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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000383
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0357

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: IAAW End Stiffenersto 1AW Open Rib Stiffeners

Procedural [ Procedural [1 Description:

Reference Description:  Adjustment to Segment TAAW/1AW stiffeners offset exceeding the alowable DCP
tolerances

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed the joint survey on stiffeners offset measurement at OBG

Segment 1IAAW to 1AW. In comparing the offset survey data on July 29, 2009 provided by ABF to the joint

survey data on August 11, 2009, it was found that the stiffeners with offset exceeding 3mm tolerance

previously have now been corrected. Per the “approved as noted” Dimensional Control Plan (DCP) revision 8,

it was found that a correction of each millimeter offset should require a stiffener unzip length of 150mm.

According to the QA measurement of the total unzip length at 18 locations on the Segment 1IAAW end

stiffener and LAW open rib stiffener, the adjustment made to these stiffeners have exceeded this DCP

requirement of L/150. Following the notation used on the previous survey data, these 18 locations are labeled

asT2, T3, T4, T5,T6, T15, T16, T17, T20, T28, T29, T30, T31, T32, T33, B5, B7, and B13.

5mm gap indicates the

No Unzip Length current stiffener to
stiffener alignment
offsetis Omm

/~ The previous survey .’._\
dataon 7/29/09 shows |
an offset of 13mm N
aﬁ

Aug11 2009

Applicablereference:
-Dimensional Control Plan (Submittal 234 Rev.8) Section 3.5.2; Allowable local “bend” at splice shall be less
than or equal to L/150.

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

-Specia Provisions Section 10-1.59/Shop Welding/Design Details (p.322): “Where a discontinuous member
provides a continuous load path on either side of athrough member, the method of marking and ensuring
alignment shall be described in the dimensional control procedure. Misalignment between discontinuous
members shall not exceed 10% of the thickness of the thinner member or 3mm, whichever isless.

Who discovered the problem:  Bert Madison, Eric Tsang

Name of individual from Contractor notified: Gang Jiao

Time and method of notification: 1415 hours, verbal

Name of Caltrans Engineer notified:  Ching Chao

Time and method of notification: 1420 hours, verbal

QC Ingpector's Name: Zhao Shuang Bao

Was QC Inspector awar e of the problem: [ Yeslvl No

Contractor's proposal to correct the problem:

N/A

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, +(86) 134.7247.7571, who represents the

Office of Structural Materials for your project.

I nspected By: Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road
Oakland CA 94607

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 19-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: 05.03.06-000345
Subject: NCR No. ZPMC-0357

Reference Description:  Adjustment to Segment TAAW/1AW stiffeners offset exceeding the allowable DCP tolerances

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 01
Remarks:
Caltrans Quality Assurance (QA) Inspector observed the joint survey on stiffeners offset measurement at OBG Segment IAAW to 1AW.
In comparing the offset survey data on July 29, 2009 provided by ABF to the joint survey data on August 11, 2009, it was found that
the stiffeners with offset exceeding 3mm tolerance previously have now been corrected. Per the “approved as noted” Dimensional
Control Plan (DCP) revision 8, it was found that a correction of each millimeter offset should require a stiffener unzip length of 150mm.
According to the QA measurement of the total unzip length at 18 locations on the Segment 1IAAW end stiffener and 1AW openrib
stiffener, the adjustment made to these stiffeners have exceeded this DCP requirement of L/150. Following the notation used on the
previous survey data, these 18 locations are labeled as T2, T3, T4, T5, T6, T15, T16, T17, T20, T28, T29, T30, T31, T32, T33, B5, B7,
and B13.
Action Required and/or Action Taken:
Submit repair plan to the engineer indicating methods used to comply with the approved DCP.

Transmitted by: Bill Howe
Attachments: ZPMC-0357

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

_ 05.03.06-000345,NCT Pagelof 1



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

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 27-Aug-2009
333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SE-80-13.2/ 13.9
Attention: Pursell, Gary Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000351 Rev: 00
Ref: 05.03.06-000345

Subject:  NCR No. ZPMC-0357

Contractor's Proposed Resolution:

Reference Resolution:  The tolerance of 1 in 150 that is not achievable is not a contract requirement. ZPMC has met the contract required
12 in 300 tolerance. ABF has submitted a letter addressing these facts to CT.

The tolerance of 1 in 150 that is not achievable is not a contract requirement. ZPMC has met the contract required 12 in 300 tolerance. ABF
has submitted a letter addressing these facts to CT. ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000351R00

Caltrans' comments: Status: REJ
Date: 20-Sep-2009

The requirement is achivable as ZPMC is currently fixing the stiffeners per details provided by the response to RFI 1870R2 and the approved
DCP tolerance. The contractor is requested to submit after-repair survey on the stiffeners in question for the Department's review and
acceptance. Please refer to State letters no. 05.03.01-005228.

Submitted by:  Chao, Ching Date: 20-Sep-2009
Attachment(s):

‘E}' Page 1 of 1



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

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 30-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-000351 Rev: 01
Ref: 05.03.06-000345

Subject:  NCR No. ZPMC-0357

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing NDT documentation for the lateral brace welds which shows they are acceptable. ZPMC
requests closure of this NCR.

ZPMC has completed the work related to ABF-RFI-001870R00, ABF-RFI-001870R01, ABF-RFI-001870R02. The work has been accepted by
ABFJV, ZPMC and Caltrans and closed on the punchlist to document the acceptance. ZPMC is providing NDT documentation for the lateral
brace welds which shows they are acceptable. Based on the acceptance of this item on the punchlist and the acceptable NDT results of the
lateral brace welds, ZPMC requests closure of this NCR.

Submitted by:
Attachment(s): ABF-NPR-000351R01;

Caltrans' comments: Status: CLO
Date: 03-Dec-2009

The documentation submitted has been reviewed by the Engineer and is found to be acceptable.

Submitted by:  Chao, Ching Date: 03-Dec-2009
Attachment(s):
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No. B-501

LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2009-11-25

REGARDING: NCR-000383 (ZPMC-0357)
‘

With this letter of response, ZPMC requests closure for Caltrans NCR-000383
(ZPMC-0357), We agree what describe in the non-conformance report, and have submitted one
RFI for the proper resolution, with the comments of RF1 and survey record on site, we add up the
lateral brace between the stiffeners which the straight joint are over the tolerance. And some areas
are CJP weld for the influence with the 1AA longitudinal stiffener. Please review all of the
attached documents to support the drawing change and the new repair.

By the way we have completed the weld of the lateral brace, and perform the UT inspection
for the CIP weld with the steel back plate, the others all just perform the visual and MT inspection
to confirm the surface without any defects.

We have to remind that the related items in the punchlist already be closed out and verified
the final condition by the CT’s inspector on site. We are providing all of the design change and
final accepted NDT report to apply the closure.

so base on the above explanation, ZPMC applies to close the caltrans’s report
NCR-000383 (ZPMC-0357).

Please reference attached document for acceptance and closure the NCR-000383
(ZPMC-0357).

ATTACHMENT:

NCR-000383 (ZPMC-0357)
The RFI with the response

The UT and MT report

The survey record for the offset
ZPMC internal NCR

20 (6 VK



Nonconformance

= :
ERANE Report
| R TS

Project Name: $.5.0.B.B | NCR Number:
MELH:_ SEEmAERAL _ _INCRH#S: NCRBIS @Pwc-03s)
Item: Adjustment to Segment Itern Number: f Drawing: - T 7]

TAAW/IAW stiffeners 2 & OBG  1AAWH AW

off§et exceeding the 0BG

allowable DCP TAAW AW

tolerances
| AR — .
Location: OBG 1AAW+1AW | Date:
fir L E: 2009-8-21

Description of Nonconformance:
AFFETURAEIR:

Caltrans Quality Assurance (QA) Inspector observed the joint survey on stiffeners offsed
measurement at OBG Segment IAAW ta 1AW. In comparing the offset survey data on July 29, 2009
provided by ABF to the joint survey data on August 11, 2009, it was found that the stilfeners with offset]
exceeding 3mm tolerance previously have now been corrected. Per the “approved as noted” Dimensiona)
Control Plan (DCP) revision 8, it was found that a correction of each millimeter offset should require
stiffener unzip length of 150mm. According to the QA measurement of the total unzip length at I8
locations on the Segment 1AAW end stiffener and 1AW open rib stiffener, the adjustment made to thesd
stiffencers have exceeded this DCP requirement of L/150. Following the notation used on the previous
survey data, these I8 locations are labeled ag T2, T3, T4, T5, TG, T15, T16, T17, T20,T28, T29, T30, T31.
T32,T33, B5, B7, and B13.
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AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001870R00 Submitted By: Jiao, Gang Pages: 5
Pages Attached: 4

RFl Date: 25-August-2009 Gontact Nama: Jiao, Gang Phone No. 86-136-4181-1974
Subject: Segment 1!{\A to 1A Stiffener Plate Connection

References:

Sub/Sup: ABF Sub RF1 #:

Response Required by: 01-September-2009 Response affects critical path activity? Yes
Description:

Per discussion with Caltrans/TY Lin at Shanghai, ABF proposes to use the lateral bracing detaifs shown below
at Segment 1AA to Segment 1A stiffener connections to address any concerns about eccentric loading due to
relatively large slope. The locations of the stiffeners requiring this lateral bracing are highlighted in the
altached spreadsheel. Also attached are stiffeners offset surveys performed by ABF prior to any adjustment
made. Please note the proposed lateral bracing will only be used for deck plate stiffeners. The offset of bottom
or side plate stiffeners have been corrected by adjusting stiffeners at both Segment 1AA and 1A ends.

Please review and respond,
Contractor Disposition:

This RFI is being submitted for;
The Cost and Time Impact from this RFI is: Not selected

Agreed Ext. Due Date:
Pages:
Pages Attached:

Response:

Administrative Action:

Date: Respondent: Phane No.:
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AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFl No.: ABF-RFI-001870R00 Submitted By: Jiao, Gang Pages: 5
Pages Attached: 4
RFl Date: 25-August-2009 Contact Name: Jiao, Gang Phone No. 86-136-4181-1974
Subject: Segment 1AA to 1A Stiffener Plate Connection
References:
Sub/Sup:  ABF ' Sub RFI #:
Response Required by: 01-September-2008 Response affects critical path activity? Yes
Description:

Per discussion with Caltrans/TY Lin at Shanghai. ABF proposes to use the lateral bracing details shown below
at Segment 1AA lo Segment 1A stiffener connections to address any concerns about eccentric loading due to
relatively iarge slope. The locations of the stiffeners requiring this lateral bracing are highlighted in the
altached spreadsheel. Also attachad are stiffeners offset surveys performed by ABF prior lo any adjustment
made. Please nole the proposed lateral bracing will only be used for deck plate stiffeners. The offset of bottom
or side plate stiffeners have been correcied by adjusting stiffeners at both Segment 1AA and 1A ends.

Please review and respond.
Contractor Disposition:

This RF!is being submited for:
The Cost and Time Impact from lhis RFI is: Not selected

Response: Agreed Ext. Due Date:

Pages: 1
Pages Attached: o -

The proposed lateral bracing details {o address concerns about eccentric loading is acceptable., The details
can only be used at deck plale stiffeners (end stiffeners) al the following locations {survey points):

Stiffener connections at segments 1AAW and 1AW: T2, T3, T15, T16, T17, T29, T30, and T32

Stiffener connections at segments 1AAE and 1AE: T2, T29

The material for brace plates shall meet the requirement for end stiffener piates.
Administrative Action:

This response resoives the RFI.

Date: 28-August-2009 Respondent: Ku, Stanley Phone No.:




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001870R01 Submitted By: Jiao, Gang Pages: 1
Pages Atiached: 0
RFiDate: 11-September-2009 Contact Namae: Jiao, Gang Phone No. B86-136-4181-1974
Subject: Segment 1AA to 1A Stiffener Plate Connection
References:
Sub/Sup: ABF f Sub RF1 #:
Response Required by: 14-September-2009 Response affects critical path activity? Yes
Description:

EXPEDITED RESPONSE REQUESTED.

Based on a joint QA survey by CT and ABFJV, there are stiffeners not listed in ABF-RFI-001B70R00 being
found exceeding the 1:150 slope al 1AAW to 1AW splice. They are: T4, T5, T6, T20, T28, T31, T33, B5, B7,
and B13, see NCR ZPMC-0357. ABFJV proposes to use the approved lateral bracing details to correct those
stiffeners, as well as any additional stiffeners exceeding the 1:150 slope &t 1AAE to 1AE splice identified by
future QA survey.

Please review and respond.

Contractor Disposition:

This RF| is being submitted for:
The Cost and Time Impact from this RF| is: Not selected

Response: Agreed Ext. Due Date:
Pages:
Pages Attached: o

Administrative Action:

Date: Respondent: Phone No.:




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFINo.: ABF-RFI-001870R01 Submitted By: Jiao, Gang Pages: 1
Pages Attached: 0

RFI Date: 11-September-2009 Contact Name: Jiao, Gang Phone No. 86-136-4181-1974
Subject: Segment 1AA to 1A Stiffener Plate Connection

References:

Sub/Sup:  ABF ' Sub RFI #:

Response Required by: 14-September-2009 Response affects critical path activity? Yes
Description:

EXPEDITED RESPONSE REQUESTED.

Based on a joint QA survey by CT and ABFJV, there are stiffeners not listed in ABF-RFI-001870R00 being
found exceeding the 1:150 slope al 1AAW to 1AW splice. They are: T4, T5, T6, 720, T28, T31, T33, 85, B7,
and B13, see NCR ZPMC-0357. ABFJV proposes to use the approved lateral bracing delails lo correct those
stiffieners, as well as any addilional stifieners exceeding the 1:150 slope at 1AAE to 1AE splice idenlified by
future QA survey.
Please review and respond.

Contractor Disposition:
This RFI is being submitted for:
The Cost and Time Impact from this RFI is: Nol selected

Agreed Ext. Due Date:

Response:

Pages: 1
Pages Attached: 0

The Contraclor’s proposal to correct the above referenced stiffeners using the previously approved (RFI1
1870R0) lateral bracing details, is acceptable with the following additional requirements:

In the RFI-1870R0 bracing detail, the secand PL 24x230 brace is ilustrated tc be 600mm away from the
centerline of the segment. However, if the bend line is located at another dislance away from the splice, the
second PL24x230 shall be located at no more than 50mm from the bend lines on either side.

Before proceeding with this work, nolify the Department.

Administrative Action:

Date: 11-September-200 | Respondent: Granados, Roman Phone No.:




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV

Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFINo.: ABF-RFI-001870R02 Submitted By: Jiao, Gang Pages: 1
Pages Attached: 0

RFI Date: 14-September-2009 Contact Name: Jiao, Gang Phone No. 86-136-4181-1974
Subject: Segment 1AA to 1A Stiffener Plate Connection

References:

[

Sub/Sup: ABF Sub RFI#:

Response Required by: 15-September-2009 Response affects critical path activity? Yes
Description:

EXPEDITED RESPONSE REQUESTED.

Per the additional requirement in the response to ABF-RFI-001870R01, all bracing stifieners will be located
within 50mm of the kink point. Kink points are interpreted as the end of each "unzip length". Following this
requirement, some bracing stiffeners will be put very close to the bearing plates in 1AAW. in that case, double
sided fillet weids can not be performed. ABFJVY proposes lo use PJP with an effective weld size (E) of 18mm
plus a 6mm reinfarcement in lieu of two 14mm fillet welds per original design. Please confirm if this substilution
is acceptable. -

Based on a joint QA survey by CT and ABFJV on 09/12, 14 stiffeners on 1AAE/MAE were identified as
requiring retrofit per details provided in ABF-RFI-001 B70R00, including stiffeners T2 and T29. When the
survey resulls became available, ZPMC had fully welded bracing stiffener "A" for both T2 and T29 based on
the original RFI layout (600mm from CL of splice). However, the joint survey shows the "unzip length” of T2
and T28 at 1AAE side is 450mm and 400mm, respectively. To avoid causing unnecessary damage to the
base metal during weld removal, ABFJV proposes to leave those two stiffeners as they are. Please confirm if
this is acceptable.

Please review and respond.

Contractor Dispaosition:

Response: . Agreed Ext. Due Date:

This RFI is being submitted for:
The Cost and Time Impact from this RF1 is: Not selected

Pages:
Pages Attached:k

Administrative Action:

Date: Respondent: Phone No.;

‘;\V,




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

RFINo.. ABF-RFI-001870R02  Submitted By: Jiao, Gang Pages: 1
Pages Attached: 0
RFI Date: 14-September-2009 Contact Name: Jiao, Gang Phone No. 86-136-4181-1974
Subject: Segment 1AA to 1A Stiffener Plate Connection
References:
Sub/Sup: ABF ' Sub RFI#:
Response Required by: 15-September-2009 Response affects critical path activity? Yes
Description:

EXPEDITED RESPONSE REQUESTED.

Per the additional requirement in the response lo ABF-RFI-001870R01, all bracing stiffeners will be localed
within 50mm of the kink point. Kink paints are interpreted as the end of each "unzip length". Following this
requirement, some bracing stiffenars will be put very close ta the bearing plates in 1TAAW. In that case, double
sided fillet welds can not be performed. ABFJV proposes to use PJP with an effective weld size (E) of 1Bmm
plus a 6Bmm reinforcement in lieu of two 14mm fillet welds per original design. Please confirm if this substitulion
is acceptable.

Based on a joint QA survey by CT and ABFJV on 09112, 14 stiffeners on 1AAE/NMAE were identified as
requiring retrofit per details provided in ABF-RFI-001870R00, including stiffeners T2 and T29. When the
survey results became available, ZPMC had fully welded bracing stiffener A" for both T2 and T28 based on
the original RFI layout (600mm from CL of splice). However, the joint survey shows the “unzip length” of T2
and T29 at 1AAE side is 450mm and 400mm, respectively. To avoid causing unnecessary damage lo the
base metal during weld removal, ABFJV proposes to leave thase two sliffeners as they are. Please confirm if
this is acceptable.

Please review and respond.

Contractor Disposition:

This RF} is being submitled for:
The Cost and Time Impact from this RF| is: Not selected

Response: Agreed Ext. Due Date:

Pages: 2
Pages Attached: D

The proposal of a PJP with reinforcing fillet is not acceplable. In the cases where there is no access {o
perform the 14mm fillet welds, the Cantractor can perform a CJP with hacking to remain.

Kink points or bend lines do not necessarily occur at the end of the unzipped length in all cases. The kink
pointsfbend lines in the stiffener need to be identified priar {o locating the second brace. Identifying the bend
location can be done with a straight edge or similar method.

Should the bend line not be vertical across the stiffener, place the brace verlically at the certer of the bend
line, and trim to fit to the bent stifiener for the full depth of the brace plate and weld.

For T2 and T29, determine the location of the actual bend line for the braces placed 600mm away. !f that
brace is more than 50mm from the hend line, remove and reweld the brace at the correct location.




AMERICAN BRIDGE / FLUOR ENTERPRISES, A JV Bay Bridge - SAS 04-0120F4

REQUEST FOR INFORMATION (RFI)

Nalify the Department prior to performing any of this work.
Administrative Action:

This response resalves this RFI.

Date: 15-September-200 | Respondent: Granados, Roman Phone No.:
i




UTHG#H S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %48 B787-UT-9759 DATE 2008.11.19 PAGE 1 OF 3 Revision No: 0
PROJECT NO. : T#4#' ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
1AAW |-RIB - OBW1 ‘
A2 5 945 MM LRSS

REFERENCING CODE £ Jifii

AWS D1.5-2002

ACCEPTANCE STANDARD 524 HE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ¥k 5

ZPQC-UT-01

WELDING PROCESS 174 #: JOINT TYPE #4336K! CALIBRATION DUE DATE {3 3 e IE T 24400
FCAW CORNER-JOINT Dec. 26°7 2009
[
EQUIPMENT #% MANUFACTURER #3575 MODEL NO. B S SERIAL NO. [#51%
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ift COUPLANT &7 MATERIALITHICKNESS #1%] FL[if
AWS IIW BLOCK TYPE 1I C..C AT09M-345 28/24{45mm
TRANSDUCER ##k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
bt} il i Rt Th3% g fliE HE Rt
Changchao 70° 2.5MHz 18x%18mm
Changchao 0° 2.5MHz 20mm Reference Level &3 R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#} U DISCONTINUITY A&tk §
o w e § -
WELD z - iq ~ ls 18 |8 _ls 2 |
z,. |2« 2| BET Eslz a2 2 LOCATION OF DISCONTINUITY S=| €
i T + i [T} = 1 " a7
IDENTIFICATION | £k | & | S & kA el LEE: A i (mm) 23 | =
= i il — - = ]
B 40 S S g4 1L (] et
GRS IR- = g - Length Sannd Depth from From'X | From"Y g =
alb|lc]|d {'JES;[‘ Path Surface X "y ﬁ
~ pE | Emskmwg | £ a
OBW1-025 70 33 ACC. | 100%
OBW1-087 70 33 ACC. | 100%
OBW1-023 70 a3 ACC. | 100%
OBW1-091 70 33 ACC. | 100%
OBW1-012 70 33 ACC. | 100%
OBW1-085 70 33 ACC. | 100%
OBW1-089 70 33 ACC. | 100%
OBW1-093 70 33 ACC. | 100%
EXAMINED BYZ# REVIE ED BY Hitk
. o 1,
YN PERL NINE 071!:!7
LEVEL Jl SIGN [ DATE LEVEL -ll SIGN /) DATE
Fil&E / acM H F*CUSTOMER
%< SIGN / Bl DATE % SIGN / [l DATE

(FORM# ZPQC-UTO01)




REPORT OF ULTRASONIC EXAMINATION
UTHRG R & |
REPORT NO. %45 B787-UT-9759 DATE 2009.11.18 PAGE 2 OF 3 Revision No: 0
DECIBELS4r I DISCONTINUITY Faahik 5
WELD g § i ~ls_lg_ I8 5, ‘_ﬁ 4
Zw|z8 |8 SR EEE LOCATION OF A[:JISCONTINUITY &= =
mEnTIFicaTion |21k [ S8 |52 |5 B35 EEE AL T (mm) 23 | =
F|QR (¥ o F F < F 2x | E
FRAEE 4 % E . 5 Sound | Depthfrom . E g
- alb|lc|d LEE; h Path Surface Fr;& X Frgzu('\’ B
i PRRTIIRIE o
OBW1-087 70 a3 ACC. | 100%
OBW1-049 70 33 ACC. | 100%
OBW1-051 70 33 ACC. | 100%
OBW1-053 70 33 ACC. | 100%
OBW1-159 70 a3 ACC. | 100%
OBW1-171 70 33 ACC. | 100%
OBW1-173 70 33 ACC. | 100%
OBWA1-063 70 a3 ACC. | 100%
OBWA1-061 70 a3 ACC. | 100%
OBW1-059 70 33 ACC. | 100%
OBW1-057 70 a3 ACC. | 100%
OBWA1-055 70 a3 ACC. | 100%
OBWA1-243 70 33 ACC. | 100%
OBW1-115 70 33 ACC. | 100%
OBW1-111 70 a3 ACC. | 100%
OBWA1-107 70 a3 ACC. | 100%
OBWA1-103 70 33 ACC. | 100%
OBW1-099 70 a3 ACC. | 100%
OBW1-257 70 33 ACC. | 100%
OBW1-117 70 33 ACC. | 100%
OBW1-113 70 33 ACC. | 100%
OBW1-109 70 33 ACC. | 100%
EXAMINED BY REVIEWED BY #7#
Wiy Tr009 11,19 /!
LEVEL 4 SIGN / !DATE LEVEL -1l SIGN /. DATE
St / QCM A/ CUSTOMER
%5 SIGN / Al DATE 455 SIGN / Bl DATE

(FORM# ZPQC-UTO1)




UTHGHR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %45 B787-UT-9759 DATE 2009.11.1¢ PAGE 3 OF 3 Revision No: 0
DECIBELS#4 1 DISCONTINUITY Aigi# 5
g
. i i ,
WELD g - o ~ 15 |8 |8 |8 = #
z | 9wy = EslEsfEEE D LOCATION OF DISCONTINUITY S &%
= <
or|Zs|uE | [EzEz25Es s T w
IDENTIFICATION |21k | nE =2 |C B35l e AEEBAL T (mm) == x
<R |mg|ow = E R EER
oT gl & o £E g
42k S i 4 FL o 1. =
R AR = E = Sound | Depthfrom . 5 w
- Length - From'X | From'Y G
a|lb|lc|d e Path Surface X iy @
= PR | ERmR - a
OBW1-105 70 33 ACC. | 100%
]
OBW1-101 70 33 ACC. | 100%
OBW1-255 70 33 ACC. | 100%
BLANK

EXAMINED BY 2z

LEVEL - Il/SIGN [ DATE

REVIEWED BY £ '
)(W//me o f. i1l

174 7’

HLEVEL-II sicN 1/ DATE

JfitEH / QeM

% SIGN / Bl DATE

Fil f2CUSTOMER

% SIGN/ HJl DATE

(FORM# ZPQC-UTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

£ SIGN/ Bl DATE

FEL A 1 0048 45
REPORT NO. 1548 B787-MT-15031 DATEE ! 2009.11.20 PAGE OFW® 1/7 Revision No: 0
PROJECT NO, — CONTRACTOR: —
ITEgE: i i =
DRAWING NO, 0BW1 CALTRANS CONTRACT NO.: e
2f=8 OBG 1AW I-RIE EDGE PLATE MM IRSS i
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2 A ST AR H iR BFEs B BIERTHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2000
EQUIPMENT %% MANUFACTURER &%I3& 7§ MODEL NO. #:@58 SERIAL NO. #ghimE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT s
R AL R L HL 3
PARTICLE TYPE Dry magnet powder YOKE SPACING oty
A TR R mm
MATERIAL TO BE VWELDING #4514 Material & thickness AR
EXAMINED O CASTING #:t: B4, LR
HsiHE O FORGING 41 22/35/20/28/24mm
WELDING PROCESS TYPE OF JOINT
FCAW CORNER-JOINT
PGk Yk ik il
WELD I.D SUE TN ACCEPT REJECT REMARKS
Ty INDICATION TYPE VIR e it ik
bl b Egil] )
OBW1-267 ACC. 100%MT
OBW1-268 ACC. 100%MT
OBW1-263 ACC. 100%MT
OBW1-264 ACC. 100%MT
OBW1-037 ACC. 100%MT
OBW1-038 ACC. 100%MT
OBW1-041 ACC. 100%MT
OBW1-042 ACC. 100%MT
OBW1-045 ACC. 100%MT
OBW1-D46 ACC. 100%MT
OBW1-181 ACC. 100%MT
OBW1-182 ACC. 100%MT
OBW1-185 ACC. 100%MT
OBW1-186 ACC. 100%MT
OBW1-189 ACC. 100%MT
OBW1-190 ACC. 100%MT
EXAMINED BY 45 WREVIEWED BY #IE .
Zhao Chenggong oQ d\@“ﬁ 8OK\ %\A V\(G,(
LEVEL -l SIGN%4% / DATEAMN Oa . Lg\o LEVEL-l  SIGN ! paTeAm 9 c] N ] \‘ 23
RIt&1E / Qem 1/ CUSTOMER

%7 SIGN/ Bl DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN / Bl DATE

BB R P48 45
REPORT NO. #4452 B787-MT-15931 DATER M 2009.11.20 PAGE OFTIE 2/7 Revision No: ¢
PROJECT NO. —— CONTRACTOR: __—
THEEHY. £rab- R P
DRAWING NO. OBW1 CALTRANS CONTRACT NO.: T
HE; OBG 1AW I-RIB EDGE PLATE mMImee
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
B i BEae WBRERHY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT 2 MANUFACTURER %3 T MODEL NO. izt s SERIAL NO. Eg:E 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
b R ik H3
PARTICLE TYPE : Dry magnet powder YOKE SPACING
- 70~150mm
R R TR#H BifE ¥
MATERIAL TO BE VWELDING #4544 Material & thickness A709M-345
EXAMINED O CASTING 44t 5, L RF
B Bk O FORGING 1% 22/35/20/28/24mm
WELDING PROCESS —_— TYPE OF JOINT CORNER-JOINT
Gk ipn otk
WELD I.D BRI Ty A ACCEPT REJECT REMARKS
T INDICATION TYPE IR e il 2k
e e
OBW1-035 ACC. 100%MT
OBW1-036 ACC. 100%MT
OBW1-039 ACC. 100%MT
OBW1-040 ACC. 100%MT
OBW1-043 ACC. 100%MT
OBW1-044 ACC. 100%MT
OBW1-179 ACC. 100%MT
OBW1-180 ACC. 100%MT
OBW1-183 ACC, 100%MT
OBW1-184 ACC. 100%MT
OBW1-187 ACC. 100%MT
OBW1-188 ACC. 100%MT
OBW1-265 ACC. 100%MT
OBW1-266 ACC. 100%MT
OBW1-017 ACC. 100%MT
OBW1-018 ACC. 100%MT
EXAMINED BY iR . 7REVIEWED BY # &
Zhao Chenggong :’-}\0\’0 C}\@Y\j SQ“& -.S LA \‘\/@J‘_
LEVEL -1l SIGN%% / DATEHM 09.\ \ L) LEVEL-l  SIGN /_DATERH Q9 |\ 29
it / QCM A FPCUSTOMER

% SIGN / B DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

¥F SIGN / [}l DATE

AR R &

REPORT NO. {48 € B787-MT-15031 DATER i 2009.11.20 PAGE OFWH 3/7 Revision No: 0

PROJECT NO. — CONTRACTOR: _—

TEgE, i il =F

DRAWING NO. 0BW1 CALTRANS CONTRACT NO.: —

B, OBG 1AW I-RIB EDGE PLATE M ITREE

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

255 30 W A 1 e it BREiEe BB TER 3L

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

EQUIPMENT &% MANUFACTURER #2575 MODEL NO. =58 SERIAL NO. #4i5E

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A

Rk LB iy HE 3

PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm

BTy TR RS ) B

MATERIAL TO BE YWELDING 4 Material & thickness A709M-345

EXAMINED O CASTING #4 8%, A

BB O FORGING 1% 22/35/20/28/24mm

WELDING PROCESS FEAW TYPE OF JOINT CORNER-IOINT

Jioks s yirt il

WELD I.D it M E L ACCEPT REJECT REMARKS
e INDICATION TYPE LENGIS;? i iBIl #ik
vy Egit]

OBW1-019 ACC. 100%MT
OBW1-020 ACC. 100%MT
OBW1-021 ACC. 100%MT
OBW1-022 ACC, 100%MT
OBW1-157 ACC, 100%MT
OBW1-158 ACC, 100%MT
OBW1-161 ACC. 100%MT
OBW1-162 ACC. 100%MT
OBW1-165 ACC. 100%MT
OBW1-166 ACC. 100%MT
OBW1-219 - ACC. 100%MT
OBW1-220 ACC. 100%MT
OBW1-207 ACC. 100%MT
OBW1-208 ACC. 100%MT
OBW1-221 ACC. 100%MT
OBW1-222 ACC. T00%MT

EXAMINED BYz:# 1REVIEWED BY Wi

Zhao Chenggong ﬂ\QO Q&-\@m 6 L W@ {

LEVEL-Il SIGN%% / DATEH A%, 11209 LEVEL-l  SIGN /_DATEEH 09, ) 1.2

A4 /7 Qem A FCUSTOMER

% SIGN / H i DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

% SIGN / B}l DATE

T R AR &
REPORT NO. #5415 B787-MT-15031 DATER I 2009.11.20 PAGE OFWS 4/7 Revision No: ¢
PROJECT NO, —— CONTRACTOR: CALTRARE
IEge,; i m oA
DRAWING NO, OBW1 CALTRANS CONTRACT NO.: ——
He. 0BG 1AW I-RIB EDGE PLATE hHImse
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
Eo oS Fe et TSR BFae B R EA 300
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT # % MANUFACTURER #1375 MODEL NO. #6585 SERIAL NO, #4ig 2
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHCD Continuous magnetic yoke CURRENT i
Mk 5 R TE Wey i o HL 3
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
e A i) TR B E
MATERIAL TO BE VWELDING ##:4 Material & thickness ATOOM:34S
EXAMINED O CASTING #44: B4, )21
Eok P ] O FORGING i 22/35/20/28/24mm
WELDING PROCESS — TYPE QF JOINT CORNER-JOINT
PR 13 58305
WELD I.D ZSCONTINUITY g ACCEPT REJECT REMARKS
Py INDICATION TYPE R B Tl it
BT B3] '
OBW1-209 ACC. 100%MT
0OBW1-210 ACC. 100%MT
OBW1-215 ACC. 100%MT
OBW1-216 ACC. 100%MT
OBW1-217 ACC. 100%MT
OBW1-218 ACC. 100%MT
OBW1-235 ACC. 100%MT
OBW1-236 ACC. 100%MT
OBW1-241 ACC. 100%MT
OBW1-242 ACC, 100%MT
OBW1-251 ACC. 100%MT
OBW1-252 ACC. 100%MT
OBW1-081 ACC. 100%MT
OBW1-082 ACC. 100%MT
OBW1-153 ACC. 100%MT
OBW1-154 ACC. 100%MT
EXAMINED BY3:45% REVIEWED BY i .
Zhao Chenggong ﬂ\qo Q}\@r\jjd\ﬁ 6b\ \NQ(
LEVEL-Il SIGN%4% / DATERY 29, 11.2D LEVEL-l  SIGN ! DATER# Ocl \ \ l L 19
A2 E / QM ' H FPCUSTOMER

¥ SIGN/ A il DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R U 4R 45
REPORT NO. # %4 € B787-MT-15031 DATEFR A 2009.11.20 PAGE OFW® 5/7 Revision No: ¢
PROJECT NO. - 73} CONTRACTOR: CALTRATS
TEEE: i H P
DRAWING NO. OBW1 CALTRANS CONTRACT NO.:
04-0120F4
Ee. OBG 1AW I-RIB EDGE PLATE InMIEge
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEn BRiwm: EEse BT 20
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT # % MANUFACTURER 5 MODEL NO. 2 SERIAL NO. #EEi5E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
Bk e 2 R
PARTICLE TYPE ! Dry magnet powder YOKE SPACING
— 70~150mm
B 2em T i meE
MATERIAL TO BE v WELDING 4 4f Material & thickness ATOUNI-545
EXAMINED O CASTING &4 B, e
R O FORGING i 22/135/20/28/24mm
WELDING PROCESS i TYPE (?F JOINT CORNER-JOINT
R B gl ny
WELD I.D CISRONTINITR b ACCEPT REJECT REMARKS
sy INDICATION TYPE NG M Tk P
EiiP eny '
OBW1-079 ACC, 100%MT
OBW1-080 ACC. 100%MT
OBW1-149 ACC. 100%MT
OBW1-150 ACC. 100%MT
OBW1-077 ACC. 100%MT
OBW1-078 ACC. 100%MT
OBW1-145 ACC. 100%MT
OBW1-146 . ACC. 100%MT
OBW1-075 ACC. 100%MT
OBW1-076 ACC. 100%MT
OBW1-141 ACC. 100%MT
OBW1-142 ACC. 100%MT
OBW1-073 ACC. 100%MT
OBW1-074 ACC. 100%MT
OBW1-137 ACC. 100%MT
OBW1-138 ACC. 100%MT
EXAMINED BY 48 REVIEWED BY ## \f
Zhao Chenggong 1}\@0 Q}lef‘ﬂ\%“g S wo N Q_\/_
LEVEL-Il SIGN%4 / DATEAMN Q4 | \ KR LEVEL-l  SIGN [ DATEHH Q9 " ] l 20
RitE3E / QCM FFCUSTOMER
X SIGN / Hi DATE X£F SIGN/ Bl DATE

(FORM# ZPQC-MT01)



REPORT OF MAGNETIC PARTICLE EXAMINATION

%5 SIGN / B} DATE

TR i B4 45
REPORT NO. #4458 B787-MT-15031 DATEH Il 2009.11.20 PAGE OFH/ 6/7 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR; ——
THEgS. " o
DRAWING NO. OBW1 CALTRANS CONTRACT NO.: P
B2, OBG 1AW I-RIB EDGE PLATE mMITEse i
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
2245 5 45 5 ik HEHE {e B8 B F AT 300N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #4 MANUFACTURER 41 7§ MODEL NO. #5548 SERIAL NO. #4558
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
B4k A ik MR ey HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING
: 70~150mm
AR TrREH BEAm ) gE
MATERIAL TO BE YWELDING #4:4¢ Material & thickness
AT09M-345
EXAMINED OO CASTING %44 &, B RE
B 5 0O FORGING i 22/35/20/28/24mm
WELDING PROCESS FCAW TYPE OF JOINT CORNER-JOINT
B pinEs Zigil
WELD I.D SIECONTINUIT R i ACCEPT REJECT REMARKS
fryepyey INDICATION TYPE 1LENGE;'§’ ™ iem TRl peil
167 b =g
OBW1-245 ACC. 100%MT
OBW1-246 ACC. 100%MT
OBW1-259 ACC. 100%MT
OBW1-260 ACC. 100%MT
OBW1-253 ACC. 100%MT
OBW1-254 ACC. 100%MT
OBW1-151 ACC. 100%MT
OBW1-152 ACC. 100%MT
OBW1-147 ACC. 100%MT
OBW1-148 ACC. 100%MT
OBW1-143 ACC. 100%MT
OBW1-144 ACC. 100%MT
OBW1-139 ACC. 100%MT
OBW1-140 ACC. 100%MT
OBW1-135 ACC. 100%MT
OBW1-136 ACC. 100%MT
EXAMINED BYE## WREVIEWED BY HT# 6 ,
Zhao Chenggong ;L\‘QO Qh@:ﬂ&j()“j LA \NC’_(
LEVEL-1l SIGN &% / DATEEW o9 11ap LEVELL _siN 7 patery 0%, |\, 2o
0 / QCM FPCUSTOMER

EF SIGN/ A DATE

(FORM# ZPQC-MTD1)




—

REPORT OF MAGNETIC PARTICLE EXAMINATION

BB R AR 45
REPORT NO. /%544 B787-MT-15931 DATER I 2008.11.20 PAGE OFWf 7/7 Revision No: ¢
PROJECT NO. — CONTRACTOR: AL TIARE
TEEE: " Ao
DRAWING NO. OBW1 CALTRANS CONTRACT NO.: ——
e OBG 1AW I-RIB EDGE PLATE InMIBme
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B g R e =t ] AR EFee 1R TEAT 200
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009
EQUIPMENT &4 MANUFACTURER 11 iy MODEL NO. s &8 SERIAL NO. @4t e
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
B4k ik Ry, ek i HHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
53 AEFik) TR R4 gE
MATERIAL TO BE VWELDING #74 4 Material & thickness A700M-345
EXAMINED O CASTING &4 BEHF, L RE
Brabs O FORGING 4838 22/35/20/28/24mm
WELDING PROCESS — TYPE E)F JOINT CORNER-JOINT
T Fghdeny
WELD I.D CECONTNUITY At ACCEPT REJECT REMARKS
prymp— INDICATION TYPE A Wi e P
OBW1-261 ACC. 100%MT
OBW1-262 ACC. 100%MT
OBW1-273 ACC. 100%MT
OBW1-274 ACC. 100%MT
OBW1-269 ACC. 100%MT
OBW1-270 ACC. 100%MT
OBW1-271 ACC. 100%MT
OBW1-272 ACC. 100%MT
BLANK
EXAMINED BY 4 REVIEWED BY & .
Zhao Chenggong :ﬂ(m d\eﬂjjﬂh) S o \UC(
LEVEL -l SIGN#%4% |/ DATEAH aY, | | 2« O LEVEL-l  SIGN ! pAteRl O 61 \ ) ll 1V
I3 / QCM F FFCUSTOMER
%4 SIGN / H ¥l DATE £¥ SIGN/ B DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATTION

% SIGN / Hjl DATE

%7 SIGN/ B DATE

T E AR &
REPORT NO. 5452 B787-MT-15042 DATER I 2000.11.20 PAGE OFI{@ 1/5 Revision No: ¢
PROJECT NO. —— CONTRACTOR: P
TR#sE. i o
DRAWING NO. 0BWH1 CALTRANS CONTRACT NO.. _—
HE. OBG 1AAW I-RIB EDGE PLATE InHImee . 4
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BT HE2iFnE BEFme HBE TR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2000
EQUIPMENT #% MANUFACTURER I35 7 MODEL NO. #=i8 8 SERIAL NO, 458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Bib A i WL it 3 B3
PARTICLE TYPE J Dry magnet powder YOKE SPACING
. 70~150mm
R s TR R 57 () R
MATERIAL TO BE VY WELDING #&4k Material & thickness o
EXAMINED O CASTING %44 B, BLAE
fioki bz p s O FORGING 4% 28/24/45mm
WELDING PROCESS TYPE OF JOINT
FCAW CORNER-JOINT
1R pink el
WELD |.D ISR R ACCEPT REJECT REMARKS
MG INDICATION TYPE 1LE"GEE'N, ™ es il e
EIiP i)
OBW1-025 ACC. 100%MT
OBW1-087 ACC. 100%MT
OBW1-029 ACC. 100%MT
OBW1-030 ACC. 100%MT
OBW1-033 ACC. 100%MT
OBW1-034 ACC. 100%MT
OBW1-169 ACC. 100%MT
OBW1-170 ACC. 100%MT
OBW1-173 ACC. 100%MT
OBW1-177 ACC. 100%MT
OBW1-178 ~ ACC. 100%MT
OBW1-023 ACC. 100%MT
OBW1-091 ACC. 100%MT
OBW1-027 ACC. 100%MT
OBW1-028 ACC. 100%MT
OBW1-031 ACC. 100%MT
EXAMINED BYE REVIEWED BY §T# 6 \/\f ;
Zhao Chenggong :L\’\QO EnY j() v W Cﬁ
LEVEL-l SIGN%#% / DATERH e 1.0 fievers  sien | DATEES 09| 2.
I3 / Qem F "CUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

%F SIGN/ B DATE

e R AR &
REPORT NO. #% 48 B787-MT-15042 DATEH ¥ 2009.11.20 PAGE OFFI# 2/5 Revision No: 0
PROJECT NO. 206,787 CONTRACTOR: CALTRANS
TRES: s A
DRAWING NO. 0BW1 CALTRANS CONTRACT NO.- ——
5 OBG 1AAW I-RIB EDGE PLATE M TREEE z
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BE ST bR BIFiRS B 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT #4 MANUFACTURER #3& MODEL NO, #3455 SERIAL NO. 4k 2
MT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT @
b MdE A 6
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
R ) 2 TR R4 e
MATERIAL TO BE VWELDING ##:4¢ Material & thickness Pr——
EXAMINED O CASTING &4 b, L BE
Fgicp gl O FORGING & 28/24/45mm
WELDING PROCESS TYPE OF JOINT
FCAW CORNER-JOINT
R HEReT
WELD I.D T ONTINUITP R ACCEPT REJECT REMARKS
oy INDIGATION TYPE LEN‘?EE” ™ ham P P
R i) '
OBW1-032 ACC. 100%MT
OBW1-167 ACC. 100%MT
OBW1-168 ACC. 100%MT
OBW1-171 ACC. 100%MT
OBW1-175 ACC. 100%MT
OBW1-176 ACC. 100%MT
OBW1-012 ACC. 100%MT
OBW1-095 ACC. 100%MT
OBW1-013 ACC. 100%MT
OBW1-014 ACC. 100%MT
OBW1-015 - ACC. 100%MT
OBW1-016 ACC, 100%MT
OBW1-155 ACC. 100%MT
OBW1-156 ACC. 100%MT
OBW1-159 ACC. 100%MT
OBW1-163 ACC. 100%MT
EXAMINED BY 3% _ REVIEWED BY #1&;
Zhao Chenggong IJ/‘QO d‘\e“) Bahj 6‘« Wﬁ‘]
LEVEL-Il SIGN%#% / DATEH 0° | 1,20 LEVEL-l  SIGN { DATEE M J Cl Lo
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(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

TR TR &

REPORT NO. %5452 B787-MT-15042 DATER 2000.11.20 PAGE OFHE 3/5 Revision No: 0

PROJECT NO. i CONTRACTOR: ——

IREE: o A e

DRAWING NO. 0BW1 CALTRANS CONTRACT NO.: —

B OBG 1AAW |-RIB EDGE PLATE mMIEse i

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

BHITEL BirE BRGY {8 R TF 7 3%

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2009

EQUIPMENT #% MANUFACTURER f3 MODEL NO. & SERIAL NO. i8S

MT YOKE PARKER B310S 5305 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e

b iy, B

PARTICLE TYPE Dry magnet powder YOKE SPACING 150

R FRH REME W=t

MATERIAL TO BE v WELDING g4 Material & thickness P—

EXAMINED O CASTING &4 5, 2 hg

B sk O FORGING {1 28/24/45mm

WELDING PROCESS TYPE OF JOINT

FCAW CORNER-JOINT
T b il
WELD LD S CONTNUIT i ACCEPT REJECT REMARKS
ey INDICATION TYPE s G il P

OBW1-164 ACC. 100%MT
OBW1-211 ACC. 100%MT
OBW1-212 ACC. 100%MT
OBW1-203 ACC. 100%MT
0OBW1-204 ACC. 100%MT
OBW1-213 ACC. 100%MT
OBW1-214 ACC. 100%MT
OBW1-205 ACC. 100%MT
OBW1-206 ACC. 100%MT
OBW1-215 ACC, 100%MT
OBW1-216 ACC. 100%MT
0BW1-217 ACC. 100%MT
OBW41-218 ACC. 100%MT
OBW1-089 ACC. 100%MT
OBW41-093 ACC. 100%MT
OBW1-007 ACC. 100%MT

EXAMINED BY 47 REVIEWED BY W& W
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REPORT OF MAGNETIC PARTICLE EXAMINATION

EF SIGN / Bl DATE

A R AR &

REFORT NO. #4445 B787-MT-15042 DATEH# 2009.11.20 PAGE OFTIHE 4/5 Revision No: ¢

PROJECT NO, e CONTRACTOR: F—

Tese. k i lE

DRAWING NO. oBWA1 CALTRANS CONTRACT NO.: —

H2: OBG 1AAW I-RIB EDGE PLATE nMIRse

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

Eo R ot iR BEEE {2 2B EH 200

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

EQUIPMENT #% MANUFACTURER il 34§ MODEL NO. #136 SERIAL NO. #4458

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .

RE{b Tk R A HL i

PARTICLE TYPE 4 Dry magnet powder YOKE SPACING —

RpE TR R4 ] mm

MATERIAL TO BE Y WELDING #4 Material & thickness A708M.345

EXAMINED O CASTING &4 B4, B HE

Pt b gl O FORGING 3% 28/24/45mm

WELDING PROCESS TYPE OF JOINT

FCAW CORNER-JOINT
FR AT R ag AR
WELD I.D e CETINITY e ACCEPT REJECT REMARKS
e INDICATION TYPE 1LENGE£N B il e
#HE ey 5

OBW1-197 ACC. 100%MT
OBW1-198 ACC. 100%MT
OBW1-195 ACC. 100%MT
OBW1-196 ACC. 100%MT
OBW1-049 ACC. 100%MT
OBW1-051 ACC. 100%MT
OBW1-053 ACC. 100%MT
OBW1-191 ACC. 100%MT
OBW1-192 ACC. 100%MT
OBW1-063 ACC, 100%MT
OBW1-061 - ACC. 100%MT
OBW1-059 ACC. 100%MT
OBW1-057 ACC. 100%MT
OBW1-055 ACC. 100%MT
0OBW1-243 ACC. 100%MT
OBW1-115 ACC. 100%MT

EXAMINED BY3:45 REVIEWED BY ##

Zhao Chenggong GO d’l@“)} ah} 6{ i d\[@ )

LEVEL-1II SIGN %4 / DATEAN g 9 [ Lfl{) LEVEL-l  siGN / DATEAIN Oﬁ N %

EIEZT / QeMm FlFCUSTOMER

2T SIGN / H Yl DATE
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| REPORT OF MAGNETIC PARTICLE EXAMINATION

R 1 B4 4
REPORT NO. R 5439 B767-MT-15042 DATEHR# 2009.11.20 PAGE OFJ#g 5/5 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —
TEEE: B R B RA
DRAWING NO. OBWA1 CALTRANS CONTRACT NO - .
HE: OBG 1AAW I-RIB EDGE PLATE nMIEme <0Fg
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
B ATEHT BRI BEsg {235 8 TE A 30
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT %% MANUFACTURER 835 MODEL NO. #3512 SERIAL NO, #i4t5 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT @
R4 LT i FHE
PARTICLE TYPE Dry magnet powder YOKE SPACING
e 70~150mm
A i) Friin el
MATERIAL TO BE VWELDING 54 Material & thickness ATOOM-345
EXAMINED O CASTING &4 T #, L E
w Rl 0O FORGING 4§ 28/24/45mm
WELDING PROCESS TYPE OF JOINT
Fcaw CORNER-JOINT
Ry s ARy
WELD I.D —CONTRUITY ACCEPT REJECT REMARKS
kg INDICATION TYPE LENGEEN i P gl
TP i) )
OBW1-111 ACC. 100%MT
OBW1-107 ACC. 100%MT
OBW1-103 ACC. 100%MT
OBW1-099 ACC. 100%MT
OBW1-257 ACC, 100%MT
OBW1-117 ACC. 100%MT
OBW1-113 ACC. 100%MT
OBW1-109 ACC. 100%MT
OBW1-105 ACC. 100%MT
OBW1-101 ACC, 100%MT
OBW1-255 ACC. 100%MT
BLANK
EXAMINED BY 345 REVIEWED BY %1 g
Zhao Chenggong :2_&\6-0 dé@ 307\5 6&_ V\fC( -
LEVEL -1l SIGN &% DATEH i @9 | {L'LG LEVEL-l  SIGN ! DATEHN O [ / } 1"l
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

690 Walnut Ave.St. 150 Cty: SF/ALA Rte: 80 PM: 13.2/13.9

Vallejo, CA 94592-1133 Fi |e # XX.25A
(707) 649-5453 . AX.LOf

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000430
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  13-Jan-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0357

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:  14-Aug-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector observed the joint survey on stiffeners offset measurement at OBG
Segment IAAW to 1AW. In comparing the offset survey data on July 29, 2009 provided by ABF to the joint
survey data on August 11, 2009, it was found that the stiffeners with offset exceeding 3mm tolerance
previously have now been corrected. Per the “approved as noted” Dimensional Control Plan (DCP) revision 8,
it was found that a correction of each millimeter offset should require a stiffener unzip length of 150mm.
According to the QA measurement of the total unzip length at 18 locations on the Segment 1IAAW end
stiffener and LAW open rib stiffener, the adjustment made to these stiffeners have exceeded this DCP
requirement of L/150. Following the notation used on the previous survey data, these 18 locations are |abeled
asT2, T3, T4, T5,T6, T15, T16, T17, T20, T28, T29, T30, T31, T32, T33, B5, B7, and B13.

Contractor's proposal to correct the problem:

Add additional bracing to stiffeners.

Corrective action taken:

Additional stiffeners were added in conformance with RFI 1870. Contractor performed the required NDT and
submitted documentation verifying the welds made are in conformance with the Contract specifications.

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

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



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

Reviewed By: Wahbeh,Mazen QA Reviewer

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