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-000711
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0678

Type of problem:

Welding Concrete [1 Other []
Welding Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other []  Component: Segment 12CE U-Rib to Deck Diaphragm

Procedural [ Procedural [1 Description:

Reference Description: ZPMC welded single pass FCAW weld bead exceeding the max allowable size
Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Segment 12CE, this QA
Inspector discovered the following issue:

-ZPMC welded oversizefillet welds in asingle pass at a U-rib to Deck Plate Diaphragm connection.

-The QA inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found these welds
to be approximately 15mm to 18mm.

-The Deck Plates affected are identified as DP3027-001, DP3028-001 and DP3029-001.

-The Deck Plate Diaphragm piece marks are identified as: X3032B

-The U-Rib piece mark isidentified as: RS3013C

-The Deck Plate Diaphragm panel points (PP) are PP115 to PP117.

-The steel plate material is designated as non-Seismic Performance Critical Member (non SPCM).
-According to the approved WPS the fillet weld size should be no more than 9mm in a single pass utilizing the
3F position.

The fillet weld sizes
position with FCH\‘
diaphragm

DP3029-001-061

%\?

Fillet size Appr.16mm

DP-3027-001-053

04/1700 1045
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Fillet size hpﬁlﬂ 8mm
Ll ‘-l

04/17/10 10:44

Applicablereference:
AWS D1.5-2002 section 4.14.1.3: The maximum size of afillet weld made in one pass shall be 12 mm [1/2 in.]
for theflat and vertical positions.

Welding Procedure Specification: WPS B-T-2133

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Wang Wai Nan

Time and method of notification: 1030 hours, 04-17-10, Verbal

Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 2015 hours, 04-17-10, Verbal

QC Inspector's Name: Gang Wai

Was QC Inspector awar e of the problem: Yes[] 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
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gftrans Tel: 510-376-8234 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 19-Apr-2010
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: 05.03.06-000668
Subject: NCR No. ZPMC-0678

Reference Description:  ZPMC welded single pass FCAW weld bead exceeding the max allowable size

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.

Il 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: 12
Remarks:

During Quality Assurance (QA) random in-process observations of the fabrication of Segment 12CE, QA

Inspector discovered the following issue:

-ZPMC welded oversizefillet weldsin asingle pass at a U-rib to Deck Plate Diaphragm connection.

-The QA inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found these welds to be approximately

15mm to 18mm.

-The Deck Plates affected are identified as DP3027-001, DP3028-001 and DP3029-001.

-The Deck Plate Diaphragm piece marks are identified as: X3032B

-The U-Rib piece mark isidentified as: RS3013C

-The Deck Plate Diaphragm panel points (PP) are PP115 to PP117.

-The steel plate material is designated as non-Seismic Performance Critical Member (non SPCM).

-According to the approved WPS the fillet weld size should be no more than 9mm in a single pass utilizing the 3F position.
Action Required and/or Action Taken:

Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0678

cc: Gary Pursell, Peter Siegenthaler, Jason Tom, Bill Casey
File: 05.03.06

ol " 05.03.06-000668,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: 17-May-2010
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-000663 Rev: 00
Ref: 05.03.06-000668

Subject:  NCR No. ZPMC-0678

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has issued an internal NCR and has conducted training with the welders on the fillet weld size
requirements. The welds in question have been ground so that they the appropriate size now.

ZPMC has issued an internal NCR and has conducted training with the welders on the fillet weld size requirements. The welds in question
have been ground so that they the appropriate size now. NDT will be performed during the segment assembly phase. As the original reason

for the NCR has been corrected, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000663R00;

Caltrans' comments: Status: AAP

Date: 23-May-2010

The proposed resolution for NCR ZPMC-0678 is accepted, action pending. NDT results shall be submitted after testing is performed.

Submitted by:  Eagen, Sean Date: 23-May-2010

Attachment(s):

Page 1 of 1



CZ;E&;CD : | No. B-7$9
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-5-17
REGARDING: NCR-000711(ZPMC-0678)

ZPMC acknowledge this issue and has written an internal NCR. ZPMC CWI has performed an
internal training to the welders to instruct the requirement of weld’s size for fillet weld. These
exceeding fillet welds have been repaired by utilizing grinding. After then these welds’ size were
found to be acceptable. The NDT inspection will be performed during the final repair of segment
at outside yard. ZPMC will provide notification to department to check the NDT state of these
welds. Based on this ZPMC is requesting closure of this NCR.

ATTACHMENT:

NCR-000711(ZPMC-0678)
NCR-B-463(ZPMC-0678)

;E/\m/

s/n




N DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

{%’_' : Freald e 666 Fong Bin Road Room 708, Changxing Isfand
\%__* 4 Shanghal 201913 PR China
&Eflans Tel: 510-376-8234 Fay.
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE!'FLUOR, ATV Date: 19—Apr-2010

375 BURMA ROAD

OAKLAND CA 95607 Contraet Na: 04-0120F4

04-SF-80-I32/ 13.9

Dear: Mr. Charles Kuanapicki Job Name: SAS Superstruciure
Aftention: Mr. Themas Nilssan Project/Fabrication Manager Document No; 05.03.06-000668
Subject: NCR No. ZPMC-0678

Reference Description:  zppmc welded single pass FCAW weld bead exceeding the max allowghle size

The attached Non-Conformance Report desetibes ay accurrence where the contractor did not comply with g requirement of {he contract document ag
indicated below:

Materijal or Workmanship not in conformance with contrapt documens,

O Quality Conrro] (QC) not performed in canformance with contract documents,

| Recuming QC issue that constitutes a systematje problem in quality control,

] Non-Confarmance Resolved,
Material Location: OBG Lift: |2
Remarks:

During Quality Assurance {QA) random, in-process observations of the fabrication of Seginent 12CE, QA

Inspector discovered the following jssne:

-ZPMC welded oversize fillet welds in a single pass at a U-rib to Deck Plate Disphragm connection,

~The QA inspector measured the fillet weld size of the U-zib 10 Deck Plote Diaphmgm and found these welds to be spproximately

15mm to 18mm,

~The Deck Plateg affected are identified as DP3027-001, Dp3 028-901 and DP3029-001,

-The Deck Plate Diaphragm piece marks ate identified as; X30325

~The U-Rib piece mark js identificd as: RS3013C

-The Deck Plate Dinphragm pane] points (PP) ace PP115 ta PP117,

~The steel plate materia] js designated ag bon-Seismic Performance Critieal Member (non SPCM),

~According to {he approved WPS the fillet weld size should be no more than 9mm in 5 single pass utilizig g the 3F position,
Action Required and/for Action Taken:

Propose o resolution for the idemified non-conformance with revised Pprocedures to prevent future octurrences,

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments; ZPMC-0678

cc:  Gary Pursell, Peter Siegenthaler, Jagon Tom, Bill Casey
File: 05.03.05

N 0503, 06-000668. ¥CT Page lof {




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

DEPARTMENT OF TRANSPORTATION P
DIVISION OF ENGINEERING SERVICES f (3%
Office of Struclural Malerials *.‘:7

i

Qualily Assurance and Source Inspection

Contract #: 04-0]120F4

Bay Area Branch

690 Walnut Ave, SL 160 Cty: SF/ALA Rte: 80 PM: 13.2/13.9
Valiejo, CA 94592-1133 il

(707) 649-5453 File#: 69.25B

{707) 649-5493

QUALITY ASSURANCE - NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-00071]
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-Apr-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0678

Type of problem:

Welding Concrete [J Other O

Welding (4 Curing O Procedural [ Bridge No: 34-0006

Joint fit-up [J Coating [ Other I Component: Segment 12CE U-Rib to Deck Diaphragin
Procedural [J Procedural [J Description:

Reference Description: ZPMC welded single pass FCAW weld bead exceeding the max allowable size
Description of N on-Conformance:

to be approximately 15mm to 18mm.

~The Deck Plates affected are identified ag DP3027-001, DP3028-001 and DP3029-001,

-The Deck Plate Diaphragm piece marks are identified as; X3032B

~The U-Rib piece mark is identified as: RS3013C

~The Deck Plate Diaphragm panel points (PP) are PP115 ta PP117.

-The steel plate material js designated as non-Seismic Performance Critical Member (non SPCM).

DP-3027-001:053

3 TP — i o
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
‘ { Continued Page 2 0f 2 )

| S o S SR S e g R T AT A R

=

AWS D1.5-2002 section 4.14.1 -3: The maximum size of a fillet weld made in one pass shall be 12 mm [1/2 in]

Welding Procedure Specification: WPS B-T-2133

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notifjed: Wang Wai Nan
Time and method of notifieation: 1030 hours, 04-17-] 0, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 2015 hours, 04-17-10, Verbal
QC Inspector's Name: Gang Wai

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

N/A

Inspected By: Tsang,Fric SMR

Reviewed By: Wahbeh,Mazen SMR

‘fiz. TL-15.Onality dssurange -- Non-Conformance Repor: Page Zof 2




Nonconformance Report

AFE TR &
Project Name: S.F.0.B.B NCR Number:
R 5 B om0 i 5 AT NCR %51 NCR-B-463(ZPMC-0678)
Item: Oversize fillet weld Item Number: Drawing:
BRI AR TR HE: Bg: 12CE
Location: B AY 14 Date:
fr 8 K 12 H3#: 2010-05-05

Description of Nonconformance:

During random Quality Assurance random in-process observations of the fabrication of 12CE,

this inspector discovered the following issue:

- ZPMC welded oversize fillet welds in a single pass at a U-rib to Deck Plate Diaphragm
connection. ,

- The inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found
these welds to be approximately 15mm to18mm.

- The Deck Plates affected are identified as DP3027-001, DP3028-001, and DP3029-001.

- The Deck Plate Diaphragm PP are at PP115~PP1 17.

- The steel plate material is designated as non-seismic Performance Critical Member.

- According to the approved WPS the fillet weld size should be no more than 9mm in a
singles pass utilizing the 3F position.

TEMMBEDREE R, 7E12CERHIfE it R ek R LA i

- ZPMCTERTUM) T AR SRR A I 4 T B FR ek, 424 FTiEAR.

- TEIRRREER R R~ 28 0 15mm~18mm.,

- BREINW Y S hDP3027-001 ,DP3028-001F1DP3029-001.

- R R B TR SRR AR FPP115~PP117,

- ARIEALMERIWPS, 3F{r B SRR R~ B Rt omm.
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Weld ID: DP3029-001-061

1.Weld size is :12.5mm after grinding.

2.Weld size is: 12mm after grinding,
Weld ID : DP3027-001-051

1 A

il

3.Weld size is: 11mm after grinding.
Weld ID : DP3028-001-026

5.Welder’s training regarding to the weld size issue by ZPMC CWI Mr. Geng Wei




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: 29-Nov-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000663 Rev: 01
Ref: 05.03.06-000668

Subject: NCR No. ZPMC-0678

Contractor's Proposed Resolution:

Reference Resolution: ZPMC is providing the NDT of the welds in question. Based on previous responses to this NCR and the NDT
ZPMC requests closure of this NCR.

ZPMC is providing the NDT of the welds in question. Based on previous responses to this NCR and the NDT ZPMC requests closure of this
NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000663R01;

Caltrans' comments: Status: AAP
Date: 30-Nov-2010

The NCR has not been fully addressed. Similar incidents took place in the past and the "revised procedures to prevent future occurrence" shall
be stated.

Submitted by:  Woo, Laraine Date: 30-Nov-2010
Attachment(s):

‘E}' Page 1 of 1



@ No. B-935
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE:; 2010-11-25
REGARDING: NCR-000711(ZPMC-0678)

ZPMC is providing the NDT records to show the acceptance of these welds after grinding. Based
on this, please consider closure of this NCR.

ATTACHMENT:
NCR-000711{ZPMC-0678)
B787-MT-33726
B787-MT-33727
B787-MT-33728

1y

I.II["V_"‘A }n{u




P ' DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge

{f 666 Feng Bin Road Room 708, Chanaxing Island
Shanghal 201913 PR China
(mitrans Tel: 510-376-8234 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGETFLUOR, A IV Date; 19-Apr-2010

175 BURMA ROAD

DAKLAND CA 95607 Contract No: 04-0120Fa

B4-5F-B0-13.2/ 139

Dear: Mr. Charles Kannpicki Job Name: SAS Superstrucihure
Attention: Mr. Thomas Milsson  Project/Fabrication Mannger Document No: 05.03.06-00066%
Subject: MNCR Mo. ZPMC-0678

Reference Description:  ZPMC welded single pass FCAW wield head exceeding the max ellownble size

The attached Mon-Conformance Report deseribes an oceurrence where the contructor did not comply with a requirement of the contract document as
indicated helow:

Material or Workmanship not in conformance with contract documents.

[ Quality Coutrol (QC) not performed in confarmance with contract decuments.

[J Recurring QC issue that constitutes a systematic problem in quality ecairal

[1 Non-Conformance Resolved,

Material Location: 0BG Lift: 12
Remarks:
During Quality Assurance (QA) madom in-process observations of the fabrication of Segment 12CE, QA
Inspector discovered the following issue;

-EPMC welded oversize fllet welds in o single pass at a U-rib to Deck Plate Diaphrgm connection.

~The QA inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found these welds 1o be approximately

15mm 1o 18mm.

-The Deck Plates affected are identified o5 DP3027-001, DP3028-001 and DP3029-001,

~The Deck Plate Dinphragm plece murks are identified as: X30328

=The U-Rib picce mark is identified as: RS3013C

~The Deck Plate Dinphragm penel points (PP) arc FP115 to PP117.

~The steel plate malerinl is designated as non-Seismic Performance Critical Member (non SPCM).

-Acconling to the approved WPS the fillet weld size should be no more thun 9mm in a single pass wilizing the 3F position,
Action Required and/or Action Taken:

Propose o resalution for the identified non-confarmance with revised procedures to prevent future oocurences,

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZFMC-D6TR

ce:  Gary Pursell, Peter Siegenthaler, Jason Tom, Bill Casey
File: 05.03.06

N 0s.05.060006s8.8CT Ty




STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzensgger, Govarnor

— == — — — = 1
DEPARTMENT OF TRANSPORTATION Py
DIVISION OF ENGINEERING SERVICES '3 %
Dffice of Structural Malenals 'll:;,- =
Ouality Assurance and Source Inspection e

Contract #: 04-0120F4
Bay Area Branch ———
680 Wainut Ave.5L 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Vallgo, CA 94582-1133 ey o E e o
(707) 648-5453 File#: 69.25B
(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000711

Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-Apr-2010

Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR #: ZPMC-0678
— — ———

Type of problem:

Welding Concrete [ Other O

Welding Curing O Procedural 0  Bridge No: 34-0006

Joint fitup [J Coating [0 Other L] Component: Segment 12CE U-Rib to Deck Diaphragm

Procedural [J Procedural [J Description:

Reference Description: ZPMC welded single pass FCAW weld bead exceeding the max allowable size

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Segment 12CE, this QA

Inspector discovered the following issue;

-ZPMC welded oversize fillet welds in a single pass at a U-rib to Deck Plate Dinphragm connection.

-The QA inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found these welds

to be approximately 15mm to 18mm.

-The Deck Plates affected are identified as DP3027-001, DP3028-001 and DP3029-001.

-The Deck Plate Diaphragm piece marks are identified as: X30328

-The U-Rib piece mark is identified as: R§3013C

-The Deck Plate Diaphragm panel points (PP) are PP115 to PP117.

-The steel plate material is designated as non-Seismic Performance Critical Member (non SPCM),

-According to the approved WPS the fillet weld size should be no more than 9mm in a single pass utilizing the

3F position.

The fillbtpeeld stze< il BRERIEGONH 17800 B (3r3F The fillet wbtdrae IGRIRER

ipasition with FCAW) 1 rent il deck Plate position :ﬁ -

dinphragm A H 2y Plate DiaphtRgaTss Sl
DP3029-001-061 G

Fillet size Appr. 16
eca il gy Ak DP.3027-001-053

04/1780 10748

ﬁz_ TL-13, Cueality Assurance = Non-Conforniance Report Page 1 of 2




QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

{ Continued Page 2 af 2 )

P " S

) —Zsll =)

Applicable reference:
AWS D1.5-2002 section 4.14.1.3: The maximum size of a fillet weld made in one pass shall be 12 mm [1/2 in.|

for the flat and vertical positions.

Welding Procedure Specification: WPS B-T-2133

Who discovered the problem:  Subhasis Bera

Name of individual from Contractor notified: Wang Wai Nan

Time and method of notification: 1030 hours, 04-17-10, Verbal

Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 2015 hours, 04-17-10, Verbal

QC Inspector's Name: Gang Wai

Was QC Inspector aware of the problem: Yes[] No

Contractor's proposal to correct the problem:

NfA

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, +(86) 134.7247.7571, who represents the
Office of Structural Materials for your project.

D —————————————————————  ———————— - i
Inspected By:  Tsang,Eric SMR

Reviewed By: Wahbeh,Mazen SMR

RE 11-15Quality Axsurance - Now Conforniaice Repart N
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REPORT OF MAGNETIC PARTICLE EXAMINATION

HiftEE / acm

JEF SIGN/ AW DATE

MHCUSTOMER

IR B
REPORT NO. §il ;i3 B787-MT-33728 DATEEI I 2010.19.24 PAGE OF{#4 110 Revision No: 0
PROJECT NO, CONTRACTOR:
. 5
TH ros-TeT il s SALTRAN
DRAWING NO. e CALTRANS CONTRACT NO.:
Vil 04-0120F4
M- 12CE DECK PLATE SPLICE W T e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B R AR R 4 L A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 26" 2010
EQUIPMENT 4 MANUFACTURER fifi i MODEL NO. fratiss SERIAL NO. ifilEa5 3
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
VLA R AT B B ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
] F 4 i
|MATERIAL TO BE + WELDING # &
Material & thickness A709M-345T2-%
EXAMINED O CASTING B 048, 5L e
et ki Ol FORGING i 1214mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
ik Rl S
WELD LD DIECONTINUTY gk 1 AGCE REJECT REMAR
0. —— BT JE KS
LEMGTH IM mm
i s INDICATION TYPE e g 16k ik
fhim S
DP3027-001-030 ACC. 100%MT
DP3027-001-035 ACC, 100%MT
DP3027-001-040 ACC, LO0%MT
DP3027-001-045 ACC. 1005MT
DP3027-001-050 ACC. 100%MT
DPI027-001-055 ACC. LO0%NT
DP3027-001-060 ACC. 100%MT
DP3027-001-065 ACC. 100%MT
DPI027-D01-072 ACC. 100%MT
DP3027-001-077 ACC. 1 O0%MT
DP3027-001-082 ACC, LO0%AT
DP3027-001-087 ACC. 100%MT
DP3027-001-090 ACC. 100%IT
DP3027-001.087 ACC. LOD%MT
DP3027-001-102 ACC. 1008MT
EXAMINED BY -4 REVIEWED BY iltﬁ /L
Sun Gongchang S:*"i l': j q[ﬁ / fq (7 ”Y /.2
LEVEL-Il SIGN#% | DATEEN .| 24’ LEVEL-I s:aﬁ’ I DAT}Ef [} 2o10. ’ ?f
[ ]

5 SIGN/ B! DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
@ (A W B 4
REPORT NO. §i #:831) B787-MT-33726 DATEFI W 2010.11.24 PAGE OFI{f 210 Roevision No: 0
PRO.JECT NO, CONTRACTOR:
ZPOG-THT ; CALTRANS
T Hi A
DRAWING NO. F— CALTRANS GONTRAGT NO.:
] D4-0120F4
B4 12CE DECK PLATE SPLICE I L
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
24 T A T {284 7 20
LAWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT 4 MANUFACTURER il MODEL NO. #fak i SERIAL NO. g s
MT YOKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT
: AC
ik hiE sl LT
PARTICLE TYPE Dw mgna‘ pnwda; YOKE SPACING
T0~—150mm
23 B i Tl B4 (1 PR
MATERIAL TO BE + WELDING B4
13 Material & thickness ATOBN-SAEYE X
|ExAaMINED Ol CASTING 8 e, [ i
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
g Hhigatsm
LD bkl A ACCERT REJECT REMARKS
WELD 1D LENGTH IN mm E
g INCHEATION TYPE e o 1Ed ik
flime S
DP3027-001-107 ACC. LO0MT
DP3027-001-114 ACC. 1O0MT
DP32027-001-119 ACC. LO0RMT
DP3027-001-124 ACC. 1 00RMT
DP3027-001-128 ACC. 100%MT
DP3027-001-134 ACC. 1 DOSMT
DP3027-001-139 ACC, 100%MT
DP3027-0071-144 ACC. 100%MT
DP3027-001-149 ACC, 100%MT
DP3027-001-156 ACC. 100%MT
DP3027-001-161 ACC. 1 00T
DP3027-001-166 ACC. LO0AMT
DP3027-001-171 ACC. LO0AMT
DP3027-001-176 ACC. FOOSMT
DP3027-001-181 ACC, 1005 T
EXAMINED BY 345 REVIEWED BY i
)
Sun Gongchang 9“"" 4"1 5’-1' : ] D""'J dﬂ E'ﬁ
¥/ . X A
LEVEL-Il SIGN %% | DATETW 2012 {1-2 5" LEVELN  sioN | DATERW 2010+ 11 Z,SL
R acm ' R CUSTOMER |
EF SIGN! H W DATE 5 SIGN/ H I DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. Ji 5455} BTB7-MT-33726

DATELI W 2010.11.24

PAGE OFIFY 310

Revisian No: 0

HEF SIGNJ HI DATE

PROJECT NOD. CONTRACTOR:
h ZP0G-T d CALTRANS
THEY 06-787 e g
DRAWING NO. P CALTRANS CONTRACT NO.:
, 04-0120F4

Iy} 12CE DECK PLATE SPLICE b

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO, CALIBRATION DUE DATE

0 A A T DA T

AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dee. 28°7 2010

EQUIPMENT i # MANUFACTURER it ify MODEL NO, 30 SERIAL NO. i8R T

MT YOKE KOREA MP-AZL MP1644

MAGNETIZING METHOD Continuous magnetic yoke CURRENT

AC
LAk Y b 1L
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
B FHH B 4
MATERIAL TO BE J WELDING #pig:
Material & thickness ATOSM-345T2-X

EXAMINED O CASTING #F B, IR

HiEE O FORGING it 12H4mm

WELDING PROCESS TYPE OF JOINT

FCaw T-JOINT
WiEN b ]
WELD 1D R ONWT TG ACCEPT REJECT REMARKS
MRS INDICATION TYPE LS ik P
ik e L]

DP3027-001-166 ACC, 1005MT
DP3027-001-191 ACC, 100547
DP3027-001-201 ACC, 1O0%MT
DP3027-001-202 ACC, F00AMT
DP3027-001-211 ACC. LDOSIT
DP3027-001-212 ACC. 100%M1
DP3027-001-220 ACC. | CH0AMT
DP3027-001-221 ACC. 1O0SMT
DP2027-001-230 ACC. LOOSMT
DP3027-001-231 ACC. 100%MT
DP3027-001-242 ACC. 100%MT
DP3027-001-243 ACC. 100%MT
DP3027-001-252 ACC. 100%MT
DP3027-001-253 ACT, 100%MT
DP3027-001-262 ACC, LOCMT

EXAMINED BYE#! ng REVIEWED BY Wi ¥

Sun Gongchang C ] fla’ f ? / D v ﬂ 0?45“" 11L

LEVEL-Il SIGN%% | DATEEM 2012 [ 34' LEVELH  SIGN” | DATEH M 20101 | _

AtEsH / acm J MACUSTOMER

%4 SIGN [ B Il DATE

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

B B
REPORT NO. {i4 441 BTB7-MT-33726 DATE |8 2010.11.24 PAGE OFU{E} 410 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP0G-787 CALTRANS
CHM * W
[orawinG No. . CALTRANS CONTRACT MO
i 04-0120F4
B4 12CE DECK PLATE SPLICE CELRR
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO, CALIBRATION DUE DATE
S LR b FRd bR {4 ST
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT & % MANUFACTURER il il MODEL NO. #3tis 4 SERIAL NO. 8k &
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHODD Continuous magnet[; yoke CURRENT e
Iﬂiﬂ::&'iﬁ B S Uik
|PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R Flid 4 ]
MATERIAL TO BE  WELDING it
Bk Material & thickness ATO9M-345T2-X
[ExXamINED O CASTING ##{F it 4 FLI
KrdHe O FORGING il 12M4mm
[WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Wikt P
WELD LD T ACCEPT REJECT REMARKS
L e
e INDICATION TYPE LENGI‘-:;LN T Ely %3k
s i
DP3027-001-263 ACC, 1 00T
DP3027-001-272 ACC, 100
DP3027-001-273 ACC. 100%MT
DP3027-001-033 ACC. 100%MT
DP3027-001-034 ACC. 100AMT
DP3A027-001-043 ACC, 1O0%MT
DP3027-D01-D44 ACC, 100%MT
DP3027-001-053 ACC, LO0%MT
DP3027-001-054 ACC. L00%MT
DP3027-001-063 ACC, 100%MT
DP3027-001-064 ACC, 1O0%MT
DP3027-001-075 ACC. 1O0%MT
DP3027-001-076 ACC. 100%MT
DP3027-001-085 ACC, 100%MT
DP3027-001-085 ACC, 100RMT
|EXAMINED BY =8 REVIEWED a*rg /
Sun Gongchang g"“ : ) D@ 0. I3 =14 ot
W 2o {8 71 ~ oaterm 2510. .2
LEVEL-Il SIGN%% /| DATEH LEVELl  SIGN | DATER W

HiitEm / acm

¥ 5IGN / Bl DATE

A CUSTOMER

5 SIGN 1 B DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

5 SIGN ! B DATE

BB AL
REPORT NO. 7+ Y BYB7-MT-33726 DATEH W 2010.11.24 PAGE OFUiF} 510 Revision No: 0
PROJECT NO. CONTRACTOR:
; CALTRANS
TR el il
— — CALTRANS CONTRACT NO.;
. ) 04-0120F4
I 12CE DECK PLATE SPLICE InA R
REFERENCING COOE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ B E) RS bl PR {3 B AT SO0
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Due. 28°" 2010
EQUIPMENT i3 MANUFACTURER Rfigifl MODEL NO. His0is5 SERIAL NO. Bl
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous mﬂﬂl’lﬂt[ﬁ ]"Dkﬂ CURRENT %
L c
BE{E ik RAE I SRR HLL
70~180mm
R TG AR 1] P
RIAL TO BE J WELDING ik
MATE T Material & thickness ATOBNARETE
EXAMINED O CASTING I I
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
IR 2 fiks
LD LD TR —d  ACCEPT REJECT REMARKS
WELD L.D. TENGTH IN mm
P INDICATION TYPE i i 2 d ELEE ik
e e L
DP3027-001-005 ACC. 100%MT
DP3027-001-006 ACC, 100%MT
DP3027-001-105 ACC. 100507
DF2027-D01-106 ACC. 10T
DP3027-001-117 ACC. 100%MT
DP2027-001-118 ACC. 10057
DP3027-001-127 ACC. 100%MT
DF3027-001-128 ACC. 100%MT
DP2027-001-137 ACC, 100%MT
DP3027-001-138 ACC, 100%MT
DP3027-001-147 ACC. 100%MT
DP3A027-001-148 ACC. TOO%MT
DP3027-001-159 ACC. 100%MT
DP3I027-001-160 ACC, 100%MT
DP3I027-001-169 ACC. A
EXAMINED BY L REVIEWED BY ﬁfﬁ
Sun Gongehang Stn f ? I""’i" 4— FI{M o/l 51
LEVEL -1l SIGN %% | nATEEHf 2olo_] ; 2 SL LEVELN  sigN— 4 DATEH hr’r 2009 /.2
FAHERHE / QCM M/ CUSTOMER I

W BIGN | B DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. #1445} BTB7-MT-33728

DATEIW 2010.11.24

PAGE OFIRY Mo

Revision No: 0

% SIGN | B W] DATE

F SIGN J E1I DATE

PROJECT NO. CONTRACTOR:
POG. CALTRANS
TR et il
DRAWING NO. — CALTRANS CONTRACT NO.:
o 04-0120F4
g 12CE DECK PLATE SPLICE LELRE
|REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
BN RS2 bRk B £ 28 42 7 R
AWS D1.5-2002 AWS D1,5-2002 ZPOC-MT-01 Dec. 28%7 2010
EQUIPMENT 4 MANUFACTURER M3l i MODEL NO. Histiy & SERIAL NO. bR e
IMT YOHE KOREA MP-AZL MP1Gd4
MAGNETIZING METHOD Continuous magnetic ynhn CURRENT &
A
Bk trik A e ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
B 70~150mm
e it Fatm i A ]
|MATERIAL TO BE Y WELDING #4814t
Material & thickness A70OM-J45TZ-X
EXAMINED O CASTING B FEo, L1
HRiEE O FORGING #if 1214mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
ik A0 f 244
DISCONTINUITY f 14t
WELD 1D, TEnaTi ] ACCEPT REJECT REMARKS
WS INDICATION TYPE P g B Hik
fim i
DP3027-001-170 ACC, 100N T
DP3027-001-179 ACC, LORMT
DP3027-001-180 ACC. 1005
DP3027-001-189 ACC. LDORMT
DP3027-001-190 ACC. 1005MT
DP3027-001-164 ACC, LOO%MT
DP3027-001-165 ACC. 100%4T
DP3027-001-174 ACC. 100AMT
DP3027-001-175 ACC. L ONM T
DP3027-001-184 ACC, LODMT
DP3027-001-185 ACC. 10038T
DP3027-001-194 ACC, LO0%MT
DPF3027-001-195 ACC. 100/
DP3027-001-188 ACC, 1OOAMT
DP3027-001-197 ACC, 100%T
|EXAMINED BY 144 |REVIEWED BY WTE :F
L]
Sun Gongechang 5 h ( ? MI 6 ] o / ,|" 3
LEVEL-Il SIGN%% / DATEEM Zol0, ”-34 LEVELAl  SIGN | DATER W] i@ /1" &
HftsE 7 acm ! P CUSTOMER
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REPORT OF MAGNETIC PARTICLE EXAMINATION

&5 SIGN / BN DATE

W SIGN | FI I DATE

B R M
|REPORT NO. #%i04 B787-MT-33726 DATEH B 2010.11.24 PAGE OFHi&Y 710 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-7 CALTRANS
TE el o
[orawinG no. Pt CALTRANS CONTRACT NO.:
P 04-0120F4
e 12CE DECK PLATE SPLICE W LR Y
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NOD. CALIBRATION DUE DATE
82 ) R AR BIE 41 10 AT R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 28" 2010
EQUIPMENT ik 4 MANUFACTURER {3l i MODEL NO. #3043 8 SERIAL NO. st
ImMT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
RE{L ik AR S 1 e 1
PARTICLE TYPE Drhr magnet powdar YOKE SPACING
T0~150mm
B ST FHH 4 ]
MATERIAL TO BE Y WELDING #45:
1 # Material & thickness ATOOM-S45TIX
EXAMINED O CASTING 4 {44 PG
i itk O FORGING fiRili 12M4mm
ING PROCESS TYPE OF JOINT
WELDIN ES e T-JOINT
ARty ik A
DISCONTINUITY i e
WELD LD, e ] ACCEPT REJECT REMARKS
LR R INDICATION TYPE e iBg L ik
i e
DP3027-001-206 ACC. 100%MT
DP3027-001-207 ACC, 100%MT
DP3027-001-287 ACC. 100%MT
DP3027-001-218 ACC, 100%MT
DP3027-001-225 ACC. L00%MT
DP3027-001-226 ACC. 100%MT
DP3027-001-235 ACC. 100%MT
DP3027-001-236 ACC. 1008MT
DP3027-001-237 ACC. 1003MT
DP3027-001-238 ACC. 100%MT
DP3027-001-247 ACC, Lo0T
DP3027-001-248 ACC, 100%MT
DP3027-001-257 ACC, 100%MT
DP3027-001-258 ACC. L NANT
DP3027-001-267 ACC. [O0%MT
EXAMINED BY 3243 REVIEWED BY i /
Sun Gongchang guﬂ %‘ﬁ % ? 0. (12 P, H B . Loy n
LEVEL-Il SIGN%% /| DATEAN 2910 {1+ ?L LEVELN _ sioN 1 pateas 2079 ]2
EETE / acm " |BlFCUSTOMER /
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REPORT OF MAGNETIC PARTICLE EXAMINATION
BB B A

REPORT NO. 1% WY B7R7-MT-33726

DATE[ I 2010.11.24

PAGE OFIIEY BMo

Revision No: 0

PROJECT NO. CONTRACTOR:
ZPOG-787 CALTRANS
T BlER A m P A
S AWINGNG. T CALTRANS CONTRACT NO.:
Faen 04-0120F4

1 12CE DECK PLATE SPLICE In#H TR 5

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

5 LA SR R b FIERY [ T T )

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 20°7 2010

EQUIPMENT il #% MANUFACTURER i #j MODEL NO, #f sty SERIAL NO. i 5285 57

MT YOKE KOREA MP-AZL MP1644

'MAGHE‘"E‘NG HETHDD c,nnﬂ“uo“ magneﬂg fﬂkﬂ CURRENT
AC
Bkt A HLif
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR A it B4 EE
MATERIAL TO BE + WELDING #4544
| Material & thickness AT09M-345T2.X

EXAMINED O CASTING #4) HEZ N

fegifeg sl O FORGING i 12M4mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
PR bk i
DISCONTINUITY J-iErE L
WELD 1D, TEneT T e] ACCEPT REJECT REMARKS
spg e INGICATION TYPE i g 1 it
fiie Eeidiv]

DP3027-001-268 ACC, 100AMT
DP3027-001-277 ACC. 100%MT
DP3027-001-278 ACC, 100AMT
DP3027-001-028 ACC. 100%8T
DP3027-007-029 ACC. OO\
DP3027-001-038 ACC. 100%MT
DP3027-001-030 ACC. 100%MT
DP3027-001-048 ACC. LOOSMT
DP3027-001-040 ACC. 100RMT
DP3027-001-058 ACC. 10088
DP3027-001-059 ACC. 100%MT
DP3027-001-068 ACC. 100°3MT
DP3027-001-069 ACC. 10081
DP3027-001-070 ACC, 100%MT
DP3027-001-071 ACC. 100%AT

EXAMINED BY :8!
Sun Gongchang_

Cun CMC%@

LEVEL -1l SIGN%E |/ DATE‘E-'IGJ

REVIEWED BY i
b b choat

LEVEL-I é‘!ﬂfj

) patefisl 2o/l

MAtERE / acm

20/0. 1§24
[

&5 SIGN f H W DATE
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24
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B B4R o
REPORT NO. {5444 BTa7-MT-33728 DATE I 2010.11.24 PAGE OFHiE4 /10 Rovision No: 0
PROJECT NO, CONTRACTOR:
ZP06-T07 CALTRANS
TR i Al g
[orawinG N, PR CALTRANS CONTRACT NO.:
G 04-0120F4

e 12CE DECK PLATE SPLICE I TR

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE

245 L A e L {3 M R

AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 287 2010

EQUIPMENT i # MANUFACTURER i i MODEL NO, Fpsla v} SERIAL NO. i

MT YOKE KOREA MP-AZL MP1644

1HA.ENET|.ZIHG METHOD Continuous magnetic yoke  |CURRENT

AC
Eikh A S0 T 1L
TO~150mm
g g ] T B M
MATERIAL TO BE ¥ WELDING #1451} i
Material & thickness A705M-345T2-X

EXAMINED D CASTING Hi4f 14 B

s O FORGING #i% 12M4mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
HUEE R gl o]
WELD 1D SECONTINUITYTRsIR ACCERT REJECT REMARKS
MEREE INDICATION TYPE il e i it
i E-4i\)

DP3027-001-080 ACC. 1005AT
DP3027-001-081 ACC. 1005MT
DP3027-001-080 ACC. 100FRMT
DR3027-001-091 ACC. 100%MT
DP3027-001-100 ACC. 100%MT
DP3027-001-101 ACC, LT
DP3027-001-110 ACC. 100%MT
DP3027-001-111 ACC. 100%YT
DP3027-001-112 ACC, 100%MT
DP3027-001-113 ACC. 100%MT
DP3027-001-122 ACC. 100%4T
DP3027-001-123 ACC. 1005MT
DP3027-001-132 ACC, 100%MT
DP3027-001-133 ACC, LO0RMT
DP3027-001-142 ACC. L00%iT

EXAMINED BY £

REVIEWED BY i 8

33 SIGN | BN DATE

Sun Gongchang QM n Eﬂg'(:j ‘D Vot g . Lﬁ
|LeveL-n1 siGN%& | paTERN™ 2o/0. ] }}i LEVELA S | DATEH) 20U ;/'
WILEER / QoM I~ |l CUSTOMER ]

T SIGN | H ) DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
REPORT NO. #i{# V} BT87-MT-33726 DATEL I 2010.11.24 PAGE OFI{#4 10M0 Revision No: @
PROJECT NO. CONTRACTOR:
ZP06-7 ; CALTRANS
TR il g
LoRawING MO P CALTRANS CONTRACT NO.:
— 04-0120F4
Wi 12CE DECK PLATE SPLICE I T
REFERENCING CODOE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2 R A Wy CREUATEE ]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 26% 2010
EQUIPMENT ik % MANUFACTURER Rl i MODEL NO, §¥stis SERIAL NO. iE&pEs 5
MT YOKE KOREA MP-AZL MP1 644
JMAGNETIZING METHOD Continuous magnetic yoke |CURRENT
B . AC
L A S e ML
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
A T8 b4 B
MATERIAL TO BE J WELDING 748
AT Material & thickness ATOOM-345T2-X
EXAMINED Ol CASTING ik 0 L
i e O FORGING ¥t 12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R U Bl
ELD LD N TINUITY R ACCEPT REJECT EMARK
W D. —r——— JE R 5
R INDICATION TYPE e H 1 ®iE
fiim b b
DP3027-001-143 ACC. 100%MT
DP3027-001-152 ACC. T00%MT
DP3027-001-153 ACC, LOO%UT
DP3027-001-154 ACC. 100587
DP3027-001-155 ACC, LM T
BLANK
EXAMINED BY 8 C%‘ |REVIEWED BY T #
Sun Gongchang g““ CE‘ ’ j ﬁ"‘*‘“f & G‘/{&/f it /.}, 2?[
LEVEL-Il SIGN®% | DATER) 20 Jo. ||, W" LeveLd  sioN~ s oateam ~ 2279 /)
HftEEe / ocm ' M CUSTOMER
5 SIGN / B Wl DATE %% SIGN | B W DATE
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REPGRT OF MHGNETIC PﬁRTI CLE EXAMINATIDN
C=ZBMc e
REPORT NO. {1587 B787-MT-33727 DATEL i 2010.11.24 PAGE OFTIEY 1114 Revision No: 0
PROJECT NO. CONTRACTOR,
- 0B- CALTRANS
LR ZPoB-y8t e s
DRAWING NO. . CALTRANS CONTRACT NO.:
; 04-0120F4
185 DECK PLATE SPLICE IR
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NOD. CALIBRATION DUE DATE
S R A Ll o iR {3 138 1 T AT 0y
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT il #¢ MANUFACTURER [ i MODEL ND. Bt e SERIAL ND. &g a
MT YOKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT =
AT MHtE HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING TN
CEE FEH AL 21 o
MATERIAL TO BE Y WELDING 938
1t Material & thickness ATOSMAETEX
EXAMINED O CASTING Bt ey
Erais O FORGING #ift 12Mamm
WELDING PROCESS TYPE OF JOINT
Foaw T-JOINT
MR B sy
DLD NI ACCEPT REJECT REMARKS
WELD 1.0, LENGTH IN mm
T INDICATION TYPE P i ik
{iim R
DPA029-001-030 ACC. 100%MT
DP3029-001-035 ACC, 100%MT
DP3020-D01-040 ACC. 1O0%MT
DP3025-001-045 ACC. LOORMT
DP3029-001-050 ACC, LO0AMT
DP3029-001-055 ACC, LO0%MT
DP3022-001-060 ACC, 100%MT
DP3029-001-065 ACC, L00%MT
DP2029-001-072 ACC, 100%MT
DP3029-001-077 ACC. LO0%MT
DP3029-001-082 ACC. LOORMT
DP3029-001-067 ACC, 100%MT
DP3028-001-090 ACC. LOOMT
DP3029-001-007 ACC, LO0%MT
DP3029-001-102 ACC, 1008MT
EXAMINED BY £ REVIEWED BY, 1|i f
p " a"’[ p If‘
Sun Gongchang 12 7 I 2
[LEVEL -1l SIGN %% / DATERM 29lo, /x ']L LEVELY  SIGN™ | DATEELM 200, 1, EL
Hifit#: 7 acm H P CUSTOMER
T SIGN T B DATE W SIGN T Y DATE

(FORM# ZPQC-MTO1)
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REPDRT oF ME.GNETIC PARTICLE EXEMINATION

R R B R 4

LT R e e b e e

B SIGN 1 BN DATE

REPORT NO, {5835 B7BT-MT.23727 DATEEI M 2010.11.24 PAGE OFTIES 211 Revision No: 0
PROJECT NO., CONTRACTOR:
§-787 CALTRA
TR kit o e
DRAWING NO. P CALTRANE CONTRACT NO.:
’ _ 04-0120F4
% DECK PLATE SPLICE I LB
|rREFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE MO, CALIBRATION DUE DATE
BN REE bRl B S (30l T e )
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Doc. 28°7 2010
EQUIPMENT % MANUFACTURER [ ift 1 MODEL NO. §istig 4 SERIAL NO. iEsEig &
[T YoKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
o AC
R4k i . S B ik
T0=—=150mm
| FEE RSB
MATERIAL TO BE YWELDING #i i
# Material & thicknoss A709M-345T2-X
EXAMINED O CASTING Bt R I
Wi O FORGING il 12114mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
e U]
- DISCONTINUITY T i a4 — T— i
WELD | E
: LENGTH IN mm
HEkin g INDICATION TYPE iy T % i
65w £l
DP3029-001-107 ACC, DA T
DP3029-001-114 ACC, 1003MT
DP3029-001-115 ACC. LO0%MT
DP3029-001-124 ACC. L00MMT
DP3029-001-128 ACC. 100%MT
DP3029-001-134 ACC. 100%MT
DP3029-001-139 ACC, 100%MT
DP3029-001-144 ACC. LO0RMT
DP3029-001-149 ACC. LDO%MT
DP3020-001-156 ACC. 100%MT
DP3029-001-161 ACC. LoowM T
DP3029-001-166 ACC. LDOEMT
DP3029-001-171 ACC, 100%MT
DP3029-001-176 ACC. L00%MT
DP3029-001-181 ACC, LOORMT
1EXAMINED BY :# CJ{U REVIEWED BY ﬂrti 4
Sun Gongehang gE‘ n G ’ :20}' 0. |- .le ) }, Iz
LEVEL-Il SIGN %% | DATERN LEVEL.I s\‘tw’ ! DATERN™ 2010- [ Ix
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 REPORT OF MAGNETIC PARTICLE
AR R

EXAMINATION

REPORT NO. il %4 B787-MT-33727

DATEE R 2010.11.24

PAGE OFT{E} 311

Revision No; 0

PROJECT ND. CONTRACTOR:
POG-TRT CALTRANS
TR £ i
DRAWING ND. F— CALTRANS CONTRACT NOD.:
D4-0120F4
S DECK PLATE SPLICE M LRSS
REFERENGING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BT Y AT R R TRrrig (L8 e T AT )
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 28%" 2010
EQUIPMENT 8L MANUFACTURER #1ifi i MODEL NO. f#slig & SERIAL NO. iEbkiga
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
L . AC
R A o 5 L ek el 3
PARTICLE TYPE Dry magnet powder YOKE SPACING
= T0~150mm
B T i o
MATERIAL TO BE J WELDING #4484
i Material & thickness AN STk
EXAMINED O CASTING #4): &t BLIE
Byt b O FORGING 1R 12M4mm
ELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R i £k e
DISCONTINUITY F i
WELD 1.0, TENGTT ] ACCEPT REJECT REMARKS
HEHR§ INDICATION TYPE 2 L iafl #ik
{tim sy
DP3029-001-186 ACC. 100%MT
DP3022-001-197 ACC, 100%MT
DP3025-001-198 ACC. 100%MT
DP3029-001-203 ACC. 1O0RMT
DP3028-001-208 ACC. 06T
DP3028-001-213 ACC, 100%MT
DP3029-001-218 ACC. L DOAT
DP3025-001-223 ACC, 100%MT
DP3028-001-228 ACC, 100RMT
DP3029-001-233 ACC, 100 T
DP3029-001-240 ACC, L O T
DP3029-001-245 ACC. L00%EMT
DP3029-001-250 ACLC. 100%MT
DP3020-001-255 ACC. LGURMT
DP3020-001-260 ACC. 100\ T
EXAMINED BY £ E |REVIEWED BY Wi % : ]
Sun Gongehang 5.7,'&‘ 1 ! i Z D ib\# {' & il "
LEVEL-Il SIGN %% 1 pATER) 2000- 1125 F ey ol DATEEI N 20/9.1/
IMItERTE / aom ’ I P CUSTOMER f

45 SIGN 1 9] DATE
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(FORM# ZPQC-MT01)

e el P




e L T

g ] B ]

e e

= |

“REPORT OF MAGNETIC PARTICLE EXAMINATION
R

r

REPORT NO. §il {51 ¥ B787-MT-33727

DATEFIIF 2010.11.24

PAGE OFIIEY 4119

Revision No: 0

PROJECT NO, CONTRACTOR:
06- CALTRANS
TR il m
RAWING ND. T— CALTRANS CONTRACT NO..
bk o 04-0120F4
LT DECK PLATE SPLICE I LESR
REFERENCING CODE ACCEPTANCE STAMDARD PROCEDURE NO. CALIBRATION DUE DATE
P rg L e Er L Hr R {8 MRS T S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 28%7 2010
EQUIPMENT MANUFACTURER M4l if] MODEL NO. Halig 8 SERIAL NO. b a
MT YOKE KOREA MP-AZL MP1644
|MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
Bk T ikl
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
R R TR R4 ) B
MATERIAL TO BE Y WELDING £
i® Material & thickness ATOOM-I4ET2.X
EXAMINED O CASTING 4, M
e O FORGING &ifi 12M4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B i Bk sy
Dl CECTRUTYTIeE ACCEPT REJECT REMARKS
WELD I.D. -
- INDICATION TYPE Bl Mg 15k 2 it
it Er B
DP3029-001-258 ACC. LO0AMT
DP3029-001-271 ACC. 100AMT
DP3028-001-276 ACC. 1003MT
DP3029-001-199 ACC. 100%MT
DP3029-001-200 ACC. 10087
DP3029-001-209 ACC. 100%MT
DP3028-001-210 ACC. 100%MT
DP2029-001-219 ACC. LO0%MT
DP3029-001-220 ACC, LO0%MT
DP3029-001-229 ACC. 1 00T
DP3029-001-230 ACC. LO0MT
DP3029-001-241 ACC. LOORAT
DP3029-001-242 ACC, 100%MT
DP3020-001-251 ACC, LOCRMT
DP3029-001-252 ACC. 1O0%RMT

EXAMINED BY %
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ke o "REPORT OF "MAGNETIC PARTICLE E EXAMINATION
(ZPMC ) aB
REPORT NO. &5 B7a7-MT-33727 DATEE IR 2010.11.24 PAGE OFTIF) 5/11 Revision No: 0
PROJECT ND. CONTRACTOR:
POG-TET CALTRAMS
TR Z W
DRAWING NO. s CALTRANS CONTRACT NO..
: 04-0120F4
e DECK PLATE SPLICE M TEE T
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
e /g UReR: =[] 1B bRl FrEY (LT W
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28°7 2010
EQUIPMENT @ % MANUFACTURER Mligiy MODEL NO. FEstis SERIAL NO. ifisbin e
MT YOKE KOREA MP-AZL MP 1644
|MAGNETIZING METHOD Continuous magnetic yoke CURRENT pee
. LA o 4 T e L HE
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
M FREH 4
MATERIAL TO BE  WELDING 15454
Material & thickness AT09M-345T2.X
EXAMINED OI CASTING Wipf Hi 4, BEIE
i wl O FORGING ik 12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
L B flgpaany
— DISCONTINUITY 3 ek 2 —_— Se— A
LD | AC C R
i LENGTH IN mm|
b G INDICATION TYPE L H I HiE
iR g
DP3029-001-261 ACC. 00T
DP3029-001-262 ACC. L DOSST
DP3028-001-272 ACC. 1OGRMT
DP3028-001-273 ACC, 10047
DP3029-001-031 ACC. 100AMT
DP3025-001.032 ACC. 100%MT
DP3029-001-041 ACC, LOCRMT
DP3029-001-042 ACC. LO0%MT
DP3029-001-051 ACC. L00%UT
DP3029-001-052 ACC. LO0%MT
DP3029-001-061 ACC, 100%MT
DP3029-001-062 ACC. LO0%MT
DP3029-001-073 ACC. LOMT
DP3029-001-074 ACC, 1 00%MT
DP3026-001-083 ACC, L00%MT
EXAMINED BY d:4f 1;: REVIEWED BY 17 i
Sun Gongchan i oh \j L}?‘“f 6 fﬁ/ﬂ“‘f !ﬂ ” LSL
LEVEL-Il SIGN %% | DATEAS 2510 ||~ 2‘14 LEVELY  SIGN ! DATEE| Z9/[°-
fitE e f ocm " [ FeusTOMER
HEF SIGN / H W DATE Y7 SIGN | FI U DATE
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REPORT NO, #l % 8 7 B787-MT-33727 DATEEI AT 2010.11.24 PAGE OFTIE} B/11 Revision No: 0
PROJECT NO. CONTRACTOR:
ZPOB-TAT 3 CALTRANS
TR P
DRAWING NO. — CALTRANS CONTRACT NO.:
e 04-0120F4
5 DECK PLATE SPLICE I T FL
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
SN R b i Ed SR b S B AT R
AWS D1.5-2002 AWS D1.5-2002 ZPQIC-MT-01 Dec, 28*7 2010
EQUIPMENT il #% MANUFACTURER il iy MODEL NO, Fizts e SERIAL NO., ifiskil &
MT YOKE KOREA MP-AZL MP1644
|MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
Bk ik R L o i
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0-~150mm
BE2R T A% 1
MATERIAL TO BE J WELDING g E
b Material & thickness AT09M-345T2.X
EXAMINED O CASTING 044 LA
i fop O FORGING & 12M4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HiEh e P
- DISCONTINUITY A Bl pr— o i i
WELD 1D, TR TERTp— EMAR
e INDICATION TYPE i W ¥ ik
o #n
DP3026-001-084 ACC. 1 DOSMT
DP3029-001-083 ACC. 100RMT
DP3029-001-094 ACC, L00%MT
DP3029-001-103 ACC. 100%MT
DP3029-001-104 ACC. 100%MT
DP3020-001-115 ACC. 100%MT
DP3029-001-116 ACC, 00T
DP3029-001-125 ACC. LO0EMT
DPA029-001-126 ACC. LODYMT
DP3029-001-135 ACC, LO0SMT
DP3025-001-136 ACC, 00T
DP3029-001-145 ACC. 1005MT
DP3029-001-146 ACC. 100%MT
DP3029-001-157 ACC, 100/MT
DP3029-001-158 ACC. 100MT
EXAMINED BY E # 0{ REVIEWED BY 1l
Sun Gongehang gff‘ i &; ? @ o {:‘/(-3(? /0 ./ ;f Z
92010, 1]+ < : 2o /0-/]-
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REPORT NO. {11555 B7a7-MT-33727 DATELIIY 2010.11.24 PAGE OFFIE} 7111 Revision No: 0
|PROJECT ND. CONTRACTOR;
06- CALTRANS
TES e VRInE il
DRAWING NO. PR CALTRANS CONTRACT NO.;
T 04-0120F4

9 DEGK PLATE SPLIGE LECRE L

1HEFEREN.;.HG CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

b R EN Ea bRk FEUE - R 08 T T

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010

EQUIPMENT & # MANUFACTURER dlifiif MODEL NO. Haiige SERIAL NO. 8L 5

MT YOKE KOREA MP-AZL MP1644

|MAGNETIZING METHDD Continuous magnetic yoke |GURRENT i

Mk A BT bl 1

PARTICLE TYPE Dry magnet powder YOKE SPACING

TO0—=150mm

i 5 28 Fah R4 ] B

MATERIAL TO BE  WELDING #\E 5

|MATE t Material & thickness ATOONI345T2:X

EXAMINED O CASTING #{% HE Bt LI

e O FORGING iRifl 12M14mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
Uk pulls T 0]
1D e ONTIT R ACCEPT REJECT REMARKS
WELD 1. LENGTH 1N
B INDICATION TYPE e | me e ik
T E L]

DP3029-001-167 ACC, 10007
DP3029-001-168 ACC. 1008%MT
DP3025-001-177 ACC, LO0%MT
DP3029-001-178 ACC., LOO%MT
DP3029-001-187 ACC. 100%MT
DP3029-001-188 ACC. 100MT
DP3025-001-164 ACC. LO0%MT
DP3029-001-165 ACC, 10047
DP3028-001-174 ACC. 100%MT
DP3028-001-175 ACC. 100N T
DP3029-001-184 ACC. 1000 T
DP3029-001-185 ACC, LO0AMT
DP3029-001-194 ACC. 100%MT
DP3029-001-195 ACC. 100%NT
DP3029-001-198 100%MT
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REPCRT NO. {{i8 % BT87-MT-33727

DATEEI N 2010.11.24

PAGE OFITF B4

Revision No: 0

PROJECT NO. CONTRACTOR:
ZP0B-TH7 CALTRANS
T il F:
DRAWVING MO R— CALTRANS CONTRACT NO.:
" 04-0120F4

M DECK PLATE SPLICE AT il

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE

B0 s R IFE g R {3 B BEE ST RN

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010

EQUIPMENT it # MANUFACTURER i ifi MODEL NOD. Ffslia e SERIAL NO. &5

MT YOKE KOREA MP-A2ZL MP1644

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT

AC
[ 8 B4 A i e i
PARTICLE TYPE Dry magnet powder YOKE SPACING s
70—150
A A R 4 ) e
MATERIAL TD BE Y WELDING #1481k
i Material & thickness ATOOM-345T2.X

EXAMINED O CASTING Wt fF P

K O FORGING #Rift 12/14mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
g HE s R
ii% DISCONTINUITY R iE e P— — i
WELD 1.D. e ) T RKS
WERE T INDICATION TYPE ™ s itk s}
167 Erdi ]

DP3029-001-197 ACC, 1005MT
DP3029-001-206 ACC, LOCRMT
DP3029-001-207 ACC. 100 T
CP3029-001-216 ACC. 100%MT
DP3028-001-217 ACC. 100%MT
DP3029-001-226 ACC. 100%NT
DP3025-001-227 ACC. 100%4T
DP3029-001-236 ACC. 100%MT
DP3029-001-237 ACC, 100 T
DP3029-001-238 ACC. 1 O0MT
DP3029-001-239 ACC. 06T
DP3029-001-248 ACC. LO0%MT
DP3029-001-243 ACC. LO0%MT
DP3029-001-258 ACC, LO0sMT
DP3029-001-259 [ ACC. L00sMT

EXAMINED BY 7 |REVIEWED BY Wi E; i .

Sun Gongchang qﬂ- r Cf;ﬂ _D/L:"':' 1 ‘@' % — 0.11\2
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SEPORT OF MAGNETIC PARTICLE EXAMINATION

FE5F SIGN / LI DATE

fﬁﬁﬂﬂﬁﬂ #k
REPORT NO. il {845 BT7-MT-33727 DATEEI 1] 2010.11.24 PAGE OFTI#} aM1 Revision Ne: 0
PROJECT NO. CONTRACTOR:
78 CALTRANS
B <FnThe i
CRAWING NG, —— CALTRANS CONTRACT NO.:
o 04-0120F4
B - DECK PLATE SPLICE I -CEEE T
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
o BRI i T B (50288 s AT )
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26°" ,2010
EQUIPMENT ## MANUFACTURER M3t MODEL NO. sl % SERIAL NO. HsEfa
MT YOKE KOREA MP-AZL MP1644
MﬁGNEI'IE'ING METHDD .:,nn“nunus mg«nnﬂc rukn EURREHT =
A
e iz BB i Al THLHE
PARTICLE TYPE Ory magnet powder YOKE SPACING
. T0~=150mm
R Flt 5 1 5
MATERIAL TO BE | WELDING Hugd
J L HER Material & thickness AT T
EXAMINED O CASTING #F i JE
MR O FORGING it 12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HE b Rk £adit)
St bbbl o ACCEPT REJECT REMARKS
WELD 1.D. LENGTH IN mm
b R INDICATION TYPE I B 6k ik
{iE b3y
DP3029-001-268 ACC. 100MMT
DF3029-001-270 ACC, 100%MT
DP3029-001-278 ACC, 100%MT
DP3029-001-280 ACC. LO0%MT
DP3028-001-028 ACC. 100AMT
DP3029-001-029 ACC. LOORIT
DP3029-001-038 ACC. 1D0%MT
DP3029-001-039 ACC, 1 00%MT
DP3029-001-048 ACC, LOONMT
DP3029-001-048 ACC. L OGMIT
DF3029-001-058 ACC. L 00T
DP3029-001-059 ACC. LOOSMT
DP3029-001-068 ACC, LDOMT
DP3029-001-069 ACC. L00AMT
DP3029-001-070 ACC. HOURMT
|EXAMINED BY 3 M REVIEWED BY i # {
Sun Gongchang S_u"“ . 9 :'#1 -é € F o ) ,J'., 2z
ILevEL-1 siGN%% / DATEEIM 2010. []-¥ ]L LEVELN  SIGN” | DATERM
R / QM " IHrcusTOMER

e SIGN /[T W] DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
@j 0 I 4
REPORT NO, {455 B787-MT-33727 DATEE W 2010.11.24 IPAGE OFIE: 10011 Revision No: 0
|PROJECT ND, CONTRACTOR:
POG-T87 CALTRANS
TRE S g o
DRAWING NO. H54550 CALTRANS CONTRACT NO.:
: 04-0120F4
6 DECK PLATE SPLICE WA T S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
B4 W Rt b Ry L3 AT 20
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dee. 28°7 2010
EQUIPMENT #E4: MANUFACTURER i ifi MODEL NO, Feztis g SERIAL NO, i bbas 5
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke CLURRENT
AC
LT RSl R b ML
1F'AFITICLE TYPE Dry magnet powder YOKE SPACING
T0-~-150mm
B FH% B M Fn
MATERIAL TO BE J WELDING £#E#
Material & thickness ATDIM-345T2-X
EXAMINED O CASTING Wit [t i
BEHE O FORGING 1R 12H4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
U iR bR
e DISCONTINUITY T dis — B i
LD 1D, T— A
vy INDICATION TYPE R e B 5
fiw E 2]
DP3029-001-071 ACC. 100°MT
DP3029-001-080 ACC. L00%MT
DP3029-001-081 ACC. 100%T
DP3029-001-080 ACC. 100%MT
DP3023-001-081 ACC. 100%MT
DP3029-001-100 ACC. 100%MT
DP3029-001-101 ACC. LO0%MT
DP3025-001-110 ACC, 1 00%MT
DP3028-001-111 ACC. LO0%MT
DP3028-001-112 ACC. 100%4T
DP3029-001-113 ACC, 100%MT
OP2029-001-122 ACC, 10050 T
DP3029-001-123 ACC. L00%MT
DP3029-001-132 ACC. 100N T
DP3029-001-133 ACC. 100FMT
EXAMINED BY 82 REVIEWED BY iy
sun Gongeang__ Sun_ Go-eho- 2el0. [l ia = 7 0. ¢!
LEVEL-Il SIGN%% /| DATEEN [ LF LEVELI  SIGR ! DATEEL LB s 2(7[
MfitEes / acm M ACUSTOMER !
W SIGN T HIFl DATE AF SIGN | E] 1Y) DATE
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CZBMCcH e,
REPORT NO. {888 %1 BTB7-MT-13727 DATEH I 2010.11.24 PAGE OFIF 1111 Revision No: 0
PROJECT NO. CONTRACTOR:
g - ZPD6-787 il P CALTRANS
DRAWING NO. DP3029 CALTRANS CONTRACT NO.:
, _ D4-0120F 4
e DECK PLATE SPLICE M TRR B
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
2 R SR Y it T PRI BB E A7 201
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Deoc. 28*7 2010
EQUIPMENT il # MANUFACTURER it ifi MODEL ND. Falig s SERIAL NO. fEsli &
MT YOKE KOREA MP-A2L MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
L M4 il
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70—~150mm
il 2 Tl 4 1] 45
MATERIAL TO BE J WELDING ¢
ET Material & thickness AT
EXAMINED O CASTING # 1 15 4 it
Hr i el O FORGING RS 12M14mm
WELDING PROCESS TYPE OF JOINT
FoAW T-JOINT
MEENTE pULE T E i
WELD I1.D TNy ACCEPT REJECT REMARKS
1.D. MLA,
e INDICATION TYPE oy e ik ik
iR sk
DP3029-001-142 ACC. 100%MT
DP3029.001-143 ACC. 100%MT
DP3029-001-152 ACC. 100%MT
DP3029-001-153 ACC, 1 00N T
DP3025-001-154 ACC. LOGRMT
DP3028-001-155 ACC, AT
BLANK
EXAMINED BY 18 |REVIEWED BY WiE:
Sun Gongehang____ Sk (o € " | st tla iy A _Cheg
LEVEL-Il SIGN 2% / DATENM bl L]L LEVEL-Il  SIGN | DATEEW g Z'Lf"
HAtEE S acm " P CUSTOMER /
¥'F SIGN / F1M DATE SETF SIGN 1 FLI DATE
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REPORT NO. {1 B7A7-MT-33728 DATEL] N 2010.11.24 ‘FAEE OF TR 113 Revision Na: 0

f-nmem NO. 7P0G-787 CGI*{TRAC-TDH: CALTRANS

T 1 B Rl

DRAWING NO. — CALTRANS CONTRACT NO.:

, s 04-0120F4

PIE DECK PLATE SPLICE CECREE

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE

2 AR T b ifd T RIS i T AT R

AWS D1.5-2002 AWWS D1.5-2002 ZPQC-mT-01 Dee. 28" 2010

EQUIPMENT % MANUFACTURER Ml MODEL NO. Halin g SERIAL NO, b

MT YOKE KOREA MP-AZL MP1644

MﬁGHEﬁmNG METHOD Continuous i‘ﬂﬂ-ﬂﬂEﬂﬂ -’luka CURRENT -

L AR b A, T

PﬂﬂTlCLE TYPE Dry magngt puwdnr YOKE SPACING

70~=160mm
b p ki) T il i B
MATERIAL TO BE J WELDING # 4
Material & thickness AT09M-345T2-X

EXAMINED 01 CASTING #f¥ {0 FRHE

i O FORGING 1R 121 4mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
Wik ik ot Cti]
WELD 1D DISCONTINUTYRRRE —  AGCEFT REJECT REMARKS
S, LEMGTH IN mm
e INDiEA;I‘iQN TYPE i B B ik
iR i

DP3028-001-178 ACC. 100%MT
DP3028-001-184 ACC. LOOSMT
DP3028-001-182 ACC, 100%UT
DP3028-001-194 ACC. 100%MT
DP3026-001-199 ACC. 100RMT
DP3026-001-204 ACC. LoosIT
DP3028-001-209 ACC. LO0%MT
DP3028-001-214 ACC. L O0RMT
DP3028-001-221 ACC. 1(HMT
DP3028-001-226 ACC, L OOAMT
DP3028-001-231 ACC. 1 00%MT
DF3028-001-236 ACC. 1 00T
DP302E-001-241 ACC. 100%MT
DP3026-001-246 ACC. 100%MT
DP30268-001-251 { ACC. LO0AMT

EXAMINED BY £ [REVIEWED BY JiTEL
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EXAMINATION

REPORT NO. LR Y B7BT-MT-33728

DATE!1 W 201D0.11.24

PAGE OFULfY 2M3

Revision No: 0

PROJECT NO. CONTRACTOR:
ZPOG-TET : CALTRANS
TiEY: il Fe
rumwmﬁ ND. E—— CALTRANS CONTRACT NO.:
__ 04-0120F4
e DECK PLATE SPLICE I TR
REFERENGCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
gk ] trdd oty A 08 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26%" 2010
quupmem Brdhe MANUFACTURER i MODEL NO. sl SERIAL NO. iEEEiR &
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke CURRENT e
ke iR 4 Hafl
r To~—150mm
A FH®n AR
MATERIAL TO BE J WELDING iR
Material & thickness ATOOM-345TZ-X
EXAMINED 1 CASTING 8 ik JELHE
e lehdl 0 FORGING filiti 12M4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
sk L St
WELD LD DISCONTINUITY ARSI ACCEPT REJECT REMARKS
i LEMNGTH 1M mm J
MRS INDICATION TYPE 1 L {ady ik
iR Had)
DP30ZE-001-246 ACC. L DORMT
DP3028-001-261 ACC. LOORMT
DP3028-001-266 ACC. 100%T
DP302e-001-273 ACC. 1005MT
DP3028-001-278 ACC. LOOEMT
DP3028-001-283 ACC, LOOAMT
DP3028-001-2688 ACC. 100%MT
DP3028-001-293 ACC. L00AMT
DP3028-001-298 ACC. 1O0%MT
DP3028-001-303 ACC. 1OOMT
DP3026-001-308 ACC. L00%MT
DPF3028-001-313 ACC. 100%MT
DP3028-001-318 ACC. 100%MT
DP3028-001-013 ACC. 100%MT
DP30268-001-018 ACC. 100%MT
EXAMINED BY £ HEWEWED BY maﬁ i
FDIng Acheng PH ﬂ M " ” GH s 29, o f?
LEVEL -l SIGN%% 7 DATEEN 202 11- Z.C,L LEVELAl  SIGN ¢/ patesim Y Lsc’
HifHam / acM ! /A CUSTOMER f

%% SIGN | B DATE

st SIGN | H W) DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION
@ B SR
REPORT NO. #1551 B787-MT-33728 DATEL N 2010.11.24 PAGE OFNLIS 3M3 Revisian No: 0
PROJECT NO. CONTRACTOR:
PO6-TH ¥ CALTRANS
T e e
CRAWING NO: S CALTRANS CONTRACT NO.:
- 04-0120F4
1 3+ DECK PLATE SPLIGE It LER
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
SN IR AL BT {30 0 T R
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28°7 2010
|EQUIPMENT 4% MANUFACTURER 0z MODEL NO. Pt SERIAL NO, MBS
MT YOKE KOREA MP-AZL MP1644
lMﬂGHETlZlNG METH'DD Continuous magnatin "ﬂkﬂ GURHENT
AC
BT LIRS ik
& 70—150mm
A FRs i 454 7] B
MATERIAL TO BE | WELDING gt
¥ Material & thickness AT0ON-I4ET2-X
EXAMINED O CASTING [ FEHE
B O FORGING il 12114mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Ak sy
DISCONTINUITY F ittt
WELD I1.D., | ACCEPT REJECT REMARKS
Mg B INDICATION TYPE r w b: L 1B X
iR Ui
DP302E-001-023 ACC, LO0%MT
DP3028-001-028 ACC. LOD%MT
DP3028-001-033 ACC. 100RMT
DP3028-001-038 ACC. 100%MT
DP3028-001-043 ACC. LO0%AT
DP3028-001-048 ACC. LOOMMT
DP3026-001-053 ACC. 100%MT
DP3026-001-058 ACC. LOOMMT
DP3028-001-065 ACC. 100%MT
DP3028-001-070 ACC. 100%MT
DP3028-001-075 ACC. LOONMT
DP3an2e-001-080 ACC, L00%MT
DP3028-001-085 ACC. LO0EMT
DP302R-001-080 ACC. 100%MT
DP3028-001-095 ACC, LO0%MT
EXAMINED BY E# REVIEWED ? ETE d
rﬂlng Acheng o (12 “n C:E“‘I' ﬂ:‘f
LEVEL-Il SIGNZ% ! DATEEW Lsfo, (I ﬁL LeveLd  sioN - paTERT 20 /0111 L(Z'
WElEE IR f acM : P GUSTOMER f
s<= SIGN / B I DATE S 5IGN / Bl DATE

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

%% SIGN/ Bl DATE

ol B AR
REPORT NO. JL 81 Y BTA7-MT-33728 DATELI ] 2010.41.24 PAGE OFIIEY 4M3 Revision No: 0
PROJECT NO. CONTRACTOR:
4 ZPO6- CALTRANS
TR 787 N
— A CALTRANS CONTRACT NO.:
. 04-0120F4
(GR DECK PLATE SPLICE InM TERY
REFERENCING CODE ACCEFTANCE STANDARD  |PROCEDURE NO, CALIBRATION DUE DATE
£ SRR L dE TG {8 A TR
AWS D1.5-2002 AWS D1.5-2002 ZPaC-mMT-01 Doc. 28*" 2010
EQUIPMENT L MANUFACTURER {35 MODEL NO. Hiztis SERIAL NO. it
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
) AC
R AR B AT i B HE#
PARTICLE TYPE Dry magnet powder YOKE SPACING
§ 70—~150mm
(3t EREE] B A7 [ B
ImaTERIAL TO BE J WELDING WiE 4 i
Material & thickness ATOSM-345T2-X
EXAMINED O CASTING #if B4t FERE
o 34 O FORGING flRift 12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
A HhilaEE
WELD | ORI ACCEPT REJECT REMAR
D. TENGTH IN mm| KS
L R INI:HCh_TlﬂN TYPE i Eg i ik
{kiR i
DP3028-001-100 ACC, 1O0MT
DP3028-001-105 ACC. 100%MT
DP3028-001-110 ACC, 100%MT
DE3028-001-117 ACC. 100/MT
DP3028-001-122 ACC, 100%A7
DP3028-001-127 ACC, LOMRMT
DP3028-001-132 ACC. LODMMT
DP3028-001-137 ACC. 1008MT
DP3028-001-142 ACC. L00MT
DPA028-001-147 ACC, 100%MT
DP3028-001-152 ACC, TOOMT
DP3028-001-157 ACC, LOO%MT
DP3028-001-162 ACC. LO0RMT
DP3028-001-169 ACC, LOD%MT
DP302B-001-174 ACC. L OO%MT
EXAMINED BY F47 REVIEWED Bé:rrﬁ
"
Ding Acheng p"ﬂ ﬂ / n 51-5"‘1' C}{Dﬁfﬁ'
LEVEL -1l SIGN 4 Y paten 2sf0. (I EZ;L LEVEL-l  SIGN \J"JDATEEIE] Do (9« {l 3,9[
it / acm i AlFCUSTOMER '

S SIGN | W DATE

(FORM# ZPQC-MTD1)
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REPORT OF MAGNETIC PARTICLE EXAMINATION
R S

REPORT NO. fil %8 U BYE7-MT-33728

DATELI N 2010.11.24

PAGE OFUifYy 513

Revision Mo; 0

M SIGN | W] DATE

PROJECT NO, CONTRACTOR:
-TRT CALTRANS
TR 2P0G-78 il RA
RAWING NG P CALTRANS CONTRACT NO.:
e 04-0120F4
5+ DECK PLATE SPLICE b i TR
IrREFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
250 LR B AR Pirie sy L 1T R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 268°7 2010
EQUIPMENT i # MANUFACTURER: il i MODEL NO. §#alis b SERIAL NO. iEbEE Y
MT YOKE KOREA MP-A2ZL MP1644
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
: AC
e R SRR L 1%
IPARTICLE TYPE DI]I' magnm pnwdnr YOKE SPACING
70-150mm
BB FRS 4
MATERIAL TO BE J WELDING #0315
Materlal & thickness ATOOM-345T2-X
|ExaminNED 3 CASTING H ¥ G4 FELE
S O FORGING il 1211 4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
bR pitdy T gil ]
WELD | s ACCEPT REJECT REMARKS
D. m J
e INDICATION TYPE LENGE’EI s g ik #ik
{iw em
DP3026-001-180 ACC. 100%MT
DP302E-001-181 ACC. 100%T
DP3028-001-190 ACC. LO0MT
DP302B-001-181 ACC, LOORMT
DP3028-001-200 ACC. 100%MT
DP3028-001-201 ACC. 1O0PMT
DP3028-001-210 ACC, LOORMT
DP3028-001-211 ACC. 100%MT
DP3028-D01-222 ACC. LO0MT
DP3028-001-223 ACC. 100%MT
DP3028-001-232 ACC. )
DP3028-001-233 ACC. L00%T
DP3028-001-242 ACC. 100BMT
DP3028-001-243 ACC. 100%NT
DP3028-001-252 ACC. 100°MT
EXAMINED BY 343 REVIEWED BY i C)/
Ding Acheng DL’? ﬂc‘ f j /0 H ) FEUN 6\" ’ '!_LE ; /0. 1.2
LEVEL-Ul SIGN&& I~ DATEEM 20(% |I* ‘TL LEVEL-l  SIGN | parke b e ‘f'
G fiEREE / OCM M CUSTOMER J

%9 SIGN /| Bl DATE
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REPORT NO. {1711 G B787-MT-33728

DATELIIA 2010.11.24

PAGE OFS[f} 813

Rovision No: 0

PROJECT NO. CONTRACTOR:
ZPOB-TBT CALTRANS
TR 08-78 Hl oF:
lorawiG NO. ! CALTRANS CONTRACT NO.:
. 04-0120F4
Y DECK PLATE SPLIGE I b
REFERENCING CODE ACCEPTAMCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
£ JRL R Lt PR st TR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" 2010
EQUIPMENT i # MANUFACTURER Wi/ MODEL NO. #sli5 SERIAL NO, &l Hs
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magnetic yohe CURRENT
. AC
BiLh s b LT HLHE
PARTICLE TYPE Dry magnel powder YOKE SPACING
TO0—~160mm
23 Ea T TS {4 e
MATERIAL TO BE + WELDING it 4F
| Material & thicknaess AT09M-345T2-X
EXAMINED O CASTING 8{f Mt LI
ok rop el O FORGING i 12M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Wik ks 2]
D REROWENUT ACCEPT REJECT REMARKS
WELD 1.D. ENGTH IN mm
S INDICATION TYPE Gk e Bk
s S
DP3028-001-253 ACC. JOORMT
DPF3026-001-262 ACC. LO0%AT
DP3028-001-263 ACC. 100%MT
DP3026-001-274 ACC. [ ORMT
OP3028-001-275 ACC. LOD5MT
DP3028-001-284 ACC. 100%MT
DP3I02B-001-285 ACC. 1 00UT
DP3028-001-294 ACC. 1005%MT
DP3028-001-295 ACC. 100%MT
DP3028-001-304 ACC. LOOSMT
OF3028-001-305 ACC. 100%MT
DP3028-001-314 ACC. 100/MT
DP3028-001-315 ACC. 100SMT
DP3028-001-014 ACC. 100%MT
DP3026-001-015 ACC. | OOPsALT
EXAMINED BY £ r |REVIEWED BY Witk
Ding Acheng Ci LE, :' o .g“' " ::?, {_.j 3 CI[
LEVEL -1l SIGN 84 | %ATEEI il 20(° 1l iL LEVELAl SIGN |~ DATEEH 200 .

MESE / acm

A5 SIGN | B} DATE

AlHCUSTOMER

& SIGN [ El IVl DATE
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f Ay AN
REPORT NO. %43 BT87-MT-33728 DATEL W 2010,11.24 PAGE OFB[F 713 Revision Mo: 0
PROJECT NO. CONTRACTOR:
ZPOG-TH7 CALTRANS
W R 11 B
SRAWIE 0. G CALTRANS CONTRACT NO.:
et 04-0120F4
e DECK PLATE SPLICE I TR
REFERENGING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION OUE DATE
0 R bicdimd PR Y 50 488 0 T T R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2010
EQUIPMENT 4% MANUFACTURER i T MODEL NO. FEalii & SERIAL NO. Hislig
MT YOKE KOREA MP-AZL WP 644
MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT :
= A
LA S o e Gk
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
A T b 4 ] B
MATERIAL TO BE ~ WELDING 1B {F
J Material & thickness ATOOM-345T2-X
EXAMINED O CASTING i 1%, TR
FHE o =t O FORGING fiifi 12M4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
ULk sk Al
DISCONTINUITY FEEeE
WELD 1.D. LENGTH IN ACCEPT REJECT REMARKS
T INDICATION TYPE e £ B 2k
i #
DF3028-001-024 ACC. 1 00=MT
DP3028-001-025 ACC. 100%MT
DP3028-001-034 ACC. 100%MT
DP3028-001-035 ACC. 1 00%MT
DP3028-001-044 ACC. 1005 T
DP2028-001-045 ACC, L00%MT
DP3028-001-054 ACC. LO0PEMT
DP3028-001-055 ACC. 100%MT
DP3028-001-066 ACC. 100%MT
DP3028-001-067 ACC. 100%MT
DP3028-001-076 ACC, 100%MT
DP3028-001-077 ACC. 100%MT
DP30268-001-086 ACC. LO0RMT
DP3026-001-067 ACC, LOD%UT
DP3026-001-096 ACC. 100AUT

EXAMINED BY =4

b A k]

|REVIEWED.BY WiE

(e

Ding Acheng 4 /0 ﬁ 2 Gy 6&/‘?‘0 )

i 1]
LEVEL-Il SIGN %% | BATERN 2 V LEVELl  SIGN I~ DATEENN 20/0- [ E“S'L
it EAEE / QCM " [P CcuUSTOMER !

%5 SIGN f E W) DATE
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REPORT OF MAGNETIC PARTICLE EXAMINAT ICN
REPORT NO. {5 BT87-MT-33728 DATEH W 2010.11.24 PAGE OFI{# 813 Revision No: 0
PROJECT NO. CONTRACTOR:
ZPOG-TOT CALTRANS
TR Al
DRAWING NO. DP3028 CALTRANS CONTRACT NO.:
. 04-0120F4
8- DECK PLATE SPLICE M TR Y
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
£ IR EY R FUFH T (38 ML £ 2N
AWS [D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Doc. 2857 2010
EQUIPMENT MANUFACTURER &/t i MODEL NO. HistE & SERIAL NO. 3EEE T
MT YOKE KOREA MP-A2L MP1644
HhGﬂEﬂZlNG MEI-HOD Gmﬂﬂuuus m'ﬂﬂﬂ“ﬂ yakn, CUR‘HENT
: AC
iﬂih Fitk PR s ALk
|PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
AT T HA o
MATERIAL TO BE J WELDING # §: {
Material & thickness ATOOM-345T2-X
EXAMINED Ol CASTING $F [ FEIE
o O FORGING fRif 12M4mm
|WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PR TE R -2l
Lottt b L ACCEPT REJECT REMARKS
WELD LD, NTCC YR EJ
WEHRT INDICATION TYPE i Bl #iE
iR Ham
DP302B-001-087 ACC, 100\ T
DP3028-001-108 ACC. [O0=MT
DP3028-001-107 ACC. LO0RMT
DP3028-001-118 ACC. 100%MT
DP3028-001-119 ACC. 1005MT
DP3026-001-128 ACC. 100%MT
DP3028-001-128 ACC, L00RT
DP3028-001-138 ACC. L00%MT
DP3028-001-139 ACC. LO0%MT
DP3028-001-148 ACC. LO0PEMT
DPF3028-001-149 ACC. L0O%MT
DP302E-D01-158 ACC, 100%MT
DP3028-001-158 ACC. 00T
DPA028-001-170 ACC. LO0%MT
DP3028-001-171 ACC. 1004MT
EXAMINED BY %4 REVIEWED BY Wik
D 4
orsramn__ ] ! 2 BT oo 1
ILEVEL -1 siGN &% 1 DATEEW 25 /0. 11 L C)[ LEVEL-l  SIGN ; orfeEm 20 ?f =
MfLETE / OCM ' i P CUSTOMER
25 SIGN | B W DATE e SIGN | Ihl DATE

(FORM# ZPQC-MT01)




C=ZBMC]

REEPORT OF MAGNETIC PARTICLE EXAMINATION
(it 3 0y AR

REPORT NO. il{%4 '} BTE7-MT-33728

DATEH W 2010.11.24

PAGE OFII¥) 9/13

Revision Mo: 0

%=F S5IGN [ E )l DATE

PROJECT NO. CONTRACTOR:
TB7 CALTRANS
TR i o A
SRAWINE NO. m—— CALTRANS CONTRACT NO.:
3 : 04-0120F4
14 DECK PLATE SPLICE A LR
IrREFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
oo R {E b BT (B =AW
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%" 2010
EQUIPMENT il ## MANUFACTURER il i MODEL NO. #sligid SERIAL NO, iGHEiRS
MT YOKE KOREA MP-AZL MP1644
MAGNETIZING METHOD Continuous magmﬂ; yuke CURRENT
. AC
LA iR W L)
PARTICLE TYPE Dry magnel powder YOKE SPACING
: 70~150mm
Tl 8 s Fras it 4 (] PR
MATERIAL TO BE  WELDING $HE M
Material & thickness ATOOM-345T2-X
EXAMINED O CASTING #ifF 4 MLE
K e O FORGING {Rilk 12/114mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
M b S
WELD LD BCoaNTIATY RS ACCEPT REJECT REMARKS
LD. e
nREY INDICATION TYPE LE“GE;" " ne i P
fiiF #am
DP3028-001-155 ACC. 1 00%MT
DP3028-001-156 ACC. 100%MT
DP3028-001-165 ACC. 100%MT
DP3028-001-166 ACC. 1O0%MT
DP3028-001-167 ACC. 100%MT
DP3028-001-168 ACC, 100%MT
DP302B-D01-177 ACC, 100%MT
DP3028-001-178 ACC. L00%MT
DPF3028-001-187 ACC., 1 00%MT
DP3028-001-168 ACC. L DOsMT
DP3028-001-187 ACC. 100%MT
DP3028-001-198 ACC. LO0AMT
DP3028-001-207 ACC. LOORMT
DP3028-001-208 ACC. 100%MT
DP3028-001-217 ACC. 100%4T
EXAMINED BY REVIEWED BY Wi
Ding Acheng p“’ﬁ ﬂ C _ |- Su ‘”L |
), 20(>. [I*F g o v
LEVEL -1l SIGN %4 DATEE W LEVEL-l  SIGN | DATEH 20 o,
BN / acm M FPCUSTOMER !

S SIGN /B Wi DATE

(FORM# ZPOC-MTO1)
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REPORT NO. {18 5 BT87-MT-33728

DATEL N 2010.11.24

PAGE OF &) 10013

Revision No: 0

Hifit& 8 / acm

A& SIGN 1 B DATE

I FCUSTOMER

PROJECT NO. CONTRACTOR:
: CA
TEES: ZPOG-TBY oy LTRANS
RAWING H. ro— CALTRANS CONTRACT NO.:
o : 04-0120F4
i85+ DECK PLATE SPLICE I 1
|REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
A M HIRE b HIFRS L R TEAT RN
AWS D1.5-2002 AWS D1.5-2002 ZPac-mT-01 Dac. 26" 2010
EQUIPMENT il # MANUFACTURER i]ifi MODEL NO. ffaliss SERIAL NO. iEBRiGT
MT YOKE KOREA MP-AZL MP1 644
MAGNETIZING METHOD Continuous magnetic yoke  |CU RRENT
; AC
B i Lty 2 in H L
|PARTICLE TYPE Dry magnet powder YOKE SPACING
TO~-150mm
R T B4 e B
MATERIAL TO BE J WELDING 4
1l Material & thickness A708M-345T2-X
lexamineED O CASTING #if) il 4 PRI
itk 0 FORGING #ftif LA
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
il #1035 48 1Y
ELD I.D T ACCERT REJECT REMARKS
W B ————r—
e INDICATION TYPE i T i g
fin Al
DP3028-001-218 ACC. 100%MT
DP3028-001-2189 ACC. 100%MT
DP3028-001-220 ACC. 1O0RMT
DP3028-001-229 ACC, | 05AT
DP3028-001-230 ACC. LO0AMT
DP3028-001-239 ACC, LOO%MT
DP302B-001-240 ACC. LO0%MT
DP3028-001-249 ACC, LODRMT
DP3028-001-250 ACC, 1 00%MT
DP3028-001-259 ACC. LO0RMT
OP3028-001-260 ACC. LO0%MT
DP3028-001-268 ACC. 100%MT
DP3028-001-270 ACC., LO0%MT
DP3028-001-271 ACC. 1 00%MT
DP3028-001-272 ACC. 1 CO%MT
EXAMINED BY 8 : i REVIEWED BY i i
Ding Acheng __Dwo;‘r Ié C/ lﬁfﬂ “ 2 .gf“"\ f:%:? CJ"::UH, , i IS sL
LEVEL-1l SIGN %% ‘rJnATEEI 0 ; LEVEL-ll  SIGM T DATEEN Z*

&5 SIGN | E W DATE
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5 SIGN [ B DATE

RAR Ok EDA
REPORT NO. §il 1%l \} B7BT-MT-33728 DATELI W 2010.11.24 PAGE OFL(FY 1113  |Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRAN
TR il g 8
SRANING NO. PR CALTRANS CONTRACT NO.:
oy 04-0120F4
B 42 DECK PLATE SPLIGE 4 LB
REFERENCING CODE ACCEPTAMCE STANDARD |PROCEDURE NO., CALIBRATION DUE DATE
£ 1 R B A brvik R {e BT
AWS D1.5-2002 AWS D1.5-2002 ZPQIC-MT-01 Dec. 28" 2010
EQUIPMENT 4% MANUFACTURER i i MODEL NO. #slig & SERIAL NO. skt
MT YOKE KOREA MP-AZL MP1644
MAGNETE]NG METHOD ﬂun“nuous mﬂﬂl’lﬂt'ﬂ ]I'DFFB CURRENT c
: A
[E R A B4R S0 A Bl H
TO0~150mm
[ bl T A e
MATERIAL TO BE Y WELDING 54}
Material & thickness ATOOM-345T2-X
EXAMINED O CASTING ¥ift {44 F 10
ErEe O FORGING filiE 1214mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
e AL AR Y
—_— DISCONTINUITY i bk
WELD 1.D. — ACCEPT REJECT REMARKS
LENGTH IN mm
Wk G INDICATION TYPE i &% It it
i Eradl ]
DP3028-001-281 ACC. 100%MT
DP3028-001-282 ACC. 100%4T
DP3028-001-291 ACC. 100%MT
DP3028-001-292 ACC. 100%MT
DPF3028-001-301 ACC. 100%MT
DP3028-001-302 ACC, 100%MT
DP3028-001-311 ACC, L00%MT
DP3028-001-312 ACC, 100%MT
DP3028-001-321 ACC. 100MT
DP3028-001-322 ACC. HOOSMT
DP3028-001-011 ACC. 100%MT
DP3028-001-012 ACC. 1008MT
DP3028-001-021 ACC. 100PMT
DP3028-001-022 ACC. 100%MT
DP3028-001-031 ACC. 100%MT
EXAMINED BY 45 REVIEWED BY il
?
Ding Acheng D".ﬂ (4 f’%ﬂ\'j / H Ul M CV{W
LEVEL - Il SIGN %%, }"/DATEE! W 22 /0. LI(IL LEVEL-l  SIGN \'T/ DATER W 2o /0.]1\ Z‘C{L
FE [ acm ' HlfCUSTOMER I

T SIGN 7 B DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION
E LR AT A RS R
REPORT NO. 148 U B787-MT-33728 DATELI I 2010.11.24 PAGE OFG(E} 1213  |Revision No: 0
PROJECT NO. CONTRACTOR:
- = CALTRANS
TR ZRUNTIY il i
CRAVWING NG i CALTRANS CONTRACT NO.:
o 04-0120F4
I - DECK PLATE SPLICE IR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION DUE DATE
24 BRI R P (LA 2
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 26°7 2010
EQUIPMENT % MANUFACTURER il iy MODEL NO, ¥l & SERIAL NO. iE8iaa
MT YOKE KOREA MP-AZL MP G644
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT
’ AC
Bk B vk HL i
70-~150mm
L bifadit] ) 44
MATERIAL TO BE + WELDING 4}
1t Material & thickness ATOUM-SASTEX
EXAMINED O CASTING #{# i 4, JELIGE
Fpprg O FORGING i 121 4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HHE S ik £t
WE LMl ACCEPT REJECT REMARKS
LD 1D,
ey INDICATION TYPE e I ik papel
fw Sm
DP3028-001-032 ACC. 100%MT
DP3028-001-041 ACC. 100 T
DP3028-001-042 ACC. 100%MT
DP3028-001-051 ACC. 1005MT
DP3028-001-052 ACC. 100%MT
DP3028-001-061 ACC. 100%MT
DP3028-001-062 ACC. 100%MT
DP3028-001-063 ACC. 100%MT
DP3028-001-064 ACC. 100%MT
DP3028-001-073 ACC. [O0%MT
DP3028-001-D74 ACC. 100%MT
DPF3028-001-083 ACC. 100%MT
DP3028-001-084 ACC, 100%UT
DP3028-001-093 ACC. LT
DP3028-001-094 ACC, 100%MT
EXAMINED BY £ REVIEWED BY 7 {,7{
Ding Acheng__ FPH -ﬂ Q@ 20/0. [[- 2. Sﬂﬂ @"'? ; i /0 [l
LEVEL-1l SIGN%% '+ DATEGN LEVELYl  SIGN N/ DATERNT 20 4
AR/ QM A CUSTOMER '

& SIGN / B W DATE

A SIGN / B V] DATE
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PAGE OFJi&) 1313

Revision No: 0

PROJECT NO. CONTRACTOR:
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 06-Dec-2010

333 Burma Road Contract No.: 04-0120F4

Oakland CA 94607 04-SF-80-13.2/ 13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000663 Rev: 02
Ref: 05.03.06-000668

Subject: NCR No. ZPMC-0678

Contractor's Proposed Resolution:

Reference Resolution: To prevent future occurrences, ZPMC will identify the inspector responsible for this and issue an internal NCR so
that all inspectors continue to ensure welds meet the required size.

To prevent future occurrences, ZPMC will identify the inspector responsible for this and issue an internal NCR so that all inspectors continue to
ensure welds meet the required size. Based on this and previously submitted documents ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000663R02

Caltrans' comments: Status: CLO
Date: 06-Dec-2010

The proposed resolution is acceptable. This NCR is considered closed.

Submitted by:  Woo, Laraine Date: 06-Dec-2010

Attachment(s):
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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-000841
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  06-Dec-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0678

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Conformance Report waswritten:  18-Apr-2010

Description of Non-Conformance:

During Quality Assurance (QA) random in-process observations of the fabrication of Segment 12CE, this QA
Inspector discovered the following issue:

-ZPMC welded oversizefillet welds in asingle pass at a U-rib to Deck Plate Diaphragm connection.

-The QA inspector measured the fillet weld size of the U-rib to Deck Plate Diaphragm and found these welds
to be approximately 15mm to 18mm.

-The Deck Plates affected are identified as DP3027-001, DP3028-001 and DP3029-001.

-The Deck Plate Diaphragm piece marks are identified as: X3032B

-The U-Rib piece mark isidentified as; RS3013C

-The Deck Plate Diaphragm panel points (PP) are PP115 to PP117.

-The steel plate material is designated as non-Seismic Performance Critical Member (non SPCM).

-According to the approved WPS the fillet weld size should be no more than 9mm in asingle pass utilizing the
3F position.

Contractor's proposal to correct the problem:

Contractor will identify, and issue an internal NCR to the inspector who responsible for the welds do not meet
the required size. Contractor will educate the inspector to ensure the welds meet the required sizes.
Corrective action taken:

Contractor identified, and issued an internal NCR to the inspector who is responsible. Contractor educated him
to ensure the size of the welds must meet the requirement. The welds in question have been ground to the
appropriate size.

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

If so, name of Engineer providing approval: Date:
IsEngineer's approval attached?
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QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION
( Continued Page 2 of 2 )

[] Yes¥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 Wahbeh, Mazen 818-292-0659, who represents the Office
of Structural Materials for your project.

Inspected By: Ng,Michael Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer
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