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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

L ocation: Changxing Island, Shanghai, China Report No: NCR-000801
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 14-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0763

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: Side& Edge Plates, Lift 13

Procedural Procedural [] Description:

Reference Description:  Side and Edge Plates Unapproved Wrapped Welds - Lift 13

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Side Plate and Edge Plate
for Lift 13, Quality Assurance discovered the following issue:

-ZPMC personnel have wrapped the fillet welds around the ends of the I-rib stiffeners on Side plate and Edge
plates.

-The affected members are identified as follows:

1) Side Plate SP3069-001, this member joined with two web plates PL3249A {Non-SPCM} and PL3249B

{ Seismic Performance Critical Member (SPCM)}. Welds#1~8 on PL3249A and Welds#9~44 on PL3249B
located at fabrication Bay#10.

2) Edge Plate EP3023-001, Welds#3~6 and 15~18 located at fabrication Bay#11.

3) Side Plate SP3081-001, Welds#3; 4, 15; 16; 21; 22; 31~34 |located at fabrication Bay#11.The member found
to be Seismic Performance Critical Member (SPCM).

For further information, please see the attached pictures below.

BAY#10
OBG LIFT-13 EDGE PLATE

WEB PLATE (PL-3352A%

__,'-"‘*‘ .

EP3023-001#5; 6
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- EP3023-001#3;4
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

—— BAY#11
BAY#11 _ OBG LIFT-13 SIDE PLATE

' WEB PLATE(PL3249A
OBG LIFT-13 SIDE PLATE SP3069-001 ( )

i S :i : RS3089A
“#LALL FILLET WELDS#1~44'
WRAPPED ON THIS MEMBER WELD#1;2

SP3069-001 _ - L
o

RS3089C

— ¥ e fi . 7 RS3089A
WEB PLATE (PL3249A) WELD#3; 4

NON-spcm ) : WEB PLATE (PL3249B)
| SPCM . 3

-

Applicablereference:

AWSD1.5 1002, Section 3.1.5: Welds shall be prohibited on the work except as follows:. (1) Base-metal repair
performed in conformance with AASHTO... (2) All welds detailed on approved shop drawings. (3) Repair
welds authorized by this code (4) Other welds approved by the Engineer.

ABF-RFI-001786R00 dated June 12, 2009: ...terminate welds in accordance with the contract plans and the
approved shop drawings.

Who discovered the problem:  Naddi Sandeep Kumar / Shailesh Gaikwad

Name of individual from Contractor notified: Mr. Shen Jian

Time and method of notification: 1730 hours, 07/14/10, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 18:00 hours, 07/15/10, Email

QC Inspector's Name: Mr. Sun Tian Liang- Bay#10/ Mr. Ma Qian Li —Bay#11
Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

NA

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.

Inspected By: Devey,Jim SMR

Reviewed By: Wahbeh,Mazen SMR
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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: 16-Jul-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: 05.03.06-000758
Subject: NCR No. ZPMC-0763

Reference Description:  Side and Edge Plates Unapproved Wrapped Welds - Lift 13

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: 13
Remarks:
During the Caltrans Quality Assurance in-process observations of the fabrication of Side Plate and Edge Plate for Lift 13, Quality
Assurance discovered the following issue:
-ZPMC personnel have wrapped the fillet welds around the ends of the I-rib stiffeners on Side Plate and Edge
plates.
-The affected members are identified as follows:
1) Side Plate SP3069-001, this member joined with two web plates PL3249A {Non-SPCM} and PL3249B
{Seismic Performance Critical Member (SPCM)}. Welds#1~8 on PL3249A and Welds#9~44 on PL3249B
located at fabrication Bay#10.
2) Edge Plate EP3023-001, Welds#3~6 and 15~18 located at fabrication Bay#11.
3) Side Plate SP3081-001, Welds#3; 4; 15; 16; 21; 22; 31~34 located at fabrication Bay#11.The member found to be Seismic
Performance Critical Member (SPCM).
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0763

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

Y/ 05.03.06-000758,NCT
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Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 21-Sep-2010
333 Burma Road
Oakland CA 94607

Contract No.: 04-0120F4
04-SF-80-13.2/13.9
Attention: Siegenthaler, Peter Job Name: SAS Superstructure

Resident Engineer Document No.: ABF-NPR-000780 Rev: 00
Ref: 05.03.06-000758

Subject:  NCR No. ZPMC-0763

Contractor's Proposed Resolution:

Reference Resolution: ZPMC has removed the wrapped welds from the identified locations by grinding and is providing NDT of the welds
to show that no indications were found after the grinding.

ZPMC has removed the wrapped welds from the identified locations by grinding and is providing NDT of the welds to show that no indications
were found after the grinding. In the future, ZPMC production is aware that wrapped welds are only allowed in locations specified by the shop
drawings. To prevent future occurrences the ABFJV QCM has met with all lead inspectors on the projects for all areas and it is clear that
wrapped welds are not acceptable and if welds are wrapped in locations where they are not specified they should be removed and the area
tested after. ZPMC requests closure of this NCR based on these actions.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000780R00;

Caltrans' comments: Status: CLO
Date: 26-Sep-2010

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

Submitted by:  Woo, Laraine Date: 26-Sep-2010

Attachment(s):
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G“:—KS‘B No. B-888
LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-9-1%
REGARDING: NCR-000801(ZPMC-0763)

ZPMC QA has issue an internal NCR to address this problem. The unsepcified wrapping have
been removed by grinding. ZPMC is providing the NDT records to show the acceptances of these
welds. Based on this, ZPMC is requesting closure of this NCR.

ATTACHMENT:
NCR-000801(ZPMC-0763)
B787-MT-25398
B787-MT-25766
B787-MT-26151
B787-MT-26152

W
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BDEPARTMENT OIF TRANSPORTATION - District 4 Toll Bridge
333 Burma Road

s Oaktand CA 94607
iifleons Tal: Fax

NON-CONFORMANCE REPORT TRANSMI'T FAL

Tu: AMERICAN BRIDGEFLUOR, a Jy Date; fe-hul-2000
F715 HURMA ROAD
HA}’._J AND CA 95607 Contract Ng: 0401 2084
O4-SPP-80-132 7 (59
Dear: Mr. Charles Kanapicki Job Name: SAS Superstnicture
Attention: Mr. Themas Nilsson ProjectFabrication Manager Document No: 03 03.06-00073R
Subject: NCR Ny, ZPMC-0763

Referenve Description:  Side and Edge Plates Unapproved Wrapped Welds  Lif1 13
e attached Non-Contormance Report deseribes an occurrence where the contractor lid not comply with & regurrement of the coniract document as
mdicaied below

M Materiat or Workmanship not in cenformance with contract documents, -

] Quzlity Control {QC) not performed in conformance with contract documents.

| Recurring QC issue that constitules a systematic problem in quality contral.

O Non-Conformance Resolved.
Material Location: 0BG ‘ Lift: 13
Remarks:

During the Callrans Quality Assurance in-process observations of the fabrication of Side Plate and Edue Plate for Lift 13, Quality

Assuranee discovered the following issue:

ZPMC personnet have wrapped the fillet welds around the =nus of the I-rib stilfeners on Sude Plate md Fdge

plates

The allected members are identified as follows:

1) Side Piate SPI06Y-G0 1. ihis member Joued with bwo web plates PL3249A {Non-SPCM § and PL 1240p

iSeismic Performance Critical Member (SPCM)]. Welds# 1 -8 on PL3249A and Welds#9-44 on PL3240B

located at {abrication Bayi 10

2) Edge Plate EP3023-001, Welds#3~6 and 1518 located at fabrication Bay# 1.

3) Side Plate SP3081-001, Welds#3: 4; 15; 16;21; 22; 31~34 located at fubrication Bay#11.The menber found to DF S,EE‘.T.iC

i e

“Performance Critical Member (SPCM).

Action Required and/or Action Taken:
Prupose a resolution For the identified nan-conformance with revised procedures (o prevent future occarrences. A response for the

resolutian of this issue is expected within 7 days.

Traonsmitted by: Laraine Woo Transportation Engineer

Attachments; IPMC-0763

ce:  Rick Morraw, Gary Purscll, Peter Stegenthaler, Stanley Ku, Brian Boal, Jason Tom. Contract Files, Ching Chao, Bill Casey

File: 05.03.06

N ososos000mssncr Page I of 1




STATE OF CALFORNIA. BUSINESS TRANSFOITALTION AMD HOUSINGE aGENCY AN Schwariensgyer Sevemir

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

UHice of Strustuial Matedais P R

Oualty Assuranee and Scurce inspection ) 3
Contract #: 04-0120F4

Bay Area Branch

K80 Walnut Ave 81 150 (w“ g—]"\l':‘ Ric E.Q PM: [_-----—3'2",]:‘7‘(’:l -
Vallgjo, CA Y4592- 1133 File # 69.25B

(707) 648 5453
(707} 648-5493

QUALITY ASSURANCE -- NON—(TONFORﬁANCE REPORT

Location: Changxing Island, Shanghai, China Report No: NCR-000801
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 14-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0763

Type of problem:

Welding I Conerete [0 Other ]
Welding [ Curing LI Procedural [ Bridge No: 34-0006 -
Joint fitup [ Coating ] Other L1 Component:Side & Edge Plates, Lift 13

Procedural [/ Procedural [J Description:

Reference Description: Side and Edge Plates Unapproved Wrapped Welds - Lift 13

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Side Plate and Edge Plate
for Lifi 13, Quality Assurance discovered the following issue:

-ZPMUC personnel have wrapped the fillet welds around the ends of the I-rib stitfeners on Side plate and Edge
plates.

-The affected members are identitied as follows:

1) Side Plate SP3069-001, this member joined with two web plates PL3249A {Non-SPCM! and PL3249B
{Seismic Performance Critical Member ( SPCM)}. Welds#1~8 on PLL3249A and Welds#9~44 on PL3249B
tocated at fabrication Bay#10.

1) Edge Plate EP3023-001, Welds#3-6 and 15~ 18 located at fabrication Bay# [ |

3) Side Plate SP3081-001, Welds#3: 4; 15: 16: 21 22; 31~34 located at fabrication Bay#1!.The member found
_to be Seismic Performance Critical Member (SPCM). L —

For further information, please sce the attached pictures below.

'}Té_ TL 15, Quality Assurance - Non-Conformance Repo.t ! Page l of 2




-CONFORMANCE REPORT

QUALITY ASSURANCE -- NON

t Comitined Fage 2 of 0

Applicable reference:
AWS D1.5 1002, Section 3.1.5; Welds shall be prohibited on the work except as follows: (1) Basc-metal repair

performed in conformance with AASHTO. (2) All welds detailed on approved shop drawings. (3) Repair_ '
welds authorized by this code (4) Other welds approved by the Engineer.

ABF-RFI-001786R00 dated June 12, 2009: ...terminate welds in accordance with the contract plans and the
approved shop drawings.

Who discovered the problem:  Naddj Sandeep Kumar / Shailesh Gaikwad

Name of individual from Contractor notified: Mr Shen Jian

Time and method of notitication: 1730 hours, 07/14/10, Verbal

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 18:00 hours, 07/15/10, Email

QC Inspector's Name: Mr. Sun Tian Liang- Bay#10 / Mr. Ma (Qian Li ~Bay# 1
Was QC Inspector aware of the problem: O Yes 4 No

Contractor's proposal to correct the problem:

NA

Comments:

- This repori is for the purpose of determining conformance with t#*contract documents and is ot Tor the
purposc ot making repair or fit for purpose recommmendations. Should you require recommendations
concerning repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0639, who represents the
Office of Structural Materials for your project.

Inspected By:  DeveyJim ... " SMR
Reviewed By: Wahbeh,Mazen SMR

‘h—z TL-15.Qualiy dAssurance - Non-Conformance Report Rk Puge2of 2
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(ZPmMc)

Tt 18 AR 45

REPORT OF MAGNETIC' PARTICLE EXAMINATION

REPORT NO. # 439 B787-MT-25308

DATEE ! 2010.07.26

PAGE OFII{E 1/4

Revisian 'rd"S: 0

T SIGN/ Hil DATE

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TREEE: A A
) DRAWING NO. SP3069 CALTRANS CONTRACT NO.:
04-0120F4
3R side plate and I-rib M TR%S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BB RN BF&%Y R IEH B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT &% MANUFACTURER #$I3: 7 MODEL NO. 545 SERIAL NO. g4iige
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
BiL o B B g 6
PARTICLE TYPE Dry magnet powder 'YOKE SPACING _
g mm
g g TR B4R Al EE
MATERIAL TO BE v WELDING #E4): i i =
Material & thickness AT09M-345T2/F2-X
EXAMINED O CASTING &4 184, JEAF
Lok Lpzg s O FORGING @i 18/22/25mm
WELDING PROCESS TYPE OF JOINT
FCAW/SAW CORNER JOINT
R Pkt i)
LD LD SLC Ol S ACCEPT REJECT REMARKS
WELD I.D. TRy T=—
eyr INDICATION TYPE L - P
R n
SP3068-001-001 ACC. 100%MT
SP3069-001-002 ACC. LOO%MT
SP3069-001-003 ACC. 100%MT
SP3068-001-004 ACC. 100%MT
= I 7 R . yyaae
SP3069-001-005 ACC. 100%MT
SP3069-001-006 ACC. 100%MT
SP3069-001-007 ACC. 100%MT
SP3069-001-008 ACC. 100%MT
SP3069-001-009 ACC. 100%MT
SP3069-001-010 ACC. 100%MT
SP3069-001-011 ACC. 100%MT
SP3069-001-012 ACC. 100%MT
SP3069-001-013 ACC. 100%MT
SP3069-001-014 ACC, 100%MT
EXAMINED BY3:i5 \ & REVIEWED BY # r 1/(7
L] N L
Cai Xinxin /227 Ya XA /"-’)‘ v J,(L) R{M‘f (£ 7‘
LEVEL -1l SIGN#%#% /| DATEAM LEVEL-l  SIGN ! DATERI
JEIREZE / QCM FI FFCUSTOMER

2 SIGN / Bl DATE

(FORM# ZPQC-MTO01)




(ZBMc)

{1
REPORT OF MAGNETIC' PARTICLE EXAMINATION

Tt R AR
REPORT NO. #444€ B787-MT-25398 DATEH i 2010.07.26 PAGE OFiG 2/4 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TE4E: R A
DRAWING NO. SP3069 CALTRANS CONTRACT NO.:
04-0120F4
EHe. side plate and I-rib M TES S
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
BEMFGG BRATE BG5S (SR EA R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT #% MANUFACTURER $I3: T MODEL NO. B4 2 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT
AC
AL B 2w i K
PARTICLE TYPE Dry magnet powder YOKE SPACING .
o mm
RO 2T TR R AR
MATERIAL TO BE Y WELDING 44 i i =
T Material & thickness A709M-345T2/F2-X
EXAMINED O CASTING 4} B4, LR
BEHE O FORGING 4 it 18/22/25mm
WELDING PROCESS TYPE OF JOINT
FCAW/SAW CORNER JOINT
e b Lot
L DISCONTINUITY it ek e — MRS
ELD I.D.
ey INDICATION TYPE e ’“"‘W P Tk P
- e
SP3069-001-015 ACC. 100%MT
SP3069-001-016 ACC. 100%MT
SP3060-001-017 ACC, 100%MT
SP3069-001-018 ACC. 100%MT
- —— e TS e
SP3069-001-019 ACC. 100%MT
SP3069-001-020 ACC. 100%MT
SP3069-001-021 ACC. 100%MT
SP3069-001-022 E ACC. 100%MT
SP3069-001-023 ACC. 100%MT
SP3069-001-024 ACC. 100%MT
SP3069-001-025 ACC. 100%MT
SP3069-001-026 ACC. 100%MT
SP3069-001-027 ACC. 1O0%MT
SP3068-001-028 ACC. 100%MT

EXAMINED BY-i?’A?‘

REVIEWED BY, #

£ SIGN / Al DATE

(IR 6 0. >7, 16
Cai Xinxin () )(}M"XI'M" {"')"2/ )ZU / /
LEVEL -1l SIGN %% / DATEHMN LEVEL-lI SIGN { DATEH
FitEH / QoM FIFCUSTOMER

T SIGN ! B DATE

{FORM# ZPQC-MTO01)




1
@ REPORT OF MAGNETIC PARTICLE EXAMTINATION
A 1 25 '
REPORT NO. #5435 B787-MT-25398 DATEH 2010.07.26 PAGE OFT4 3/4 Revision No: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TE&RE: =T
; DRAWING NO. SP3069 CALTRANS CONTRACT NO.:
= 04-0120F4
RN side plate and I-rib I TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B ARG IR EHiFge PR ER N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT % MANUFACTURER 437§ MODEL NO. B\{HE SERIAL NO. #4438
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magneﬁc yoke CURRENT
AC
BEAL T A L i
70~150mm
¥R TRt R 5B
MATERIAL TO BE v WELDING ##:44: i i -
fi Material & thickness AT0OM-345T2/F2.X
EXAMINED D1 CASTING % 84, LR
BRHE O FORGING 4&if 18/22/25mm
WELDING PROCESS TYPE OF JOINT
FCAW/SAW CORNER JOINT
R pubdsii]
LD I.D e OO F e e ACCEPT REJECT REMARKS
WELD I.D.
ey INDICATION TYPE "‘ENGEI;N S P P
EiPi i
SP3069-001-029 ACC. 100%MT
SP3069-001-030 ACC. 100%MT
SP3069-001-031 ACC. 100%MT
SP3069-001-032 ACC. 100%MT
SP3089-001-033 R Ve o O 100%MT
SP3069-001-034 ACC. 100%MT
SP3068-001-035 ACC. 100%MT
SP3069-001-036 ACC. 100%MT
SP3060-001-037 ACC. 100%MT
SP3069-001-038 ACC. 100%MT
SP3069-001-039 ACC. 100%MT
SP3069-001-040 ACC. 100%MT
SP3069-001-041 ACC. 100%MT
SP3069-001-042 ACC. 100%MT
EXAMINED BYZ:45 REVIEWED BY W &
& e 7). 16 :(j 2.2V
Cai Xinxin (@)~ %}k XJ/“" /7 v XU LQ} 5 (
HLEVEL -l SIGN%% /| DATERM LEVEL-l  SIGN ! DATERM
HRit&i / QCM FHPCUSTOMER
%< SIGN / Al DATE % SIGN / A DATE

(FORM# ZPQC-MT01)




(ZBMc

R R AR 5

REPORT OF MAGNETIC/ PARTICLE EXAMTINATION

REPORT NO. #l 5455 B787-MT-25398

DATEE# 2010.07.26

PAGE OF W% 4/4

Revision NG: 0

PROJECT NO. CONTRACTOR;
ZP06-787 ; CALTRANS
IERRE: A A
DRAWING NO. SP3069 CALTRANS CONTRACT NO.:
: 04-0120F4
5. side plate and I-rib I TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEHNEET e BFRE { e E T A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2010
EQUIPMENT &% MANUFACTURER #3 MODEL NO. B %8 SERIAL NO. EH:HE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yokE CURRENT i
BEAL T3 iRy 3
PARTICLE TYPE Dry magnet powder YOKE SPACING s onm
o m
e ] FRY BB "
MATERIAL TO BE v WELDING #ig{ i i = .
1 Material & thickness A709M-345T2/F2.X
EXAMINED O CASTING % B,
B J B 0 FORGING i&ift 18/22/25mm
WELDING PROCESS TYPE OF JOINT
FCAW/SAW CORNER JOINT
kY b n yobiE Y
WELD I.D Sttt Al CCEPT REJECT REMARKS
B i — A
Py INDICATION TYPE SR [ 1Bk P
e it
SP3069-001-043 ACC. 100%MT
SP3069-001-044 ACC. L0O%MT
AFTER HSR1(B)-8828
BLANK
POV . -
EXAMINED BY % v Z REVIEWED BY #7# )
‘ 2 Y ) . 7). el
Cai Xinxin C_/brL )(/““ X [ 7 t Xu _BZ"":’ (7.
LEVEL-Il SIGN#4£ /| DATEAl LEVEL-l  SIGN ! DATEHM
it / aem A F*CUSTOMER
&S SIGN / F I}l DATE X5 SIGN / B3 DATE

(FORM# ZPQC-MT01)




CZPMc)

REPORT OF MAGNETIC PARTICLE EXAMINATION
B AR )

REPORT NO. #4545 € B787-MT-25766

DATEH#} 2010.08.05

PAGE OFm# 1/3

RevisiomNo: U

&5 SIGN / A DATE

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TREE: . Mo
BRAWING NO. EP3023.001 CALTRANS CONTRACT NO.:
04-0120F4
EE: 13th lifting edge plate I TR4S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT RT R BrRHRE R E A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2010
EQUIPMENT % MANUFACTURER &g MODEL NO. #=% SERIAL NO. 4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT -
A
Btk R E BT
70~150mm
RE I FRiH RS (e B
MATERIAL TO BE v WELDING # i i 4
BB Material & thickness A709M-345T2-X
EXAMINED O CASTING &4 B4 LA
oRilpag o O FORGING #§#i 22/18mm
E PR s PE OF JOINT
WELDING PROCES — TY G
A okt
DISCONTINUITY A sat4:
WELD 1.D. TENGTAT o] ACCEPT REJECT REMARKS
1 g B INDICATION TYPE e Es Il &
BR 31
EP3023-001-001 ACC. 100%MT
EP3023-001-002 ACC. 100%MT
EP3023-001-003 ACC. 100%MT
EP3023-001-004 ACC. 100%MT
. e e e
EP3023-001-005 ACC. 100%MT
EP3023-001-006 ACC, 100%MT
EP3023-001-007 ACC. 100%MT
EP3023-001-008 - ACC. 100%MT
EP3023-001-009 ACC. 100%MT
EP3023-001-010 ACC, 100%MT
EP3023-001-011 ACC. 100%MT
EP3023-001-012 ACC. 100%MT
EP3023-001-013 ACC. 100%MT
EP3023-001-014 ACC. 100%MT
EXAMINED BY =35 N { \— REVIEWED BY #i#
: ‘ i
Xu.Bing )(() _@ (P (o « Loy Kl XV to o, 6
LEVEL-Il SIGN%&% | DATEH LEVEL-l  SIGN ! DATEA#HI
IRt HE / QoM i F A CUSTOMER

¥ SIGN/ B3 DATE

(FORM# ZPQC-MT01)




(ZPMC ]

REPORT OF MAGNETIC|{ PARTICLE EXAMINATION

EF SIGN/ B DATE

B R JIAR &
REPORT NO. #45#2 B787-MT-25766 DATEFH 2010.08.05 PAGE OFWM 2/3 Revision No: ¢~
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TE$ES: A A
| T— —— CALTRANS CONTRACT NO.:
04-0120F4
HE: 13th lifting edge plate It T4 5
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S HIAS T 2R BFES e =g gl
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2010
EQUIPMENT &% MANUFACTURER &0i&Ts MODEL NO. B4 & SERIAL NO. ZE&H B
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
BB R 2Rl
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R TR RN
MATERIAL TO BE Y WELDING #2454 ; ; —
A pok i Material & thickness AT0SM-345T2.X
EXAMINED O CASTING %4 b LR
iagiikop ol O FORGING & 22/18mm
TYPE OF JOINT
WELDING PROCESS S Yotz
it ik Pt L Fil
ecti o ACCEPT REJECT REMARKS
WELD I.D.
i INDICATION TYPE SR es Bl Bk
i8R i)
EP3023-001-015 ACC. 100%MT
EP3023-001-016 ACC. 100%MT
EP3023-001-017 ACC. 100%MT
EP3023-001-018 ACC. 100%MT
Y - ke ., i
EP3023-001-019 . ACC. 100%MT
EP3023-001-020 ACC. 100%MT
EP3023-001-021 ACC. 100%MT
EP3023-001-022 = s ACC. 100%MT
EP3023-001-023 ACC. 100%MT
EP3023-001-024 ACC, 100%MT
EP3023-001-025 ACC. 100%MT
EP3023-001-026 ACC. 100%MT
EP3023-001-027 ACC. 100%MT
EP3023-001-028 ACC. 100%MT
EXAMINED BY iR e REVIEWED BY %1 (
Xu Bing AN Q;»q/'Wf /J"g‘ ':’S /,,{/-F X.Lz-\ kﬂm (At oo
LEVEL -1l SIGN %4 |/ DATEAM LEVEL-l  SIGN ! DATEHM
SRS / QCM B FCUSTOMER

J&< siGN 7 B DATE

(FORM# ZPQC-MT01)




CZBMcH

REPORT OF MAGNETIC| PARTICLE EXAMINATION

Bk R R
REPORT NO. B¢ 45 B787-MT-25766 DATERH 2010.08.05 PAGE OFIIH 3/3 Revision Mo T
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TIHEHT: A P
" |DRAWING NO. EP3023-001 CALTRANS CONTRACT NO.:
04-0120F4
Eg: 13th lifting edge plate I TRHS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BTSRRI HFHE BEFHE B RIER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT &% MANUFACTURER i35 7§ MODEL NO. #4385 SERIAL NO. Z4:455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZ'NG METHOD Continuous magnetic yoke CURRENT
AC
gt ety [ 2k we g e A
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
e TR A
MATERIAL TO BE vWELDING #4:4 i i -
Material & thickness A709M-345T2-X
EXAMINED O CASTING & B, L RE
Brilit O FORGING g1 22/18mm
WELDING PROCESS TYPE OF JOINT
] FCAW T-JOINT
BiEFE bl
W I SECONIINUITerE e ACCEPT REJECT REMARKS
ELD I.D, CE R
ey INDICATION TYPE i B P P
18R 311
AFTER HSR(B)-390
BLANK
— aate =
EXAMINED BY £#¢ ~ REVIEWED BY ##
. ZeDh, 7S b
Xu Bing 2<, Q,’ St £ { C&'? Kﬂ/\ X (& ‘7(' Jg
LEVEL -1l SIGN &% ¢ DA\JE [ER LEVEL-l SIGN I DATER#
Jift&E / QCM Al FCUSTOMER
$F SIGN/ Hl§ DATE % SIGN / Bl DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETI( PARTICLE EXAMINATTION

R &

T E—
(ZPMC ]
ey IE—

REPORT NO. #4435 B787-MT-26151

DATEH i} 2010.08.26

PAGE OFmH 1M1

RevisionNo: 7

PROJECT NO, CONTRACTOR:
i ZP06-787 CALTRANS
TRERES: A P
DRAWING NO. SP3081B-001 CALTRANS CONTRACT NO.:
04-0120F4
M. 13 LIFTING I TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT ERE BFRE B EEF BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT #% MANUFACTURER #l3& T MODEL NO. #3438 SERIAL NO. Z4EHE
MT YOKE PARKER B310S 5395 5617 5620
MAGNET]ZING METHOD Continuous magnefjc yoke CURRENT
. AC
Bk iR Hji
70~150mm
B R TR fEsE e
MATERIAL TO BE v WELDING 54 i Hw
Material & thickness A709M-345T2.X
EXAMINED O CASTING &4 B, A
RRE O FORGING 1% 12/16mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HEH Pt bl
WELD I.D IESEHTRT e ACCEPT REJECT REMARKS
oy INDICATION TYPE L B — P
Fipn Epil)
SP3081B-001-031 ACC 100%MT
SP3081B-001-065 ACC 100%MT
SP3081B-001-074 ACC 100%MT
SP3081B-001-081 ACC 100%MT
. T— ade S g
SP3081B-001-100 ACC 100%MT
SP3081B-001-107 ACC 100%MT
BLANK
EXAMINED BY 45 REVIEW;EZ/BY HE
CaiXinxin &‘W‘K'V\ ¥ e~ [17..,0{'\/6 Ada D;IW ["L“ngé
LEVEL -1I SIGN %#% /| DATEAM LEVEL-l  SIGN \\ DATEA#
HitEE / Qem B PCUSTOMER
#F SIGN / Bil§ DATE ¥ SIGN/ B4 DATE

(FORM# ZPQC-MTO1)




(ZBMc)

REPORT OF MAGNETIC:{ PARTICLE EXAMINATION

% SIGN/ HiA DATE

AR IR &
REPORT NO. i #4:5 B787-MT-26152 DATER 7 2010.08.26 PAGE OFTH 1/9 RevisionNo; 0
PROJECT NO. CONTRACTOR:
> ZP06-787 CALTRANS
TREEE: J: =R
DRAWING NO. SP3081B.001 SALTRANS:CONTRAGY: NO:
: 04-0120F4
=2 13 LIFTING i TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B MTEHRT HEZIRHE Brae BRI R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° 2010
EQUIPMENT &% MANUFACTURER &I:&7 MODEL NO. #s{HE SERIAL NO. 48
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
WAL Wi Lk i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R tn FROE g0 ) BE
MATERIAL TO BE V WELDING #: i i g
HH Material & thickness A70SM-345T2.X
EXAMINED O CASTING %4 B4 R
¥ O FORGING 3% 12/16/25/M14mm
WELDING PROCES PE OF JOINT
» FCAW g T-JOINT
B pbe g
DISCONTINUITY A~k
WELD 1.D. TENGTO ] ACCEPT REJECT REMARKS
Mg INDICATION TYPE i s Pl P
- e}
SP3081B-001-108 ACC 100%MT
SP3081B-001-109 ACC 100%MT
SP3081B-001-110 ACC 100%MT
SP3081B-001-111 ACC 100%MT
SP3061B-001-112 T ACC 100%MT
SP3081B-001-113 ACC 100%MT
SP3081B-001-114 ACC 100%MT
SP3081B-001-115 SRR b ACC 100%MT
SP3081B-001-116 ACC 100%MT
SP3081B-001-117 ACC 100%MT
SP3081B-001-118 ACC 100%MT
SP3081B-001-119 ACC 100%MT
SP3081B-001-120 ACC 100%MT
SP3081B-001-121 ACC 100%MT
EXAMINED BYEif REVIE\A\I?BY HE
CaiXinxin Oa;‘ Yiu X caolak (. g_u}’z'. ” t2.0f VO
LEVEL-Il SIGN%4% | DATEFAM LEVEL-l  SIGN | DATER#
A& / QCM FFCUSTOMER

FF SIGN / B}l DATE

(FORM# ZPQC-MTO1)




CZPMc)

REPORT OF MAGNETIij PARTICLE EXAMINATION

B SIGN / i DATE

AR IR &
REPORT NO. # #7438 B787-MT-26152 DATE [ # 2010.08.26 PAGE OFTE 2/9 Revision No:- 0=
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEHE: A R
" IDRAWING NO. SP3081B-001 CALTRANS CONTRACT NO.:
04-0120F4
2Rz 13 LIFTING It LRSS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEHFEHTT B2inE BEERE B IEFEMN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28572010
EQUIPMENT #% MANUFACTURER i3 i MODEL NO. &4 % SERIAL NO. &&:5E8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD cOnﬁnuous magnetic yoke CURRENT
AC
LT B B BT
70~150mm
Rt FRiM e
MATERIAL TO BE Y WELDING ##:4% i e
Material & thickness A709M-345T2-X
EXAMINED O CASTING &4t B4 B
i O FORGING i 12f16/25/14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
WEETE bbbl
ELD | LR ACCEPT REJECT REMARKS
W .D.
e INDICATION TYPE N am 1Bk P
7N B3]
SP3081B-001-122 ACC 100%MT
SP3081B-001-123 ACC 100%MT
SP3081B-001-124 ACC 100%MT
SP3081B-001-125 ACC L00%MT
. . - i Freis e pr—
SP3081B-001-126 ACC 100%MT
SP3081B-001-127 ACC 100%MT
SP3081B-001-128 ACC 100%MT
SP3081B-001-129 =i i ACC 100%MT
SP3081B-001-130 ACC 100%MT
SP3081B-001-131 ACC 100%MT
SP3081B-001-132 ACC 100%MT
SP3081B-001-133 ACC 100%MT
SP3081B-001-134 ACC 100%MT
SP3081B-001-135 ACC 100%MT
EXAMINED BY 45 REVIEV;E BY #E
CaiXinxin Cor 1 G ¢ 2k B Z)?,-M (o. 5KV
LEVEL -1l SIGN#%£ |/ DATEAM LEVEL-l  SIGN N | DATER M
Bt E / QCM HFCUSTOMER

%% SIGN/ H# DATE

(FORM# ZPQC-MTO1)




(=BMcH

i

REPORT OF MAGNETI{ PARTICLE EXAMINATION
BARIRE

3 SIGN / B8 DATE

REPORT NO. # &45E B787-MT-26152 DATEF3 2010.08.26 PAGE OFWH 3/9 RevisiofiNo: 0
PROJECT NO. CONTRACTOR:
y ZP06-787 CALTRANS
THEEE. A p
DRAWING NO. SP3081B-001 CALTRANS CONTRACT NO.:
. 04-0120F4
e 13 LIFTING I TR 5
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
EoE s Er BRin ERRE 1R A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT %% MANUFACTURER #i& 1 MODEL NO. #iE SERIAL NO, 48
MT YOKE PARKER B3105 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
. AC
Rt A B ey B
70~150mm
B AR TR B4R (] BE
MATERIAL TO BE Y WELDING t i i =%
U2 Material & thickness A709M-345T2-X
EXAMINED O CASTING &4 B
BRI 5 O FORGING &% 12/16/25/M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
1R bt il
DISCONTINUITY A 4
WELD 1.D. TENGTHIN ] ACCEPT REJECT REMARKS
ks e INDICATION TYPE i 2 EiEtilg i
P i)
SP3081B-001-136 ACC 100%MT
SP3081B-001-137 ACC 100%MT |
SP3081B-001-138 ACC 100%MT
SP3081B-001-139 ACC 100%MT
= Hede L i
SP3081B-001-140 ACC 100%MT
SP3081B-001-141 ACC 100%MT
SP3081B-001-142 ACC 100%MT
SP3081B-001-143 =y ACC 100%MT
SP3081B-001-144 ACC 100%MT
SP3081B-001-145 ACC 100%MT
SP3081B-001-146 ACC 100%MT
SP3081B-001-147 ACC 100%MT
SP3081B-001-148 ACC 100%MT
SP3081B-001-149 ACC 100%MT
EXAMINED BYX# REVIEWED BY ¥4
CaiXinxin O X Xhn (o €a b )én Ez‘/m (e.ck ¥
LEVEL-1l SIGN®4% / DATEH LEVEL-l  SIGN ! DATEBHi
2 E / QCM : F FCUSTOMER

EF SIGN / B#i DATE

(FORM# ZPQC-MTO01)




C=ZBPMc)

REPORT OF MAGNETI¢ PARTICLE EXAMINATION

SF SIGN / B i DATE

BB R &
REPORT NO. &4 5 B787-MT-26152 DATEH#7 2010.08.26 PAGE OFTIFS 4/9 Revisiom¥s: 0
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
ITHEHS: A R
DRAWING NO. SP3081B-001 CALTRANS CONTRACT NO.:
04-0120F4
Hg: 13 LIFTING I TR% 5
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
P e B2innE BFEHRSE BB IER BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT # % MANUFACTURER #illi g MODEL NO. B4 5 SERIAL NO. iE4:45 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNET‘ZING METHDD conﬂﬂUDUS magnetic yoke CURRENT
AC
R4 5 B BAER i y: 2478
70~150mm
R m FrH AR E
MATERIAL TO BE v WELDING #i:4 i i -
& Material & thickness A709M-345T2-X
EXAMINED I CASTING #4+ B, B
BEE O FORGING &i% 12M16/25M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
1R HREERRY
DISCONTINUITY Ak it
WELD I.D. TENGTA ] ACCEPT REJECT REMARKS
Mt e INDICATION TYPE o mEg 151 o
&1 ki) 5
SP3081B-001-150 ACC 100%MT
SP3081B-001-151 ACC 100%MT
SP3081B-001-152 ACC 100%MT
SP3081B-001-153 ACC 100%MT
=i e ol R
SP3081B-001-154 ACC 100%MT
SP3081B-001-155 ACC 100%MT
SP3081B-001-156 ACC 100%MT
SP3081B-001-157 ACC 100%MT
SP3081B-001-158 ACC 100%MT
SP3081B-001-159 ACC 100%MT
SP3081B-001-160 ACC 100%MT
SP3081B-001-161 ACC 100%MT
SP3081B-001-162 ACC 100%MT
SP3081B-001-163 ACC 100%MT
EXAMINED BY E£if REVIEWED BY ##;
caixindgn  Cet Xom Xomr 49, 9 94 _\\Vé l?;,.-h 4 o, K216
LEVEL-1l SIGN %% / DATEAH LEVEL-l  SIGN ! DATERH]
RIS / QCM F FCUSTOMER

B SIGN / A DATE

(FORM# ZPQC-MT01)




(ZBMcH

REPORT OF MAGNETI( PARTICLE EXAMINATION
gl e '

REPORT NO. R4 45 B787-MT-26152

DATEEI 3 2010.08.26

PAGE OFTi#f% 5/9

Revisione: 0

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THES: =
DRAWING NO. SP3081B.001 CALTRANS CONTRACT NO.:
04-0120F4
5 13 LIFTING I TR% 5
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR HTAT ERRE BENFHS {3 8K EH R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2010
EQUIPMENT #& % MANUFACTURER #1575 MODEL NO. #458 SERIAL NO. Z4&EH S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
Bk B R R B
PARTICLE TYPE Dry magnet powder YOKE SPACING .
il mm
R F B4 ] pE
MATERIAL TO BE v WELDING #4 1 ; 5
it Material & thickness A709M-345T2-X
EXAMINED O CASTING & 4 B
BRI E O FORGING #§i 12/16/25/14mm
WELDING PROCESS TYPE OF JOINT
FCAwW T-JOINT
T piebes i)
WELD | LIS ONTINUITYR A ACCEPT REJECT REMARKS
LD I.D, o
e INDICATION TYPE R ™ T am il P
B
SP3081B-001-021 ACC 100%MT
SP3081B-001-022 ACC 100%MT
SP3081B-001-023 ACC 100%MT
SP3081B-001-024 ACC 100%MT
- — a *“‘“
SP3081B-001-025 ) ACC 100%MT
SP3081B-001-026 ACC L00%MT
SP3081B-001-027 ACC 100%MT
SP3081B-001-028 i ACC 100%MT
SP3081B-001-029 ACC 100%MT
SP3081B-001-030 ACC 100%MT
SP3081B-001-057 ACC 100%MT
SP3081B-001-D58 ACC 100%MT
SP3081B-001-063 ACC 100%MT
SP3081B-001-064 ACC 100%MT
EXAMINED BY E£#5 { REVIEWED BY ##
CaiXinxin C‘—-/? ‘["‘1 K: v ¢ % Uf.‘l/ \é/' %:)q/ 41 (.98 .6
LEVEL -1 SIGN &% | LEVEL-I  SIGN I\\JATEEI ]

HEitEH / aem

I/ CUSTOMER

T SIGN/ B DATE

#EF SIGN/ Hid DATE

(FORM# ZPQC-MTO1)




CZBMc)

REPORT OF MAGNETIC{ PARTICLE EXAMINATION

T SIGN / H3li DATE

Tk H R
REPORT NO. {448 B787-MT-26152 DATEH Jif 2010.08.26 PAGE OFH™ 6/9 Revision No: &
PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
ITEHE: A P
DRAWING NO. SP3081B-001 SALIHANS CONTRAGT NG,
04-0120F4
R 13 LIFTING M TEEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B TR BERE BFHE R ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT # 4% MANUFACTURER #ili75 MODEL NO. #2475 SERIAL NO. ZE4i5E
MT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
Rk RS B
: 70~150mm
R A TR BEAR(E PR
MATERIAL TO BE Y WELDING #5:4 i i =
i Material & thickness P
EXAMINED O CASTING &4 &, LA
B O FORGING $&if 12116/25/14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
1R HEESETR
Gk DISCONTINUITY A4kt o - — EENARES
WELD 1.D. T
pep iRl INDICATION TYPE [=ie {;:E]N . E= B B
= 3]
SP3081B-001-075 ACC 100%MT
SP3081B-001-076 ACC 1O0%MT
SP3081B-001-092 ACC 100%MT
SP3081B-001-093 ACC 100%MT
SP3081B-001-094 il AGC [N 100%MT
SP3081B-001-095 ACC 100%MT
SP3081B-001-001 ACC 100%MT
SP3081B-001-002 ACC 100%MT
SP3081B-001-003 ACC 100%MT
SP3081B-001-004 ACC 100%MT
SP3081B-001-005 ACC 100%MT
SP3081B-001-006 ACC 100%MT
SP3081B-001-007 ACC 100%MT
SP3081B-001-008 ACC 100%MT
EXAMINED BY 45 REVIEWED BY %% _
CaiXinxin 0//1, ¥ )(:‘1;-. \(z‘u L 01-'\/(3 z %
LEVEL -1l SIGN %4 DATER LEVEL-Il  SIGN DATER
RS / QCM FFCUSTOMER

% SIGN / Bl DATE

(FORM# ZPQC-MTO1)




(ZBMc)

BB IR &

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. REHE B787-MT-251 52

DATE 3411 2010.08.26

’PAGE OFmE 7/9

Revision No: ¢

HEF SIGN / F DATE

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
TEHES: R A
DRAWING NO. SP3081B-001 CALTRANS CONTRACT NO.:
04-0120F4
B, 13 LIFTING M TRSS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BEMTESRT ER iR BFHE BRI 3
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% 2010
EQUIPMENT %% MANUFACTURER fili& g MODEL NO. 48 SERIAL NO. #ig B
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD antinuuus magneﬁc yoke CURRENT
AC
REAE Rt Bk B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
1%, ot TR B AR
MATERIAL TO BE VWELDING #¢+ i i
# Material & thickness A709M-345T2.X
EXAMINED Ol CASTING #f: 4, B
B E O FORGING &3 12M16/25M14mm
WELDING PROCESS TYPE OF JOINT
FCcaw T-JOINT
1R poatec i)
ELD | CEEONTINUITY kst ACCEPT REJECT REMARKS
WELD 1.D.
Py INDICATION TYPE LE”G{T&'&'” i P e
B HERd
SP3081B-001-009 ACC 100%MT
SP3081B-001-010 ACC 100%MT
SP3081B-001-011 ACC 100%MT
SP3081B-001-012 ACC ol 100%MT
SP3081B-001-013 - ACC 100%MT
SP3081B-001-014 ACC 100%MT
SP3081B-001-015 ACC 100%MT
SP3081B-001-016 - ACC 100%MT
SP3081B-001-017 ACC 100%MT
SP3081B-001-018 ACC 100%MT
SP3081B-001-019 ACC 100%MT
SP3081B-001-020 ACC 100%MT
SP3081B-001-059 ACC 100%MT
SP3081B-001-060 ACC 100%MT
EXAMINED BY X3 REVIEWED BY %#&
CaiXinxin Cﬂf Xin f""’ll (9, °b7- ?/& \AA 2/)1/‘\ (2, € .26
LEVEL-II SIGN%4%& DATER LEVEL-l  sSIGN DATERI
FitE8 / qcm F FCUSTOMER

S SIGN / A1 DATE

(FORMz ZPQC-MT01)




(ZBmch

REPORT OF MAGNETIC PARTICLE EXAMINATION |
R IR & -

REPORT NO. #5438 B787-MT-26152

DATE H i 2010.08.26 ’F‘AGE OF TR 8/9 Revision No: @

PROJECT NO. CONTRACTOR:
ZP06-787 CALTRANS
THEEE: A P
DRAWING NO. SP3081B-001 CALTRANS CONTRACT NO..
04-0120F4
B 13 LIFTING I TE%S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
BE T E2IRE ERge R A Sy
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #% MANUFACTURER 4137 MODEL NO. 55 SERIAL NO. gtsg &
MT YOKE PARKER B310S 5395 5617 5620
MAGNET]Z'NG METHOD CoﬂﬁnuOUS magnetic kaE CURRENT
AC
B4 A Bt e i
PARTICLE TYPE Dry magnet powder YOKE SPACING S
s mm
e g i) Fris R4 ) s o
MATERIAL TO BE v WELDING ## i
R Material & thickness A709M-345T2.X
EXAMINED DI CASTING #42: Bt B
L O FORGING &35 12M16/25/14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
AR itz i
DlSCONTlNUITY?FiEﬂ':ﬁt
WELD 1.D, LENGTA Nl ACCEPT REJECT REMARKS
Pk TRt INDICATION TYPE K = Bl £k
Eib #m
SP3081B-001-081 ACC 100%MT
§P3081B-001-052 ACC 100%MT
|
SP3081B-001-077 ACC 100%MT
SP3081B-001-078 ACC g 100%MT
SP3081B-001-079 . ACC 100%MT
SP3081B-001-080 ACC 100%MT
SP3081B-001-095 ACC 100%MT
SP3081B-001-097 E ACT 100%MT
SP3081B-001-098 ACC 100%MT
SP3081B-001-09g ACC 100%MT
SP3081B-001-084 ACC 100%MT
SP3081B-001-085 L ACC 100%MT
SP3081B-001-085 ACC 100%MT
SP3081B-001-087 ACC 100%MT
EXAMINED BY 3 REVIEVgEZ.BY HE
CaiXinxin Car X X ¢o, u¥ )b e 2 2t c2, o826
LEVEL-II SiGN%%& DATE 3l LEVEL-ll  s|GN !~ DATEF#i§
iR&8 / qom FFCUSTOMER
£ SIGN / H#l§ DATE #-F SIGN / Bl DATE

(FORM# ZPQC-MT01)




(ZBmch

BB IR &

REPORT OF MAGNETIC PARTIOLE EXAMINATION |

REPORT NO. 558 B787-

’PAGE OFIg 9/9

Revi-sion No: o

MT-26152 ’DATE E 34 2010.08.26
PROJECT NO. CONTRACTOR:
. ZP06-787 CALTRANS
THEEE; =8
DRAWING No. SP30818-001 CALTRANS CONTRACT NO.;
] 04-D120F4
. 13 LIFTING mATR&S
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO, CALIBRATION DUE DATE
BT bt i BFse R IR 3y
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT %% MANUFACTURER 3§ fiy MODEL NO. Btg & SERIAL NO. =4 E
MT YOKE PARKER B310s 5395 5617 5620
MAGNETIZ’NG METHOD COntinUOUS magnetic yoke CURRENT
AC
Bk 5 B H
PARTICLE TYPE Dry magnet powder YOKE SPACING Siesaen
o= mm
RS T B4 A1 BE o
MATERIAL TO BE VWELDING #tf:4 i i
B Material & thickness A709M-345T2-X
EXAMINED O CASTING #4: B4, gy
Fingilp g i O FORGING g3 12/16/25M14mm
WELDING PROCESS TYPE OF JOINT
. FCAW T-JOINT
ety s P o]
DISCONTINUITY it
WELD I.D, TENGTH N ] ACCEPT REJECT REMARKS
s INDICATION TYPE hE 2 B Fi:
bi-p Y]
SP3081B-001-088 ACC 100%MT
SP3081B-001-089 J ACC 100%MT
SP3081B-001-090 ACC 100%MT
SP3081B-001-091 . ACC S 100%MT
SP3081B-001-105 ACC 100%MT
SP3081B-001-106 ACC 100%MT
SP3081B-001-031 i ACC 100%MT
SP3081B-001-085 & ACC 100%MT
SP3081B-001-074 ACC l 100%MT
SP3081B-001-081 ACC ! 100%MT
SP3081B-001-100 ACC ’ 100%MT
SP3081B-001-107 I ACC I 100%MT
AFTER HSR1(B)-8856
BLANK
EXAMINED BY 3% REVIEWED BY ##
CaiXinxin Cor v, X/ adf, Pz %S
LEVEL-Il SIGN %% DATEH #j LEVEL-l  sigN DATER
IS5 / Qom A FCUSTOMER
35 SIGN / {1 DATE EF SIGN/ B DATE

(FORM## ZPQC-MTa1)




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, China Report No: NCS-000807
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date  21-Sep-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0763

Type of problem:

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

Procedural Procedural [] Descripton:

Date the Non-Confor mance Report waswritten: 14-Jul-2010

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Side Plate and Edge Plate
for Lift 13, Quality Assurance discovered the following issue:

-ZPMC personnel have wrapped the fillet welds around the ends of the I-rib stiffeners on Side plate and Edge
plates.

-The affected members are identified as follows:

1) Side Plate SP3069-001, this member joined with two web plates PL3249A { Non-SPCM} and PL3249B

{ Seismic Performance Critical Member (SPCM)}. Welds#1~8 on PL3249A and Weldst#9~44 on PL3249B
located at fabrication Bay#10.

2) Edge Plate EP3023-001, Welds#3~6 and 15~18 located at fabrication Bay#11.

3) Side Plate SP3081-001, Welds#3; 4; 15; 16; 21; 22; 31~34 located at fabrication Bay#11.The member found
to be Seismic Performance Critical Member (SPCM).

For further information, please see the attached pictures below.

Contractor's proposal to correct the problem:

Contractor will remove the wrapped welds from the identified locations by grinding. Contractor will submit the
NDT reprot to prove the welds are acceptable after grinding. Contractor will notify the lead inspectors
regarding the wrapped welds are not acceptable and if welds are wrapped in locations where the shop drawings
do not specified. Contractor will remove the wrapped welds, and perform NDT after removal.

Corrective action taken:

Contractor removed the wrapped welds by grinding, and performed the NDT. The NDT report shows that the
welds are acceptable. Contractor notifed the lead inspectors who are responsible of the project regarding the
wrapped welds are not acceptable and if welds are wrapped in locations where the shop drawings do not
specified. Lead inspectors have to remove the wrapped welds, and perform the NDT testing after removal.

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



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

Did corrective action require Engineer's approval ? [] Yesl¥l No

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] 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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