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

L ocation: Changxing Island Report No: NCR-000364
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 07-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0338

Type of problem:

Welding [] Concrete [1 Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [ Coating [1 Other [ ] Component: 3AE FB Diaphragm

Procedural [ Procedural [J Description:

Reference Description:  Non-conforming welding repairs FB Diaphragm

Description of Non-Conformance:

American Bridge/Fluor JV (ABF) has allowed ZPM C fabrication personnel to conduct Critical Weld Repair
without Engineer approval. The repairs were not performed in conformance with the Approved as Noted,
Critical Weld Repair procedure. See references below.

unauthorized repalt werdine'
personnel in progress

Applicablereference:

B-CWR596 (Approved as Noted)

1) Engineer shall be notified and present during repair

3) No QC or Lead CWI present to direct repair.

4) No Approved copy of CWR in hand prior to repair.

CT note) Notification to Engineer of hardness testing prior to repairing.

CT note) Results of hardness testing not submitted to Engineer prior to repair.
Who discovered the problem:  Mark J. Miller

Name of individual from Contractor notified: Kevin Chen

TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Time and method of notification: 0900 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 1000 hours, Verbal

QC Ingpector's Name: Wang Lu

Was QC Inspector awar e of the problem: [ 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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

I nspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-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

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 04-Aug-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: 05.03.06-000317
Subject: NCR No. ZPMC-0338

Reference Description:  Non-conforming welding repairs FB Diaphragm

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.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 06
Remarks:
American Bridge/Fluor JV (ABF) has allowed ZPM C fabrication personnel to conduct Critical Weld Repair without Engineer approval.
The repairs were not performed in conformance with the Approved as Noted, Critical Weld Repair procedure.
See attached NCR No. ZPMC-0338 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences., A response for the
resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0338

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

ogral " 05.03.06-000317,NCT

Pagelof 1



AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Aug-2009

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-000334 Rev: 00
Ref: 05.03.06-000317

Subject:  NCR No. ZPMC-0338

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has written an internal NCR to address this nonconformance and to provide corrective and preventative
action as well as attached all necessary documentation regarding this repair work.

ZPMC has written an internal NCR to address this nonconformance and to provide corrective and preventative action as well as attached all
necessary documentation regarding this repair work. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000334R00

Caltrans' comments: Status: AAP
Date: 28-Aug-2009

The response is acceptable, but the Non-Conformance is not closed. No documentation is attached as mentioned above.

Please provide documentation of the weld repairs that were performed and that the repairs were acceptable. The Department will review the
Contractor's proposal to close Non-Conformance ZPMC-0338 at that time.

Submitted by:  Wright, Doug Date: 28-Aug-2009
Attachment(s):

‘E}' Page 1 of 1



AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 13-Nov-2009

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-000334 Rev: 01
Ref: 05.03.06-000317

Subject:  NCR No. ZPMC-0338

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing documentation of the weld repairs that were performed and that the repairs were acceptable.
ZPMC requests closure of this NCR.

ZPMC is providing documentation of the weld repairs that were performed and that the repairs were acceptable. ZPMC requests closure of this
NCR.

Submitted by:
Attachment(s): ABF-NPR-000334R01;

Caltrans' comments: Status: AAP
Date: 30-Nov-2009

The documentation submitted has been reviewed by the Engineer and found to be insufficient. There were 10 rejectable results from 8/6/09 UT
report for PP22 but no acceptable results found from the subsequent repairs.

Submitted by:  Chao, Ching Date:  30-Nov-2009
Attachment(s):

‘h‘?l Page 1 of 1



@ No. B-452
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-21
REGARDING: NCR-000364 (ZPMC-338) ok

With this letter of response, ZPMC requests closure for Caltrans NCR-000364
(ZPMC-338). Zpmc submitted the CWR 596 for the engineer approval prior the crack welding
repair, but for the issue was not make an consistent comments from the caltrans and delayed with
some days, per the pressure of the fabrication schedule, we start to perform the repair as not
received the response from engineer. For the comments of the CWR we explain as follow:

1). we have perform the hardness test and submitted as the formal letter to ABF and turn to
caltrans, meanwhile we have notified the inspector to witness the process.

2). We have arranged the CWI to cover the repair within 30 minutes.
3). We have submitted a separate CWR640 which the crack extend to the base metal and got
the approval from caltrans.
4). The PP22 and PP21 have been changed the CJP weld with the require of the ABF’S
formal letter to ZPMC, and the final UT and MT inspection all complete.
By the way we have done the 100% MT for 4E all PP points on the weld, and do the
100% UT for the PP21/22 about the drawing changed to CIP weld. That should be all can support
the good quality and can be accepted by all parties.
so base on the above explanation and attached documentations, ZPMC applies
to close the caltrans’s report NCR-000364 (ZPMC-338).

Please reference attached document for acceptance and closure the NCR-000364

(ZPMC-338).

ATTACHMENT:

NCR-000364 (ZPMC-338)
ZPMC internal NCR

The approved CWRS596/658/651

The WRR for the CJP UT repair
The final VIT/UT/MT reports

lefzwz%m

W7 X,



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

EPARTMENT OF TRANSPORTATION e
JIVISION OF ENGINEERING SERVICES { o Bt
Office of Structural Materials 82
Quality Assurance and Source Inspection

COHU‘&C‘[ #: 04_0 ]. 20F4 RS =i
Bay Area Branch o

690 Walnul Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Vallejo. CA 94592-1133 Flle #: 69‘25B

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

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island N Report No: NCR-000364
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 07-Jul-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0338

Type of problem:

2 Welding [0 Conerete [1 Other
Welding [J Curing [J Procedural Bridge No: 34-0006
Joint fitup [ Coating [J Other [0 Component: 3AE FB Diaphragm

Procedural [] Procedural [ Description:

Reference Description: Non-conforming welding repairs FB Diaphragm

Description of Non-Conformance: ,

American Bridge/Fluor JV (ABF) has allowed ZPMC fabrication personnel to conduct Critical Weld Repair
without Engineer approval. The repairs were not performed in conformance with the Approved as Noted,
Critical Weld Repair procedure. See references below.

" 3 LA b SRR
unauthorized repalrwvetding by /P

personnel in progres

Applicable reference:

B-CWRS596 (Approved as Noted)

1) Engineer shall be notified and present during repair

3) No QC or Lead CWI present to direct repair.

4) No Approved copy of CWR in hand prior to repair.

CT note) Notification to Engineer of hardness testing prior to repairing.

CT note) Results of hardness testing not submitted to Engineer prior to repair.
Who discovered the problem:  Mark J. Miller

Name of individual from Contractor notified: Kevin Chen .

‘ﬁ;‘ TL-13,0nality Assurance -- Non-Conformance Report Page I of 2



Nonconformance

@ . Report

A& IR E
Project Name: S.F.O.B.B NCR Number:
EEL S [ AN PR KA | NCR#i%: NCR-B-218 (ZPMC-0338)
i&&f Nnn -conforming welding | Item Numbvé;:‘ N i Drawing: - T
repairs FB Diaphragm | 5. B 5. 0BG
LR A% CWR ERXEIRY | OBG 3AE
T
Location: 3AEFB Date:
(AE 3AE iR H : 2009-8-9
Deseription of Nonconformance:
AFFE TR R

ABF has allowed ZPMC fabrication personnel to conduct CWR without Engineer approval. The
repairs were not performed in conformance with the Approved as Noted, CWR procedure. -

B-CWR596 (Approved as Noted)

1. Engineer shall be notified and present during repair

2, No QC or Lead CWI present to direct repair

3. No approved copy of CWR in hand prior to repair

CT note) Notification to Engineer of hardness testing prior to repairing.

CT notc) Results of hardness testing not submitted to Engineer prior to repair.

ABF JLSA I 2 fo¥F ZPMIC ##t CWR ERiRfE. It CWR i TRIA S0E6LE,

BRER &N B-CWRS96. CT LREMHEER: RSB TSRS, H M
5 RARITLIE.

BRIFHEET, ZPMC RilM CT TRIMERLYR, FIFESHEE QC 85 cWI Bl
7 BFRBEARFIRE cw1 S8

Work By: 2iaea Xiafu’ Prepared by: .gWLW‘Rewewed by QCE: Mmﬁw J)Z

L7 28T R TR W, g

{1 Drawing Error O MatenalDefect B  Fabrieation Error O Other
PR FAEHRBE HlfEHE R HbER

Disposition: O Useasis O Repair 3 Rejeet

A FRAE 51 piad( EizLed

Recommendation:

B

Prepared by: Approved by QCA:

HE Bt E itk




Reaqon fnr Nonconformance:

AFFERH:

dj’“ LW FEIBE . cwp pcphore

Prevention of Re-occurrence:

TRy F I :
£~
AP3Z 2RI btz o154 . 1L VR BEELRE.
&N/WC*E Super Visrun  pund f'"é{’ﬂ’t‘.“" m-site . and TFHM
CUR s Spoh @S Fa.sx:‘”t .
Approved byt HE: G,'W Jun _ad.08)(3
Technical Justification for Use-As-Is/Repair:  [J Attachment M Non-attachment

IF1 i R 1 RO AR A - B 1 FHiE

m%’u IO TS Jm\cr (DU Zibodly /b o 15 Ao
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J
Verification: N gcceptab]e O Unacceptable

ks EIE: 374
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Verified by QCI/fRKFiik: U MM‘W @M‘ Reviewed by QCA/FH 4L #:

#R787-QCP-1300



fo DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Reom 708, Changxing Island
i Shanghal 201813 PR China

{hitions Tel: 021-56B56666 ext 207061 Fax: 7
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV Date: 04-Aug-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

x5 04-SF-80-13.27 139

Dear: Mr, Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thonas Nilsson Project/Fabrication Manager 'Ducumcm No: 05.03.06-000317
Subject: NCR No. ZPMC-0338
Reference Description: Non-conformimng welding repairs FB Diaphragm P

The atached Non-Conformance Repori describes an oceurrence where the contractor did not comply with & requirement of the contract document as
indicated below:

O Material or W orkmanship not in confonnance with contract documents,

[ Quality Contvo) (QC) not performed in confermance with contract documents,

Recurring QC issuc thit constilutes a systematic problem in quality conurol.

[J Non-Conformance Resolved.
Material Location: OBG Lift: 06

Remarks:
American Bridge/Fluor IV (ABF) has allowed ZPMC fabncation personnel to conduct Critical Weld Repair withoul Engineer approval.

The repairs were noi performed in conformance with the Approved as Noted, Critical Weld Repai procedure.
See altached NCR No. ZPMC-0338 for derails.
Action Required and/or Action Taken:

Propose a resolution for the identified non-conformance with revised procedures 10 prevent future occurrences., A response for the

resolution of this issue is expected within 14 days.

Transmitted by; Ching Chao
Attachments: ZPMC-0338

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

g 04 06. 317 NCT
!\, 03.03.06-000317.NCT Page 1of 1



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES i
Ofiice of Structural Materials ' L e

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

Bay Area Branch

690 Walnul Ave.St. 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Valiejo, CA 94592-1133 Eile i 69.25B

(707} 649-5453
(/07) 649-5493

QUALITY ASSURANCE - NON-CONFORMANCE REPORT

Location: Changxing Island ’ Report No: NCR-000364
Prime Contractor: American Bridge/Fluor Enterprises, a IV~ Date: 07-Jul-2009
Submitting Contractor: Zhenhua Porl Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0338

-

Type of problem: ,

Welding O Concrete [J Other

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

Joint fitup [ Coating [0 Other [0 Component: 3AE FB Diaphragm

Procedural [] Procedural [J Description:

Reference Description: Non-conforming welding repairs FB Diaphragm

Description of Non-Conformance:

American Bridge/Fluor IV (ABF) has allowed ZPMC fabrication personnel to conduct Critical Weld Repair
without Engineer approval. The repairs were not performed in conformance with the Approved as Noted,
Critical Weld Repair procedure. See references below.

o m‘é i;‘{t_.i s ;.-W"rﬁt' w

persannél inprogress

Applicable reference;

B-CWR596 (Approved as Noted)

1) Engineer shall be notified and present during repair

3) No QC or Lead CWI present to direct repair,

4) No Approved copy of CWR in hand prior to repair,

CT note) Notification to Engineer of hardness testing prior to repairing.

CT note) Results of hardness testing not submitted to Engineer prior to repair.
Who discovered the problem: Mark J. Miller

Name of individual from Coutractor notified: Kevin Chen

_}'12 TL-15,Quality Assurance -- Non-Conformance Report Pege 1 of 2



QUALITY ASSURANCE -- NON-CONFORMANCE REFORT
{ Continued Page 2 of 2 )

Time and method of notification: 0900 hours, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 1000 hours, Verbal

QC Inspector's Name: Wang Lu

Was QC Inspector aware of the problem: 0 Yes 4 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 Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Simonis,Jim QA Inspector

Reviewed By: Wahbeh,Mazen SMR

'hz TL-15,Quality dssurance - Non-Confurmance Report Page 2 of 2



e 9K '

| . Mk
C xEREBRERSE Rev. No.:
jcal Welding Repair Report (CWR) 1
) HHEE _ RERE
Projec. .sams: SFOBB Drawing No.: RIS Report No.: BGINREA
ilid 04-0120F4 | |
Gontract No.: CEMERTR OBG PLATE PANEL| NDT JREHE
ltem Name: SPLICE NDT Report No.: B787-MT-11330
RAGHE ZP06-787
Project No.: =X '
BRI

Description of Welding Discontinuity: - /

Five cracks were found by use of MT on weld SSD19-PP023-004+ Welder ID No.058651 Position:2F

Twelve cracks were found by use of MT on weld SSD19-PP023-005/ Welder ID No.047866 P osition:2F

Two cracks werfe found by use of MT on weld SSD15-PP0O18-003 Welder ID No,058551 Position:2F

Twelve cracks were found by use of MT on weld SSD15-PP018-004 Welder ID No.050242 Position:2F
Fourteen cracks were found by use of MT on weld ¢SS Ui6-PP020-003 Welder ID No.058551 Position:2F .
Two cracks were found by use of MT an weld SSD16-PP020-004 Welder ID Nn,050242 Position:2F !
Sevenleen cracks were found by use of MT on weld 85D17-PP021-003 Welder ID No.058551 Position:2F
Thirty cracks were found by use of MT on weld SSD17-PP021-004 Weilder ID No.050242 Position:2F

Nine cracks were found by use of MT on weld SSD18-PP022-004 Welder ID No.058551 Position:2F
Twenty-three cracks were found by use of MT on weld SS8D18-PP022-005 Welder ID No.050242 Position:2F

Please see the detail data from MT reporil

_Eq 2h g
B®BE (Inspector) : Fu_zhi ki Hif (Date) : 2008-06-30

psEEy TREE
Draft of Welding Discontinuity:

|WJRonG PLeTRe 5 AL 9 Z3E

WELD NUMBER:SSD16A-PPO26-003/004 _
SSDLTA-PROZT-003/001 ¥ELD NUMBER:SSUT0-PP024-004/005
r;_ S8D18A-PPO2 4/005 SSp20-PP £04/005

l 1
'a-ﬁ \

’ S/

\'\ SEG020 SEGD18

This documant I3 VED
M kel
Pursuant to Section 5-1,02 of the

Sl 1 =tifica
Il 7 "I_{Spﬁat?g:' -",j%//hﬁi



Thi= dm,mnn!:r gmang‘-n:n A5 A [ﬁ o
PERE: ‘ State of Gell

i
e B brpon
Cause: ‘ Inmsmndarﬁs%egﬁ%mﬁ?s
1. RHIEN, KSR MERRE S TR, W PG /o9

1. Molisture wasn’t completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently. 3

EEHRA (Foreman): L] 2L B (Date): f . "7' °>

- Hardaess f2sfms 75 reqf at lotatn vhet the Hmas. orm, ts Arunsf
T “;‘dh‘:j‘—" olj’méll'f‘ffi“ shot! &t e s e el Ansf d&gﬁﬁm

vy orite, & verbel nstifiectpe e He g . prrer 2 %@@’fﬁ Te-zo
Yo harplness -Pid‘-}'hj e &7'". o LIRSS g Jealir e

mam)
Mlﬁﬁlﬂal - redielt 9‘-{"_‘}-“"" F"“"‘"l"‘{"{ “Lﬁﬂ-ﬁs"y}\g” B Sonb amfia,f o C/'“" ‘
Disposition A rev¥ PW%O Fepamey — (ool Cig f (3 neeoled 3
TR A, S e M S apavaf (S resolesd

4

s 3 L
EE_MEMABUR, AUSIGMEEWPS; P 2 1 arperhe i) citloen]
ﬁ%‘gﬁWﬁﬁmﬁ@mMﬂéEiﬁ&ﬁ R SR R B MMT, SRS R
8| 3 '

0. HEREREERET SARTALES. Y. (m:—/
10. FEINE AT SR AT AR G
1. VTRBIRG, BITE10-1. 50 016 SMATA I DNTIE RS AT, '

12. BEREXNRHE AT 100% IMTER, SEEEMER, MUiSERIEHES, Pty

1.

2. ZEWE{EN, QCHlLeader CWIRIBLEIR ST, BERILRIES T, CACLs ae 7ound
3. BANEEIEE, %Cgﬁg?:de& grﬁgggﬁ%ﬁ%%}wgmﬂa Hee base et MR
4. QCHlLeader CWHESIEIE, LUMEREHIELAEE N1, -

5. EEFEMTRK SRS = | S et it g (S o
. ERTEN LY, 7 ool clucing Grafi, .

B.

1. The Engineer shall be notified and present during this repair. Indicate repair procedure, f
illet weld; - { Jhedl nof—lo teead

" . "I N By
2. QC and a Lead CWI shall be present and direct all gouging, grindinrﬁ" arid @eﬁmg operations
during this repair.

3. QGC and a Lead CWI shall have an approved copy of the. CWR in hand prior to the repair.

4. QC and a Lead CWI shall direct the repair to ensure the repair is per the disposition require
ments, , : _

5. Paint shall be removed in the area requiring MT; = ./' .

6. Remove the crack by means of grinding. ' %@ﬁ?. 7[

7. Prepare excavation according to the approved repair WPS.

8. Before this repair, Verify with VT and MT repair areas are crack free, and also MT shall be

perform on the base metal nearby transverse cracks to ensure that no cracks we.
re propagated in to the hase metal:

8. Preheat and weld according to the approved repair WPS.
10. Grind the repaired area flush with base metal or the adjacent weld.

11, Perform VT after repair and additional% NDT requirement stated in special provisi
on 10-1.58 *inspection testing” note 3;

12. 100%MT all these welds after the weld repair, including the opposite side of the r
epaired weld that didn't require repair previousty.

T % ) B / L L. =
Technical Engineer: “‘MI%prproved By: 7/7 (Z‘/'/LM Date; ’7*“7 'a}

<)

&

B

_(JLW /iit?m Jyx‘h

#R787-QCP-800



e ———— : - .&E- ‘ r'ﬁi;'
sz@ 9% % ﬂ::.?‘ % ]E. {% jﬁ Rev. No.:
Critical Welding Repair Report (CWR) 1
AHe PERm Lkiadel SEGU‘:M SEGU16 ERT
Project Name: SFOBB Drawing No.: Report No.: B-CWRS98
&RE
04-0120F4
Cantract No-: sibags | OBG PLATE PANELL NDT HEEE
| ltem Name: SPLICE NDT Report No.: B787-MT-11530
BRRS ZP06-787
Project No.: -
&) EAhEE:

Comeciive Action to Prevent Re-occtirrence:

1 3EAET, QCAIAA HEYTE, PR A IR IR,

1. QC shall verify sufficient preheat has been applied, to

remove moisture, prior to welding.

=EAFA (Foreman): _ZJ 2hi ffﬂ'ﬂ//l A (Date):  Y)- 37‘ : %
WPS-SMAW-345-2G(
2F}-Repair _
WPS-FCAW-345-26( Nin {i'vf«:\j
#FEMWPSES 2F)-Repai-1 IZER
Repair WPS No.: WPS-SMAW-345-3G( Technologist: S ,,2)
3F)-Repair 7 ?
WPS-FCAW-345-3G
{3F)-Repair
B (BED ABAEE B 4 1 BRI
Preheat Temperature ‘Description
| Before Gouging: N/A of Discontinulty: Choc ke
R4 EHE ” R B AR B
Inspection Preheat Temperature o
Before Welding: AU- Before W_elding: gO C
Eridy S UUE - 953 BUlA Kk .
WMax, Depth of G : Total L th of
ax, Depth of Gouge 7 Khm otal Length of Gouge: ' [ 5000 i
i BEEAT I BERE
Welder: 100G Welding Type: QMAW ‘ Pusiﬂon: Q_G
i 1 1
BB BRERE BEAEE
Current: fé? Valtage: ;DD Speed: [12
BERRE '
Inspectiion After Repair:
o E BB R Liderlwa) g g
VT Resuli: A inspector: s oo | PALE 2009, @,
NDTHE# #4i R 5
NDT Result: | A_ (C - NDT Person: &u im(/["'\ Date: ‘ Q"VI} g g
A '
Witness/Review:
HE
Remark :

ﬁmmnnl l— ﬂ!‘lﬂﬂﬂ\ I‘tﬂ

DEPAR'i'MEHT Dcl); 'IRANSFDFTTATIDN

Initial 72:'4 p;:ﬁm /Z

#R7B7-QCP-800



25 SIGN / Bl DATE

EE c REPORT OF MAGNETIC PARTICLE EXAMINATION
' bRl B Gy
REPORT NO. R4S B787-MT-11930R1 DATEH## 2009.08.08 PAGE OFH#& 1/8 Revision No: 0
PROJECT NO. CONTRACTOR:
- CALTRAN
a——— ZP06-787 )i = S
DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: I
B OBG PLATE PANEL SPLICE mMIBES ”
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
EHFATELRT BEIRE BEFRS B EFEN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2009
EQUIPMENT # % MANUFACTURER §l&H MODEL NO. #34% SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A6
Rk RN Ak B
PARTICLE TYPE Dry magnet powder YOKESPACING '
o 70~150mm
BHRAER TR BN (A PR
MATERIAL TO BE vV WELDING B84 Material & thickness —
EXAMINED ‘O CASTING #4 B, A
AT E O FORGING 3% 14/20 mm =
WELDING PROCESS TYPE OF JOINT
SMAW T JOINT
BEFE e 3]
WELD I.D e e ACCEPT REJECT REMARKS
WEHS INDICATION TYPE R e i HiE
6= b3 a
SSD19-PP023-004 1R1 ACC, 100%MT
2R1 ACC. 100%MT
3R1 ACC. 100%MT
4R ACC. 100%MT
5R1 ACC. 100%MT
SSD19-PP023-005 1R1 ACC. 100%MT
2R1 ACC. 100%MT
3R1 ACC. 100%MT
4R1 ACC. 100%MT
5R1 ACC. 100%MT
6R1 ACC. 100%MT
7R1 ACC. 100%MT
BR1 ACC. 100%MT
9R1 ACC. 100%MT
10R1 ACC. 100%MT
11R1 ACC. 100%MT
EXAMINED BYZ#f REVIEWED BY ##;
Gu Yunwu é ;_14 l;{m WHA %4&[’9 }
LEVEL -1l SIGN %% [/ DATEAN P 6%, o¥ LEVEL-l  SIGN /| DATER# UP 0 Q, {)’57
Fit&A / QCM | F FCUSTOMER !

%< SIGN ! Hil DATE

(FORM# ZPQC-MTO01)




~CZBMS]

REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN / H i DATE

F FCUSTOMER

BRI L
REPORT NO. it % 45 B787-MT-11930R1 DATEH# 2009.06.29 PAGE OFW# 2/8 Revision No: 0
PROJECT NO. —— CONTRACTOR: A
ITRH%S: i m P
DRAWING NO. SEG01614 CALTRANS CONTRACT NO.: 04.0120F 4
2= OBG PLATE PANEL SPLICE ImHITESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE-NO. CALIBRATION DUE DATE
SN TEHET HZIRH BFEAY WEREH RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2009
EQUIPMENT # % MANUFACTURER #li& 75 MODEL NO. #5453 SERIAL NO. #4515
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
Tk ek PR 2 B
PARTICLE TYPE Dry magnet powder YOKE SPACING AR
RMip e FR WYL 85 mm
MATERIAL TO BE Y WELDING '}E_%{l% Material & thickness A700M-345T2-X
EXAMINED O CASTING 4 B H,JE A ,
BRI E O FORGING i 14/20 mm
WELDING PROCESS TYPE OF JOINT
SMAW T JOINT
B FE HRaR AT
WELD I.D DISCONTIRUIT Pt ACCEPT REJECT REMARK
.D. ARKS
RS INDICATION TYPE i R i Bt
I il -
12R1 ACC. 100%MT
5SD15A-PP019-003 1R1 ACC. 100%MT
2R1 ACC. 100%MT
SSD15A-PP019-004 1R1 ACC. 100%MT
2R1 ACC. 100%MT
3R1 ACC. 100%MT
4R1 ACC. 100%MT
5R1 ACC. 100%MT
6R1 ACC. 100%MT
¢ 7R1 ACC. 100%MT
8R1 ACC. 100%MT
9R1 ACC. 100%MT
10R1 ACC. 100%MT
11R1 ACC. 100%MT
12R1 ACC. 100%MT
5SD16A-PP020-003 1R1 ACC. 100%MT
EXAMINED BY 1% REVIEWED BY ##
Gu Yunwu K‘L( k‘}ai
LEVEL -l SIGN %% | DATEHN wP ok o? LEVEL-l  SIGN | DATEHA of" og i o}
RS E / QCM [ :

% SIGN/ B DATE

(FORM# ZPQC-MTO1)




e ——
e
R R——

REPORT OF MAGNETIC PARTICLE EXAMINATION

R RRE

REPORT NO. #1 % 45 B787-MT-11930R1 DATEH 1 2009.08.08 PAGE DFETQ. 3/8 Revision No: 0

PROJECT NO. —— CONTRACTOR: ———

IR%E: i A

DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: A

B9 OBG PLATE PANEL SPLICE MM ITERES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE-NO. CALIBRATION DUE DATE

2ENTEEHED TR BFE&E {r B IEF %

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

EQUIPMENT #4% MANUFACTURER 41l 7§ MODEL NO. #3443 SERIAL NO. 45 S

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT -

AL A By g B .

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

B AR TR HYEEEE

MATERIAL TO BE vV WELDING ##4 Material & thickness ATtaNi-As T

EXAMINED O CASTING & i, R :

bedilbo sl O FORGING 3 14/20 mm

WELDING PROCESS — TYPE OF JOINT p—

BEIE ek AR

WELD |.D P e ACCEPT REJECT REMARKS
preey INDICATION TYPE R it P
. SR sy i
2R1 ACC. 100%MT
3R1 ACC. 100%MT
. 4R1 ACC. 100%MT

5R1 ACC. 100%MT
B6R1 ACC. 100%MT
7R1 ACC. 100%MT
BR1 ACC. 100%MT
9R1 ACC. 100%MT
10R1 ACC. 100%MT
11R1 ACC. 100%MT
12R1 ACC. 100%MT
13R1 ACC. 100%MT
14R1 ACC. 100%MT

S5D16A-FP020-004 1R1 ACC. 100%MT
2R1 ACC. 100%MT

S8D17A-PP021-003 1R1 ACC. 100%MT

EXAMINED BY 1% REVIEWED BY ##

Gu Yunwu )GU H&l‘

LEVEL-Ul SIGN%%& / DATEEM P oZi0¥ LEVEL-I  SIGN [ DATEEW Dol 0¥

JEItEH / QCM l [

EF SIGN/ HJi§ DATE

F FCUSTOMER

&= SIGN / H} DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

%< SIGN/ H i DATE

A R &
REPORT NO. 45 %8 B787-MT-11930R1 DATEH 2009.08.08 PAGE OFWIE 4/8 Revision No: 0
PROJECT NO. —— CONTRACTOR: —
TEES: ) ) =h
DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: R
z3E=% OBG 2AW PLATE PANEL SPLICE  |[MMITE%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
XA ET BZiFHE EFES S B EF SN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2009
EQUIPMENT ¥4 MANUFACTURER $li& 7 MODEL NO. {45 SERIAL NO. &S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
AL BRI BB -
PARTICLE TYPE Dry magnet powder YOKE SPACING _—
AR 2Ry TR B4R 2R mm
MATERIAL TO BE Y WELDING B4 Material & thickness
EXAMINED O CASTING &4 P AT08M-345T2-X J
B O FORGING & 14/20 mm
WELDING PROCESS TYPE OF JOINT
: SMAW T JOINT
JREE b Togil]
WELD 1.D DISCONTINE YT e ACCEPT REJE REMARKS
LD L.D. T AR
S g INDICATION TYPE LENGE;;N i IEEH ik
2R1 ACC. 100%MT
3R1 ACC. 100%MT
. 4R1 ACC. 100%MT
5R1 ACC. 100%MT
BR1 ACC. 100%MT
7R1 ACC. 100%MT
8R1 ACC. 100%MT
9R1 ACC. 100%MT
10R1 ACC. 100%MT
11R1 ACC. 100%MT
12R1 ACC. 100%MT
13R1 ACC. 100%MT
14R1 ACC. 100%MT
15R1 ACC. 100%MT
16R1 ACC. 100%MT
17R1 ACC. 100%MT
EXAMINED BY X3 REVIEWED BY #i#
Gu Yunwu GM_T’UW WA Xu K
LEVEL-Il SIGN%#% /| DATEAM P o .o LEVEL-l  SIGN /| DATEE i P RS
Hft23E / QCM ! F /"CUSTOMER (

%< SIGN/ H#i DATE

(FORM# ZPQC-MTO1}




REPORT OF MAGNETIC PARTICLE EXAMINATION

£ SIGN / HII DATE

kR R 4R &
REPORT NO. #1445 B787-MT-11930R1 DATEHH}#] 2009.08.08 PAGE OFW#E 5/8 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: HETRARE
IESS: ) A P
DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: RS
2E=H OBG 2AW PLATE PANEL SPLICE  |[InMIRBHES ‘
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
223 FITEHRIG BRiRE BFESS B EERRM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-07 Dec. 28°7 2009
EQUIPMENT #% MANUFACTURER &li&75 MODEL NO. X4 5 SERIAL NO. E4&5E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
AL B E B -
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
ez e TR B3 A 5
MATERIAL TO BE Y WELDING ﬁ.i%{# Material & thickness B
EXAMINED O CASTING #14 B, JZ 4
B E O FORGING $3& 14/20 mm
WELDING PROCESS SR TYPE (;)F JOINT T JOINT
BEFE pidie iy
WELD I.D RSO ACCEPT REJECT REMARKS
Fligm e INDICATION TYPE LENGEE;N S I Ik i
S5D17A-PP021-004 1R1 ACC. 100%MT
2R1 ACC. 100%MT
. 3R1 ACC. 100%MT
4R1 ACC. 100%MT
5R1 ACC. 100%MT
6R1 ACC. 100%MT
7R1 ACC. 100%MT
8R1 ACC. 100%MT
9R1 ACC. 100%MT
10R1 ACC. 100%MT
11R1 ACC. 100%MT
12R1 ACC. 100%MT
13R1 ACC. 100%MT
14R1 ACC. 100%MT
15R1 ACC. 100%MT
16R1 ACC. 100%MT
EXAMINED BYX#E REVIEWED BY # &
Gu Yunwu 6';‘”1? X’}_z[‘ Hol |
LEVEL-Il SIGN%% | DATEEH U}p 0 02 LEVEL-l  SIGN ! DATEB [;P oF, 037
&3 / QCM { A FCUSTOMER [

FF SIGN/ B DATE

(FORM# ZPQC-MTO01)




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN/ B ilA DATE

Bm R E
REPORT NO. #l %545 B787-MT-11930R1 DATER# 2000.08.08 PAGE OFT& 6/8 Revision No: 0
PROJECT NO. o CONTRACTOR: N
ITR&S: R P
DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: ——
iR OBG 2AW PLATE PANEL SPLICE | IB&HS ]
REFERENCING CODE ACCEPTANCE STANDARD, |PROCEDURE NO. CALIBRATION DUE DATE
AT HT BRiRE | BFSS YRR ERM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT &% MANUFACTURER #1357 MODEL NO. R &S SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
kA T ELH
PARTICLE TYPE Dry magnet powder YOKE SPACING
— TO~150mm
By FrREH BYaEE
MATERIAL TO BE v WELDING #2#44 i i 4
ﬁ_:‘?:‘f‘?’ Material & thickness RS
EXAMINED O CASTING #{f B RE
R E [ FORGING 421 14/20 mm
WELDI‘NG PROCESS ool TYPE ?F JOINT T JOINT
B 1B
WELD 1.D L L B ACGEPT REJECT REM
.D. ARKS
B4 5 INDICATION TYPE IR i -
f5w SR e
17R1 ACC. 100%MT
. 18R1 ACC. 100%MT
19R1 ACC. 100%MT
20R1 ACC. 100%MT
21R1 ACE. 100%MT
22R1 ACC. 100%MT
23R1 ACC. 100%MT
24R1 ACC. 100%MT
25R1 ACC. 100%MT
26R1 ACC. 1009%MT
27R1 ACC. 100%MT
28R1 ACC. 100%MT
29R1 ACC. 100%MT
30R1 ACC. 100%MT
SSD18A-PP022-004 1R1 ACC. 100%MT
2R1 ACC. 100%MT
EXAMINED BY 3 REVIEWED BY & ¥
Gu Yunwu ; /{S]'(T,{M WA )('U‘ Hf/l{
LEVEL-Il SIGNZ% / DATEAM 0.0, 0% LEVEL-l  SIGN | DATEH P o % D£
JAtEE / QCM [ F FACUSTOMER (

&< SIGN/ Bl DATE

(FORM# ZPQC-MTO1)



“EEme

REPORT OF MAGNETIC PARTICLE EXAMINATION

X SIGN/ HI DATE

- ik
REPORT NO. {1 4% B787-MT-11930R1 DATEH 2009.08.08 PAGE OFIH 7/8 Revision No: 0
PROJECT NO. —_— CONTRACTOR: J——
TE5S: ) =k
DRAWING NO. SEGO16/14 CALTRANS CONTRACT NO.: 04.0120F4
Ee: OBG 2AW PLATE PANEL SPLICE  |IHIB&S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HXAFTRD R BRES B ERIN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT ##% MANUFACTURER il 75 MODEL NO. #&45% SERIAL NO, B4t 8
MT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
LT REYE =Ed
PARTICLE TYPE Dry magnet powder YOKE-SPACING esdih
R FRi# MM S
M E l _J i - . .
ATERIAL TOB Y WELDING 44 Material & thickness R
EXAMINED O CASTING %14 B4, A
B ks O FORGING 43 14/20 mm /
WELDI‘NG PROCESS S TYPE OF JOINT BT
BT Mg AT
WELD 1D DISCONTINUITY R4l — REJECT —
D eul |
iy INDICATION TYPE e e jig it
3R1 ACC. 100%MT
4R1 ACC. 100%MT
5R1 ACC., 100%MT
" BRI ACC. 100%MT
7R1 ACC. 100%MT
8R1 ACC. 100%MT
9R1 ACC. 100%MT
5SD18A-PP022-005 1R1 ACC. 100%MT
2R1 ACC. 100%MT
3R1 ACC. 100%MT
4R1 ACC. 100%MT
5R1 ACC. 100%MT
6R1 ACC. 100%MT
7R1 ACC. 100%MT
BR1 ACC. 100%MT
EXAMINED BYZ: 5 REVIEWED BY #i%
Gu Yunwu G FN\\ s ><1A\ k{af
LEVEL-1l SIGN £%& [ DATEAM UID X Df ] 09 [LEVEL-I 'SIGN /| DATER#§ UP \ o,? ; o?
JEfEM / QCM ( F FACUSTOMER f

35 SIGN/ H A DATE

(FORM# ZPQC-MT01)




e ——
ZPMC ]

REPORT OF MAGNETIC PARTICLE EXAMINATTION

%5 SIGN/ B DATE

BB R 4R 25
REPORT NO. 1% %S B787-MT-11930R1 DATEH i 2009.08.08 PAGE OFTIg 8/8 Revision No: 0
PROJECT NO. 2506787 CONTRACTOR: —
TEHE: - R A
DRAWING NO. SEG016/14 CALTRANS CONTRACT NO.: —
iR E OBG 2AW PLATE PANEL SPLICE  |InHITEEHES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BRI IR ‘ BRFRE B EREM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT #& % MANUFACTURER #i3 #§ MODEL NO. BsES SERIAL NO. E£EHE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT AC
Wik A AL B -
PARTICLE TYPE Dry magnet powder YOKE SPACING
SR 38 7 T0~150mm
AT TR T e
MATERIAL TO BE VWELDING 1R4E0 Material & thickness Ty
EXAMINED O CASTING &1t B, R ,
fekiEuE ) O FORGING 48if 14/20 mm
WELD[‘NG PROCESS SR TYPE OF JOINT —
BT AR
WELD I.D BISHCRTIE TN ACCEPT REJECT REMARKS
5 |
B INDICATION TYPE LENG:-:'JN i e ik
9R1 ACC. 100%MT
10R1 ACC. 100%MT
. 11R1 ACC. 100%MT
12R1 ACC. 100%MT
13RA1 ACC, 100%MT
14R1 ACC. 100%MT
15R1 ACC. 100%MT
16R1 ACC. 100%MT
17R1 ACC. 100%MT
18R1 ACC. 100%MT
19R1 ACC. 100%MT
20R1 ACC. 100%MT
21R1 ACC. 100%MT
22R1 ACC. 100%MT
23R1 ACC. 100%MT
AFTER B-CWR 596
EXAMINED BY X REVIEWED BY ®#
Gu_Yunwu é’{,{T‘T,{M WA X‘T./“ HG{; .
LEVEL-Il SIGN%% / DATEEM PR 0f LEVEL-l  SIGN / DATER# LPiof.0X
AREE / QCM { F FCUSTOMER {

% SIGN/ H i DATE

(FORM# ZPQC-MTO01)




L3 §s 211A ~FP0LI~°°

. w%—%yfﬂ{f PrPokdcgp

=2 BDMC % ff $ 8 NAME OF PRODUJCT
~ APPLICATION FORM FOR NDT 2 [F g S
EEEE ey g B g =2
IR S SSD17A . A1 228 100%UT " Y1 zp06-787
Drawing No Test type No .
ZEAR TR ) - ! y oo
o 3AE TAR iR Material AT09M-345T2-X Quantit
Fr — g o . s
il RliEe BT REER BIRE | BIHS | &t | 45
Ni NDT No. Weld type| thickness/diameter Weldername  (Welder No.| Result |remark
| 044795 T
17A-PP021-00 14*20*22000
1| SSDI7A-PPO21-003 | P4 | 051356 X
050242
9 SSD17A-PP021-004 T# 14%20%22000 044801 x
055791
&
w® B 4 B BE
Scheme showing the test part ﬂ—?( RIE
O KkfE
SSD17A-PP021-003(004)
/ OmxlfE
! T 7 T
,‘i | ! S li : & v WRICWR RERE
P A RN L—_ " a8} | WR/ICWR NO;
Lp ! ¥ 2 | W, = " B
Yy, | /A PRt L B cm g
2y 7 i W Lemoudae” gl
2y e Y i N F=2E o O SPcH
% i i 14: |/,/- N -
Utdnnnnnadahannnnhas® mi e

RETE FCAW

M E 588

#OE A
ru Applicant |

wE H
FEENIBA | Date

A

T 8] F H #
Ho 08 g/ Inspec::dlm Date 07.05\0)




REPORT OF ULTRASONIC EXAMINATION
UTHG#H &

REPORT NO. #4542 B787-UT-7962 DATE  2000.08.01  PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T4 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG 3AE PLATE  PRAWING NO.: CALTRANS CONTRAGT NO.: 04-0120F4
PANEL SPLICE SBRITA
B2 SP s MM IEsS

AWS D1.5-2002

REFERENCING CODE £#3#{iE

ACCEPTANCE STANDARD #3471

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. BF#%%

WELDING PROCESS 154 & JOINT TYPE 125525 7Y CALIBRATION DUE DATE (X SR EH 3
FCAW T JOINT - Dec. 2857 2009
EQUIPMENT % MANUFACTURER %37 MODEL NO. #3452 SERIAL NO. F 552
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495611, 070152011, ’
CALIBRATION BLOCK 3k COUPLANT #5471 MATERIALITHICKNESS ### 5E
AWS lIW BLOCK TYPE II C.M.C AT00M-345T2-X 14/20mm
TRANSDUCER ##3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
HUISE falE o R HliE T REE WE R+
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level £% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.198.5 0° UT OK.
: DECIBELS%+ DISCONTINUITY Ftshit £
- e
WELD g |4 o ~ 15 18 _|E s 2 #
Z 4 9 < ¥ EE5sEEE L LOCATION OF DISCONTINUITY LS o
IDENTIFICATION | £ IE = % ==|5 5 3 E SlEef & LR R (mm) 2E "
SFI0x | R¥| o 7 < g | £
REEMAES g E = Sound Depth from L g x
= Length From™X | FromY | o
a|lb|lc]|d e Path Surface X FEY a
mE | ERmRE 5 a
J=an 17&':'3021' 1 70 A 1 [43|33] 1]4+08| 100 35 11 2 150 | REJ. | 100%
2 70 A 1 (43|33 3|+7| 15 66 6 0 1700 | REJ. | 100%
AFTER B-CWR629
BLANK
EXAMINED BYZ4F , REVIEWED BY % : Foi 1
(+]
Xue hairong )(”\8 Ho” 4 l\j Z“\J/\-V\ Vc; L.\
LEVEL-1l SIGN |/ DATE :f\ .OK 9 ] LEVEL-Il SIGN / DATE 2 8’ e /

JftEE / QCM

l A/ CUSTOMER

4 SIGN/ Bill DATE

& SIGN / B DATE

(FORM# ZPQC-UTO1)




TR EBERS

|
| -
| 4 Rev. No. |

;

Description of welding discontinuity:

allowance aggregate length.
(UTﬁﬁﬁﬂE‘JﬁH&Bﬁ]ﬁf]\?‘ﬁkfﬁﬂ'—&ﬁ.) SSD17A-PP021-004

Welding Repair Report 0
T B 4R 2 EiEA B S | &5
i Rl Report No B-WRGE736
Project Name SFOBB Drawing No | i
&A%
Contract No.: Ba-OTE0k= S[44 4 AR | 3AE PLATE PANEL NDTHR4% 45
0B &S l{tems Name SPLICE Report No.of NDT B787-UT-7962
i ZP06-787
Project No.:
PR ot L E

Rejected indication found by ultrasonic'insp‘ection is less than the maximum

e Yol v

IR (Inspector) : Xue hai ron A Jf(Date) : _09.08.01

REREEETER

Draft of welding discontinuity:

1700

150

»
=i
o <

-

o

WELD NUMBER:SSD17A-PP021-004




FERE:

Caused:

1. BERERLEZFS.

1. Did not clear the weld pass completely in time.

| -"f-l‘ﬁlﬁﬁ/\(Foreman):Z,{aﬂ—?w‘m,M EIJ?](Date):*’?.P%-"'Q
#ZE A vy '

Disposition :

-

MEGPEEEE TR — 0 (D<0.65T, DOGEHE, THRE) SRATBR U ERAT B Y 7 i e B 1R L
2. ZMEERETEME (WPS) BEEMHIELE, FHMEE,

3. B G RET VTR IHRE G e S i

4. BEIEBITER 5 S H RN ERA TR,

5. IRIBMAERTF A AR TR,

1. Gouge or grind from nearer side from metal edge (D<0.85T, “D” is depth of defects, “T” is thickness of

metal) to remove all defects:
2. Follow repair WPS for joint preparation, preheat, and weld deposit;
3. Verify with VT no defects remain in the weld joint prior to welding;

4. Grind the repaired area flush with base metal or the adjacent weld:

5. Check the welds according to the working drawings.

T % Hed oo Lin 4 A

Technical engineer Approved by Date

97,93,03

#R787-QCP-900




JB . X Pl ol
=7 Y B 2% iR & W $% Rev. No.
- Welding Repair Report 0
T E &k % Eilrs Kb 4B 5 SSD17A R/ BWR
Project Name SFOBB Drawing No Report No. WR6736
“RE
04-0120F4 Srt ok i : -

Contract No.: A2 A A€ PLATE PANEL | NDT#R.& 4% N B787-UT-7962
G H & ltems Name SPLICE Report No.of NDT )
bk ZP06-787

Project No.:

Y E 5

Correction action to prevent re occurrence:

1. R M i (e 5 1

1. Improve monitoring of welding and interpass cleaning.

% 8] f Fr A(Foreman); Z,{,wﬂ %m.f‘j,ﬂ H(Date): 05.2%. o3

ZRBEHWPSH S
Repair WPS No.

WPS-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1
WPS-345-SMAW-4
G(4F)-Repair

IZR/R
technologist

Heiieo Lin
7f.o8.%

BAE (W) A0 ™#H R E B &89 51
Preheat temperature ?0"7 Description 5
before gouging of discontinuity ’;ﬁ\g/M 76?\ |
BaidEpHE BT AR E
Inspection Preheat temperature p:(’o
before welding W/ before welding /
R R ol B
Max. depth of gouging 8}1&% * Total length of gouging 250 '
BRI BT pe - Al i
welder g 9;4&0/46 * | welding type S‘W position 26_
18 & @ i RE®SE é BB
Current 2o Voltage _7,6‘7’ Speed /&22,
BEFRE
inspection After repairing: o
' mRR oy 1 1 =l
NREE \JZA L Inspector _‘/j‘gﬂ gk Date 2y 9 %
VT result 7] .

P =0 Z I '
NDTHE # ¢ Vil B A
NDT result ALL' NDT perJ’M/ﬁ s Date 2 7 >f0f

7

RAE /
Witness/Review:
&
Remark :

#R787-QCP-900




HH 2009. 08. 03
Visual Weld Inspection Report Girder/ 5¢: 34E
JRELEH YR B IR Tower/ 25 VA
Caltrans Contract No. 04-0120F4 Quality Control Representative:
. ey TR ,
Project No.: San Francisco Oakland Bay Bridge CWI: m&m\v\ﬁw@ﬁ A4 |
T & LA ARF BBA: Y &g
Project No.: Quality Assurance Manager ~Approval
T H 5 Zhos-rer R
_ | Accept or
( Rejzct aftar
. Welding Accept or repair
Weld No. Welder LD# | Location | consumables | Undercut | Porosity | Over lap| Crater | Arc strike Spatters | Crack Reject Repair | & & 5%
AT S BT30S A LA L Wil AL yail gRGL | ORI | R | e | ERakiling] iR fE skl
SSDI7A-PPO21-003 054016 2G TL-508 J v v v V J ACC NA NA
SSD17A-PP021-004 054016 2G TL-508 v N v v v J v ACC NA NA
Wmu After root weld Wl After cover pass
W After CWR or WRR No. : _B-wR 47130 [J. After HSR No. : |0 Others
¥

HR787-QCP-603

" 4 "isnodefects. " X" is defects. "NA" is not applicable.




UTHRGRE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #%&#&%S B787-UT-7962R1 DATE 2009.08.05 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T8RS ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG 3AE PLATE  PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
SSD17A
BT BANELSPHEE.  Im= M TRES

REFERENCING CODE #3315

AWS D1.5-2002

ACCEPTANCE STANDARD % 4R

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. BF-#%

WELDING PROCESS /84 JOINT TYPE 124428 5 CALIBRATION DUE DATE {286 IE 5 %0
SMAW T JOINT - Dec. 28%7 ;2009
EQUIPMENT &% MANUFACTURER #1357 MODEL NO. #4128 SERIAL NO. 78
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011 )
CALIBRATION BLOCK ikt COUPLANT 3471 MATERIALITHICKNESS #4%} JLEF
AWS lIW BLOCK TYPE I c.M.C AT0OM-345T2-X 14/20mm
TRANSDUCER %
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
ilbecgi A = R~ IS i 5= R+t
Changchao 70° 2.5MHz 18%18mm
Changchao o° 2.5MHz 20mm Reference Level £ R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
’ DECIBELS% I DISCONTINUITY AREEgEfd g
o L o § i
WELD = | w ~ |5 lg |8 |e = #H
z. 2= |2 |8 EeicEER e LOCATION OF DISCONTINUITY Ex| *
o i S 3 ] b 3
IDENTIFICATION | £ Ik = % == |5 S 4 E SR § = AELA T (mm) 22|
! 53 = = = = @
S® 25|29 o N x| B
& - -
REMMRS 2 g = Sound | Depth from 3 £
- Length FromX | FromY h)
a b [ d P Path Surface 5EX Y o
R | mmmwm | o
SSD17A-PPO21- 1R1 | 70 a2 ACC. | 100%
004
2R1 | 70 32 ACC. | 100%

AFTER B-WR6736

BLANK

07, 05. 33

DAT

N itton

LEVEL | SIGN /

I?EV[EWEZBY mﬁﬂ&“’f ij Dg JJ

LEVEL -1l SIGN !

DATE

£ / QCM

%< SIGN / B3 DATE

Fi FFCUSTOMER

FTF SIGN / Bl DATE

(FORM# ZPQC-UT01)




D e )
7 C /
_ /7 7/ [ ok RUREHS: 7 g/O
N =i R
ZPAMC ﬁ% ’ﬁff $ % NAME OF PRODUJCT
o APPLICATION FORM FORNDT S EHgE ok
TR EE 7 7 4 =
CHtE S SSD18A ® 6 2 3 100%UT " ZP06-787
Drawing No Test type No
THEZ TR . o oo . oo
ltems 3AE TR IEZER Misierds] AT09M-345T2-X Ot
",f Tlaghg FREETY WE/ER BTz BRIRS | % i | 29
N-i NDT No. Weld type| thickness/diameter Welder name  |Welder No.| Result remark
1 SSDI18A-PP022-004 T# 14%20%22000 73155k X
412423
9 SSDTRA-PPUZZ-003 T | 14*20*2201}1)“—-—\ 8:(1);‘:2
: ~Q513:
HE:
B 4 E A m/
Scheme showing the test part ’RE
0O kG
5SD18A-PP022 ~004(005)
/ OExflfE
[— / = =] .
P />u—--- -+ % +<| l ! /_& O WR/CWR &{&/5
’J% P Ny < egb) | WRICWR NO:
" Vi Yo A peowR (727
%%“‘ —:lf'__ 7/ A\ H: o ol @W [ SPCM
Uy )4, , , fFE@“*W o
hnannnnodinhanananfsd O #y
RETTE _FCAW
AR Mg
79 -
15 018h-pposs-ert- 5 -4 propierp
B N | R SR
Applicant | WEERIEA | Date o % )7 'Inspecti{ Date 07. Dﬁ OL’LE
T ad o (



1

UTH GRS

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #H%#&% B787-UT-7980 DATE 2009.08.04 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: SAEPLATEPANEL PRAWINGNO:  _ — [CALTRANS CONTRACT NO.: 04-0120F4

HRE £ FR SHLISE He A TR

REFERENCING CODE #5317
AWS D1.5-2002

ACCEPTANCE STANDARD#&Z {70
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. EFHE

WELDING PROCESS 1#4&77#: JOINT TYPE {R4#3R! CALIBRATION DUE DATE {3 82 5 IEH 231
FCAW T-JOINT . Dec. 28%7 ,2009
EQUIPMENT #% MANUFACTURER #Hli& 7 MODEL NO. 42 SERIAL NO. FF3lR5
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011, :
CALIBRATION BLOCK i COUPLANT #E&7 MATERIAL/THICKNESS %} [ i
. }\WS IIW BLOCK TYPE I C.M.C AT09M-345T2-X 14/20mm
TRANSDUCER ##:3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il 7 RE = R=t HEmH =i ik R
Changchao T0° 2.5MHz 18%18mm
Changchao o0° 2.5MHz 20mm Reference Level #:3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
: DECIBELS4+ I DISCONTINUITY ALt £
o w c ‘g‘ ii
WELD = = n ~ 8 I8 |8 s 5 bl
z, 28|28 |8 BElfeEEREE LOCATION OF DISCONTINUITY i | #
[ =4 = [~ 3
IDENTIFICATION |E 1k | =€ | =2 | & S3E3|FEEE TELAE (mm) 22 | &
<m|m= |0 s e [F |= 5 o
AR % | §
REDHRS g E ~ L Sound Depth from . 5 o~
= ength From'X | From'Y 1}
alblc|d I Path Surface BEX e, ke
B FEZTRE g o
}SSD1BA-PP022~004 1 70 A 1 140133]| 1|46 20 35 13 -5 180 REJ. 100%
2 70 A 2 142|33| 3|46 10 57 8 -2 280 REJ. 100%
3 70 A 1 8331 | +4 20 3z 12 -5 460 REJ. 100%
4 70 A 1 |40 33| 1| +6 10 43 14 +1 1580 REJ. 100%
5 70 A 2 | 45( 33| 4 | +8 10 75 2 =10 4230 REJ. 100%
6 70 A 1 38|33 0| +6 30 28 9 -12 5120 REJ. 100%
7 70 A 2 | 43]133| 4 |46 3 70 3 -5 5270 REJ. 100%
B 70 A 1 14033 1| +6 20 43 12 -8 5320 REJ. 100%
EXAMINED BY 4 REVIEWED BY ®# !
1
__Xue hai rong )é\f HD’\ YO\/‘% 4)-1 }\U\l/ﬂ g .
! ' P - i \9 (gf 7 \,[
LEVEL-1l SIGN / DATE 9§ > M LEVEL-Il SIGN / DATE
Tt / QCM | Fi/*CUSTOMER |
£ SIGN/ A )i DATE &5 SIGN/ Bl DATE

(FORM# ZPQC-UT01)




1
(ZPMC ] e
~ UTHG R
REPORT NO. R4S B787-UT-7980 -DATE 2009.08.04 PAGE 2 OF 3 Revision No: 0
DECIBELS4 DISCONTINUITY Fii: 5
: 5
WELD g |3 8 [=25_1g_ls. 5. . e #
= OCm|a | ® BT ss[E 818 2 LOCATION OF DISCONTINUITY b &
o |xg|LE|x 835|552 5[E% Tt B (mm) @
IDENTIFICATION [Elk | yS (=8| C B~ Eifce 2 23 =
<& | nE|lod s |k F O|E S B [
ST o g™ o EE E
Y £
REFRS g E ~! Sound | Depth from & x
- Length From™X | From'Y I}
alb|lcjd P Path Surface FEX By @
BR | ERERE a
9 70 A | 14|33 1]+ 20 | 43 14 0 6830 | REJ. | 100%
10 | 70 A | 1 ]4]|33|[1]+6| 10 a2 12 -8 7170 | REJ, | 100%
1 | 70 A |1 |4]|33]1]|+8]| 50 43 15 +1 7500 | REJ. | 100%
12 | 70 A | 2 |4|33]|3]|+6| 50 54 5 -3 7920 | REJ. | 100%
] 13 | 70 Al 14233 1|+8] 10 34 13 2 8150 | REJ. | 100%
14 | 70 A | 14233 1]+8] 10 42 14 0 10360 | REJ. | 100%
15 | 70 A | 2 |43|33| 4]+ 110 75 3 -3 | 11690 | REJ. | 100%
16 | 70 A | 1]|42|33]3|+6| 40 62 8 4 | 12310 | REJ. | 100%
17 | 70 A | 2|4|33| 4|+8] a0 70 4 <10 | 12420 | REJ. | 100%
18 | 70 A | 2|4233|3]|+w| 10 63 6 -10 | 12820 | REJ. | 100%
19 | 70 A | 24333+ 10 60 8 -10 | 13080 | REJ. | 100%
20 | 70 A | 2|43|33| 4 |+6| 20 68 14 -7 | 13140 | REJ. | 100%
21 70 A | 2 [|43|33] 4|+6]| 20 65 4 -7 | 13230 | REJ. | 100%
22 | 70 A | 2 |4]33|3|+]| 50 65 6 -8 | 13320 | REJ. | 100%
23 | 70 A | 2 |4]|23|3]|+6| 100 58 B8 -4 | 13380 | REJ. | 100%
24 | 70 A | 2 |42]33|3]|+6| 20 60 7 -5 | 13560 | REJ. | 100%
' :
25 | 70 A | 13833 1]|+4| 30 42 14 0 | 14030 | REJ | 100%
26 | 70 Al 2 ]44|33[5]|+6| 10 83 2 +2 | 14150 | REJ. | 100%
27 | 70 A | 2]43|33] 4|+6]| 10 74 3 -8 | 14600 | REJ. | 100%
28 | 7o A | 2 |42|33])3|+6]| 30 59 9 -8 | 14540 | REJ. | 100%
20 | 70 A | 2 |43(33]| 4|+6] 20 70 4 -5 | 14710 | REJ. | 100%
30 | 70 A | 2 |43|33| a|+6| 80 70 4 -10 | 14880 | REJ. | 100%
31 70 A |2 |43|33| 4)+6]| 10 73 3 -1 | 15380 | REJ. | 100%
32 | 70 A | 2 |43|33]4|+6] 10 71 4 -5 | 15620 | REJ. | 100%
EXAMINED BY 45 REVIEWED BY ##; .
__Xue hairong )é\( [/(G“I Yc\"’j ; )"\L"\L? Lo
— =L s A
LEVEL-Il SIGN |/ DATE ﬁ«?knﬂ\,{ LEVEL-Il SIGN [/ DATE ] 3&—”5’\ v
FEET / QCM | FFCUSTOMER ' ,
%< SIGN / Bl DATE 4% SIGN / Hilil DATE

(FORM# ZPQC-UT01)




S ~ REPORT OF ULTRASONIC EXAMINATION
(ZPMC
— UTHRGR &
REPORT NO. f45#% B787-UT-7980 DATE 2009.08.04 PAGE 3 OF 3 Revision No: 0
DECIBELS4+ DISCONTINUITY g B
WELD g |4 b ~ 15 18 I8 1s ' é 3
Z %g S| % EEEEE &l é‘ LOCATI;]L?;:IL);CONTINU]TY G |
IDENTIFICATION [Ek | uz |2 (< BAE-|EERE L7 T (mm) 3 «
A 2 E = Length St Repthi fraing From’X | From'Y § =
a b c| d i Path Surface $EX EEY a
PR | Ex@mEE B
33 170 | A | 1|37]|33|0|+a| 20 | 28 4 -10 | 15820 | REJ. | 100%
3 [ 70 [ A | 2 |41|33|2|+6| 20 53 8 -5 | 16080 | REJ. | 100%
35 [ 70 | A | 2 |44|33| 2 |+9| 15 48 5 0 | 16220 | REJ. | 100%
3 | 70 | A | 2 |42|33]|2]|+7| =20 47 5 0 | 16390 | REJ. | 100%
| 37 | 70 | A | 2 |46]33]| 3 |+10] 10 61 8 0 | 17000 | REJ. | 100%
3 | 70 | A | 2 |43|33|3|+7| 15 67 9 0 | 18380 | REJ. | 100%
39 [ 70 | A | 2 |44|33| 4 |+7| 100 70 & 0 | 18820 | REJ. | 100%
0 | 70 | A | 2 |43|33| 4 |+6] 30 75 4 0 | 19080 | REJ. | 100%
41 [ 70 | A | 2 |41|33|3|+]| 10 69 6 0 | 19190 | REJ. | 100%
42 | 70 | A | 1 |42|33]|0|+a| 130 27 9 7 | 19700 | REJ. | 100%
43 | 70 | A | 1 |[43|33| 0 [+10] 15 30 10 -7 | 19930 | REJ. | 100%
44 | 70 | A | 2 |46| 33| 3 [+10] 15 68 7 -2 | 20170 | REJ. | 100%
45 | 70 | A | 2 |43)a33|3|+7| 20 63 7 0 | 20400 | REJ. | 100%
46 | 70 [ A | 2 |43|33|3|+7] 20 63 7 0 | 20630 | REJ. | 100%
47 [ 70 | A | 1 |41|33]|1|+7| 10 42 14 +1 | 20780 | REJ. | 100%
48 | 70 | A | 1 [44|33]| 1 [+10] 10 34 11 -10 | 21180 | REJ. | 100%
49 | 70 | A | 1 [42|33|2|+7] 20 45 14 +2 | 21320 | REJ. | 100%
50 [ 70 | A [ 1 |34|33|[1]|0]| 150 37 12 0 | 21450 | REJ. | 100%
51 | 70 [ A | 1 |43|33| 0 |+10] 20 25 8 -7 | 21780 | REJ. | 100%
52 | 70 | A | 2 |46|33| 3 |+10] 20 60 8 0 | 22130 | REJ. | 100%
53 | 70 | A | 1 [43|33]| 0 [+10] 20 25 10 <7 | 22370 | REJ. | 100%
54 | 70 | A | 1 |43]|33]| 0 |+10] 20 29 9 -5 | 22650 | REJ. | 100%
5 | 70 | A | 1 |43[33]| 0 |+10] 20 29 9 -5 | 22700 | REJ. | 100%
56 [ 70 | A | 1 |43|[33| 0 [+10] 20 29 9 -5 | 22950 | REJ. | 100%
BLANK
EXAMINED BYX 5 REVIEWED BY ## i
_Xue hai rong ?(AE ‘/(9" YD\\B -Z'_\L'M‘, =
[LEVEL-1l SIGN | DATE ’ﬁ-"g § V LEVEL-Il SIGN / DATE 70) . °g 7 ><
[ERSH / aCm | FI /2 CUSTOMER /
%F SIGN / H#i DATE %< SIGN / A3l DATE

(FORM# ZPQC-UTO1)




[ ZLZPAMC]

REER BRE
Welding Repair Report

E Rev. No.
—__‘_‘—_

0

A & HEEEE K AR T REHT
SSD18A B-WRG776
Project Name SFOBB Drawing No Report No.
EFEE

Contract No.: URRltcr HtEZ4F | SAE PLATE PANEL | NDT4R£ 452

B %5 ltems Name SPLICE Report No.of NDT | B787-UT-7980
Project No.: £P06-787

e ex T

Description of welding discontinuity:

Rejected indication found by ultrasonicwln

allowance aggregate length.

(UTﬁﬁEZ%ﬂEﬂfﬁkﬁéﬁ&lﬁd\fﬂkfﬁﬁ%’:ﬁg )

y«e koire

#4 J (Inspector) : Xue haj ron

SSD18A~PP022-004

B #(Date) : _09.08.04

—_—

spection Is less than the maximum

BB R THE
| Draft of welding discontinuity:

From Y(1#~56#)

Length From X(1#~S6i)

)

S
u
]

&
1N
= Y
£
4
a
W
a Length
-\\\__ Al
— X
- 0
20 o

WELD NUMBER:SSD18A~PP022-004

Please see the detail data from UT report!

Length(l#~564#)




B
Caused:

1. BEE RN L&D F g,
1. Did not clear the weld pass completely in time.

Z g ﬁﬁ-/\(Foreman):Z«'Aﬂ:-f@f‘ B Ji(Date): 07-9%-" Z

ALEER

Disposition :

1. AGLISSE RS BEE—( (D<0.65T, DAGISEE, TR TRRasT FE BT i R s

2. SEBEEABETLENE (WPS) EEEWIELLR, Mammg,

w

&=

f—’?—'ﬁ'ﬁi‘ﬂ%ﬂ‘Biﬁﬁtﬁfw#ﬁiﬁﬂﬁﬂﬁﬂéﬂﬁ%%%&ﬁ%%:

REF KT R 5 B R 4LE B T 7,

S, MRAEHLAENZE (0 B b 2

-k

metal)

N

w

~

o

Gouge or grind from nearer side from metal edge (D=0.65T, “D” is depth of defects, “T” is thickness of

to remove all defects:

Follpw repair WPS for joint preparation, preheat, and weld deposit;
Verify with VT no defects remain in the weld joint prior to welding;

Grind the repaired areg flush with base metal or the adjacent weld;

Check the welds according to the working drawings.

Tz Hesiro Lin R, B

Technical engineer Approved by Date

9'7_9%.0%

#R787-QCP-900



Correction action to prevent re occurrence:

TR e B A s

1. Improve monitoring of welding and interpass cleaning.

28] § I A(Foreman): A’ AM'[[&

% > - S
I - = p'ﬂﬂ@ i:EF‘ % jg 'ﬂ% ﬁ = l&# Rev. No.
— Welding Repair Report 0

B £ S i oA R E 5 SSD18A S N

Project Name SFOBB Drawing No Report No. : 6

EaCiR=s

Contract No.: L A4 %% | 3AE PLATE PANEL NDTHR4 4 5
HEH G2 ltems Name SPLICE Report No.of NDT | B787-UT-7980
B B S ZP06-787

Project No.:

Y E Gk

B #i(Date): o). o-g—.o\f-

BHWPSH &
Repair WPS No.

WPS-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repair-1

I%R
technologist

Hex ia0l;n
o) of =4

s (BA) simsheE
Preheat temperature
before gouging

e

i & Y 512
Description
of discontinuity

oL

{
V)
sl

A 2 1200
Inspection A’C(/ Preheat temperature L’ﬁ
before welding before welding
5K T A R B K B
Max. depth of gouging %FNV‘“ Total length of gouging é'ﬂ'v@
BT BEEwD BE R
welder ﬂygﬁ/ welding type T’W"‘) position 24:—
PR BEsE = 1R B A
Cufrent }7é Voltage )‘?’J Speed _f‘&_{’
BERRE
Inspection After repairing:

BiA (=i :
I M E i
VT resiilt /3/(/(/ Inspector O_g Date 97‘ ‘;% % .
NDTH #& - ®4R ‘ H
NDT result A/)b’ / NDT persm{n/}?/ﬁ%m] Date o 7 _-"f‘ Dé
JAE : = ‘ / |
Witness/Review:
&I
Remark :

#R787-QCP-900




(ZPMC]

e ——

UTHR G &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #it5%% B787-UT-7980R1 DATE 2009.08.06 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : TH4i S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 3AE PLATE PANEL PRAWING NO.: p— CALTRANS CONTRACT NO.: 04-0120F4

BOE LR APLICE Mg mMTEReS

REFERENCING CODE £:%#172

AWS D1.5-2002

ACCEPTANCE STANDARD & Z 471
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 28

ZPQC-UT-01

WELDING PROCESS #H# 7% JOINT TYPE 124827 CALIBRATION DUE DATE (X S K EHHH
FCAW T-JOINT ok Dec. 2857 2009
EQUIPMENT %% MANUFACTURER #1157 MODEL NO. H#Z45HE SERIAL NO. FF3l&E
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011
HCALIBRATION BLOCK itk COUPLANT #&-43 MATERIAL/THICKNESS # ¥ ELEF
AWS IIW BLOCK TYPE I C.M.C A709M-345T2-X 14/20mm
TRANSDUCER #F3
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
HlxETE pi:Jid b R HliET yiilid EE R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level %% R &fE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
: DECIBELS4} DISCONTINUITY FEEgkd g
o it] = § 2
WELD = ] w ~ | |8 |8 |[= = #
= 9 i e % LslEsfEEE 2 LOCATION OF DISCONTINUITY g * o
o 1Tz |wB| X 23532523 TR W
IDENTIFICATION (E1R [y = |=8|C pHE-|EfEe EEALE (mm) ES x
<@ | mz | O = ko OE 3 o
: 2T|e®|ET| 8 E¥ | &
AR S % E ~ Sound Depth from g o
- Length From'X | From'Y o
a b c d I Path Surface SEX sEY )
‘ B | ERmRT 8
)
- SSD18A-PP022-004| 1R1 | 70 34 ACC. | 100%
2R1 | 70 34 ACC. | 100%
3R1 | 70 34 ACC. | 100%
4R1 | 70 34 ACC. | 100%
5R1 | 70 34 ACC. | 100%
6R1 | 70 34 ACC. | 100%
7R1 | 70 34 ACC. | 100%
8R1 | 70 34 ACC. | 100%
EXAMINED BYZ:4§ / REVIEWED BY #7# |
) Dk
__Xue hai rong \L\P \/L(.‘]\ y . Ic jLppa 4 JO
= ) k ) - (_"vﬁ ] %Lq
LEVEL-Il SIGN / DATE . LEVEL-1l SIGN [/ DATE
FAHEE / oM | Fi /"CUSTOMER
%<7 SIGN / Bl DATE %5~ SIGN / Hl DATE

(FORM# ZPQC-UT01)




E-E—z:—B REPORT OF ULTRASONIC EXAMINATION
— UTHG iR &
REPORT NO. %% B787-UT-7980R1 DATE 2009.08.06 PAGE 2 OF 3 Revision No: 0
DECIBELS4 I DISCONTINUITY FRidifd 5
o w e S "
e - - -z‘g’;g § = % é ] g ] § 8 % B LOCATION OF DISCONTINUITY § + Iré
IDENTIFICATION |21k [ S8 | == | £ 38 S[EFLE AL E (mm) 23 | =
SE g |8%| o[ [ R [ 2% | E
IREEEIHR S 2 g * = Length Sound | Depth from FromX | F Té 2
alb|o|d| g | pan | suwmee |TEXIFEYI 8
BE | ExERE a
9R1| 70 | A | 2 |43|34]| 2 |+7| 10 50 12 0 | 6830 | REJL | 100%
10R1| 70 34 ACC. | 100%
MR1[ 70 | A | 1 [41]|34] 1 |+6| 50 43 15 +1 | 7500 | REJ. | 100%
12R1| 70 34 ACC. | 100%
) 13R1| 70 34 ACC. | 100%
14R1| 70 34 ACC. | 100%
15R1| 70 34 ACC. | 100%
16R1| 70 34 ACC. | 100%
17R1| 70 | A | 2 |[43|34]| 4 |+5| 40 75 3 +2 | 12420 | REJ. | 100%
18R1| 70 34 ACC. | 100%
18R1| 70 34 AcC. | 100%
20R1| 70 34 ACC. | 100%
21R1| 70 34 ACC. | 100%
22R1| 70 34 ACC. | 100%
23R1| 70 34 ACC. | 100%
. 24R1| 70 34 ACC. | 100%
25R1| 70 34 ACC. | 100%
26R1| 70 34 ACC. | 100%
27R1| 70 34 ACC. | 100%
28R1[ 70 | A | 1 [39|34] 1|+ 30 32 10 -7 | 14540 | REJ. | 100%
29R1| 70 34 ACC. | 100%
30R1| 70 34 ACC. | 100%
31R1| 70 34 ACC. | 100%
32R1| 70 34 ACC. | 100%
EXAMINED BYE£# _ REVIEWED BY ## 'l
__Xue hairong \’4{() I/J\Gﬂ ‘1""5 / - ?T_}L"‘ v—l
LEVEL-1l SIGN / DATE Ad e LEVEL -1l SIGN / [;ATE ':ﬁ"' (S' ""‘U
[EIZE / acm | 7 CUSTOMER (
%< SIGN / H i DATE % SIGN / H}l DATE

(FORM# ZPQC-UT01)




(ZBMc)

'REPORT OF ULTRASONIC EXAMINATION
UTHRGRE

REPORT NO. #4542 B787-UT-7980R1 DATE 2009.08.06 PAGE 3 OF 3 Revision No: 0
DECIBELS%+ I DISCONTINUITY FiEg:iE 5
o Iy e 3 ;
WELD g o g i ug = % % g g E § g ?g %’ LOCATION OF DISCONTINUITY E = :?g
IDENTIFICATION | £ gg g% %% S B £15 2 LA E (mm) 25 | ¢
(&) o¥|x Q EH E
KRS % E - E’j Sound Depth from . E &
- alb|lc|d L:;‘g;h Path Surface Fr;'ﬁ';‘(x Fr;%'\‘:,'v 2
P | ERmRA a
33R1| 70 34 ' ACC. | 100%
34R1| 70 34 ACC. | 100%
35R1| 70 34 ACC. | 100%
7 36R1| 70 34 ACC. | 100%
! 37R1| 70 | A | 2 |37|34] 3|0 10 61 8 0 | 17000 | REJ. | 100%
38R1| 70 | A | 2 |44|3a| 3]|+7| 10 67 9 0 | 18380 | REJ. | 100%
39R1| 70 34 ACC. | 100%
40R1| 70 34 ACC. | 100%
4R1| 70 | A | 2 |43|34| 0 |+8] 10 26 12 7 | 19190 | REJ. | 100%
42R1| 70 34 Acc. | 100%
43R1| 70 34 AccC. | 100%
44R1| 70 34 ACC. | 100%
45R1| 70 34 Acc. | 100%
46R1| 70 34 ACC. | 100%
4a7R1| 70 | A | 1 [42|34| 1 ]|+7]| 10 42 14 1 | 20780 | REJ. | 100%
48R1| 70 34 ACC. | 100%
49R1| 70 | A | 1 |43|34| 2 |+7]| 20 45 14 +2 | 21320 | REJ. | 100%
50R1| 70 34 ACC. | 100%
5IR1| 70 | A | 1 [44|34| 0|10] 10 25 8 7 | 21780 | REJ. | 100%
52R1| 70 34 ACC. | 100%
53R1| 70 34 Acc. | 100%
54R1| 70 34 ACC. | 100%
55R1| 70 34 ACC. | 100%
56R1| 70 34 ACC. | 100%
AFTER B-WR6776
EXAMINED BY 3R ‘ REVIEWED BY ##
__Xue hairong "‘}C"\e (/LQ]{ WVVB JO %‘_\:\’\_q\/ \/b, L
LEVEL-Ul SIGN [ DATE "/\-?Y"’ LEVEL-Il SIGN / DATE f\ "’8 o
JEIREE / QCM f B FCUSTOMER J }
%5 SIGN / Bl DATE %< SIGN / F i DATE

(FORM# ZPQC-UTO01)




V=5 /i1 2009.08.06
Visual Weld Inspection Report Girder/ 3 SAE
HR4EH Y ERE Tower/ 2: NA
Caltrans Contract No. Representative:
: 04-0120F4 \
JME g5 TR
Project No.: San Francisco Oakland Bay Bridge =~ £/ CWI: %E ok 0f QW 204
THE# HEREAHF 1E A | N, 09 eb -
_ Quality Assurance Manager f
Project Nc- : ZP06-787 ~Approval
T ! , Accept or
t : ; Accept or Reject after
Weld No. Welder |.D.# | Location| Welding consumables | Undercut | Porosity |Over lap| Crater | Arc strike| Spatters | Crack| ~Reject |Repair ﬂmnm_w B
Vet Ed I BT | E 1R Wis 1 54 g | oRby | RYUEG | el | Rer gl BE | RERES
SSD18A-PPG22-004 ; 058551 26 Supercored TIH(®1. 4) A J i J J ‘ “Acc NA I
SSD18A-PP022-30~ | 058551 2 Supercored 7IH(® L. 4) vV o 4 i J J J J | S Acc NA NA
O, After root weld W After cover pass
4 After CWR or WRR No. : B—1wR L7726 . [J After HSR No. : [0 Others

" ¥ "1is no defects.

:x:

is defects. “NA” is not applicable.




PPl Cp AT ok

RO EmES:__ 12]]0
_ Yo = & R
Z BPMC 3% ﬁj $ 5= NAME OF PRODUJCT
APPLICATION FORM FOR NDT 2= EiEE KHT
e 3 TR 2 = 44 | w B
\ ‘J“Lw = SSD17A ® % 3 100%MT w ZP06-787
Drawing No Test type No
TEM TR : Za | o =
= THUAR 32 09M-345T2- :
Ttems 3AE TIARFERAR Material ATOIM-34 % Quantit
}J— . F o =/ [ 3 s
T TS BERE  HE/EE mIfZ | BIRS | %% | &%
I\? NDT No. Weld type| thickness/diameter Welder name | Welder No.| Result |remark
0.
; 044795
i SSD17A-PP021-003 B 14%20% 333
& e 051356 | X
| 050242
2 SSD17A-PP021-004 | T#: 14%20%22 40 044801 ><
")
055791
BiE:

®

E B

Scheme showing the test part

SSD17A-PP021-003(004)

F /
%‘%j ; ;

= /f‘
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2 = | o,
%1% % | f{ﬁ | %k;&w@&b
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¥ e

O Bk
O tlfE

ef_v{ WR/CWR B &
47 WR/CWR NO:

B pué é;?
O SPCH
O XEe

IR FCAW

TENE _Stpadt

T AR B Y %= 7 7. » B0
Applicant WA, | Date 09'%‘% Inspected ZhA| A7 _Date | 7]-8 0
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: 1 TR
== ; REPORT OF MAGNETIC PARTICLE EXAMINATTON
TR &
REPORT NO. {# & 45 BR787-MT-12710 DATEH#i 2009.08.04 PAGE OFW® 1/2 Revision No: 0
PROJECT NO. —— CONTRACTOR: U
TESS: A P
DRAWING NO. SSD17A CALTRANS CONTRACT NO.: 04-0120F4
EHE: PLATE PANEL SPLICE MMIEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
FAMTERID iR BFEE B EEF M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 268°" ,2009
EQUIPMENT #% MANUFACTURER #I#5 MODEL NO. B &2 SERIAL NO. E4&5
[MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT 5
b IR BH .
PARTICLE TYPE Dry magnet powder YOKE SPACING SN
R 2R FRB R A mm
MATERIAL TO BE : ;
TO VWELDING 1234 Material & thickness D
EXAMINED O CASTING #44 B, LR ,
fogilpop O FORGING ‘i 14/20mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
B b il
WELD I.D CISCONTINOT P2 ACCEPT REJECT REMARKS
ey INDICATION TYPE 'LENGE;N " e= Rl {323
B i)
SSD1 7;(‘)';'3021 - 1 TRANSVERSE CRACK 4 REJ. Y=200
2 TRANSVERSE CRACK 6 REJ. Y=3210
: 3 LONGITUDINALCRACK 7 REJ. Y=3310
4 TRANSVERSE CRACK 3 REJ. Y=6310
5 TRANSVERSE CRACK 5 REJ. Y=6820
6 TRANSVERSE CRACK 3 REJ. Y=7150
7 TRANSVERSE CRACK 3 REJ. Y=7810
8 LONGITUDINALCRACK 4 RE.J. Y=16100
9 TRANSVERSE CRACK 3 REJ. Y=16200
10 TRANSVERSE CRACK 3 REJ. Y=17040
11 LONGITUDINALCRACK 10 REJ. Y=18230
12 LONGITUDINALCRACK 20 REJ. Y=03260
SSD”;‘D' :’P‘Jz*" 1 TRANSVERSE GRACK 4 REJ. Y=9140
2 TRANSVERSE CRACK 5 REJ. Y=11230
3 TRANSVERSE CRACK 3 REJ. Y=11800
4 TRANSVERSE CRACK 4 REJ. Y=12740
EXAMINED BYZ# REVIEWED BY %t
I ;
Cai xin xin (a AT AN Wz ‘\'\J\.Q/(,! :
LEVEL-Il SIGN%#% /| DATEAM 'Sc\.fik it \( LEVEL-l  SIGN ! DAT}EEH;J} "C\ @8*’ Y
SRft43 / QCM 2 / } A/ CUSTOMER \/ /
s sioN/ Ay oaTE % SIGN / FL i DATE

(FORM# ZPQC-MTO1)




. GEZB REPORT OF MAGNETIC PARTICLE EXAMINATION
—_ . - I
b agon UE ey

REPORT NO. £ 4§ B787-MT-12710 DATEE#] 2009.08.04 PAGE OFTI 2/2 Revision No: 0
PROJECT NO. R CONTRACTOR: ERTTRRE

TREES: A A

DRAWING NO. SSD17A CALTRANS CONTRACT NO.: 0401204

EE: PLATE PANEL SPLICE mHIERs

REFERENCING CODE ACCEPTANCE STANDARD | PROCEDURE NO. CALIBRATION DUE DATE
BEARTRT BRI BFSS BB EA R

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T,2009

EQUIPMENT ##% MANUFACTURER #Ii% 7§ MODEL NO. #X&% SERIAL NO. 465

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A '

ML BEA LS BLH
WPARTICLE TYPE Dry magnet powder YOKE'SPACING el

R AR FRi% RisE R e

O BE i i

MATERIAL T v WELDING #88:4 Material & thickness A70OM-345T2X

EXAMINED O CASTING 44 4,

R O FORGING & 14/20mm -
WELDING PROCESS TYPE OF JOINT

FCAW T JOINT
RiEH ot i)
WELD I.D SRl IRet ACCEPT REJECT REMARKS
s INDICATION TYPE GRS e P el
EE T B3]
5 TRANSVERSE CRACK 6 REJ. Y=17500
6 TRANSVERSE CRACK 4 REJ. Y=20140
) BLANK
EXAMINED BYE# REVIEWED BY ##
Vol ool -

Cai xin xin (-a‘-x\:’\)z"’] , Mahe\wl

LEVEL-1l SIGN%#%& / DATEEM ’ﬁ“’&-’ \[ LEVEL-l  SIGN | QATEEH .si -"3 T >C
FREE / QCM l ' A FCUSTOMER o |

[_M A_atn /u..\.rz, 3{ "f'{"’ 7
|45 SIGN / H il DATE % SIGN / H i DATE

(FORM# ZPQC-MTO1)




s i
= PR RBEEEER < Rev. No.:
D Critical Welding Repair Report (CWR) 0
I B &7 KEIE A B R REHE
Project Name: SFOBB Drawing No.: _ Report No.: wiihReg
“E
R 04-D120F4
Contract No.: i g SAE PLATE PANEL | NDT RERET
e ltem Name: SPLLICE NDT ReportNo.; | B787-MT-12710
Project No.: ZP05-787
Pl

Description of Welding Discontinulty;
FERFSSDT TA-FP021-003 BN, BBk gy, BitHiim MLy,

Four longiludinal cracks and eight transverse cracks ware found by use of MT on 88D17A-PPD21-003

Welder ID No. (## T4 ):044705 051356 Posltion:(fL ® ). 26 g
ERISSD17A-PPO21-004 31, EBeitmme,

8ix transverse cracks werg found by use of MT on SSD17A-PP021-004

Welder ID No. (# T % ):050242 044801 055791 Position:(ff I): 26

Please see the detall da@ from MT repori]

(Aot {4
#BA (Inspector) : cal”sin xIn Bl (Date) : 2008-08.04

BRI TREE :
Draft of Welding Dlscontlnulty:

WELD NUMBER:SSDNA—-PPOEI—OOB/ 004

r-<.'

\

N\

ot

DEP-MS dmmﬁgaﬁpp ERVT?T?ON
b1,
Ll

Initlal SJE‘ fa: 8/6/2005’




Fa4RE:
Cause:

1. KAEHHI, KARE R LM SR A K A TEATGS,

1. Moisture wasn't completely removed during drylng operation (preheating) or
the area wasn’t preheated sufficiently.

EFHHA Foremen):  (ros Jun Bif (Date): af. .ol
ALERFT I

Disposition :

EYCEHEN, QCHILeader CWISIIRIGHTHS, RTINS T R S AL O AT
WAEEENEE, QCileader CWIRLESHIAECWRITEEN G,
FERABAE R ETEHAH 0 EAR AT 25mms E R e,

SEETIENT ik R, 3R MBIGEE, 4T IERA T ) W G PRI~ S0mm, M TS ANRL, 17)s
BB S RGBS N IE50mm. )

5 WAEIHEHEY, ARSI EITIS T, W TIEIN T SR S Rl A F5mm, BAERT, BAZCWR,
MLAE LRI IEER FACIPIRES, FrEEaTIE S48 R MT R,
PR IR AR BeAE £ T L4078 (WPS)HE R AR S ST st

B, VITMTIRGAESR R A RHABMETEZE, FIN RS Bt IS T, TR BT REGUE 2
. MR ERPNE, 1B IHCWR;

8. FIMIMLAENIASIEH TR (WPS)IE TR AR,

8. MBI SBHAIEA T,

10. BEEHIHAR10-1.59 “MEH" i) “BRNRR" AEFIULFUHNMTAR, RACHEAFEEHEIR RSB KA
R —SRINS0mm) Y IE TR & I A B 3 I 0 IR SR RS 09 IE T B R T A, s FCIPHLE, NDTHEAU
THIMT.

1. QG and & Lead CWI shall be presenl, direcl and supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

-

QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.
Remove painl=25mm in all direction of HAZ prior to MT.

4. Remove cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
epairs, and 50mm beyond the outermost cracks for multiple crack repairs.

5. If base metsl is damaged by grinding, the damaged area shall be ground clean prior lo performing weld repa
ir. If gap>&mm is found during or afier grinding, special CWR appraval Tequired before conlinuing welding re
pair procedures, a CJP weld is required in that location, and perform MT afier performing grinding the defects

away.

6. Prepare excavalion in accordance with an approved repair WPS prior to welding.

7. Before this repair, Verify with VT and MT repair areas are defecls free, and alsp MT shall be periormed on
- the base melal laying abroad cracks 1o ensure that no cracks were propagaled to the base melal. Separate
CWR approval is needed if cracks are found in the base metal before continuing welding repair procedures.

8. Preheal and weld according fo the approved repair WPS,
8. Grind the repalred area flush with base metal or the adjacent weld.

10. Perform MT inspection lo all repalred welds (along with an additional 50mm at each end of the wel
d repair) which include the near side and far side on the upper and bottom side of flange in the same are
a where the repair was performed according to additional NDT requirement staled in special provision 10-1.59
“inspection testing” nole 3. Perform UT and MT inspection to CJP weld.

This d%aémg Is_AFPﬁOVED

DEP, 0
T B mon

.. ‘Slandard Spatifica

Initia) &g egﬁjw
T 2 LT [ =T i
Technical Engineery £/ ']767[1 —7/ Approved By: b‘? Date: '-7 0 .o

7£0V o’z/"w!ar‘n

#R787-QCP-900



SEMc | XRALZEERE | P

Critical Welding Repair Report (CWR) 0
BRER EEERKE B . WEES
Project Name: SFOBB Drawing No.: Report No,; B-CWRe51
& ZE?N 04-0120F4 ' * # 5
ontract No.: LT JAE PLATE PANEL | NDT #1454
ltem Name: SPLLICE NDT Report No.: B787-MT-12710
R &S ZP06-787
Project No.:
B Bk

Corrective Actlon to Prevent Re-pccurrence:

1AEAEHT, QUAAATRATH, ki Lindmn,

1. QC shall verify sufficlent preheat has been applied, to remove moisiure, prior fo welding.

ERAFA (Foreman); Qus Jor B (Datel o, ay.a
WPS-345-SMAW-2 oo
£ W TPSH S G(2F)-Repair~| | T#A is Teaf
Repair WPS No.: WPS-845-FCAW-2 | Technologist: 5. ahof
G(2F)-Repair-1 ]
TR wl 1o Rerias i m g e sl
Preheat Temperature G-YY Description ; cr
Before Gouging: /VA of Discontinuity:
Birkmgx . 4827 T 44 B B
Inspection [Q(C// Preheat Temperature 5»0" - I(DD
Before Welding: o . / Before Welding:
: @'M\/j -}‘W A
I TR U B BE G B gk
Max. Depth of Gouge: NA . Total Length of Gouge: NA
BExn
BT : BEME
Welder; 7/01,5%)/'? 1"’.‘:{?:;"9 QW Position: :),6'
18 52 81 3L EERE A
Current: [63' Voltage: };-7 Speed: [gr
BEERE

Inspection After Repair:

W R

SR E v B
VT Result; A/(/O Inspector: alg? WZPJ Date: 5%' Eage 07_
u! . 7
NDTH # _ #45 R ; B 3
NDT Result: MTQ'“/ NDT‘;erson: 17%#% Date: B]L (9‘% 07
!

JE /
Witness/Review:
&
Remark :

e OO s AFPROVED ™
#R787-QCP-800 DEPAR’IM%?P Calibmia

AR U o

Slandard Specificationg

Initiz! 53 Daa: 5/&/2&96
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REPORT OF MAGNETIC PARTICLE EXAMINATION

RO IR 25
REPORT NO. &4 5 B787-MT-12710R1 DATEH}§ 2009.08.07 PAGE OFIL# 1/2 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THES: A P
DRAWING NO. SSD17A CALTRANS CONTRACT NO.: 04-0120F4
Ee: PLATE PANEL SPLICE MM ITEES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE N(_). CALIBRATION DUE DATE
B TIRG IR BrEe BB EEEMN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT # % MANUFACTURER #1155 MODEL NO. #3455 SERIAL NO. #4g &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke - [CURRENT .
iR R A BT
PARTICLE TYPE Dry magnet powder YOKE SPACING —
i) TR AR (AP e
MATERIAL TO BE JVWE : i
LDING R4 Material & thickness P
EXAMINED O CASTING &4 R, R
BRI O FORGING &ifs 14/20mm ‘
WELDING PROCESS TYPE OF JOINT
SMAW T JOINT
B HEEERY
WELD I.D DISEONTHUITYIR S ACCEPT REJECT REMARKS
e INDICATION TYPE S I Jalk P
RN E3id)
SSD17A-PP021- after
003 1R1 ACC. excavation
after
2R ACC. excavation
after
. = ACC. excavation
after
R ACC. excavation
after
Rt ACC. excavation
after
BRI ACC. excavation
after
7R1 ACC. excavation
after
8R1 ACC. excavation
after
9R1 ACC. excavation
after
10R1 ACC. excavation
after
TR ACC. excavation
after
12R1 ACC. excavation
SSD17A-PP021- after
004 TR1 ACC. excavation
2R after
1 ACC. excavation

EXAMINED BYX:4%

LEVEL - Il SIGN

0 9%
DATEEM 3’98 ails

REVIEWED BY #1 £

gmﬁﬁ% 07 D .o%
LEVELI _SIGN | DATEEW

JiEE / QCM

"4

355 SIGN / H ] DATE

L iZeonia §/&/91

-

FFCUSTOMER

v

% SIGN / Hl DATE

(FORM## ZPQC-MT01)




C z — :'_:B REPORT OF MAGNETIC PARTICLE EXAMINATION
_——e E— = e -
R R RS
REPORT NO. {5432 B787-MT-12710R1 DATEH# 2009.08.07 ) PAGE OFWE 212 Revision No: 0
PROJECT NO. R—— CONTRACTOR: CALTRANS
TEEE: B F:
1DRAWING NO. SSD17A CALTRANS CONTRACT NO.: Sk
B PLATE PANEL SPLICE IHIBES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
T RTY HBREE EFEs M BRIEFHINA
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2008
EQUIPMENT &% MANUFACTURER #1357 MODEL NO. X5 % SERIAL NO. ZE&tg =
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT -
AL B ::6
PARTICLE TYPE Dry magnet powder YOKE SPACING
: 70~150mm
BiEkA TR B3 ] S
IMATERIAL TO BE Y WELDING ##:4 Material & thickness
EXAMINED O1 CASTING 54 4 I RIS TR
BRI O FORGING &% 14/20mm '
WELDING PROCESS TYPE OF JOINT i
SMAW T JOINT
R pik s LXil)
WELD I.D ‘ CIECONTINUITY R ACCEPT REJECT REMARKS
ene INDICATION TYPE REIHAL e, P P
E-pn E~ il
after
3R1 ACC. . excavation
after
4R1 ACC. excavation
after
. 5”1 ACC. excavation
' . after
6R1 : ACC. excavation
AFTER B-CWR 651
BLANK
EXAMINED BYx:# REVIEW%!;;BY i
Ding Acheng ) l\’\J'/ )I ¢ Lkl'ﬁ g/ N VID"‘—'p/ % f /
lLeveL - smwﬁz I /bATER J’Y g/ LEVEL-l  SIGN _ J TEEIJL*} .}’§ J é \
Hm&E / QCM (_j> F/CUSTOMER
Lo onho, P/g/”c‘
%< SIGN / FI 1l DATE % SIGN / F il DATE

(FORM{# ZPQC-MTO1)



PPrv ANT (C)py  ofc

FRmEmS: by
; N . FE o 2R
ZPMC j% {95 EFI 1,% ﬁ NAME OF PRODUICT
— APPLICATION FORM FOR NDT M
e [ -2 R T 4 =
N SSD18A o0 1[5 100%MT B 5 spoesr
Drawing No Test type No
EHIELT o ! ¥ &
Items BAE I)"Fﬁl..ﬁﬂi Materia] A?OQM 345T2 X ‘Quarltlt
& FiEe pukn  EEERE BIfe | HIHS | 48 | &n
N_: NDT No. Weld type| thickness/diameter |- Welder name  |Welder No.| Result |remark
]
1 SSD18A-PP022-004 T 14%20%22000 - "R ){
ot73(3
9 SSD18A-PP022-005 i 14%20+22000 050242 &
051356
® L B B - l*_‘/
Scheme showing the test part R
O &kjs
SSD18A-PP022-004(005)
/ Ot 5
T :
jF ’_ >\,L.--L~ > _;._,;{%\_n.__u\:(l A E/WR/CWR BERF
lay A 477 on) | WRICWR NO: BB
g = ot AWN = et @,&’
K \ gt [eE
%'Q : 3 v M, T /ﬁlf“"@”‘ ' O SPCM
gl i
Uni insanadnbananin s> 0 ®E
JRETE _FCAW
FEME _SHEH
B i A | Bk : H i ETHF H ¥
| 09.
Applicant "~ FEIERIFA | Date ﬂd)'vp Inspected @ M Date 97“’3 28
/ [
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(ZPMC )

REPORT OF MAGNETIC PARTICLE EXAMINATION

THCHD 1 0 41 45
REPORT NO. iR 454 < B787-MT-12822 DATEH# 2009.08.08 PAGE OFW®G 1/2 Revision No: 0
PROJECT NO. _ CONTRACTOR: CALTRANS
IB&S: " B P
DRAWING NO. SSD18A CALTRANS CONTRACT NO.: 04013074
2200 3AE PLATE PANEL SPLICE MMIERE
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BAMTRD HEIRAE BFeg B ERTEM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 ———
IEQUlPMENT % MANUFACTURER #I3&% MODEL NO. F &% SERIAL NO. &g e
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
BT iR HH
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
iyt T8 HiFEE
MATERIAL TO BE Y WELDING ##:4f Material & thickness
EXAMINED O CASTING 4% R ATOSM-345T2X
roFiH O FORGING i 14/20mm s
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
s Pt 2T
WELD I.D el e ACCEPT REJECT REMARKS
ey INDICATION TYPE R B o e
R i)
8501 8(%?}3022' 1 longitudinal crack 8 . REJ. Y=30
2 longitudinal crack 3 REJ. Y=2680
3 transverse crack 5 REJ. Y=3300
4 transverse crack 5 REJ. Y=16140
5 transverse crack 3 REJ. Y=16700
6 transverse crack 2. REJ. Y=17800
7 longitudinal crack 5 REJ. Y=18390
8 longitudinal crack 5. REJ. ¥=18900
SSD”&'SP P22~ 1 transverse crack 3 RE.J. Y=10730
2 longitudinal crack 2 REJ. Y=11740
3 longitudinal crack 2 REJ. Y=12050
4 transverse crack 4 REJ. Y=15000
5 longitudinal crack 5 REJ. Y=17500
6 transverse crack 2 REJ. Y=18860
EXAMINED BY 1% REVIEWED BY #H#
Sun Gongchang 9%‘1 awﬂo!wﬂ 2 h',.q ﬁ]-'l?"" "HM\ 9‘7 g
] 7. o§. o8 = o, of
LEVEL -1l SIGN#%#£ |/ DATEHY LEVEL-I| SIGN !/ DATE
JEiRE2E / QCM F /" CUSTOMER
%= SIGN / HIH DATE % SIGN/ B DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

[y igog =y
REPORT NO. 34542 B787-MT-12822 ]DATEEWJ 2009.08.08 |PAGE OF T 2/2 |Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 N
TEEs: R GAETEEESS
DRAWING NO. SSD18A CALTRANS CONTRACT NO.:
04-0120F4
B 3AE PLATE PANEL SPLICE MHITREE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Eo sy E et ] R BFRe LB ER
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009
EQUIPMENT &% MANUFACTURER I35 7§ MODEL NO. #3.45% SERIAL NO. E4EmE
IMT YOKE PARKER B310S 5395 5617 5620
IMAGNET‘Z’NG METHOD Continuous magnet[c'yoke CURRENT B
L AR WA ELEE i )
70~150mm
BT B A
MATERIAL TO BE ~ WELDING ##4 i i
Material & thickness AT0OM-345T2-X
EXAMINED O CASTING % B,
R O FORGING &% 14/20mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Pt YR ik supiil]
DISCONTINUITY AigEdtts: .
WELD L.D. ACCEPT REJECT REMARKS
RS INDICATION TYPE TENGEEN " as - B
-t HR
§8D 18;5? PO22- 7 longitudinal crack 6 REJ. ¥=19630
8 longitudinal crack 8 REJ. Y=22330
9 longitudinal crack 3 REJ. Y=23200
BLANK
EXAMINED BY3:4§ REVIEWED BY & )
Sun Gonachang aldd -7 o L
K ! a"‘gl M = o of n «.)'}ﬂl.[‘Bdﬂ?l 07 o§. 0%
LEVEL-1l SIGN %4 | DATEH yj J [LEVELI  SIGN ! DATE : )
FiSE / QCM A P CUSTOMER
%*F SIGN / Bl DATE &< SIGN/ B DATE

(FORM# ZPQC-MTO1)




R T B h& 2
sz ;"E % j&% % jé 'f% -TFE( % Rev. No.:
Critical Welding Repair Report (CWR) 0
MmE & % B #EE AT TEE SSD18A RERS
Project Name: SFOBB Drawing No.: Report No.: sl
ERE
04-0120F4 SAETREUE R
Contract No.: kL F SAE PLATE PANEL NDT #HEHKT
TE&E Item Name: g NDT Report No.: B787-MT-12822
SPLICE
Project No.: ZPOSTRT
JRERBRIZIHA

Description of Welding Discontinuity:

TEXSSD18A-PP022-004 Kk, KAL) 15 LURA4LMEE FIBILL.

TEXI SSD1BA-PP022-005 4N, BTG MBS RS .

AERFBECEBCNCIPELE, EHTREMTH, KT LR,

WelderID No, (R T43 5 ): 050242\051356 Position:({ §): 2G

Four transverse cracks and four longitudinal cracks were found by use of MT on SSD18A-PP022-004.
Three fransverse cracks and six longitudinal cracks were found by use of MT on SSD18A-PP022-005.
Two welds joint has changed to CJP welds, and the cracks were found during final MT.

Please see the detail data from MT report!

: Sguu\ Guo '
BER (Inspector) : Sun_Gonfdch Hilf (Date) : 2009-08-08

BEEREAEREE
Draft of Welding Discontinuity:

/WELD NUMBER:SSD18A-PP022-004 /005

/\




FEREAE:

Cause:

1. KGR, KRBT AR &R XA K& TR,

1. Moisture wasn't completely removed during drying operation (preheating) or
the area wasn't preheated sufficiently.

FEEMHEAN (Foreman): Ggw ju/n Hili (Date): v;. 08 .0%

K
Disposition : “

1. ZWRER, QCHLeader CWIZITUZRITE, BEHTIESMUE T B ERE P AT RS IL3AT

2. EAMBREMETRE, QCHleader CWIRG %7 HEHECWRIE 5 B, '

3. ERHEWEE EEZAH A ERNFI5mmIEE K B9hE, ¥ ’
4

REITEETES AL, X TFEANNGRYE, 1TEEETEE A EAEAE—BN50mm, 3T 2/ BLEeE, 17 3

BAZTE B0 MR GRS MR IR A5 i € 50mm. :

REMRRBEEE T ZMBR(WPS) B & B4 LR,

B, VIRIMTEISIAE S RIEEH NG R LGIEEE, RMIEERNL SR HEMMT, SRS naD

. WMEERH ERARLA, WHIHECWR;

R BHEAERTR 4R 1 T Z B (WPS)#HT M s E:,

. CHEFNKIEATE S A AR R '

S. BERBMAEF0-1.59 “HLH” Fa “RMARK” FRTHIMTRA, HAEETIFEIKSE (Bimn5hEeE
ZH—IRN50mm) MIEMERERLEUREN KR REARRDOERRRTRLE, L3 FCIPERLE, NDTHELU
THIMT.

o

1. QC and a Lead CWI shall be present, direct and supervise all grinding and welding operations during this re
pair to ensure the repair is per the disposition requirements

2. QC and a Lead CWI shall have an approved copy of the CWR in hand prior to the repair.
3. Remove paint=25mm in all direction of HAZ prior to MT.

4. Remove cracks by grinding, repair area shall extend a minimum of 50mm beyond each end of single crack r
epairs, and 50mm beyond the outermost cracks for multiple crack repairs.

Prepare excavation in accordance with an approved repair WPS prior to welding.

6. Before this repair, Verify with VT and MT repair areas are defects free, and also MT shall be performed on
the base metal laying abroad cracks to ensure that no cracks were propagated to the base metal. Separate
CWR approval is needed if cracks are found in the base metal.

7. Preheat and weld according to the approved repair WPS.
8. Grind the repaired area flush with base metal or the adjacent weld.

9. Perform MT inspection to all repaired welds (along with an additional 50mm at each end of the wel
d repair) which include the near side and far side on the upper and bottom side of flange in the same are
a where the repair was performed according to additional NDT requirement stated in special provision 10-1.59
‘inspection testing” note 3. Perform UT and MT inspection to CJP weld.

I #: H#8:

B
Technical Engineer: /\/j‘;, llrflj Approved By: Date: v 7' ud . u8

#R787-QCP-900




. e 2 2 - B
XRBEGRERE | S5
Critical Welding Repair Report (CWR) 0
B &7 S B A WEES SSD18A RiEE
Project Name: SFOBB Drawing No.: Report No.: B-CWR6&58
£RS
04-0120F4 SAETHHERAR
0 ik IAE PLATE PANEL NDT %554 S
item Name: NDT Report No.: B787-MT-12822
BLE= ZP06-787 BELISE
Project No.:
B EH3E:

Corrective Action to Prevent Re-occurrence:
1E59T, QCHIAR AT, USRI EMR.

1. QC shall verify sufficient preheat has been appliéd, to remove moisture, prior to welding.

EEAFA (Foreman): @ow T“"‘ B8 (Date): G 0§ .08
WPS-345-SMAW-2G(2F)-Repa /
ir
WPS-345-FCAW-2G(2F)-Repa Nia /iwf‘ﬁ'%
£ [ 1 WPS 4 B Lo I%R
Repair WPS No.: ¥P8_345"SMAW'4G(4F)_REM Technologist: 7‘,5‘_ af
WPS-B-P-2212-TC-U4b
WPS-B-T-2232-TC-U4b-F-1
WPS-B-P-2214-TC-U4b-F
; . picl 3ol
B CRED WHMEE G‘MMF DB TTtiGi
reheat Tem;_)erature of CVIU'K
Before Gouging: /VH Discontinuity:
FEAT B R B
R4 ERE Preheat
Inspection Temperature 0
Before Welding: Zﬂ- - Before QO C
Welding:
B 5 Gorind 1o Total Langth
Max. Depth of Gouge:. gmw\ of Gouge: Q—OU“
BT BERT y R A
Welder: 2/ ﬁug({ Welding Type: Smfw/ Position: ‘7—67
BEBM BEEE REEE
Current: fg() Voltage: _2_% Speed: )1 L{‘
BEERE
Inspection After Repair:
ST A B Wi A LAY Wl | g oy
VT Result: IA’(’(/ Inspector: 97/2—-92,9/ Date: °?. 98- {/
NDTH & #H G R — | B8 #
NDT Result: As C L’ | NDT Person: XU’\"LO‘/\ Date: 9’3 D (b., t '
JE :
Witness/Review:
&¥E
Remark

#R787-QCP-900




REPORT OF MAGNETIC PARTICLE EXAMINATION

& F SIGN/ Bl DATE

X R T
REPORT NO. if &35 B787-MT-12822R1 DATER ! 2009.08.11 PAGE OFIHE 1/2 Revision No: 0
PROJECT NO. — CONTRACTOR: ——
TR%%: ) =K
DRAWING NO. SSD18A CALTRANS CONTRACT NO.: —
EHe: 3AE PLATE PANEL SPLICE mHTREE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
Eo g s kgt E: 3y BF&aS BB EH R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT #% MANUFACTURER #1355 MODEL NO. #4558 SERIAL NO. &8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
Bk R B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
kR THR -l
MATERIAL TO BE v WELDING 1284 Material & thickness AR
EXAMINED O CASTING #14: 4, FLAE
R E O FORGING {81 14/20mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
wEFE it oyl
WELD I.D ORI AC REJECT REMARKS
.D. - CEPT
PPy INDICATION TYPE REHIARLL e o P
SSD18A-PP022-
004 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.,
5R1 ACC.
6R1 ACC.
7R1 ACC.
8R1 ACC.
SSD18A-PP022-
005 1R1 ACC.
2RA1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
6R1 ACC.
EXAMINED BYZi% |REVIEWED BY #
T~
Xu Hai \K/L/\vL Chn a,.ga—c? & 4A7§w\‘(/w
:E\IIEL -l SIGN%&£ | DATERIf |£VEL-u SIGN | DATEHIS U‘E 6*8 e
FitEE / Qem FH P CUSTOMER ! |

% SIGN / H i DATE

(FORM{# ZPQC-MTO1)




(ZPMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

FF SIGN / Hl) DATE

T R B -
REPORT NO. #4548 B787-MT-12822R1 [DATEEH 2009.08.11 |PAGE OFT® 212 IRavIsiDn No: 0
PROJECT NO. CONTRACTOR:
—— ZP06-787 _— CALTRANS
DRAWING NO. SSD1BA CALTRANS CONTRACT NO.;
k= 3AE PLATE PANEL SPLICE MHIERS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EHHELTE BZiFE B2FRE BEEREN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2000
EQUIPMENT &% MANUFACTURER fX&7) MODEL NO. #R& 5 SERIAL NO. B4R
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AL H o R it AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
R e FeH RIS A
[MATERIAL TO BE Y WELDING #8284 Material & thickness AT09M-345T2.X
EXAMINED O CASTING &4 B
B E O FORGING i 14/20mm
WELDING PROCESS TYPE OF JOINT
SMAW T-JOINT
BEFE it 2oyl
WELD I.D LSS G — ACCEPT REJECT REMARKS
T SR T IR e Bl P
3 -PP022-
SD‘IB;;\)5 02 7RA ACC.
8R1 ACC.
" 9R1 ACC.
AFTER B-CWR658
BLANK
EXAMINED BYE - REVIEWED,BY ##&
Xu Hai I@U’M w‘g? q%\fb\ | l“w\
LEVEL-Il SIGN %4 / DATERM ! LEVEL-IZ SIGN | DATEEM brf S8
HAt£3E / QCM FI/*CUSTOMER ' '

% SIGN / H i DATE

(FORM# ZPQC-MTO1)




AmEI’iE}aﬂ < AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 07-Dec-2009

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-000334 Rev: 02
Ref: 05.03.06-000317

Subject:  NCR No. ZPMC-0338

Contractor's Proposed Resolution:

Reference Resolution: Attached is UT documentation showing that the previously rejected indications were repaired, re tested and found
acceptable. Based on this ZPMC requests closure of this NCR.

Attached is UT documentation showing that the previously rejected indications were repaired, re tested and found acceptable. Based on this
ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000334R02;

Caltrans' comments: Status: CLO
Date: 09-Dec-2009

The documentation submitted has been reviewed by the Engineer and is considered acceptable.

Submitted by:  Chao, Ching Date: 09-Dec-2009
Attachment(s):

‘E}' Page 1 of 1



(ZBMcy

REPORT OF ULTRASONIC EXAMINATION
UTHR1G5# &

REPORT NO. {545 B787-UT-T980R2 DATE 2009.08.07 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : LF#k Y ZP06-787 CONTRAGTOR: CALTRANS
ITEMS NAME: 3AE PLATE PANEL DPRAWING NO.: SSD18A CALTRANS CONTRACT NO.: 04-0120F4

A SPLICE 1% % I TR S

AWS D1.5-2002

REFERENCING CODE ## il

ACCEPTANCE STANDARD &% £5HE

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #5455

WELDING PROCESS Jf{E /i

JOINT TYPE #éE21Y

CALIBRATION DUE DATE {{#54¢ IEF7 240

%F SIGN / H 1l DATE

5 )

%< SIGN/ Hilli DATE

FCAW f T-JOINT Dec. 2857 ,2009
EQUIPMENT 4 MANUFACTURER i i MODEL NO. ¥R SERIAL NO. SRS
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it it COUPLANT Hi& 71 MATERIAL/THICKNESS | E i
AWS IIW BLOCK TYPE 1I C.M.C AT09M-345T2-X 14/20mm
TRANSDUCER #§3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
I FIE i JGF Tl T FABEE GRS R~f
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:4f R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ DISCONTINUITY sk 5
) E
w
P=IN -N N PR D W A e : | g
= g o | < # lsls3|8 gz & LOCATION OF DISCONTINUITY > = &
o pr ] wiH| < |Bals 3|128(8 % s s f30 T w
IDENTIFICATION [Ek |ns (S8 | C B s lgtEe FEELA I (mm) zE <
<= (mE |0 s 2 2 |5 5= @
5™ 8% 25| o % | E
JE L sl g AL =
IREE R g E — Sound | Depth from , S e
= Length From'X | From'Y o
a|b|c]|d 15 Path Surface wix sy 0
= I T - a
SS5D18A-PP022-004| 1R1 70 34 ACC. 100%
2R1 70 34 ACC. 100%
3R1 70 34 ACC. 100%
4R1 70 34 ACC. 100%
5R1 70 34 ACC. 100%
6R1 70 34 ACC. 100%
7R1 70 34 ACC. 100%
8R1 70 34 ACC. 100%
EXAMINED BY £ 45 REVIEWED BY
) P
)/WHFL'VW’Q\ )1907‘ ,,3“07 L )/oo?b of o
HLEVEL -1l SIGN | DATE ) : LEVEL -1l SIGN [ DATE
Hit&3 / QoM fl J*"CUSTOMER
A
i l
/ wasli [:/MZLWL

(FORMz# ZPQC-UT01)




(ZEMC UTHRG#R S
H=
REPORT NO. #fi$4%g B787-UT-7980R2 DATE 2009.08.07 PAGE 2 OF 3 Revision No: 0
DECIBELS# T DISCONTINUITY A<kt £
: g
WELD S |2 |¥ |~ls (8 5. ]s 2 #
z_ [Qu|la.|= Esl5s[EEE R LOCATION OF DISCONTINUITY > ¥
o | Zm | = = [B3|53|2 gle g R w =
IDENTIFICATION |FIE S (=2 | EHE-ESEe 45 1 (mm) 23 8
SEIBE|8S|oF F R HA
JELE ) gt L, o TR (1] = o
FHEER S = x - Sound | Depth from ; & o
= Length From'X | From'Y 0
a b c d i Path Surface ix oy o
* mR | ek | ) o
grR2 | 70 34 ACC. | 100%
10R1| 70 34 ACC. | 100%
11R2 | 70 34 ACC. | 100%
12R1| 70 34 AcC. | 100%
13R1| 70 34 ACC. | 100%
14R1| 70 34 ACC. | 100%
15R1| 70 34 ACC. | 100%
16R1| 70 34 , ACC. | 100%
17R2| 70 34 ACC. | 100%
18R1| 70 34 ACC. | 100%
19R1| 70 34 ACC. | 100%
20R1| 70 34 ACC. | 100%
21R1| 70 34 AcC. | 100%
22R1| 70 34 ACC. | 100%
23R1| 70 34 ACC. | 100%
24R1| 70 34 ACC. | 100%
25R1| 70 34 ACC. | 100%
26R1| 70 34 ACC. | 100%
27R1| 70 34 ACC. | 100%
28R2| 70 34 ACC. | 100%
29R1| 70 34 ACC. | 100%
30R1| 70 34 ACC. | 100%
31R1| 70 34 ACC. | 100%
32R1| 70 34 ACC. | 100%
EXAMINED BY 45 REVIEWED BY & [/
')/ / W o
Yue Hobyerd le—o? ggm,] LA t o7, of ,07
LEVEL -1l SIGN / ATE LEVEL-Il SIGN / DATE
JRAHE3 / QCM o Fi 2 CUSTOMER
il s
% SIGN / F i DATE §) %% SIGN / Fl Jjl DATE

(FORM# ZPQC-UT01)



@ UTHRGGHR &
=
REPORT NO. {45 B787-UT-7980R2 DATE 2009.08.07 PAGE 3 OF 3 Revision No: 0
DECIBELS4 I DISCONTINUITY AL g
. m E [TE]
WELD S |4 |4 ~ s |2 |6 ]z = 3
= On|la., |8 ESl5e[EERE LOCATION OF DISCONTINUITY g &
o (S |vE|x [EE|53|28(8% b W
IDENTIFICATION 5 Lﬁ we | = f;*; T g4 R R L Fad gt fr F (mm) 2Z =
i = i = £ i
H!.' ST £ -
TR S g.. E = Sound Depth from , E i
- Length From'X | From"Y Q
a b c| d £ Path Surface ix — o
B g | o ’ a
33R1| 70 34 ACC. | 100%
34R1| 70 34 ACC. | 100%
35R1| 70 34 ACC. | 100%
36R1| 70 34 ACC. | 100%
37R2| 70 34 ACC. | 100%
38R2| 70 34 ACC. | 100%
39R1| 70 34 ACC. | 100%
40R1| 70 34 ACC. | 100%
41R2| 70 34 ACC. | 100%
42R1| 70 34 ACC. | 100%
43R1| 70 34 ACC. | 100%
44rR1| 70 34 ACC. | 100%
45R1| 70 34 ACC. | 100%
46R1| 70 34 ACC. | 100%
47R2/| 70 34 ACC. | 100%
48R1| 70 34 ACC. | 100%
49R2 [ 70 34 ACC. | 100%
50R1| 70 34 ACC. | 100%
51R2 | 70 34 ACC. | 100%
52R1| 70 34 ACC. | 100%
53R1| 70 34 ACC. | 100%
54R1| 70 34 ACC. | 100%
55R1| 70 34 ACC. | 100%
S56R1| 70 34 ACC. | 100%
AFTER B-WR6860
EXAMINED BY2: 45 REVIEWED /3 ‘YB,M
)(ue/ oo W? 7% 0?7 )"‘5 )/w07 . of. 07
LEVEL -l SIGN / TE LEVEL -1l SIGN / DA E
R / QCM i Z/ A CUSTOMER
11w bt
%% SIGN/ Bl DATE 3;) %5 SIGN / H Il DATE

(FORM# ZPQC-UT01)




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 Report No: NCS-000271
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0338

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:  07-Jul-2009

Description of Non-Conformance:

American Bridge/Fluor JV (ABF) has allowed ZPM C fabrication personnel to conduct Critical Weld Repair
without Engineer approval. The repairs were not performed in conformance with the Approved as Noted,
Critical Weld Repair procedure. See references below.

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:

Completion of work being tracked on Master Punchlist. Submittal of documentation by Contractor being
tracked on Documentation Punchlist.

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 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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