Bk 4 ] B
MATERIAL TO BE v WELDING ###: Material & thickness
A709M-345T2-X
EXAMINED O CASTING %4 4, JEAE
B O FORGING & 45mm
WELDING PROCESS - TYPE OF JOINT -
BiEH bzt
WELD I.D DISCONTINUT R ACCEPT REJECT REMARKS
s INDICATION TYPE [[ENCTHNmm e P P
£l
SEG1D-088 ACC. removed stiff
SEG1E-416 ACC. removed stiff
SEG1E-096 ACC. removed stiff
SEG1E-137 CRACK 100 mm RE.J. removed stiff
SEG1D-150 ACC. removed stiff
SEG1D-128 ACC. removed stiff
SEG1E-347 CRACK 1180mm REJ. removed stiff
SEG1E-429 ACC. removed stiff
SEG1D-151 ACC. removed stiff
SEG1E-177 ACC. removed stiff
SEG1E-227 ACC., removed stiff
SEG1E-305 1 CRACK 50mm REJ. removed stiff
2 CRACK 30mm RE.J. removed stiff
EXAMINED BYE:# 3 REVIEWED BY #7&
. ’ N
__Chang fang jie CWF '5”“"7 Jﬁ st 3« deﬁm VWe, d/}/
LEVEL - II_SIGN &% DATEH oot LEVEL-l  SIGN { DATER ”’f o
IS / QCM FlPCUSTOMER /
/M ’/ &;v-Lmﬁ
|45 SIGN / EJJl DATE (i IR R0 %% SIGN / Al DATE

(FORM# ZPQC-MT01)



"" REPORT OF MAGNETIC PARTICLE EXAMINATION
R R B4R &
REPORT NO. {1454 B787-MT-11633 DATEH 2009.06.08 PAGE OFT#M 11/16 |Revision No: 0
PROJECT NO. o— CONTRACTOR: —
TEHE: ZPO6- P
CALTRANS CONTRACT NO.:
DRAWING NO. SEG2/SEG1 04-0120F4
Hs. 1AAE M1AAW mMHIERS L
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
255 HL T 4R BT EZIRAE BF&S BB EH M
AWS D1.5-2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2000
EQUIPMENT #&# MANUFACTURER %l MODEL NO. #:{%& S SERIAL NO. HE4S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT e
B AR R H3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
B AR TR 4 (A1 2B
MATERIAL TO BE v WELDING ﬁ_ﬁ‘f‘# Material & thickness Al AisT
EXAMINED O CASTING &t B3, LHE
ok Enp s O FORGING i 45mm
WELDING PROCESS MA TYPE OF JOINT .
B B Ut - Fii)
WEL HIECCHBMITRE ACCEPT REJECT REMARKS
ELD 1.D.
s INDICATION TYPE aaaiail e P P
5= e 1}
SEG1E-387 ACC. removed stiff
SEG1D-127 1 CRACK 20 mm REJ. removed stiff
SEG1E-340 ACC. removed stiff
SEG1E-299 ACC. removed stiff
SEG1D-108 ACC. removed stiff
SEG1E-341 ACC. removed stiff
SEG1E-422 ACC. removed stiff
SEG1E-298 ACC. removed stiff
SEG1D-105 ACC. removed stiff
SEG1E-380 ACC. removed stiff
SEG1D-107 ACC. removed stiff
SEG1E-337 ACC. removed stiff
SEG1D-096 ACC. removed stiff
EXAMINED BY 4% . s\, REVIEWED BY ##
__Chang fang jie é/vw‘lﬁrw A L [ 7@4« w Ve ol OV
LEVEL -1l SIGN%#% / DATEA b i LEVEL-l  SIGN ! DATERM 70‘ '
Hift£M / QCM WM Rl /CUSTOMER
I
%% SIGN / B4l DATE 08%.04 05 % SIGN / 3l DATE

(FORM# ZPQC-MT01)
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Bl R AR 5

REPORT OF MAGNETIC PARTICLE EXAMINATION

IREPORT NO. #5445 B787-MT-11633

DATEH 1 2009.06.08

PAGE OFIH 12/16

Revision No: 0

[PROJECT NO. 2P06.787 CONTRACTOR: BRLTRANS
TRES: i AP
CALTRANS CONTRACT NO.:
IDRAWING NO. SEG2/SEG1 S
He: 1AAE MAAW mMIEss _
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMTEEHT BRR BEFERE B ER RN
AWS D1.5-2002 _ AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT # % MANUFACTURER #ii 7§ MODEL NO. #4558 SERIAL NO. &S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AG
Mt MR 818
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
I3 i) T T4 (A BB
MATERIAL TO BE v WELDING ##4 Material & thickness S —
EXAMINED O CASTING %4F 4, LHE
B E O FORGING R 45mm
WELDING PROCESS ek TYPE OF JOINT -
BN ot il
WELD 1.D TSR e ACCEPT REJECT REMARKS
pame INDICATION TYPE Eat R I il Hik
Ei=tn %t
SEG1E-295 ACC. removed stiff
SEG1F-045 ACC. removed stiff
SEG1F-046 ACC. removed stiff
SEG1E-148 ACC. removed stiff
SEG1E-238 ACC. removed stiff
SEG1C-058 ACC. removed stiff
SEG1E-353 ACC. removed stiff
SEG1E-311 ACC. removed stiff
SEG1D-146 ACC. removed stiff
SEG1E-024 ACC. removed stiff
SEG1E-164 ACC. removed stiff
SEG1F-022 ACC. removed stiff
SEG1F-023 ACC. removed stiff]
EXAMINED BYZ:#5 4 REVIEWED BY #{# .
__Chang fang jie C/"'”"':}a?:‘m-‘g—j £ anChan Ve ol U‘K
LEVEL-N sIGN%% / DATEEM o~ $.96.9 'd LEVELNl SIGN  / DATERM ¢ 7 ki
FEHE / QCMm / F A CUSTOMER /
Z“/ﬁ ’/é'ovs’L‘I/Pq
%< SIGN / H il DATE Fh. el 0% %= SIGN / Bl DATE

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

Fite / QcM /Wff E_WVM

% SIGN / Bl DATE

2% . g

[0 &

%S SIGN / Al DATE

BRI S
REPORT NO. {55 B787-MT-11633 DATEB I 2009.06.08 PAGE OFJ 1316 |Revision No: 0
PROJECT NO. 2P0G.787 CONTRACTOR: CALTRANS
IR%S: A
|DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
Es: 1AAE HAAW i TEES s
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
o op et T ;-3 i BEFHRE BB EE B
AWS D1.5-2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER i i MODEL NO. #:% % SERIAL NO. #giase
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT B
AL B L B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
- e TRER R (7] BE
MATERIAL TO BE Y WELDING 4+ Material & thickness —_—"
EXAMINED O CASTING # G4, B HE
il s O FORGING i 45mm
WELDING PROCESS - TYPE OF JOINT ik
TR B HER
WELD | DISCONTINDITY R e ACCEPT REJECT REMARKS
.D. e
s e INDICATION TYPE LENGQQ’N B - JEMy ik
SEG1F-024 ACC. removed stiff
SEG1F-025 ACC. removed stiff
SEG1F-026 ACC. removed stiff
SEG1F-027 ACC. removed stiff
SEG1C-001 ACC. removed stiff
SEG1E-214 ACC. removed stiff
SEG1E-255 ACC. removed stiff
SEG1F-043 ACC. removed stiff
SEG1F-044 ACC. removed stiff
SEG1C-088 ACC. removed stiff
SEG1E-333 ACC. removed stiff
SEG1E-415 ACC. removed stiff
SEG1C-090 ACC. removed stiff
EXAMINED BYZ# v, IREVIE}I‘V,ED BY i
_cnngrngje_ Chrmarfangde 3% JoiChar Yot 0l 9%
LEVEL -l SIGN %% [/ DATEBH] é{ = 8 LEVELl  SIGN | DATEAH & 7 :
f H F'CUSTOMER

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

Fft&3E / QCM / .
th? ’h’lﬂém

% SIGN / B i DATE

0%.0 fi oS

REB R IR
REPORT NO. {1445 B787-MT-11633 DATEB ] 2009.06.08 PAGE OFTif% 14/16 |Revision No: 0
PROJECT NO. 2P06-787 CONTRACTOR: —
ITERS: g A P
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.: —
22R=F 1AAE 11AAW mMHIERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2 KR BR2ir BFEs { B K EA M
AWS D1.5-2002 B AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER #3518 MODEL NO. #RH2 SERIAL NO. 48
MT YOKE PARKER B310S 5395 5617 5620
rMAGNETlZING METHOD Continuous magnetic yoke |CURRENT £
[ T A REAR o ek HL
PARTICLE TYPE Dry magnet powder YOKE SPACING _
AR FHH e E] i
MATERIAL TO BE v WELDING ##4 Material & thickness AT AR %
EXAMINED O CASTING #1{4: B, B
_iH e O FORGING &3 45mm
WELDING PROCESS - TYPE OF JOINT N
1T bz gl
WELD 1.D Dioe ol = ACCEPT REJECT REMARKS
Y INDICATION TYPE RN IS Sl i
it FR
SEG1C-095 ACC. removed stiff
SEG1E-245 ACC. removed stiff
SEG1C-026 ACC. removed stiff
SEG1E-373 ACC. removed stiff
SEG1E-045 ACC. removed stiff
SEG1E-413 "ACC. removed stiff
SEG1C-097 ACC. removed stiff
SEG1E-111 1 CRACK 670mm REJ. removed stiff
2 CRACK 160mm REJ. removed stiff
SEG1E-152 1 CRACK 20mm REJ. removed stiff
2 CRACK 20mm REJ. removed stiff
3 CRACK 340mm REJ. removed stiff
SEG1E-362 ACC. removed stiff
EXAMINED BYE# - REVIEWED BY # ¥ ‘
e Chony forg (0 o o | TanChaswe o}
LEVEL -1l SIGNZ# /| DATEBN e 7 LEVEL-ll__ SIGN ! DATEBW bf )
’ Al CUSTOMER

%< SIGN/ B # DATE

(FORM# ZPQC-MTO1)




_'— REPORT OF MAGNETIC PARTICLE EXAMINATION
e E— %
R R &
REPORT NO. #4548 B787-MT-11633 DATERA ! 2009.06.08 PAGE OFWM 1516 |Revision No: 0
[PROJECT NO. 06787 CONTRACTOR: CALTRANS
ITERS: i A P
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.: 04.0120F4
2f=2 1AAE [1AAW mHIERSS e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
TR HEZIFHE BF&E B ES#M
AWS D1.5-2002 - |Aws D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT # % MANUFACTURER $5& f MODEL NO. #3U&% SERIAL NO. EE4:4 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
TV Er R E Lk b
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g ageil) TRif AT (] B
MATERIAL TO BE v WELDING ##:44 Material & thickness P —_
EXAMINED O CASTING #4#: B, RE
B O FORGING 1% 45mm
WELDING PROCESS ik TYPE OF JOINT -
HEH RERAE
WELD I.D DISCONTNUIRY S iR ACCEPT REJECT REMARKS
BaEE INDICATION TYPE ILENGEszN B sty Rk
R Ec31{]
SEG1E-444 1 CRACK 150mm REJ. removed stiff
2 CRACK 100mm REJ. removed stiff
3 CRACK 50mm REJ. removed stiff
4 CRACK 330mm REJ. removed stiff
5 CRACK 160mm REJ. removed stiff
SEG1C-015 ACC. removed stiff
SEG1E-192 1 CRACK 30mm REJ. removed stiff
SEG1E-242 1 CRACK 50mm REJ. removed stiff
SEG1C-050 ACC. removed stiff
SEG1C-128 1 CRACK 20mm REJ. removed stiff
SEG1E-320 1 CRACK 30mm REJ. removed stiff
2 CRACK 30mm REJ. removed stiff
3 CRACK 120mm REJ. removed stiff
|[EXAMINED BYE#E ; S P REVIEWED BY #1# g
__Chang fang jie 5“”‘"’7’{ W d € (oY T C, A/ @ L. 05
LEVEL-II SIGN%#% /| DATEEW UT"’ LEVEL-l SIGN | DATEB# 070
FiRE5 / QCM A FFCUSTOMER
% 175 Gnliga
%% SIGN / Bl DATE 05 .04 o5 % SIGN / H i DATE

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

AR R A=
REPORT NO. fil 542 B787-MT-11633 DATER i 2009.06.08 PAGE OFMi% 16/16 |Revision No: 0
PROJECT NO. sl CONTRACTOR: B TEEHE
IAEHE: " A P
DRAWING NO, SEG2/SEG1 CALTRANS CONTRACT NO.:
. 04-0120F4
EE: 1AAE MAAW MHIB®RS s
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EoE oy ot ) BRiR BF&RS BEERRN
AWS D1.5-2002 _  |AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2009
EQUIPMENT #% MANUFACTURER I3 MODEL NO. #3345 SERIAL NO. #4455
MT YOKE PARKER B310S ’ 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
AT B A HL 3t
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g el TR WA R
MATERIAL TO BE v WELDING 4 i i
B Material & thickness o
EXAMINED O CASTING # 1t B+, 28
K g O FORGING % 45mm
WELDING PROCESS ik TYPE OF JOINT i
HE joEiEiv]
WELD I.D DISCON N ACCEPT REJECT REMARKS
.D. A
rR INDICATION TYPE i B i ik
E 7 Hn
4 CRACK 40mm REJ. removed stiff
5 CRACK 20mm REJ. removed stiff
6 CRACK 200mm REJ. removed stiff
SEG1C-130 ACC. removed stiff
SEG1E-402 1 CRACK 60mm REJ. removed stiff
2 CRACK 40mm REJ. removed stiff
3 CRACK 80mm REJ. removed stiff
4 CRACK 70mm REJ. removed stiff
BLANK
EXAMINED BY E# - Ny REVIEWED BY ®&
o)
__Chang fang jie C/\' } £= ” (Z A CWW&\ = ‘;1,?
LEVEL-Il SIGN%% /| DATEBM - c ? 56 LEVEL-l  SIGN | DATEBM 07:
Hit&3E / QCM R CUSTOMER
: k’:} l’ Eﬂ/)éfm&
%< SIGN / B i DATE 00405 %5 SIGN / H1ji DATE

(FORM# ZPQC-MTO1)
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Z@M@ % % }:'al— % j&- ’fg jﬁ REV. No.;
Critical Welding Repair Re port (CWR) 1
T H £ 5 < B T # F g
..u % BRI BT ﬂﬂﬁ% W—— HER B.CWRSES
Project Name: SFOBB Drawing No.: Report No.:
EEE
Contract No.: SSRES 4 Az NDT 5458
. E [=k 5
ltem Name: EEREE NDT Report No.: | B/87-MT-11633
MBES ZP06-787
Project No.: -
1B St REH IR
Description of Welding Discontinuity:
R IR B L R e4 L. Rk RS
We found sixty-four cracks in malerial afler removed stiffener,
Please see the detall dale from MT repori!
d“?j Tyl Jie
A (Inspector) : Chafig farh jie R (Date) : 2009.06.08
BB R EREE :
Draft of Welding Discontinuity:
Please see the detail data from MT report!
- - Thiis duuuﬂenl S APPROVES
en‘Caﬂum ON
ceeperyt O AR

Inilis

Pur‘uﬂmtomsppﬂﬁcatz,r \:ﬁ




FERE:

Cause:

BmdoT A+ S AL, o TR FRATAL 69 AbAn E BIE, PR BT A DI F A8

Original stifiener was cross sliffiener, and stiffeners removed for he gap exceeded lechnology reguirement, which st
ress released and caused crack.

E@EHFTA (Foreman): gﬁf’“ })’}ﬂ C‘L"e'h A (Date): ’7 cof L2 8

AEFE :
Disposition :

1.EZRITEMHFAEZBRLE
QHUFZ—AERMOELINX, RS HEANYIEBWPS:
SEEREETEXR, FHMEROBLTHGBM

4 BEG, VIIMTRERLAEHR R THL .
SREBIMENEFEETIEZNE
EMABEMT/TFIOOC,
THAREEFESERARRE N T 150mm ;

B ERTESRBSNBHELETFF

O EHERBENVTUT MTEH .,

1, Remove the crack by means of grinding.

2. Prepare excavation according lo the approved repair WPS.

3. Grind lhe area lo a smooih and shiny finish, with tapered ends, to ensure staggered slarts and siops.

4. Verify with VT and MT repair areas are crack free before welding.

5. Preheatl and weld according to lhe approved rapair WPS, .

8. Preheat prior 1o welding to a minimum temperature of 100T &y Luﬁﬂf—’f‘f' ) l"éch-\’ﬁ‘n{ th Haz

7. The preheat area shall be a minimum of 150mm in all directions around ihe repair area. 5{{;?[5'-—3
B. Grind the repaired area flush with base metal or the adjacent weld.

9

N L'L,' 5
. Perform VT UT and MT of the repair areas.ﬁxg_,— e Controch N f,,(,;h-/tfij;.
WK - PN : ) (T fgly
[ ponn Tmﬂwﬁi‘ ,f‘ fﬁju.n,_g;/ Loy -le WES / :
| ! ' - Gy
TRC CWl shal be P:'-C‘S{""’k to ey Hae of;ef’{tt o e (fe [
E?":“"")’,g /

Tthe Al wark  shall B perfirmed] as [t T
APPROVED AS NOTED
RETURNEL: FOR CORRECTION

Pursuant io Saction 51,02
&{ the Standard Speciiications
l?’rr“[aTt_e af Califamla
OF TRANSPORT;
Division of Enginearing Smm

Ofﬁn?zi' Structurs Construction

I z: _ =3
Technical Engineer; Niu fi Vf*‘j/ Approved By:

#R787-QCP-900



—— A A= R
%@ﬁ%ﬂ{%a&ﬁlﬂ Rev. No.;
Critical Welding Repair Report (CWR) 1
BEE ek iy HaeEs RERD
Project Name: SFOBB Drawing No.: SEG1/SEG2 Report No.: B-CWR559
A [zl
. ?ﬂi& 04.0120F4 & i
ontract No.: AL TR NDT #EH%
e ltem Name: TAANTIRAE NOT Report No.: B787-MT-11633
BERS ZP06-787
Project No.:
B B3

Corrective Action fo Prevent Re-occurrence:

R AR IR A WPSHAT IE 42, IR M — TR, iR

ST, ITERE, TN REUS A R R .

Perform repeir according to WPS, and enhence controlling every

iffeners and perform HT to ensure 211 the repair area free of cracks,

S, ATMGALITE R, HEATHTIE, FIIAERA

weld pass, prind the cracks after removing st
and grind smoothly before essembly sti

ffeners.
EEMAHA (Foreman): O}\Bﬂ P'ﬁqd\-@n HH#E (Date): "7- (23
WPS-FCAW-345-1 4
G(1F)-Repair-1 n Tresed)
WPS-FCAW-345-2 i "M
£ [H A WPSER 5 G(2F)-Repair-1 ITER "
Repair WPS No.: WPS-FCAW-345-3 | Technologist: d7- o33
G(3F)-Repair
WPS-SMAW-345-4
G(4F)-Repair
B (BA) WEHEALK pig il
Preheat Temperature Description
Before Gouging: 8‘"3 of Discontinuity: CY’O(&K
EwaRbhE %0 T # R B
Inspection Preheat Temperature
Before Welding: Q,u, Before Welding: Hﬂﬂ
BRI EE BRAlsk
Max. Depth of Gouge: 3 Total Length of Gouge: ”50__0 A,
BT BERY BEALR '
Welder: 04\5_2/{8’ Welding Type: 4)/\&.“_/ Position: .567
P M T ‘
Current: !\\_,0 Voltage: i Speed: '“ 2
BEREE
Inspection After Repair: _{__%’?3 ‘ h’ o eﬂ’
S AR B . ERREE:
VT Result: ACC Inspector: &/é‘\i(’ Date: ;_ufﬁ 05- 0}
NDTE & T L r BB i
NDT Result: }?50 NDT Person: Mj"lfppate; 47,5/59/‘ g Z
\WAY) i ROVED
S - v a4 %ﬁ?«%%o:mmu
Witness/Review: D@&%@Eﬁz 8%{1.3“_5-1 02 gt the
& wital (357 D@ G 1of
Remark '

#R787-QCP-800




BT 3834y

|
(ZPMC , -
e — — FE _, 2009.08.03
Visual Weld Inspection Report Girder/ 3: OBG Floor Beam
JELE H M fT B iR & Tower/ B : | N4
Caltrans Contrdct No. 04-0120FE4 Quality Control Representative:
WM IS5 JFRTCE: ) 1P
Project No.: San Francisco Oakland Bay Bridge CwWi: ?
T £ SE A AT HEA: phensi ofe]20z]
Project No.: Quality Assurance Manager ~Approval \
ZP06-787 .
CEE BRI ISR § m}\\w i
m Accept or Reject
. Welding : . Accept or after repair
Weld No. Welder |.D.#| Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject Repair | i& & /5S8R
IREERS BTIRMNS | & JEEEM R vl AL Y] PRpT | RORERGE | Wik | Rg | EEalEl| RE I
SEG1 045268 3G TL508 N N J N J N N ACC NA NA
SEG2 045268 3G TL508 Y N + J " d o ACC NA NA
|
L] After root weld [0 After cover pass |
LY After CWR or WRR No. :B-CWR559 O After HSR No. : |0 Others

HR787-QCP-603
" 4 "isnodefects. " X" is defects. "NA" is not applicable.
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TR AR S
REPORT NO. i &4 B787-MT-11633R1 DATEH i 2009.08.03 PAGE OFI# 1/4 Revision No: 0
PROJECT NO. 206767 CONTRACTOR: CALTRANS
IB%S: ] iilaE
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
Bs: 1AAE MAAW MM TEERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EoE b R HEZiFE BFES B ERHEN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" ,2009
EQUIPMENT #t#% MANUFACTURER #&7i MODEL NO. BR%& & SERIAL NO. #4465
MT YOKE PARKER B310S 5395 5617 5620
{MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
REAY 77 AR H3 L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BiEAE TRH BAumE
MATERIAL TO BE VWELDING ##:4} Material & thickness —
EXAMINED O CASTING 84 3, LI
BRE O FORGING &% 45mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
B e
WELD I.D Sl s e ACCEPT REJECT REMARKS
ey INDICATION TYPE ER I Sl e
jiE2n HR
SEG2E-347 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
SEG2E-429 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
SEG2E-227 1R1 ACC.
2R1 ACC.
3R1 ACC.
SEG2E-387 1R1 ACC.
2R1 ACC.
SEG2E-338 1R1 ACC.
SEG2E-420 1R1 ACC.
2R1 ACC.
EXAMINED BYE# 4 REVIEWED BY ##
__Chang fang jie C}AW _ jl'ﬁ Q.m Wﬂ&mﬂ
LEVEL-Il SIGN%#% / DATEH , oK 03 |LeveLn  sieN  J pateEm P 25
AL / QCM ! B/ CUSTOMER '
/ ’7/‘7 {f MK/IA&
%< SIGN / H i DATE . oo %5 SIGN / H i DATE
-

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

o
¢

“E

REH Y B4R &
REPORT NO. {45 B787-MT-11633R1 DATEH# 2009.08.03 PAGE OFTG 2/4 Revision No: 0
PROJECT NO. — CONTRACTOR: —
ITE&%S: : J:: [ =P
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
. 04-0120F4
EE: 1AAE [1AAW MM IRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SE R R BFRS L BRIEREM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% MANUFACTURER #I3#&7 MODEL NO. # &8 SERIAL NO. %458
{MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
b BEAE A HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
e il THB R A
MATERIAL TO BE Y WELDING ##:4 Material & thickness ATHOILadETER
EXAMINED O CASTING %4 B, R
Pk EnE S Ol FORGING #if 45mm
WELDING PROCESS TYPE OF JOINT
SMAW NA
A% ok i
— DISCONTINUITY FiE&LEH: ACCEPT REJECT REMARKS
i INDICATION TYPE N T mE P ik
BN it
SEG2E-296 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
SEG2E-355 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
SEG2C-148 1R1 ACC.
SEG2E-327 1R1 ACC.
2R1 ACC.
SEG2E-409 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
EXAMINED BY 4 \ IREVIEWED BY ##
__Chang fang jie_d&.@%w) o2 S ong Y
LEVEL-Il SIGN%&% | “DATEAM op, o8 . 05 JLEVELNI _ sIGN 7| DATERM P8, 02
JERE23E / QCM F FCUSTOMER

%5 SIGN / H il DATE
(FORM## ZPQC-MT01)

% ¥ SIGN/ F1 i DATE




REPORT OF MAGNETIC PARTICLE EXAMINATION

——— — i
R R B4R &
REPORT NO. {45435 B787-MT-11633R1 DATEA #i- 2009.08.03 PAGE OFH {4 3/4 Revision No: 0
PROJECT NO. SRS CONTRACTOR: —_—
IE%E: i A p
DRAWING NO., SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
EE: 1AAE 1AAW mAIESRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2RI kg BFRY BB IER W
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #t% MANUFACTURER & /g MODEL NO. #&% SERIAL NO. E&HE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Ak F RSER B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R FREH W3 () 25
MATERIAL TO BE v WELDING ﬂ_ﬁﬁ- Material & thickness AT0OM-345T2:X
EXAMINED OJ CASTING &4+ B4, B HE
Pkl gl O FORGING #3% 45mm
WELDING PROCESS —— TYPE OF JOINT N
g okt
WELD I.D e R ACCEPT REJECT REMARKS
AR INDICATION TYPE R e Tk 5%
8 L3t
5R1 ACC.
6R1 ACC.
7R1 ACC.
SEG1E-137 1R1 ACC.
SEG1E-347 1R1 ACC.
SEG1E-305 1R1 ACC.
2R1 ACC.
SEG1D-127 1R1 ACC.
SEG1E-111 1R1 ACC.
2R1 ACC.
SEG1E-152 1R1 ACC.
2R1 ACC.
3R1 ACC,
SEG1E-444 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
1EXAMINED BYX:iF , REVIEWED-BY W&
__Chang fang jie_ﬁﬁ%;%g ' '?;ﬂ @n%géméi
LEVEL -1l SIGN %% /| -DATEEM P of 0L fLEVEL-I  SIGN ! TEB i u-P 3 aftﬁ
ERESE / QCM I Fi FCUSTOMER j
sz siGN/AMDATE | FE0 2 % SIGN / Bl DATE

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

L
¥ SIGN / H i DATE

/ -M71/(W

o5 o8
P

RER R IR &
REPORT NO. %455 B787-MT-11633R1 DATER #1 2009.08.03 PAGE OFH ¥ 4/4 Revision No: 0
PROJECT NO. 2P0G.787 CONTRACTOR: CALTRANS
IEHS: Ao
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
g 1AAE MAAW InMIRgE
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
Eo p R e B2 ‘ BF&RS {88 8 AT 0N
AWS D1.5-2002 _ |aws D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2000
EQUIPMENT ##% MANUFACTURER #if 5§ MODEL NO. B &E SERIAL NO. E4:gE
MT YOKE _ PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
BEfb T kg 2 Bl
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR FRiH HinmE
MATERIAL TO BE Y WELDING #1384 Material & thickness A700M-3457T2-X
EXAMINED O CASTING #44 o+, R .
By @ e O FORGING {Bi% 45mm
WELDING PROCESS LA TYPE OF JOINT -
T 1RERR
WELD I.D DIBOONTNHITYR ACCEPT REJECT REMARKS
RS INDICATION TYPE 'LENGELLN i e o ik
5R1 ACC.
SEG1E-192 1R1 ACC.
SEG1E-242 1R1 ACC,
SEG1C-128 1R1 ACC.
SEG1E-320 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
6R1 ACC.
SEG1E-402 1R1 ACC.
2R1 ACC.
3R1 ACC.
4RA1 ACC.
AFTER B-CWR559
BLANK
EXAMINED BY X148 REVIEWED BY ##
__Chang fang jie CLUWW\ F&Mﬂj)"& g‘(M’T &) M
|LEVEL -1l _SIGN %% / dATEB’jUJ of. 0% .08 LEVEL-l __ SIGN JI DATE!E] A of ,of | o}
HiS3E / QCM ! A FCUSTOMER !

% F SIGN/ I DATE

(FORM# ZPQC-MTO1)
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\'RIEPORT 0

UTHGHRE

F ULTRASONIC EXAMIN ATION

REPORT NO. H%&EE B787-UT-7302 DATE 2009.06.26 PAGE 1 OF 3 Revision No: 0
PROJECT NO. :Ti2iE % ZP06-787 \CDNTRACTbR: CALTRANS

ITEMS NAME: DBG FLATE PANEL PRAWING NO.: - CALTRANS CONTRACT NO.: 04-0120%4

LA SPLICE Mm% mMIBES

REFEREMNCING CODE HEE

AWS D1.5-2002

ACCEPTANCE STANDARDIEELATHE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. RS

ZPQe-uT-01

\WELDING PROCESS 857

JOINT TYPE i1

CALIBRATION DUE DATE {28 EH %0

NA NA Dac. 2657 2008
EQUIPMENT &% MANUEACTURER iliE T MODEL NO. #585S SERIAL NO. FF)ES
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT &7 MATERIALITHICKNESS # £ BB 3
AWS 1IW BLOCK TYPE T c.m.Cc A700M-345T2IF2-X 38/45/22/28mm
TRANSDUCER 353k
MANUFACTURER | ANGLE FREQUENCY 5|ZE MANUFACTURER] ANGLE | FREQUENCY SIZE
i A Rl bk R 2 T i sgt R+t
Changchao 0" 2.5MHz 20mm Reference Level S4REK 20dB
Base metal inspecied per AWS D1.5-2002 Seclion 6.1B.5 0® UT OK.
DECIBELS % DISCONTINUITY FiEiE £
7 o o
WELD S |4 ly |~ls_lz-1E.l5 g ”
= 9| 2 EslselgERE LOCATION OF DISCONTINUITY 5o e
Zw 22|28 | K BElE3|2E|EE & gt
menTircation | Sk | SE =8| EHEETE" FEEEE(mm) 2% | «
EEluE |8 & ETROE|E £ @
cewne |2 |G®|ET| B Ex | &
IEBHRS % g = L Sound | Depthfrom & o
= ength From'% | FromY 0
al|b c| d £IE Path Surface FiX Y 0
fiibs FEZe iR _ =]
X1B3A-1 0 20 ACC. | 100%
X1B4A-1 0 20 ACC. | 100%
%4BDA ) 20 ACC. | 100%
X1B1A 0 20 ACC. | 100%
X179B 0 20 ACC. | 100%
K179A 0 20 Acc. | 100%
PL1465B a 20 , Acc. | 100%
EXAMIN} BY 2 REVIEWED BY ®1#
i ’glé . @\/
Yoo 7/1'-’?- AT o [l fO Mt ofei -1
LEVEL -1l SIGN [/ DATE LEVEL —llélGN ! ATE
it / QCM B/ CUSTOMER This dusc&menll is ﬁPﬁRaDVED
) {e of Callomi
TRANSPORTATION
f Wylr‘“"l"f"{“ DEP:QE:@E&% O fon5-3.02 of Ihe
Slandard Spauﬁpaqgﬂ 5
are= gIGN | B Y] DATE i Lé a5 SIGN / A3 DATE initia) " L7 DalE o u/c(

(FORM# ZPQC-UT01)
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Ty REPORT OF ULTRASONIC EXAMINATION
BRAC
I ol
— UTHRGHRE
REPORT ND. #L&E B787-UT-7302 DATE 2008.06.26 PAGE 2 OF 3 Revision No; 0
DECIBELS# 11 DISCONTINUITY EEEE{E w5
g |w 2 g .
WELD = e ~ g g |5 | E s
2. 18|89 _ | = EslesizelEp LOCATION OF DISCONTINUITY go | #
o E: gl =| = EEEEEEE% Tﬁ-gﬁﬂ Lu.l,:
IDENTIFICATION | =15 | B2 |=&|C Rz e MR R (mm) 25| =
23| Blg Q_I L] o o E = ﬁ, ]
2TIe¥|E | § E® | §
_ﬂ:t"' . & ‘._- 0 =1
RIS =z E = et Sound Depth from From'% | From® § o
al| b c | d 'l-‘:i Path Surface p— o a
B | ENERE a
PL1465A 0 20 * acc. | 100%
X194C 0 20 ACC. | 100%
PL1478A 0 20 ACC. | 100%
Pl
X1868 0 20 acc. | 1e0%
X186A 0 20 ACC. | 100%
X154B 0 20 ACC. | 100%
X194A 0 20 acc. | 100%
PL1465C 0 20 ACC. | 100%
X183A 0 20 acc. | 100%
X1828 0 20 ACC. | 100%
X183A-2 ) 20 ACC, | 100%
X4B4A-2 0 20 ACC. | 100%
X193B 0 20 ACC. | 100%"
X184D 0 20 ACC. | 100%
PL1460A 0 20 ACC. | 100%
PLB72A 0 20 ACC. | 100%
X304A 0 20 acc. | 100%
X300A 0 20 AGC. | 100%
pLBBZA 0 20 AcC. | 100%
X3008 0 20 ACC. | 100%
%3058 | 20 AcC. | 100%
PLATBA | o 20 ACC. | 100%
PL8G2B 0 20 ACC. | 100%
REVIEWED BY W
(,a/f . ,@ - Vg
EEE / QCm F FCUSTOMER Tois o uman 5T
Mg, RIvENT OF TRey - TTRTON
g Tl latrtn DERAR T Wi lo Section 51,020
— T Bandard Sp[?c:g‘c??ls
%% SIGN/ B DATE 5 . 2/0/ £ SIGN / Bl DATE i) 7 Daie: ?-c{ﬁ

(FORM{# ZPQC-UT01)
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LEVEL -1l SIGN /1 DAT

T d g CFT
T -
@: @ REPORT OF ULTRASONIC EXAMINATION
i ——
e 2ol
UTH IR &
REPORT NO. &GS B787-UT-7302
- DATE 2009.06,26 P
06, AGE 3 OF 3 Revision
No: D
| DECIBELS# 1 DISCONTINUITY &l = | ¢
: =]
WELD z % o lals_lg_l8. 15 E
2 ' 5 18 15,15, -] %
q_n__z'\;'_'-“é <. | R EE5TEEE LOC 5 B
pentrcaron |2 <E |SE| S BAE 2 5E: il S| #
= | BE(C=|,|F F [ e s EF A
magss (D (B |E |9 Al
= Sound | Depthf £ y
L pth frem §
a|lb|e]|d i:g;h Path Surface Frimx From’ E *
P w2 | mymer | | B | B
114608 0 20 .
ACC. | 100%
P o
11472A 0 20
ACC. | 100%
BLANK
DBYZ
7 (? REVIEWED BY BT
P ) -

ot. 564

RIS / acl

[veftodss

%< SIGN { Bl] DATE 61,(,

8 /PCUSTOMER

Thie document is APPROVED
Siale oi Califomia
DERARTMENT OF TRANSPORTATIDN

255 SIGN 1 B DATE

Fursmant to Section 5-1.02 af 1
Standard Spaaﬁcago{l /c]

Indial &{'
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REPORT OF ULTRASONIC EXAMINATION

UTHEG R E

REPORT NO. 5% B7B7-UT-7301 DATE 2009.06.26 PAGE 1 OF 3 Revislon No: 0
FROJECT NO. : LiB#E ZP06-767 CONTRACTOR: CALTRANS =
ITEMS NAME: OBG PLATE PANEL DRAWING NO.: SEG2 CALTRANS CONTRACT NO.: 04-0120F4

& SPLICE _ me IS

da He
5

REFERENCING CODE

AWS D1.5-2002

r—
L

AWS D1.5-2002(Tab

ACCEPTANCE STANDARDIEZATIE

le 6.3)

PROCEDURE NO. EfHEE

ZPQC-UT-01

WELDING PROCESS Mg %

JOINT TYPE 23500

CALIBRATION DUE DATE { SsH IEF )0

NA MA Dac. 2857 2009
EQUIPMENT &% MANUFACTURER HIZTH MODEL NO. #3UE € SERIAL NO, #5128
071565311, 0534BB510,
UT SCORE PANAMETRICS EPOCH-B 061495611, 070152011, )
CALIBRATION BLOCK iftH: COUPLANT 2471 MATERIAL/THICKNESS #45| EAE
AWS 1IW BLOCK TYPE TI C.M.C AT0IM-345T2IF2-X 22/45(20/18/28)38mm
TRANSDUCER 3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
A B yi:hi's 5 Rt HET fubr |= R+t
Changchaa 0° 2 5EHz 20mm Reference Level #35R R0 20dB
Base melal inspecled per AWS D1,5-2002 Sacdon 6.18.5 0% UT OK.
DECIBELS# i DISCONTINUITY TEEHHE 5
=
o w c g »
WELD = o Ul ~ g |8 |8 .| = e
RN LOCATION OF DISCONTINUITY L
oE 21 g |8 5 St ;
ipeNTIFicATION |2k [ SEls® | S RIS |EERE 5 ST T (mm) 28| =
< o % B | e E = [§ I 5 8 e
O™ | g® ™| B EE E
£k 5 =
IREEMERE 9.. E = Sound | Depth from . 8 o
i~ Length From'¥ | From™ h
alb c| d £ Path Surface SiX Ry ]
W | PERWRE [=
PL1472D 0 20 ACC. | 100%
X193B 0 20 ACC. | 100%
%1864 0 20 ACC. | 100%
X196L 0 20 ACC. | 100%
X197A 0 20 ACC. | 100%
X188B 0 20 ACC. | 100%
%1998 0 20 ACC. | 100%
ExAM/?Eu BYZ4F REVIEWED ﬁ:?x /Lﬂ
7 MVV’\ i 7 ! wu i ,,_,__,—/{ 5 (_;-’(J . @%
LEVEL Il SIG DA’I‘E LEVEL - u IGN !
RKIHSE / QCM Fi FCUSTOMER This dogument ls At HEPVE
‘ : ARTMEE G TRANGPORTATION
arAR é" (%3 DEPPursuenl 1p Section. 5—1 ili?. of the
Standard SDEE'W E? (
)
%5 SIGN / BT DATE £, %= SIGN | B DATE wniliel - C Jgff

(FORM# ZPQC-UTO1)




ﬁ“@ﬁ!@ REPORT OF ULTRASONIC EXAMINATION
— X
e UTHAG IR
REPORT NO. #i%4&% B787-UT-1300 DATE 2008.06.26 PAGE 2 OF 3 \ Revision Na: ©
DECIBELS# 1 DISCONTINUITY FESEE c
X - @
WELD g |4 |uw |-ls_lg_|E.l8 E ”
Z o Smlaa|® 3 HEEEELE £ LOCATION OF DISCONTINUITY o 3=
DENTIFICATION | BTk (w g | EB B liledEERe TEg{ I (mm) == | =
<8 |nf | O El A A = &
g | % |E” | I E¥ ) §
1% 2L [=] e 2
BRI EMHES =4 g:. - L Seind | Depthfrom E & =
anglh Erom'¥ | From"™ a
a|lblcjid ¥ Path Surface X By @
pE | ERERL o
X305A 1o 20 ACC. | 100%
X303A 0 20 ACC. | 100%
X301A 0 20 ACC. | 100%
X300A 0 20 \ ACC. | 100%
X3008 0 20 ‘ ACC. | 100%
X186G 0 20 l ACC. | 10D%
X304B 0 20 ACC. | 100%
X186E 0 20 ACC. | 100%
X196C 0 20 ACC. | 100%
X193A 0 20 ACC. | 100%
PL1472C 0 20 ACC. | 100%
PL1460D 0 20 ACT. | 100%
PL1465D 0 20 ACC. | 100%
PL1474A 0 20 ACC. | 100%
PLB92A 0 20 ACC. | 100%
PLBO7A 0 20 ACC. | 100%
X1B5A 0 20 ACC. | 100%
%1858 0 20 ACC. | 100%
X1BBA-1 0 20 ACC. | 100%
X1B7A-2 0 20 ACC. | 100%
X196A-2 0 20 ACC. | 100%
X187A-2 0 20 ACC. | 100%
X189A-2 0 20 ACC. | 100%
REVIEWED BY i
LEVEL -l SIGN TE v
. Arml:’ﬂ
IE3E / QCM H FCUSTOMER T‘““”éjéh‘e ol %ggglﬂga RTATION
/ i '![&AW DEPAR v'lENos fion nz ui the
¥ ”(F S%E\e .3
sz siGN/ B DATE  fa4 &5 SIGN A ill DATE et ‘ﬁ

(FORM# ZPQC-UTO01)



E‘E REPORT OF ULTRASONIC EXAMINATION
R ~
== UTHEGTRE
REPORT ND. i45HS B787-UT-730 DATE 2008.06.26 PAGE 3 OF 3 Revision No: 0
DECIBELS# DISCONTINUITY Ttk . -
o ] c § ’
WELD z |2 |8 |z B_|B_le.|E 5 !
7 105|818 BslEsE8RE LOCATION OF DISCONTINUITY 2 e
oo |[Z2|uE | 1EE5EE|2E|EE s b A w2
[DENTIFICATION |E I | nE|s&|° B |ECRe TELEALT (mm) 23 =
<m | oo S 2 (B O|E T ©
ST io® g | B EF E
145 B4 = ]
BERHES % Ex: = L Sound | Daopth{rom " & 1=
= englh From'™X | From'Y D
a b c | d ) Palh Surface X ey I
8 BE | ERERE R B
X190A-2 0 20 ACC. | 100%
X1B8B 0 20 acc. | 100%
BLANK
EXAMINED BYZE# é REVIEWED BY §14
/i u’f LA
LEVEL -1l SIGN
et \mapbic ANPROVED
MR / QCM Fl/*CUSTOMER State of GG neraTION
[ DEPARTME 1] %%2 ol the
[M‘) i W PUTSUBN}‘E%M Speui?ca
' @ s 03 b1
2% sioN I BMOATE (.1, %% SIGN B ) DATE el o / ((a‘
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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

(707) 649-5453
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000244
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0283

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:  09-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment
1AAW, Caltrans Quality Assurance (QA) Inspector discovered atotal of eleven (11) linear indications ranging
from 5 to 35mm in length in the base metal where weld had been removed on Plate X199A. These welds have
been previously tested and accepted by ZPM C Quality Control (QC) MT technicians.

Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Work was completed and item was cleared on Master Punchlist by Caltrans on 6-24-09. Submittal of
documentation by Contractor being tracked on Documentation Punchlist.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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