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-000370
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 28-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0344

Type of problem:

Welding [] Concrete [ Other

Welding ] Curing 1 Procedural Bridge No: 34-0006

Joint fit-up [J Coating [J] Other [  Component: OBG 1AAE & 1AAW

Procedural [ Procedural [1 Description:

Reference Description: End Plates

Description of Non-Conformance:

During random visual observations of Heat Straightening of OBG Segment 1IAAW end plates as directed by
HSR(B)-298. The Quality Assurance (QA) Inspector observed ZPMC personnel using two (2) hydraulic jacks
with a high amount of pressure (excessive hydraulic force) to correct deformation in end plate 1472A. The
HSR(B)-298 states “ Jacking shall not be used to plastically deform the plates. The jack shall only be used asa
fixture.”

It is aso noted that ZPMC personnel have mechanically ground a 2mm deep by 150 mm diameter circle in the
base material of 1AAE End Plate 1472C. It appears ZPM C was attempting to straighten the deformed end plate.

TAAE Plate 1472C excavation farbase metal repair

1AAW ZPMC p@isonnel using a hydraulic jack to

straighten platés

PI,M/)A

06/28/2009 0327

06/27/2008 2226

Applicablereference:

ZPMC Approved Heat Straightening Report; HSR(B)-298

Who discovered the problem:  Larry Viars

Name of individual from Contractor notified: Raymond Mah

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



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

Time and method of notification: 0530 hours, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 0800 hours, Verbal

QC Ingpector's Name: Chen Xi

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

Page 2 of 2



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: 05.03.06-000323
Subject: NCR No. ZPMC-0344

Reference Description:  End Plates

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: 01
Remarks:
During random visual observations of Heat Straightening of OBG Segment IAAW end plates as directed by HSR(B)-298. The Quality
Assurance (QA) Inspector observed ZPMC personnel using two (2) hydraulic jacks with a high amount of pressure (excessive hydraulic
force) to correct deformation in end plate 1472A. The HSR(B)-298 states “ Jacking shall not be used to plastically deform the plates.
Thejack shall only be used as afixture.”
It isalso noted that ZPMC personnel have mechanically ground a 2mm deep by 150 mm diameter circle in the base material of 1AAE
End Plate 1472C. It appears ZPMC was attempting to straighten the deformed end plate.
See attached NCR No. ZPMC-0344 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-0344

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

ol " 05.03.06-000323,NCT
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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-000301 Rev: 00
Ref: 05.03.06-000323

Subject:  NCR No. ZPMC-0344

Contractor's Proposed Resolution:
Reference Resolution: ZPMC has corrected the deficiency provided the required documents. ZPMC requests closure of this NCR.

ZPMC has corrected the deficiency provided the required documents. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000301R00;

Caltrans' comments: Status: CLO
Date: 01-Sep-2009

The proposed resolution is acceptable. The heat straightening report is included, and all of the affected welds have been accepted by VT, MT,
and UT as shown in the attached documents. The Department concurs that Non-Conformance ZPMC-0344 is closed.

Submitted by:  Wright, Doug Date: 01-Sep-2009
Attachment(s):

‘h‘?l Page 1 of 1



@ No. B-455
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-8-19
REGARDING: NCR-000370 (ZPMC-344) &

With this letter of response, ZPMC requests closure for Caltrans NCR-000370
(ZPMC-344).

According to the HSR(B)-298, ZPMC used the jack as a fixture. After the heat straightening
completed , the welds at the heat area and the surrounding affected welds were verified NDT by
ZPMC and CT, the result was accepted.

So base on the above explanation and attached documentations, ZPMC applies
to close the Caltrans’s report NCR-000370 (ZPMC-344).
Please reference attached document for acceptance and closure the NCR-000370
(ZPMC-344).

ATTACHMENT:
NCR-000370 (ZPMC-344)

The heat straightening report
The final VI/MT/UT inspection reports

Lo

1

-



Jaise? DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

_/ . 666 Feng Bin Road Room 708, Changxing Island
Y Shanghai 201813 PR China
{ilirans Tel: 021-56856666 ext 207061 Fax: _
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A IV 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: 05.03.06-000323
Subject: NCR No. ZPMC-0344

Reference Description:  End Plates

The attached Non-Conformance Report describes an occurence where the contractor did not comply with a requirement of the contract document las
indicated below:

[0 Material or Workmanship not in conformance with contract documents.

] Quality Control (QC) not performed in conformance with contract documents.

Recurring QC issue that constitutes a systematic prablem in quality control.

[ Non-Conformance Resolved.
Material Location: OBG Lift: 01

Remarks:
During random visual observations of Heat Straightening of OBG Segment 1AAW end plates as directed by HSR(B)-298. The Quality

Assurance (QA) Inspector obserired ZPMC personnel using two (2) hydraulic jacks with a high amount of pressure (excessive hydraulic
force) to correct deformation) in end plate 1472A. The HSR(B)-298 states “Tacking shall not be used to plastically deform the plates.

The jock shall only be used as a fixture.”
It is also noted that ZPMC personnel have mechanically ground 2 2mm deep by 150 mm diameter circle in the base material of 1AAE

End Plate 1472C. It appears ZPMC was attempting to straighten the deformed end plate.
See artached NCR No. ZPMC-0344 for details.

Action Required and/or Action Taken:

Proposc a resolution for the identified non-conformance 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-0344

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

R 05.03.06-000323,NCT Page 1 of |



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

DEFARTMENT OF TRANSPORTATION AL
DIVISION OF ENGINEERING SERVICES [:, i
Office of Structural Materials fr'

Quality Assurance and Source Inspection e
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 #: 69'253

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

QUALITY ASSURANCE -- NON- CONFORMANCE REPORT

Location: Changxing Island Report No: NCR-000370
Prime Contractor: American Bridge/Fluor Enterprises, a IV =~ - Date: 28-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0344

—— e
— e e

s

Type of problem: $
Welding [J Concrete [J Other -

Welding 0 Curing [1 Procedural Bridge No: 34-0006

Joint fit-up [ Coating [ Other [0  Component: OBG 1AAE & 1AAW

Procedural [J Procedural [J Description:

Reference Description: End Plates

Description of Non-Conformance:

During random visual observations of Heat Straightening of OBG Segment 1AAW end plates as directed by
HSR(B)-298. The Quality Assurance (QA) Inspector observed ZPMC personnel using two (2) hydraulic jacks
with a high amount of pressure (excessive hydraulic force) to correct deformation in end plate 1472A. The
HSR(B)-298 states “Jackihg shall not be used to plastically deform the plates. The jack shall only be used as a
fixture.”

1t is also noted that ZPMC personnel have mechanically ground a 2mm deep by 150 mm diameter circle in the
base material of IAAE End Plate 1472C. It appears ZPMC was attempting to straighten the deformed end plate.

:
06G/26/2004 C32 73

Applicable reference:

ZPMC Approved Heat Straightening Report HSR(B)-298

Who discovered the problem: Larry Viars

Name of individual from Contractor notified: Raymond Mah

ﬂ\]f TL-15,Quelity Assurance -- Non-Conformance Report Page ] of 2



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

Time and method of notification: 0530 hours, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 0800 hours, Verbal

QC Inspector's Name: Chen Xi

Was QC Inspector aware of the problem: [J 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
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

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



g e # & 5 /Report No.: HSR(B )-298
@_@f‘f‘— c %I ﬁ" E ﬁ = /&A+E/Revision No.: 0

Heat Straightening Report (HSR) 3 H#/Date: 2009,06.26
R ExBAHF San Francisco Oakland Bay Bridge -
CALTRANS #04-0120F4 TEFHEIOBH . ZP06-787 ) = -
R Assembly: . Ji {3 (Quality Control Representative
#RgESub-Assembly: L Yoo [ a7 O WY
RBGird: 1AAEMAAW . ﬁﬁ%@/ﬁﬁuaﬁty Assurance Manager~Approval
B Tower: N/A f .ir e : .
JEEEEWeld No: N/A : _ ! ‘
124516 A EWeld Map No: NA . \ T
1572 Description of Condition .
Cause[z ' :\Welding distorfion FrEa g : :
Type of DefectiRfiaa  Welding distortion B &G )
Inspection MethodB & 7 Visual B - e
LbE 7% Disposition . \

b BRi&F 7 (Defect Removal Method):  Using ha.nd torch and additioral force as w F kA DL R AF 7
: Jacking shall not be used to plastically deform the-giérigh? The Jeck shall only be. used 8s a fixture,
: . After finishing heat sirafghtening, the weld of the &gl area shall perform NOT according fo the
JE4:NDE(Post-Removal NDE): spproved shop drawing. FASMR T/ k1T A, ﬁiﬁ-‘?ﬁﬁﬁfﬁﬁfﬁ . B ETS
FLIERVMBREGHTNTER. 0ol 1S < rpuncling adle e |

4| [E#&E(Corrective Action(s)): Increase the fange amti-defonmation aliowance during the course of fit-up,and Control the welding parameters
' accoding to associated WPS. E X BH T BV WET DB, BEHXWPSRYLELR B,

Ll R¥(Number of application). 1~3

L

|55 BE (Maximum femprature):<650°C.

fi& Sketch R , , . g o
o Ve nofieation -y C7 PO, i gl
PL1472A PIT1"-72C é‘z ; ‘% @\ PlL147ZA /PL1472C
=] & = |
&R % =5 -
Jog g WA—E 1 AA— g J P
& also et aleo
\\')‘5'( V‘P—c\ : A [
alier heat™) oo ook ST
B sf
g DT L il

150

c-Cc
i TAEAREN S mm | BXAN20~100mm, | i
NOTE: the ‘mox deformetion is obout 18mm, heat stroightening
lhe. widlh is 20~100mm, .

***To be signed when Closing HSR~Verify compliance and all necessary reports are ready to attach***

% R inspector: ‘ . - | E=ESignature:
) CWi #
11 LB ERL5 NDE Cerification: Level Il Closing Date:
B2 8 QC Manager : | 7 # H #iReview Date:

Mdte: All repsir work shall be performed in accordance with applicable CALTRANS 8pproved procedures, contract specifications and AWS D15 2002,

#R787-QCP-1100

) This doamwglsm\fm as hc’f?z_ak
: DE%ARTM?WOF RTATION

Ini:;?w tn\&?gcn_ﬁ-i%%gfﬂ}e )
AN (/Lf/u T

{



TIMEHIMUE JOU SELYINL S108gep St , X, sjosyep ou Sl, /o
, £09-dOb-182)#

SI8Y30 7] FhT~ ENSH 1 oN usH BV AN - ON MM 10 ) T913y [
Ssed 18400 1811y/0 PTe4 1001 1811y [

¥

*E\\@b\\u\%\e\)\,\z\

B | Aw [ drEaw | B WA | FEyERs
EHUGE | ieday | joefey Hoei

ek D Mprerains 1o¢ ST | (Ra-(TEag

15V B M [ra.5 Tk EHT)
sisjeds |ayus a1y | ssjeln |dey 19nQ | Aysolog

T & 3e Ly

IndJspun) | ssigewnsuos UOnEI0T (4’| Jopjap ‘ON PI2AA
nedal 10 jdaooy | Buipiaps
Iaye 108fay “
J0 )daooy _ |
‘R ‘SMHN  ToN 198loy
/\J% [eAaiddy~ tebeuely souemnssy Ayenty £8/-90dz7 sl N 1o8l0id
\Aqw\mﬁo h_Cﬁ_ Wt\@u\% vt %ﬂk@%@% ” -
:% Mo abpug Aeg PUEpeQ oosjouel ueg HZHEr oN posfoi
‘2N S ity
w \J\.\V ..m\__...uﬂtmmmamwﬂ [oquod Ayreny ’ 7402L0+0 ‘ON humtco,wx sueijen
_ -
. W ‘H /oMoy wHETRE Fy
590 ‘2% Aop4o Hoday uonsadsuy Pl24{ jonsy 4
=T f

# (% <74 |

|
gohTE [n—9 |




"8|qeoljdde jou si ,\WN,, "S199)9p S| ., X . 'S}08)ep OU Sl , /.,
£09-dD0-.8L4#

sI8y10 | b3~ Cngsli [ 1 ON USH 1013y & L ON MM IO MO I91FY [
sjsed 19400 I831]y [ pIem 1001 1833y []
W W | 0w | F [ F r r r r el I W& | |zo-Jeoas
VN VN 20V r I r r I i r L ] §IEFPT £20-47DdSs
YN YN J0V I F /> * i I p lFiouypesoasdes]|  ng g3t%T | zzo-47oas
Hh E | ShOENERGE | BRE | MR | WEENEE | 14U6 Bt o a2 Tek Jek 3 A1 BT | &l Llg = T
ENEE R 2 A | eday 10aley Yoel) | siepeds [ayuis aly | Jajeln de| 1anp Asoloy | notapun S8|gewnsuecD uofjeoo |#a’l 1ep|Iepa ‘'ON PIRAA
ledal 1y 10 1danoy _ . Buipiepn
8[ay Jo 1daooy
- e " i T B LMz H i
. N%IJ\N \\ [eAotddy~ sabeuepy soueinssy Aueny 48/-90d7 op josfoiy
[Te</ofo M Sﬁu HH W B E2E 5 i
AMO m@..c.tm Aeg puepieQ oasjouel ues oN josfou
s * 2B S 0ZLO0 =x 001178
w ‘8Anejussalday jonuoD Auenyd ‘O joenuon suetyen)
PN " HOMOL MG IRH FE
utwag 10011 HIO e ) 110day uonsadsuy pjay jvnsig
k=90600z| HH
#.8 KEl

(bt |9




(Z=BMC

REPORT OF MAGNETIC PARTICLE EXAMINATION

gl ey
REPORT NO. i1 #4455 B787-MT-12095 DATEH#f 2009.07.05 PAGE OFWE 1M Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: S TRANS
TEHRES: ) B F:
DRAWING NO. SEG1F CALTRANS CONTRACT NO.:
) 04-0120F4
55, OBG FLOOR BEAM mMHIEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. - CALIBRATION DUE DATE
BAMTEHD ERRE BFRE Y BeHF IEH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T ,2009
EQUIPMENT &% MANUFACTURER #{1f 7§ MODEL NO. B4& % SERIAL NO. E&ES
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT et
REAL T HET A A BT e
PARTICLE TYPE Dry magnet powder YOKE SPACING —
AT FH#H RS (16 i
MATERIAL TO BE v WELDING i i
B Material & thickness T———
EXAMINED O CASTING %4 B B
R R O FORGING #ix& 22/28 mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
BN Pt o)
WELD 1.D L T ACCEPT REJECT - REMARKS
. INDICATION TYPE 'LENGEE'N " o e
B/R #
SEG1F-027 ACC. 100%MT
AFTER HSR(B)-298
i BLANK
EXAMINED BY :£if REVIEWED BY &
SunGongchang % GIMSLM QS— }’ i ZL-?//\ IILU\,D\ Uj .0 7 . Y
LEVEL-1l SIGNZ#£ / DATEHH "’j ) LEVEL-l  SIGN !/ DATEBI
FEZE / QCM F FCUSTOMER
Z Pl Z/L e
%F SIGN/ BWiDATE ————~— . >, 2, % SIGN / B i DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION
BRI &
REPORT NO. &% B787-MT-12094 DATEE#§ 2009.07.05 PAGE OFA®E 1M Revision No: 0
PROJECT NO. — CONTRACTOR: —
TEES: i R A
DRAWING NO. SEG2 CALTRANS CONTRACT NO.:
04-0120F4
B 5 OBG FLOOR BEAM mHIEsE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. - CALIBRATION DUE DATE
SEH AR Eo g i BFRE BB EH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT &% MANUFACTURER #I3& /i MODEL NO. #R %S SERIAL NO, E4&EH5E
[MT YOKE PARKER B310S 6395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke  [CURRENT -
REL M S B 5
PARTICLE TYPE Dry magnet powder YOKE SPACING
¥ 70~150mm
R TR BEYE AR
MATERIAL TO BE v WELDING 1344 Material & thickness A709M-345E2-X
EXAMINED O CASTING #4# o4, EE ’
Hr kL DO FORGING 8if 22/28 mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
BN 1REEERY
WELD |.D DISCONTINUN Vet ACCEPT REJECT REMARKS
i INDICATION TYPE R [ Sl ol
B e $i0]
SEG2F-022 ACC. 100%MT
SEG2F-023 ACC. 100%MT
SEG2F-027 . ACC. 100%MT
AFTER HSR(B)-298
BLANK
EXAMINED BY £# REVIEWED BY 4
SunGongchang <W1 G\,ml Yﬂ )’ 3.5 ZZ\W cg\ 7
LEVEL-Il SIGN%#£ |/ DATEBM ILEVEL-Il  SIGN / DATEH
JER4EH / QCM F FCUSTOMER
e A 2
EFSIGN/EMOATE ) o o =, & %< SIGN / A i DATE

(FORM# ZPQC-MTO1)
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UTHG# &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. MERE B787-UT-7339 DATE 2009.07.01 PAGE 1 OF 1 Revision No: ¢
PROJECT NO. ITHEE ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 1AA PLATE PANEL [PRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120F4

YA SPLICE Mg M IR

AWS D1.5-2002

REFERENCING CODE #5435

ACCEPTANCE STANDARD &2k :

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 242
ZPQC-UT-01

WELDING PROCESS ##54:

JOINT TYPE st iy

CALIBRATION DUE DATE {% 4 & iE 24101

FCAW T JOINT . Dec. 2857 2009
EQUIPMENT % % MANUFACTURER 4i3& 75 MODEL NO. #3458 SERIAL NO. f5ijig 8
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #2471 MATERIAL/ITHICKNESS # k) i i
AWS IIW BLOCK TYPE I c.m.c AT09M-345F2-X 22/38/20mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER| ANGLE | FREQUENCY SIZE
& 5 il S R~ I T B T Rt

Changchao 70° 2.5MHz 18%18mm

Changchao 0° 2.5MHz 20mm Reference Level £ R ipr 20dB
Base metal inspected per AWS D1 .5-2002 Section 6.19.5 0° UT OK.

DECIBELS4} Il DISCONTINUITY TRty S

o] w ) c § "

WELD = - o ~I15_18 |8 _[5 = e

z.o| S :‘3}@ % [23[8 33 sig 2 LOCATION OF DISCONTINUITY S| e

IDENTIFICATION |1l | S8 |22 | 5 el E ALELL I (mm) 28| ¢

S®mlofZ|o# S S - 5 5 @

o o L5y E 3 E® 5

EL 4y 2y g g -

RS 2 & = Sound | Depth from \ : S s
= Length From'X | From"Y o
alblc|d e Path Surface o~ FEY ]
ER | mxmRe | ’ &)

SEG2-036 70 33 ACC. | 100%
SEG2D-001 1 70 [ A | 1 ]43|33] 2|+8[ 10 52 16 -5 1010 | REJ. | 100%
SEG2D-091 1 70 [ A |1 ]45(33]| 4 |+8| 10 71 22 -12 | 260 | REJ. | 100%

2 00 A | 13933 4|+2] a0 75 23 -13 | 440 | REJ. | 100%
3 701 A [ 1]39]33]|4|+2] 20 75 22 +2 540 | REJ. | 100%
4 0 [ A [ 141330 4+a] 10 75 51 -10 | 780 | REJ. | 100%
5 70 (A | 1]39[33]|4]+2] 10 74 22 -12 860 | REJ. | 100%
6 00 A1 41|33 4|+4| 10 74 22 <10 | 1060 | REJ. | 100%
7 70 [ A | 2]4a7)33]6|+8] 10 96 13 -10 | 1700 | REJ. | 100%
8 2 [43]|33] 4 |+6| 30 77 10 -2 | 2140 | REJ. | 100%

EXAMINED BY 4R REVIEPLED BY HI

___Xue hai rong W@ A}f_‘!{ﬂ‘;ﬂjg) . e ')[l SL\A.q :r“\ _07_ _,]

LEVEL-Il SIGN /  DATE LEVEL - I $iGN /| DATE }

HRE3 / Qcm 7 A FCUSTOMER

EF SIGN/ A} DATE o _,-70 %% SIGN / B DATE

(FORM# ZPQC -UT01)




UTHR G &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. Heme B787-UT-73309R1 DATE 2009.07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. (T4 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: 1AA PLATE PANEL DRAWING NO.: SEGD CALTRANS CONTRACT NO.: 04-0120F4

LT SPLICE He mMIEss

AWS D1.5-2002

REFERENCING CODE &34

ACCEPTANCE STANDARD & %47t
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. Efipa
ZPQC-UT-01

WELDING PROCESS &7 JOINT TYPE 842265 CALIBRATION DUE DATE (B EA 2
SMAW ' T JOINT - Dec. 2857 2009
EQUIPMENT 4 MANUFACTURER fhl3& if§ MODEL NO. #5548 SERIAL NO. /i34 2
UT SCOPE PANAMETRICS . EPOCH-B g;}fggg}: g:;:ggg:f )
CALIBRATION BLOCK itk COUPLANT #47) MATERIAL/THICKNESS # f/ /5L e
AWS IIW BLOCK TYPE II c.M.C AT09M-345F2.X 22/38/20mm
TRANSDUCER #£3L
MANUFACTURER | ANGLE FREQUENCY SIZE  IMANUFACTURER ANGLE | FREQUENGY SIZE
il B g Rt HIETRS b1 Hig R
Changchao 70° 2.5MHz 18X18mm
Changchao 0° 2.5MHz 20mm Reference Level £:% 7 & 20dB

Base metal inspected per AWS D1.5-2002 Section 6.19.5

00

UT OK.

. DECIBELS4 I DISCONTINUITY g 5
S |u = [ .
WELD 2 = ol ~ [§_18 I8 _|s = H
TAEHE i | 2 8 e : HER LOCATION OF DISCONTINUITY T
IDENTIFICATION | E It | <& | = BIC RIRAEEGE NELAL T (mm) 25 | «
o I £ = v
) SF(Ze R 2 “ E% | £
RS S |E Longth | Sound | Depthfrom [ Fromy | © o
a|lb|c|d :fgg Path Surface el i @
BE | EmEE g
SEG2D-001 1R1 | 70 33 ACC. | 100%
SEG2D-091 1R1 | 70 33 ACC. | 100%
2R1 | 70 33 A\ ACC. | 100%
3R1 | 70 33 ACC. | 100%
4R1| 70 33 ACC. | 100%
[%
5R1 | 70 33 AcC. | 100%
6R1 | *70 33 ACC. | 100%
7R1 | 70 33 ACC. | 100%
8R1 [ 70 33 ACC. | 100%
AFTER B-WR6034 6035
EXAMINED BYZ4#; REVIEWED BY ##
__Sunyin <:r'uq TJV\ /\!’W’] Fgmj)
|LEVEL-1l SIGN | pATE “P5). Y LEVEL-Il SIGN / DATE w )24
B2 / QCM ' ' Fi/"CUSTOMER rr
e 27— ,
2% SIGN / Bl DATE = 2, 0 |mFseNiampae

(FORNH ZPQE-UT01)

=




UTHRGIR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #l%4S B787-UT-7340 DATE 2009.07.01 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : 2428 zp06-787 CONTRACTOR: CALTRANS
ITEMS NAME: - 1AA PLATE PANEL PRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120F4

#4255 SPLICE Be MR

REFERENCING CODE £:#41%

|AWS D1.5-2002

ACCEPTANCE STANDARD {847
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 48

2

ZPQC-UT-01

WELDING PROCESS {82#7%:

JOINT TYPE 2583570

CALIBRATION DUE DATE R ERn

FCAW T JOINT : ” Dec. 2857 2009
EQUIPMENT #4& MANUFACTURER i MODEL NO. #3458 SERIAL NO. Fr3l43€
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011, .
CALIBRATION BLOCK ik COUPLANT #3435 MATERIAL/THICKNESS #7 3 & i
AWS lIW BLOCK TYPE II c.M.C AT09M-345F2-X 22/38/20mm
" TRANSDUCER #t3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
fiilbeg ] b i = R~ HIER i EoEA R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £3% 5 555 20dB
Base mefal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
; DECIBELS% I DISCONTINUITY Rigstis 5
; T
WELD 2 |3 |4 |ols ls 5] . = e
Z o Qm S| ® RFTseEEE R LOCATION OF DISCONTINUITY & = &
q e 2 P~ Lilg S g fa 4
IDENTIFICATION | E 1k | 58 (5% |2 |53 SHlEcis 8 TR (mm) 23 | «
S*|og o o A £ | E
of £ £ 2y fl- 4 L5 £
RAEEIRS % g:. - Sound Depth from . E x
-y Length From'X | From'y ]
a b c d K Path Surface 58X sEY @
miE | ERmRm o
SEG2-035 70 33 ACC. | 100%
SEG2C-001 1 70 A 1143(33] 3]+2] 180 60 19 -2 0 REJ. | 100%
2 70 A 2 13933 3| +1 10 66 2 -13 1920 | REJ. | 100%
SEG2C-106 1 70 A 1 145(33| 3| 1| 110 68 21 -10 0 REJ. | 100%
2 70 A 1 139(33] 2 |+8] 10 54 17 -28 610 REJ. | 100%
BLANK

EXAMINED BY:ig
Xue hai rong
LEVEL -1l SIGN ¥ A

Vi o
TE ‘

REVIEWED BY
L

rt(ﬂ’! £l
&4

O, llls‘)d

ot

ﬁj(
|y bl -
LEVEL - Il

SKEN

/7.7

St

A.97.]

i

EF SIGN/ B3 DATE

RREHE / Qcm 4\1/77/’&-—«
T P D

R FCUSTQMER

|

&F SIGN/ B DATE

(FORM# ZPQC-UTO1) * (




UTH G #HE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. R&455  B787-UT-7340R1 DATE 2009,07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T2 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: 1AA PLATE PANEL DRAWING NO.: — CALTRANS CONTRACT NO.: 04-0120FE4

L SPLILCE me mMIERS

REFERENCING CODE £33

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD S imnt

PROCEDURE NO, 258

ZPQC-UT-01

WELDING PROCESS 12i& 45 JOINT TYPE {25238 CALIBRATION DUE DATE {425 IE 4 5
SMAW T JOINT - Dec. 2857 2009
EQUIPMENT &% MANUFACTURER &3 i MODEL NO. #0458 SERIAL NO. [F5liE8
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011, )
CALIBRATION BLOCK itk COUPLANT #L-&) MATERIALITHICKNESS $H:1 [EjiF
AWS IIW BLOCK TYPE I c.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER &3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE | FREQUENCY SIZE
HIE TS biifid M R & Rl HiE R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ R H{(fF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
: DECIBELS# DISCONTINUITY AEg:# g
k=]
o Le] c g v
WELD = = w ~ g |g |58 |= 2 i
z,[2#|g |8 BT 53[5 E]E 2 LOCATION OF DISCONTINUITY Ss | &
L. S o H " M= bt 40
IDENTIFICATION | P 1k | < & == |5 EiE8 558 AELA T (mm) 28 .
< gz g =10 s E |z E = g = @
. 5 |e¥|E |8 5% | 5
REHIRS g E = Sound Depth from . E &
= Length From'X | From'Y 0
a b c d P Path Surface BiX sy o
B | R a
SEG2C-001 1R1 | 70 33 ACC. | 100%
2R1 | 70 33 ACC. | 100%
SEG2C-106 1R1 | 70 a3 ACC. | 100%
2R1 | 70 33 ACC. | 100%
AFTER B-WR6036 6037
BLANK
[}
EXAMINED BYXif REVIEWED BY # #
___Sunyin §I_Mn\ T(M e Ff""/?
LEVEL-Il SIGN / DATE U.vf, 07 ) LEVEL-Il SIGN / = DATE P o) )
Fit&3 / QCM / Bl ‘ HFCUSTOMER W ;
EFSIGN/EMDATE .\ _~_ D | O % F SIGN / Bl DATE

(FORM# ZPQC-UT01)

#




REPORT OF ULTRASONIC EXAMINATION

UTH S

REPORT NO. 4% B787-UT-7361 DATE 2009.07.01 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : TS5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: PDRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/C o
i {r & HE IMMHIRES

REFERENCING CODE £# 317

AWS D1.5-2002

ACCEPTANCE STANDARD#:5 45

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. BFEE
ZPQC-UT-01

WELDING PROCESS 124

JOINT TYPE &850

CALIBRATION DUE DATE {88 TE4 2435

FCAW CORNER-JOINT Dec, 2857 2009
EQUIPMENT #%# MANUFACTURER $13& 7 MODEL NO. H#R#5% SERIAL NO. RS
071565311, 061488510, ’
UT SCOPE PANAMETRICS EPOCH-4B 061495611, 070152011,
CALIBRATION BLOCK it COUPLANT #5871 MATERIAL/THICKNESS #4 I BLF
AWS W BLOCK TYPE T c.M.c AT09M-345F2.X 22/38/20mm
TRANSDUCER 3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
&y A ket Rt T B HiF R+
Changchao 70° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% REHF 20dB
Base metal Inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
DECIBELS4 I DISCONTINUITY At g
] ®
WELD 2 |2 18 |lals-le 5. |5 = H
Z . 9 i <\g ol LOCATION OF DISCONTINUITY 3= ¥
IDENTIFICATION |21k | S& (58 |2 [§3l2 3 SCfE & AE LA B (mm) 25| =
<Em|Ipi|owe = = < | 5% g
O o | & o EE E
o 4% 2o ) Let E=]
RAEEMTR S % E - L Sound | Depthfrom : 5 >
- ength From'X | From'Y I
al| b c d g Path Surface X SRY 0
2| IR : =
SEG1-035 70 32 ACC, 100%
SEG1C-002 1 70 A | 2]46|32] 7|+7] 10 118 8 -3 1600 | REJ. | 100%
2 70 B 1 |38|32]2]|+]| 10 48 15 -5 2000 | REJ. | 100%
3 70 B 1 ]41|32| 8 |+1| =200 42 12-18 -6 2150 | REJ. | 100%
SEG1C-094 1 70 A 1 |42(32| 3 |+7| 10 57 17 -10 0 REJ. | 100%
2 70 A 1 41| 32|58 |+4| 10 86 19 0 1360 | REJ. | 100%
3 70 A 1 ]33|32|3(|-2] 10 63 19 -5 1800 | REJ. | 100%
4 70 A | 245|328 |+7| 10 103 12 -4 2070 | REJ. | 100%
EXAMINED BYZX 1% REVIEWED BY ##
M lew o7 9, o/ MW”V"\ ‘ 7~97- ¢/
LEVEL-Il SIGN |/ DATE LEVEL - Il SIGN 1) DATE
HEREIE / Qem FFCUSTOMER
Pl i~ S
%5 SIGN / B DATE d’%; J v~—7ﬂ % SIGN / Bl DATE

(FORM# ZPQC-UTO01) 3




LEVEL - Il SIGN ¢

DATE

7 7
LEVEL -1l SIGN ¢ QA}TE

UTHAG &
REPORT NO. ##%%% B787-UT.7361 DATE 2009.07.01 PAGE 2 OF 2 Revision No: 0o
DECIBELS4+ DISCONTINUITY ik g
- A
WELD =2 = I I P A e 3 i
Z Qum | I g | R FTEEEEE D LOCATION OF DISCONTINUITY & & =
[a) = ™ [ 3] = e pike
IDENTIFICATION | £ I | < % == |5 s 3 . 35S E THELE T (mm) ‘?i‘% M
¥ |og ¥ o 5 I 2% | E
REMFRS o x | 1= ©
= o Length | Sound | Depth from FromX | Fromy | S
alb|lc|d e Path Surface SEX HRY o
TER | mdmmme o
5 0 A |1 (3832 3]|+1] 10 63 19 -5 | 2190 | REJ. | 100%
6 70 B [ 1 (37|32 1[+4] 10 34 13 -5 1650 [ REJ. | 100%
BLANK
EXAMINED BY i REVIEWED BY ##
/\/la':( L Lang '«;‘ﬁ v). _,/ - 29.9 o/

JRE3E / QoM

-

T R

2EF SIGN / A ] DATE

J‘/é o =z Y o

R CUSTOMER

% SIGN / B DATE

(FORM# ZPQC-UT01)

/




=

REPORT OF ULTRASONIC EXAMINATION
UTHGR &

REPORT NO. ji4e B787-UT-7361R1 DATE 2009.07.20 PAGE 1 OF 2 Revision No: ¢
PROJECT NO. : T#%% ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/C )
H ATk Bs nmIEes

REFERENCING CODE &4

AWS D1.5-2002

ACCEPTANCE STANDARD 52 #7t
AWS D1.5-2002(Table 6.3)

PROCEDURE NO, i858
ZPQC-UT-01

WELDING PROCESS 8471

JOINT TYPE gt my

CALIBRATION DUE DATE SR TEEn

SMAW CORNER-JOINT - Dec. 2857 2009
EQUIPMENT &% MANUFACTURER 453475 MODEL NO. #3458 SERIAL NO. F3jsme
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495611, 070152011, .
CALIBRATION BLOCK ittt COUPLANT #4371 MATERIALITHICKNESS # ) J5 fig
AWS IIW BLOCK TYPE I C.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER #73L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hiligs 7 Rl I R i b M= Rt
Changchao 70° 2.5MHz 18X18mm
Changchao 0° 2.5MHz 20mm Reference Level 3% R85 20dB
Base metal inspected per AWS D1.5-2002 Section 6,19.5 0° UTOK.
. DECIBELS4} Il DISCONTINUITY R g
. - T .
WELD S |4 & S I5_18_[g . |s 2 1
=, 0 e EE R LOCATION OF DISCONTINUITY &= T
. i - Q - 10
IDENTIFICATION | E 1 | X & = | 8 |8 3 R FELLE (mm) 22 |
g 3% = = — = 1]
ﬂ%‘.éﬁ‘éﬂ{l}-ﬂﬁ% g E = Sound | Depth from ' S o
-~ Length From'X | From'y O
alb|c|d e Path Surface 55X ERy K
E B2 | mxEmwr g
SEG1C-002 1R1 | 70 33 ACC. | 100%
2R1 | 70 33 ACC. | 100%
3R1 | 70 a3 ACC. | 100%
SEG1C-094 1R1 | 70 a3 ACC. | 100%
2R1 | 70 33 ACC. | 100%
3R1 | 70 33 ACC. | 100%
4R1 | 70 33 ACC. | 100%
5R1 | 70 a3 ACC. | 100%
EXAMINED BYZ:if REVIEWED BY wWg;
Sun yin §U.M TI\’VI HM [:M
-l 8 VEL -1l SIG DATE
LEVEL-Il SIGN / DATE P )00 LEVEL -1l SIGN / AT MD(O)‘M
! L '
BRkSm / QoM ‘ F " CUSTOMER
¥ SIGN/ B DATE i S D g > £ SIGN / {1 DATE

(FORM# ZPQC-UT01)




REPORT OF ULTRASONIC EXAMINATION
UTH R &

REPORT NO. 48

B787-UT-7361R1 DATE 20000720  ppge 2 OF 2 Revision No: 0
DECIBELS4 I DISCONTINUITY g 5
% i o
WELD 2 |4 |u | 5 |3 |5 s : 3 4
Z .o 2x S| ® FeicEel e LOCATION OF DISCONTINUITY o
= 2 e 7} - oS A £ =0
IDENTIFICATION | £ iz | < s = T3 il R F TEGAL T (mm) Za | x
a1z 5 = = = |e = 1
smmnse |3 8% |87 ¢ = A
REHMEGRS 2 E - Sound | Depth from . s r
= Length From'X | From'y o
alb)lec|d e Path Surface s sEY 0
BE | mRms a
6R1 | 70 33 . ACC. | 100%
AFTER B-WR6059 6060
BLANK ;
EXAMINED BY 5 REVIEWED BY #7#;
Sun yin 9(4/1 Yll’V] Hﬁ"'fi Feﬂf)
EVEL -1l SIGN D LEVEL -1l § E
LEVEL-Il SIGN / DATE u_‘)o‘o)‘w VEL-Il SIGN / DAT u2.0) o)
RS / aem Fi A CUSTOMER ‘
5 S _Z = S
&= sieNs Ay DATE®7£/ o > %% SIGN / B4 DATE

(FORM# ZPQc- -UTo1)



REPORT OF ULTRASONIC EXAMINATION

UTHAG TR &

———
REPORT NO. R&EHT B787-UT-7360 DATE 2009.07.01 PAGE 1 OF 1 Revision No: 0
PROJECT NO. :TEBHRS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/D
BT s IMHITERS

AWS D1.5-2002

REFERENCING GODE #3##id

ACCEPTANCE STANDARD 5 HRHE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO, B4 5
ZPQC-UT-01

WELDING PROCESS R iE

JOINT TYPE 1545241

= CALIBRATION DUE DATE {X 38 A 411

FCAW CORNER-JOINT Dec. 2857 2009
EQUIPMENT #% MANUFACTURER #illi& MODEL NO. #3455 SERIAL NO. &35 %
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011, 5
CALIBRATION BLOCK i3t COUPLANT #5477 MATERIAL/THICKNESS #5155
AWS 1IW BLOCK TYPE TI c.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
TS FIBE His% Rt lE=A] B ik Rt
Changchao 70° 2.5MHz 18%18mm '
Changchao 0° 2.5MHz 20mm Reference Level # REE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#4+ L DISCONTINUITY st 5
o w c ‘g i
WELD = o w ~ 1= 18 le . Is = i
Z 4 9 i 2 - = % 3 £ k] 512 8 LOCATION OF DISCONTINUITY L‘% & &
fi = [t} — [y L,
IDENTIFICATION | = & ng|=8 ER3gIEcRe A (mm) z2 | ¢
m - 3 —_ — 1]
_ S® |82 |2%| o a 2% | &
RS % E = Sound | Depthfrom . E =
- Length From'X | From™Y h
alblc|d P Path Surface s $EY 0
w2 | mxEmE | o
SEG1-036 70 . 32 ACC. | 100%
SEG1D-001 1 70 B 1 | 39| 32] 3| +4 10 g0 20 -5 150 REJ. | 100%
2 70 B 1 | 41] 32| 3 |+6 10 63 19 -5 1850 | REJ. | 100%
3 70 B 1 la1|32|3|+6| 20 63 19 -5 2070 | REJ. | 100%
4 70 B 1 |38]32|1]|+5| 200 32 12-18 -3 2200 | REJ. | 100%.
SEG1D-082 1 70 A 2 | 40| 32| 4|+ 80 81 19 2 1700 | REJ. | 100%
BLANK
EXAMINED BY £ )R/ )f D BY ##%
N\m (h\vv\ ) 7 7 i’ﬂ’f’lﬂ/\ o '7 ol "_J
LEVEL - I srdN DAYE TEVELYN SiGN | ) DATE
JifREE / QCM / H/CUSTOMER ~
4= SIGN / Bl DATE 3 7 \_J— &= SIGN / B il DATE
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ZPMC ]

REPORT OF ULTRASONIC EXAMINATION

UTHG i E

REPORT NO. 4548 B787-UT-7360R1

DATE 2009.07.20 PAGE 1 OF 1 Revision No: 0

PROJECT NO. : L85 ZP06-787

CONTRACTOR: CALTRANS

ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/D -
R4 Bs MM ITEERS
REFERENCING CODE ##i1% ACCEPTANCE STANDARDZERRIE PROCEDURE NO. 2FHS
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #i&i# JOINT TYPE j8ég3ER CALIBRATION DUE DATE {2 #21EH 3H
SMAW CORNER-JOINT - Dec. 28°7 ,2009

EQUIPMENT #%

MANUFACTURER {35 i

MODEL NO. £:%5 SERIAL NO. FFlRS
071565311, 061488510,

UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011,
CALIBRATION BLOCK itk COUPLANT #&7 MATERIALTHICKNESS #7353} L2
AWS IIW BLOCK TYPE II c.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER #:k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
I yi)ia bk Rt & - fEE I R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #3%5REE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.18.5 0° UT OK.
' DECIBELS#} I DISCONTINUITY it =
. |
weo (213 |8 g lsLlELlEsle 5| =
= O, | = # BslEsRsE R LOCATION OF DISCONTINUITY > %
OE}P < & Ll-}g -7'5 S E; 5 a g % 3 ﬁ Z:‘t%&ﬂ m;:]
IDENTIFICATION E | == %‘II =~ E Sl flE @ FELEA T (mm) "?@ E
g & B = =
P IEE S c*gw %L % - £ 5
PREER 2 [m] @ .| E (V4
= o Length Sound | Depth from FromX | FromY g
alb c d e Path Surface gEX §EY o
B FER IR o
SEG1D-001 1R1 | 70 33 ACC. | 100%
2R1 | 70 33 ACC. | 100%
3rR1 | 70 a3 ACC. | 100%
4R1| 70 33 ACC., | 100%
SEG1D-092 1R1 | 70 33 ACC. | 100%
AFTER B-WR6058 6057
BLANK
EXAMINED BY3: 4§ REVIEWED BY %
Sun yin i Tn ke M
— A5 ; ' { 7
LEVEL -1l SIGN | DATE ,.,P‘D) ).f) |LEVEL-Il SIGN | DATE op D‘)J/ﬂ
BREE/QCM 1, — R T Fi /"CUSTOMER L
EFSIGN/EMDATE __ N\ op 2 D % SIGN / I}l DATE

(FORM# ZPQC-UT01)
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(ZPMC]

REPORT OF MAGNETIC PARTICLE EXAMINATION

i gindlE s Ay
REPORT NO. 4432 B787-MT-13028 DATER# 2009.07.20 PAGE OFI® 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: e
TEEHE: A A
DRAWING NO. SEG1\SEG1C\SEG1D CALTRANS CONTRACT NO.: A
e 1AAW MM ITERES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
HEHET IR Brme B ER N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #%& MANUFACTURER {3 i MODEL NO. #3#5 SERIAL NO. @458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT -
AR S Mg i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
B TR B3 e 2R
MATERIAL TO BE v WELDING ##4 Material & thickness A709M-345
EXAMINED O CASTING 4 g
B R O FORGING ##ifs 14, L HE 28138 mm
WELDING PROCESS TYPE OF JOINT
FCAW BUTT
iRy 1REEAT
WELD I.D LG TP ACCEPT REJECT REMARKS
ey INDICATION TYPE WLE”GEE'N S o el
&R agit]
SEG1-035 ACC. 100%MT
SEG1-036 ACC. - 100%MT
SEG1C-002 ACC. 100%MT
SEG1C-094 ACC. 100%MT
SEG1D-001 ACC. 100%MT
SEG1D-092 ACC. 100%MT
BLANK

EXAMINED BYZ:4gE

Qe Lo

LEveL-n sionz4 (U pAfEEm é 7}

N’

1y

REVIEWED BY B #

[LEVEL-n

SIGN

HEIE / QCM

(-/

T SIGN / Bl DATE

F FCUSTOMER

\
/ DATEFQ}JHI ‘3’1.!)_ 1o

¥ SIGN / HM DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

|

£+ SIGN / B DATE

5
B R RIS
REPORT NO. #4454 B787-MT-13020 DATEH A 2009.07.20 PAGE OFTH 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: JO—
ITESE: " ) A p
DRAWING NO. SEG2\SEG2C\SEG2D CALTRANS CONTRACT NO.: "
g 1AAE MHIEEES
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
Eome ok o=t BEEE BFES B IER S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT ##% MANUFACTURER #ili#§ MODEL NO. #=5& SERIAL NO. #&kime
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT Aé
AL B e i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R s TREH MiTME
MATERIAL TO BE VWELDING 8 #:4F Material & thickness AT09M-345
EXAMINED O CASTING %1
R E O FORGING 3% B, LR 28/38 mm
WELDING PROCESS TYPE OF JOINT
FCAW BUTT
BEF BEHR
WELD I.D LB e ACCEPT REJECT REMARKS
plyspyey INDICATION TYPE AL P P
o i)
SEG2-035 ACC. 100%MT
SEG2-036 ACC. 100%MT
SEG2C-003 ACC. 100%MT
SEG2C-106 ACC. 100%MT
SEG2D-001 ACC. 100%MT
SEG2D-091 ACC. 100%MT
BLANK
IEXAMINED BY 4§ REVIEWED BY H#
Crent it (Vo W4
&
LEVEL -1l SIGN 4% IJ JATEEHJJ “ﬂ 7 7~ 'VO LEVEL-l  SIGN ! DA“‘anl i 63 7)o )/o
BREH / Qcm d FiF*CUSTOMER ] /

#F SIGN/ B8 DATE

(FORM# ZPQC-MTO01)




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-000270
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IsSlandNCR #: ZPMC-0344

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:  28-Jun-2009

Description of Non-Conformance:

During random visual observations of Heat Straightening of OBG Segment 1IAAW end plates as directed by
HSR(B)-298. The Quality Assurance (QA) Inspector observed ZPMC personnel using two (2) hydraulic jacks
with a high amount of pressure (excessive hydraulic force) to correct deformation in end plate 1472A. The
HSR(B)-298 states “ Jacking shall not be used to plastically deform the plates. The jack shall only be used as a
fixture.”

It is also noted that ZPMC personnel have mechanically ground a 2mm deep by 150 mm diameter circlein the
base material of 1AAE End Plate 1472C. It appears ZPM C was attempting to straighten the deformed end plate.

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 6-10-2009. 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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