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, PRC Report No: NCR-000214
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 18-Nov-2008
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0190

Type of problem:

Welding Concrete [1 Other []
Welding Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other []  Component: Stiffeners and Skin Plates

Procedural [ Procedural [J Description: East Shaft, Lift 1 and South Shaft, Lift 1

Reference Description: AWS D1.5 2002

Description of Non-Conformance:

ZPMC has built up the base metal at the ends of the stiffeners and the skin plates on both East and South shafts
in excess of 20mm. Weld build up “greater than twice the thickness of the thinner part or 20 mm [3/4in.],
whichever isless’ must be approved by the Engineer. This condition exists on al the stiffeners of all skin
plates and the ends of the skin plates of the East and South shafts of Lift 1.

Lift 1,“East Shaft, Skin:E

Lift 1, South Shaft, Skin C, Stiffene% c2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

Lift 1, East Shaft, Skin C, Stiffener C2

Applicablereference:
Section 3.3.4.1 and 3.3.4.2, AWS D1.5 2002.

3.3.4.1 Root openings wider than those allowed in 3.3.4, but not greater than twice the thickness of the thinner
part or 20 mm [3/4 in.], whichever isless, may be corrected by welding to acceptable dimensions prior to
joining the parts by welding.

3.3.4.2 Root openings larger than those allowed in 3.3.4.1 may be corrected by welding only with the approval
of the Engineer.

Who discovered the problem:  William Clifford, Quality Assurance |nspector

Name of individual from Contractor notified: Dan Raynor

Time and method of notification: 11/18/08; 1245; Verbal

Name of Caltrans Engineer notified: Doug Coe

Time and method of notification: None

QC Inspector's Name: 11/18/08;1230;V erbal

Was QC Inspector awar e of the problem: L] Yeslvl No

Contractor's proposal to correct the problem:

ZPMC will mill the built up areas to less 20mm.

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 Ryan Smith, who represents the Office of Structural
Materials for your project.

Inspected By:  Ishibashi,Josh SMR

Reviewed By: Smith,Ryan SMR

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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 19-Nov-2008
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. Dave Williams Consultant Document No: 05.03.06-000184
Subject: NCR No. ZPMC-0190

Reference Description:  Weld Build Up / East and South Tower Shaft Lift 1

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: Tower Lift: 01
Remarks:
ZPMC has built up the base metal at the ends of the stiffeners and the skin plates on both East and South shafts in excess of 20mm.
Weld build up “greater than twice the thickness of the thinner part or 20 mm [3/4 in.], whichever isless’ must be approved by the
Engineer. Thiscondition exists on all the stiffeners of all skin plates and the ends of the skin plates of the East and South shafts of Lift
1
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance including documentation of the procedures and steps taken to bring the
weldment placed into compliance with the contract requirements. In addition to the material/workmanship non-conformance, propose a
resolution that addresses the apparent failure of Quality Control to identify the non-conformance with AWS D1.5. Provide
documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

Transmitted by:  Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0190

cc: Rick Morrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06
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American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett  24-Hou-2008

333 Burma Rosd Contract Ho: 04-0120F 4

Okl and LA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABFHPRO00ME1 Rev: DO
Ref: 05.03 05-000154

Subject  NCR Mo, ZPmC0130

Contractor's Proposed Resolution:

Reference Resolution: Thess edges are to be machined down to meet dimenzional tolerances for length and MT inepeded atter
machining.

IPMC exceeded the maxmum dlowakle weld buld up without Engineers approva . These edges are to be machined down to mest
dimensioral tolerances for length and MT inspeded atter machining. PMC produdion considered thiz accepable since the weld will be
machined laer. ZPMC did however document the sweld build up on & Welding Repair Repart and will subzequently document the MT
inggection ater machining.

Subrritted by
Atachment(s): ABF NPR-000181R00

Caltrans’ comments: Status: REJ
Dates 14-Jan-2009

The propozed resolution iz not acceptable. This Mon-Conformance, along with the izzue of weld param aerzs § exceszive bead width duking
buttering as documented in Mon-Conformance ZPMC-01384, gives the Department causs for concern about the guality of the weld build-up.
The proposal to gind and MT the weld build-up ares is not suficient, and more extensive testing than MT i necessary to ensure the guality of
the weld.

Example ofthe types of tegting that the Depatment wwould consider sufficient to ensure the quality of the weld build-up includes:
- Ultrasonic Testing (UT 1 ofthe weld build-up pror to welding ofthe Tower shat to the base plate.

-Hardness tegts hetween the basze metal and the welded area.

- Magnetic Pattice (MT) tegting of the weld buil d-up.

Pleass propose a resoldion with a Request for | nfonrnation that indudes the types and amourt of teding proposed to ensure the quality ofthe
weld, and clear thiz Mon-Zonfarmance.

I wou have any guestions regarding this matter, plesse contact the Depattment's representatives in Shanghai.
Submitted by Wiight, Dowg Date:  14-Jan-2004
Attachment(s):

Fape lafi



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

T CALTRANS - SAS Superstrcture Datet  17-Mar-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okland G Begll 04-5F 80-13.2 /139
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineer Document Ho.: ABF-HPRODMME1 Revw: 01
Ref: 05,03 06-0001 54

Subject  NCR Mo, ZPmC0130

Contractor's Proposed Resolution:

Reference Resolution: ofginally 2 WER waz generated for Skin & and E . =kin E reguired moare wweld and would exceed 20mm. A that
fime a CWYWR was generated and appeoved.

Aftached iz information that ZP MC did have a CWE for weld buld up over 20mm. Origirally 2 WER was generated for Skin Aand E. =kin E
reqjuired more weld and would exceed 20mm. A that time a CWR was genersed and approved. ZPMC Q2 have been nofified about the
impartance to have the approprate documents on site duing swelding and repair welding.

Subrritted by
Atachment(s): AEF MNPR-O00151R01;

Caltrans’ comments: Status: REJ
Date: 15-4pr-2009

The propozed resolution iz not acceptable. There were incong gencies with the hardness testing resultz induded in MP R-0125R 01, and the
hardness sampling locations could nat be identified. P lease coordinate with the Department's representaives in Shanghai for hardness teding
in the presence ofthe Endgineer.

Submitted by 'Wirioht, Doug Date:  13-%pr-2009
Attachment(s):

Fape lafi
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. Critical Welding Repair Report (CWR) r 0
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Project Name REERAD FEES | BEFTEEE | ReporiNo. E
SFOBB Drawing No T-CWRD31
South Tower iirst Jifting
£RE
04-0120F4 HE L AR
Contraci No.: INT4E & 46 2
- ltem Name: SKIN E NDTFRE 253
e ZP06-787 NDT Repori No.:
Projeci No..
BAE R rERR

Deec-ripuon of Welding Diseontinulity:
|1 ZREERS BESE - REBEERES RS S EFEE27-32.5mm.
1 According 1o mspect.ion reperi, it needs to ‘build up 27-32.5mm of bottom side of Skin E.

" s - Yaﬁ . S AT
#3R (Inspecior) : L1u Ya H #f(Date) ' _08.11.04

f V EPPROVED
' 1 4PDROVED AS NOTED

BRESEEEFEE - A RETURNED Fsaa!caﬁqf;zmsa
o ’ a g . Pursuent o Secticn 8-1.
Bratt of Welding Piscontinaity: - of the Standard Specifications
; State ef Caijllernia
CEPARTMENT OF TRANSPORTATION
E " Division of Englneering Service
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Remark: repair area in cloudy
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1, j BRTbMFERRT
1. Weld contraction after welding and heai siraighiening caussd that actually size was sho
rier than ihesory size.
)ZL ﬁ(}{wf 4 2098, 1. 4
FE# jﬁ—A(,F.cremgn gcheng __BX(Date):11.4
EEF3] '
Disposition :
1. Grind the building-up area;
25 Preheat and weld passes temperature asccording to the approved WPS, it should be 2-3mm than
the theory size;
3. Grind the weld area smoothly after repairing;
4, Perform 100%MT and 100%UT to the repair area.
1. AWRESTSETITE. _ _
- EMERRELZIE WS BRTHANSSHEERE, #4782, BETE0E 2~3m, MLE LT
M, :
3, ME)RSEEERIME LR E T EFEBRATE,
4, FHEFE A 100 %MT+100%61T.

Vi )

P APPROVED
APFROVED AS NOTED
RETURNED FOR CORRECTION
Pursuant to Secilon B-1.02

of ihe Stendard Specifications
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SFOBB Drawing Np South Tower first lifiing
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Coniraci No.: Bt L IR SKIN E £ "
= 5 22 .2 ltem Name: ' -
NE S S NDT Repori No.:
Project No.: =
By

Comrection Action o P
"::‘E"}:_L%

n.

revent Re-Occutrence:

P

N

» RUEERTEE, RERCERIKESSE ks
1. lmprove We]dgng quality and ensure flathess io redu_ce hea’t straighteﬂing and welding coniractio

8 fi # A-(Foreman): Llu He gc;fgL

258-4
g f—FE(Daie):ﬂl.E;

|smamwrss s
Repair WPS Ne.

| WPs-345-FCAW-—
| -2G (2F)-Repairv
WPS5-345-FCAW
-3G(3F)-Repair v
WPE-345-SMAW

| -2G (2F)-Repair
WPS-345-SMAW
-3G (3F)-Repairv
WPS-345-FCAW
-4G (4F)-Repair
WPE-345-SMAW
-4G (4F)-Repair

IZ2h
technologist

)

1y
>8

B (BRY) HHARE
Preneai temperature
before gouging
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EEPET o
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BREATAHEE
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bafore welding
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EERRE ' ' )
Inspection After repairing; _ _ - |
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Welding Repair Report 0

HRE LW S FHE A HHES ESD1-5A237 REEHT Rs
: i “WR336
Project Nama SFOBB Drawing No ESD1-SA227 Report No.
i _A.ﬁ_!;_ H ~ 25 ooy v T T .
; =R 04-0120F4 o gk FEF—MRER AEE NDTHL 2

Contract No.: tems Na | #&East Tower first liftin
T HE me
Project No.: Zis-rdy

! Report No.of NDT
g Skin Aand E !

B bt
FIEE

‘Description of welding discontinuity:
REIEER, WAEERKEETHRE, HRATRENEE I, EERESEE7mm, |
CRBHUFA. | :
;According to technology requirement, end of Skin A and Skin E need building-up, bui !
'j[d 4mm up of Skin A, build 17mm up of Skin E, the detail see the following draft.

Xh Tﬁ\M
#3#R% (inspector) : Xu Jinlongd/ 3 (Date): _08.10.19
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i Draft of weliding discontinuity:
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tﬁ&ﬁﬁ'
. Caused:
1.ETEE ﬁuk&ﬁ,E&AfﬁﬁwEi%R¢¢n

1. Weld and Heat straighten contiraction causing size shorier.

£ 8 fi T A(Foreman): 2 cha/ﬁ 8 & (Date): 8. 10.2°

S——

T

e

tEEL
: Disposition :

.1, Grind the building-up area;

2. Preheat and weld passes temperature according to the approved WPS, it should be 2-3mm than

the theory size:
.3+ Grind the weld area smoothly after repairing;
.4, Perform 100%MT and 100%UT to the repair area.
X T MR B AT T B
ﬁﬁh@}ﬁ‘}: % T ZFREE WPS Bk
IR RS EEMEIT BT E;
FHEFMR A 100%MT+100%4UT.

4
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.=, E%%tﬁ:'::'l/r: 2~ 3mm;
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Techniczl enginger Y / Approved by




ZPMC

BRERBRS
Welding Repair Report

7 Rev. No.

L REEH RE@EAR | S4ES | EsDl-sasy | RERY —
| Project Name SFOBB . DrawingNo. |  gspi-gazey | RepoitNo

EAS | RESE—RER AE | J

U st 04-0120F4  +  arp gz 1" T T NDTHRE ST

: - ! TR East Tower first | .

FH B * ltems Name | | Report No.of NDT
I ZP08-787 - | lifting Skin A and.E | ——

Projiect No.: ~

s’ B
¢ Correction action to prevent re occurrence:
5? 1LREE DK KRE, EERBWPSH LZERSE.

1. Try to reduce heat straightening time, and perform according to WPS and technology requiremef

nt to fabrication.
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E
- o " . i
£ ¥ f 7t A(Foreman): Lu H r?j 8 #(Date): ©vd-1? .
. WPS-345-FCAW Yo
i ~2G (2F)-Repair |
i WPS-345-FCAW i :
EBHWPSES -3G(3F)-Repair | IE&R W3 [ &2 ol
Repair WPS No WPS-345-SMAW  ; technologist

-2G (2F)-Repair !
WPS-345-SMAW : b
-3G (3F)-Repair

CRE (RAY) EWMAEE
- Preheat temperature |
; before gouging

N4

FEiEHKRIE
Descriptien

- of discontinuity

NA

BB pER | BEMBEE > 1 peoC
Inspectlon ; C N \\ Preheat temperature ! ]
. befare welding | TGS before welding P < 23e'¢
CBRRUFEER l\] Bl K
- Max. depth of gouging i A ; Total length of gouging i _ M A
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fwelder | weldin e o { osition =
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Eﬁi-zmzr 290,02 Fead) e g 192 (26FE) mzsr 280wl 26 Ry
i Current oA 36 FCAw) | Voltage =2F (26 Reaw > | Speed 1= mm/»;\.h (26§ Ferd
' | ) 3 1 ~ .~ _r 4. ! 1
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Inspection After repairing:
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FREE Inspecior Date
VT result
NDTE & EERA B OE
NDT result NDT person :Date
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Wiiness/Review: =
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Welding Repair Report 0
=Pt EEEEAR | FEES ESD1-SA233AF | REHT RS
Project Name SFOBB Drawing No REpeH Ne: =ORRETS
AEF T
Contract No. 04-0120F4 HAFL AR ‘ NDTHRL 452
ontract No.: liems Na Skin B
e e Repori No.of NDT|
Project No.: ZrPie-7a7
P

Description of welding discontinuity:
ZRANEHE, FEE - RAEBBUIARTTLEHELI12—14mm.
According to measuring data, Skin B bottom needs to build up 12-14mm.

L B 8. 1-e%
I R (Inspector) : __Li Bin  (Date): _ 08.11.04
BAEESEETER
Draft of welding discontinuity:
Top

Bottom Skin B

E: mEANMEERTA (BEARHRR .

Remark: repair area in cloudy including end of stiffeners.




FEREA:

Caused: .
AERBOEETARBHGUEER—H, FFARARS, BABERER 425 k.

In-the welding process, weld contraction of five plaies was conformity caused the tower bottom ‘vas not on
the same of flat surface after assembly.

% 4] §1 Jt A(Foreman): Bion N”Zj B #i(Date):  2wg. 11. 0§

HEFL

Disposition :

1. Grind the building-up area:

2. Preheat and weld passes temperature according to the approved WPS, it should be 2-3mm than
the theory size;

3. Grind the weld area smoothly after repairing;

4, Perform 100%MT and 100%UT to the repair area.

1. TR HETITS | g

2. EROEEAETEME WS ER T MAMSSIEEEE, #T82, BHTFERE 2~m, WERT
ImER A B,

3. MIREEEHMAMLEN ETEHERANE,

4. FHMEFNK B 100 %MT+100%UT. '

T oz Z/Va:jj!uﬁ 08y Hi, A4

Technical enginee Approved by Date
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ZRERE

zpmg . . _ ' B Rev. No.
Welding Repair Report ‘ 0
W &5 EEEZ AR HEEe ESD1-SA233A/F | & %S WR3ES
Project Name SFOBB Drawing No. Report No. =
aRS 04-0120F4 B
a s Ak F3 A pr o
Contract No.: , 24 #R i 1 NDTHR 4 %
I g 25 = ltems Name Report No.of NDT
il ZP0B-787
___Proiect No.:
# Edgk:

Correction action to prevent re occurrence:

A, E@if L3R 2 AR Z 9 2L4 R4, BRRBEaBRETAE, RIEZRK

bz

e AR ey al,

It didn't cut the hole on Skin A and E strut plate, cut the hole according to actually welding conir
action after finishing welding skin plate & stiffeners.

5 18] & Jr A(Foreman): Bras N“’ﬁ

8 #(Date): of . t/+ef

ZRBEIWPSHE 2
Repair WPS No.

WPS-345-FCAW
-2G (2F)-Repair
WPS-345-FCAW
-3G(3F)-Repair

WPS-345-SMAW
-2G (2F)-Repair
WPS-345-SMAW
-3G (3F)-Repair
WPS-345-SMAW
-4G (4F)-Repair

v

IZhR
technologist

;Li.jj V4 E[ﬂﬁ ”'Sé’g

BE (BA) MWAEE
Preheat temperature
before gouging

VA

SE 15 9 6t
Description
of discontinuity

sl

inspection
before welding

fre ¢

Preheat temperature
before welding

i
/4%

BRWERE B gk
Max. depth of gouging A/,Af Total length of gouging /VA
BT i BREER T 2 BERE
welder t.’({?&l’)‘b welding type Tf{/ﬂr\/ position “363{'
BESR 9. 2 ; 8 8
Current ! Lt Voltage o4 v Speed Ll 6
RERRE
Inspection After repairing:
_ mERA B #
HMBE Inspector Date
VT result
NDTH & il B #
NDT result NDT person , Date
WAE :
Witness/Review;
5

Remark :




RERBRS

According to measuring data,

Description of welding discontinuity:

SR EHE, RES - RERCEARKSEL 42 13mm.

Skin C bottom needs to build up13mm.

‘L,‘ .Bﬂ\

08.11.04

ZBPMC Ji3 Rev. No.
Welding Repair Report 0
T 4 & FR SEEZAH HFB5 ESD1-SA294A/G fﬁ%‘—;ﬂ—%— RgE
Project ‘Name SFOBB Drawing No Report No. -
A B
Sk 04-0120F 4 L A NDTE4 455
Contract No.: ; ]
ltems Na Skin C
=5 4s o Report No.of NDT]
P - T me
: ZP0B-787
Project No.:
R[G5 iE

Bottom

Skin C

#35 (Inspector) : Li Bin (Date) :
BEESEEFEE -
Draft of welding discontinuity:
Top

Remark: repair area in cloudy inciuding end of strut pl

i TEAARERA (BERERRY H ) .

ates and stiffeners




| =4 BH:

Caused:

EREGEIRTIRGROKEER B, FREARADE, BAMTRERA—/NFF L,

In the welding process, weld contraction of five plates was conformlty caused the tower bottom was not on
the same of flat surface after assembly.

% [ §i 3t A(Foreman): Riaa N’j B #(Date): 2wf .11 4

HEEN,
Disposition :

8

1. Grind the building-up area:

2. Preheat and weld passes temperature according to the approved WPS, it should be 2-3mm than
the theory size;

3+ Grind the weld area smoothly after repairing:

4, Perform 100%MT and 100%UT to the repair area

1. 55 IR S #ATIT

2. EHOERFETZHE WS BRETTANBHIENEE, S7H2, BETERE 2~3m, WERT
IOER A £

3. MERTEEE RIS IEEN BT BT M,

4, FHEFMX E M 100%MT+100%UT.

T £2hm j]v% 1-S/% s 218
Technical engineer. Approved by Daie




Correction action to prevent re occurrence:
A. EB#H EREBENILFT I WA, FROBEDRTETAE, RETRESE S0 ba8 950,
It didn't cut the hole on Skin A and E strut plate, cut. the hole according to actually welding contr

= Nz ¥ T
pMc % éﬁ :‘B l(_.i% _ﬂi fiZ4= Rev. No.
Welding Repair Report - 0
i B 4R REEHAG HEES ESD1-8A204A/G | &S WR3%
Project Name SFOBR Drawing No. Report No.
A5
04-0120F4 5 " ps D
Contract No.: AL AR B & NDTHRE %5
T ltems Name Report No.of NDT
by & ZP06-787
___Project No.:
5k

action after finishing welding skin plate & stiffeners.

£ [5) i 9r A(Foreman):

&!‘M M""[‘ﬁ
vy

B 49(Date): of.:1 of

ZRPWPSES
Repair WPS No.

WPS-345-FCAW
-2G (2F)-Repair
WPS-345-FCAW
-3G(3F)-Repair

WPS-345-SMAW
-2G (2F)-Repair
WP3-345-SMAW
-3G (3F)-Repair
WPS-345-SMAW
-4G (4F)-Repair

IZR
technologist

z}w:jjfw@ ns by

EE () AfEEE

i E B B iE

RﬂmarL :

R T S R 4 ST e TR T e T S

Preheat temperature A A Description ”Cf]?
before gouging of discontinuity
BEAaERE BAITARE
Inspection A L & Preheat temperature D
before welding before welding /&5
IE-23 13 BB K .
Max. depth of gouging /\,A : Total Iengih of gouging A
BT BEET BEME
welder , welding type osition "4
oo g type AW p
FEBR RERBE REEE
Current -?/97 Voliage >/(> {3 Speed I
BEERE
Inspection After repairing:
- BE R R
o E Inspector Date
VT result
NDTH & EH R B H
NDT result NDT person Date
JRAE :
Withess/Review:
EE
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i | A =av Vo
= PMC ] \
Welding Repair Report 0
B &7 = E i HT 5 ESD1-SA296A/E HBEHT WA
Project Name SFORB Drawing No Repprt No. -WR391
&A% N
04-0120F4 AT L AR el g
Contract No.: It . NDTHR S 45
7 E = e Ne Sk B Report No.of NDT]
iy ZP0B-787 L e
Project No.:
B fafhiE

Description of welding discontinuity:
ZEABHEE, FEE - REBRDEREN T EFERE6— 12mm.
According to measuring data, Skin D bottom needs to build up 6-12mm.

y Bl‘h
#3A (Inspector) : Li__Bin (Date): _ 08.11.04
3
AT RS
Draft of welding discontinuity:
lop

Bottom Skin D

HE: ZEAHERE (B R ER R M HE) .

Remark: repair area in cloudy including strut plates and stiffeners




FAERR:

Caused: :
Eﬁ%%ﬁ%*ﬁﬁﬁﬁ%&%ﬁﬁpﬁ,%ﬁﬁﬁﬁﬂé,$&%ﬁﬂﬁﬂ*¢$@i.

In the welding process, weld contraction of five plates was conformity caused the tower bottom was not on
the same-of flat surface after assembily.

£ 18] §i Fr A(Foreman): Bia N"j B i(Date): 2o . 1. 05

it

ALE2ERL

Disposition :

(8

[a—

~ Grind the building—up area:

o

+ Preheat and weld passes temperature according to the approved WPS, it should be 2-3mm than
the theory size;

3. Grind the weld area smoothly after repairing;
4, Perform 100%MT and 100%UT to the repair area.

1. X R HERH T #HATITE, i

2. EHUERPETEME WPS BRI HANSEIEERE, #1782, BETERE 2~3m, WERT
e £,

3. HEIRSE R IR B T B I £ e 1,

4, FHEFMNZ L 100 %MT+100%UT.




Correction action to prevent re occurrence:
A. E@R BB RAEEGILE Rndl, B

Z 3] § 3t A(Foreman):

1- I
| H £& 3 P '
zc i'? é@ jg, ’ﬁ,’% ?E = B4 Rev. No.
Welding Repair Report 0
boi=E =2 £ AR HEEe ESD1-SA296A/E | REHT —
Project Name SFOBB Drawing No. Report No. )
=R 04-0120F4 1w o
= S fik & =R
Contract No.: A5 AF Skin D NDTAR= %5
HE 52 ltems Name Report No.of NDT
il ZP06-787
Project No.: _
& ik 57k

HEEBITRIAE, BIEE RIS S48 6L,
It didn't cut the hole on Skin A and E strut plate, cut the hole according to actually welding contr
action after finishing welding skin plate & stiffeners.

B NW}

g #(Date): o) .0

ZRPWPSHS
Repair WPS No.

WPS-345-FCAW
-2G (2F)-Repair
WPS-345-FCAW
-3G(3F)-Repair
WPS-345-SMAW
-2G (2F)-Repair
WPS-345-SMAW
-3G (3F)-Repair
WPS-345-SMAW
-4G (4F)-Repair

IZhR
technologist

b ) 11544

EE (mA) @WAERE

i fE 59 6 PE

,; Remark :

wad o8

Preheat temperature /{/ A Description 44 1:&"
before gouging of discontinuity T
B dBE# = B AT RGE E
Inspection Loty Preheat.temperature /S_D
before welding it before welding
BABA T E W R )
Max. depth of gouging N - Total length of gouging Arcly
#7IT BEER BEMR 5&;\'"
welder 0(3{)57; _weldmg type Eﬁ[j‘,w position
BRE®BR , REBE - BREEE -
Current (?3 Voltage )/B“g Speed /1 &
BERRE
Inspection After repairing:

B 36 7 H A
NBmE Inspector Date
VT result
NDTH & B R A #
NDT result NDT person Date
HiE
Witness/Review:
EE




if A 1B 5% R & 1R &
I , ﬁ?-w* iz = AAE Rev. No.
q PMC |
Welding Repair Report 0
T B &K SEwEEAR BT ESD1-SA227 RERS VRas
Project Name SFOBB Drawing No Report No. .
| il 04-0120F4 BT AR sptes oy s
Contract No.: ltems Na RES—mER NDTsh= 255
E BT it ETHR Report No.of NDT|
: ZP0B-787
Project No.: ,
ESCECES

Description of welding discontinuity:
RIETZEBARREGGL-JZGT-656 K, WEMBURFAALR, miETHEREL7mm, &
EILTE.
According to the technical sheet GGL-JZGT-656, the bearing plate at the bottom of
E shall be surface welded to 17mm from the top.

Skin

' X,g '.\/{A; '

#B7 (Inspector) @ XuJinLopf 8 H(Date)

Dg.fﬂ‘)’6
:_08.10.286

RAEEEEEFER

Draft of welding discontinuity:

3

2] ! .
T~

| J-zS 1
|2 T //{5 v ]
=
B

/—\% =
| ——
szzzé —

|  AERER ]
. EE R JE R KR &
EEI1ITmm




| FAERE:

H

Caused:.
TEEWSE, SR FREAEERBRAEBRTSESEIRTEFEE—ERE .
Because of the shrinkage in the process of welding, gap between the center lines of the

diaphragms of skin A & E in the east tower is diiferent from the dimension in the shop
drawing.

R
2'\

=

Pl

’

H= W o =
.

AZ2ENL

Disposition

$Eﬁ%kﬁmmmm:LuH“W§ﬁ g 31(Date); 2#8- /0.2
&

Grind the building-up area;

Preheat and weld passes temperature according to the approved WPS, it should be 2-3mm than
the theory size;

Grind the weld arsa smoothly after repairing;

Perform 100%MT and 100%UT to the repair area.

2 e IR AR A AT AT B | .

SR RS T 2R WPS EskF T AN S EIEERE, F4THE, & TEL 2~ 3om;
IR SEEE B IRIEAL B T B T,

T & b K 4544 100 %6MT+100%UT.

/
Lo d
I Z: 2}15'}‘?’1’”‘ PII’LC/E/@@ ! L b gé/ e =k

Approved by Daie




— B £ 2 Az 2 N
TP RERERS £ Row o
Welding Repair Report 0
G X EFE AN HEES ESD1-SA227 BT -
Project Name SFOBB Drawing No. Report No. -WR346
RS
Contract No.: (H-0120F4 L REE—RESE | NDTREST
R ltems Name EEHR Report No.of NDT
. _ ZP06-787
Project No.: e

¥ E ik

Correction action to prevent re occurrence:

JIE e S u Ok

Enhance inspection during welding.

% j8] fi F A(Foreman): Lu HN'O’{"P;] g #(Date): 2w - 0. 36

ZRBWPSES
Repair WPS No.

WPG5-345-FCAW
-2G (2F)-Repair
WPS-345-FCAW

'-3G(3F)-Repair

WPS5-345-SMAW
-2G (2F)+Repair
WPS-345-SMAW
-3G (3F)-Repair

IZH
technologist

z/w:aj] L @

i’ﬂ‘yﬂ

4

gb\

EiE (KRU) IWARE
Preheat temperature
before gouging

NA

REHRIE
Description
of discaontinuity

N £

BHAERE BAMAEE S16o°c @L

Inspection @T‘f’"}"‘ \\\‘f\ Preheat temperature

before welding & ﬂ before welding < 230 °C

B KR A5 B BB

Max. depth of gouging T\{,d\ . Total length of gouging I\} A

| 5T - BREXRR BELR

ef s -

welder %736 welding type l‘CAU\J position H c2&)

Current -:-j-{) 2 Voltage .Qj'- 3V Speed 280 /) A

BRERME

Inspection After repairing:

b b A A % i

AR E Inspector Date i

| VT result :
|

' NDTE & ZH R 5 # J

 NDT result NDT person Date :

}Fmi_?E: “

' Witness/Review: ;

 EE i

t Remark :

#R787-QCP-800



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datett 08-Sep-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Documnent Ho.: ABF HPRO00MS1 Rev: 02
Ref: 05.03 05-000154

Subject  NCR Mo, ZPmC0130

Contractor's Proposed Resolution:

Reference Resolution: IPMC haz performed the Hardness, MT and UT ofthe weld build-up areas az directed by CT and has atached
daa az objedive evidence oftests performed. ZPMC request s dosure of thisNCR.

IPMC has performed the Hardness, MT and UT of the wald build-up areas as diredted by CT and haz dtached daa as objedive evidence of
tests performed. ZPMC requests dosure ofthisNCR .

Subrritted by
Atachment(s): 2EF NPR-O00151ROZ;

Caltrans’ comments: Status: REJ
Date: 16-Sep-2000

The UT report (TFE7UT-21381 vwasz generated using wong accepance oriteria. Thiz repot should be regenerated using &0S D1 5-2002
[Takle 6.3) rather than &%S 01.52002 (Tahle 6.4,

In addition, the Department inadvertently did nat complete its @& tedings. The Depatment requests accessto bath lits 1 of East and South
shatts so that all necessary QA tedings can be com pete.

Submitted by Les, Ken Date: 16-Zep-2009
Attachment(s):

Fape lafi



LETTER OF RESPONSE

TO: American Bridge/Flour JV

DATE: 2009-9-3
REGARDING: NCR-000214 (ZPMC-0190)

No. T-050

ZPMC received NCR-000214 (ZPMC-0190), it mentioned that ZPMC has built up
the base metal at the ends of the stiffeners and the skin plates on both East and South

shafts in excess of 20mm.

ZPMC acknowledged this problem and tried to push forward the progress of the
closing of NCR-000214 (ZPMC-0190). ZPMC already performed the UT, MT for those
buttering areas, and additionally the hardness test was performed under AB/F’s
instruction. Here ZPMC attached the relative UT, MT and hardness test reports as

Caltrans’ comment on ABF-NPR-000181 Rev.0.
So ZPMC hope CT could take a review and close this NCR.

ATTACHMENT:
NCR-000214 (ZPMC-0190)
ABF-NPR-000181 Rev.0

T787-UT-2138
T787-MT-5586
T787-MT-5587
T787-MT-5588
T787-MT-5589
T787-MT-5590
T787-UT-2170
T787-UT-2169
T787-UT-2167
T787-UT-2168
T787-UT-2166
T787-MT-5646
T787-MT-5645
T787-MT-5644
T787-MT-5643
T787-MT-5542

Hardness Survey Report

\aﬂdbw

2] 9.3



4 DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
o 333 Burma Road
Oakland CA 94607

[ﬂfélw Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

Tao: AMERICAN BRIDGE/FLUOR, A ]V Date: 19-Nov-2008
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-5F-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Dave Williams Consultant Document No: 05.03.06-000184
Subject: NCR No. ZPMC-0190 .

Reference Description:  Weld Build Up / East and South Tower Shaft Lifi |

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below:
Material or Workmanship net in conformance with contract documents.
Quality Control (QC) not perfonmed in conformance with contract documents.
O Recurring QC issue that constitutes a systematic problem in quality control.
] Non-Conformance Resolved.
Material Location: Tower Lift: 01
Remarks:
ZPMC has built up the base metal at the ends of the stiffeners and the skin plates on both East and South shafts in excess of 20mm.
Weld build up “greater than twice the thickness of the thinner part or 20 mm [3/4 in.], whichever is less” must be approved by the
Engineer. This condition exists on all the stiffeners of all skin plates and the ends of the skin plates of the East and South shafts of Lift
1.
Action Required and/or Action Taken:
Propose a resolution for the identified non-conformance including documentation of the procedures and steps taken to bring the
weldment placed into compliance with the contract requirements. In addition to the material/workmanship non-conformance, propose a
resolution that addresses the apparent failure of Quality Control to identify the non-conformance with AWS D1.5. Provide

documentation of the steps taken by the Quality Control Manager to prevent future occurrences.

Transmitted by: Scott Kennedy Sr. Bridge Engineer
Attachments: ZPMC-0190

ce: Rick Marrow, Gary Pursell, Mark Woods, Doug Coe
File: 05.03.06

‘K. 0s.03.06-000184.NCT Page | of |



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

DEPARTMENT OF TRANSPORTATION A
DIVISION OF ENGINEERING SERVICES :

Office of Structural Materials Uiy = - F
Quality Assurance and Source Inspection R
Contract #: 04-0120F4
Bay Area Branch —_
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9
Valigjo, CA 94502-1133 ; ‘ -
(707) 649.5453 File #. 69.25B
(707) 649-5493
QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
Location: Changxing Island, Shanghai, PRC Report No: NCR-000214
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 18-Nov-2008

Submitting Contractor: Zhenhua Port Machinery Company, Ltd {ZPMC), Changxing Island ~ NCR #: ZPMC-0190

Type of problem:

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

Joint fitup [J Coating [0 Other 0  Component: Stiffeners and Skin Plates

Procedural [J] Procedural [J Description: East Shaft, Lift 1 and South Shaft, Lift 1

Reference Description: AWS DI1.5 2002

Description of Non-Conformance:

ZPMC has built up the base metal at the ends of the stiffeners and the skin plates on both East and South shafts
in excess of 20mm. Weld build up “greater than twice the thickness of the thinner part or 20 mm [3/4 in.],
whichever is less” must be approved by the Engineer. This condition exists on all the stiffeners of all skin
plates and the ends of the skin plates of the East and South shafts of Lift 1.

el

hj__ TL-15,Quality Assurance -- Non-Conformance Report Paige I'f 2
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QUALITY ASSURANCE -- NON-CONFORMANCE REPQRT
{ Continued Page 2 of 2 )

Lifti1, East:Shaft, Skin G, Stiffener,C2

Applicable reference:
Section 3.3.4.1 and 3.3.4.2, AWS D1.5 2002.

3.3.4.1 Root openings wider than those allowed in 3.3.4, but not greater than twice the thickness of the thinner
part or 20 mm [3/4 in.], whichever is less, may be corrected by welding to acceptable dimensions prior to
joining the parts by welding.

3.3.4.2 Root openings larger than those allowed in 3.3.4.1 may be corrected by welding only with the approval

of the Engineer.
Who discovered the problem:  William Clifford, Quality Assurance Inspector
Name of individual from Contractor notified: Dan Raynor

Time and method of notification;: 11/18/08; 1245; Verbal
Name of Caltrans Engineer notified: Doug Coe

Time and method of notification: None

QC Inspector's Name: 11/18/08;1230;Verbal

Was QC Inspector aware of the problem: [J Yes[4] No
Contractor's proposal to correct the problem:

ZPMC will mill the built up areas to less 20mm.

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 Ryan Smith, who represents the Office of Structural
Materials for your project.

Inspected By: Ishibashi,Josh SMR

Reviewed By: Smith,Ryan SMR

h/_"_ . TL-15,Quality Assurance -- Non-Conformance Report Page 2 of 2



~\ American - AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Ji B!'iif@'ﬁ ﬁ;:‘ i gf C? E P.C. BOX 23223 Oakland, CA 94623
T TG

e .

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

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 24-Nov-2008

333 Burma Road Contract No.: 04-0120F4

Oakland G Saety 04-SF-80-13.2/13.
Attention: Pursell, Gary Job Name: SAS Superstruclure

Residenl Engineer Docliment No.: ABF-NPR-000181 Rev: 00
Ref: 05.03.06-000184

Subject:  NCR No. ZPMC-0190

Contractor's Proposed Resolution:

Reference Resolution:  These edges are 1o be machined down 1o meet dimensional tolerances for length and MT inspecled after
machining.

ZPMC exceeded the maximum aliowable weld build up withoul Engineers approval. These edges are 1o be machined down 1o meel
dimensional tolerances for length and MT inspecled afler machining. ZPMC production considered this acceplable since the weld will be
machined later. ZPMC did however document the weld build up on a Welding Repair Report and will subsequently document the MT
inspeclion afler machining.

Submitted by:
Attachment(s): ABF-NPR-000181R00

Caltrans' comments: Status: REJ

Date: 14-Jan-2009
The proposed resolution is not acceptable. This Non-Conformance, along with the issue of weld parameters / excessive bead widih during
buttering as documented in Non-Conformance ZPMC-018B4, gives the Department cause for concern about the quality of the weld build-up.

The proposal lo grind and MT the weld build-up area is not sufficient, and more exlensive lesting than MT is necessary to ensure the quality of
the weld.

Example of the types of testing that the Depariment would consider sufficient 1o ensure the quality of the weld build-up includes;
- Ultrasonic Tesling (UT) of the weld build-up prior to welding of the Tower shaft to the base plate.

- Hardness lests between the base metal and the welded area.

- Magnelic Particle (MT) testing of the weld build-up.

Please propose a resolution with a Request for Informalion that includes the types and amount of testing proposed to ensure the quality of the
weld, and clear this Non-Conformance.

If you have any questions regarding this matter, please contact the Depariment’s represenlalives in Shanghai.
Submitted by:  Wright, Doug Date: 14-Jan-2009

Attachment(s):

1“&. Page I of }



(ZPMC

REPORT OF ULTRASONIC EXAMINATION

UTHGR S

AWS D1.5-2002

AWS D1.5-2002(Table 6.4)

ZPQC-UT-01

1REPORT NO. H&E#HS T787-UT-2138 DATE 2009.08.21 PAGE 1 OF3 Revision No: 0
PROJECT NO. ;: L##% ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
P OWERE ESD1-SA237/233 ‘
B EE) MM THERS
REFERENCING CODE #:%#i{iid ACCEPTANCE STANDARD #5451 PROCEDURE NO. i2K%%5

WELDING PROCESS J5i&#1: JOINT TYPE 1R4%236RY CALIBRATION DUE DATE {3 4% 1 75 % ]
FCAW NA - Dec. 28°7 ;2009
EQUIPMENT ##% MANUFACTURER 3% i MODEL NO. =& 8 SERIAL NO. 54
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i} COUPLANT #-47) MATERIAL/THICKNESS #f %} /5L fif
AWS IIW BLOCK TYPE Tl c.M.C AT0OM-345T2-Z 70/65/45/60/80mm
TRANSDUCER ##3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
ek ] s N Rt i piil: i Rt
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level #:# R i} fF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4}+ )1 DISCONTINUITY g 5
. g
WELD S |4 |w |~z |z I5.]s E ”
z, Q| - #% EelselE e 2 LOCATION OF DISCONTINUITY & = e
iy w = . [= [T} ﬁ Sk Lok 43 B b1
IDENTIFICATION | I = % =z |5 i o] - EELAL T (mm) g-é =
gm o i = * ]
&% 5 =] 9 8 HS % ﬂ 8 1m i :E é E
REENHRS g E = L Sound | Depthfrom . g o
= ength From'X | From'Y o
a b e d Py Path Surface HX o~ 0
i3] R TR H a
SA237 70 20 ACC. | 100%
45 20 ACC. | 100%
0 c 20 ACC. | 100%
P336,P1028,P324,P352 70 20 ACC. | 100%
45 20 ACC. | 100%
0 C 20 ACC. | 100%
P326 70 20 ACC. | 100%
45 20 ACC. | 100%
EXAMINED BY:Eif REVIEW BY fﬁ&
1 -
Dev (s nlw? In/u_ Chae
LEVEL-1l sich / Y paTE O?t of . 2f LEVEL-Il SIGN / DATE pf.od >

RN Z3E / QCM

FF SIGN / B DATE

R FCUSTOMER

&7 SIGN | B DATE

(FORM# ZPQC-UTO1)




Ef—ZB REPORT OF ULTRASONIC EXAMINATION
UTHRGIR
HREPORT NO., #H&E#HS  T787-UT-2138 DATE 2009.08.21 PAGE 2 OF 3 Revision No: 0
DECIBELS4+ DISCONTINUITY g £
. W
WELD .9: g = ~15_18_ I8 . |Is o 2 ﬁ
z Cw|la.| % BelSsEERE LOCATION OF DISCONTINUITY 3= &
O <& |L2|x |83|58|28[83 R (mm) a
IDENTIFICATION [Flk [n=|s%|C B |EE[e & £ 22 "
<= |mi|ow - F Rk F 2 E
o o¥|x o EH E
i & (=] -
B S |k = Sound | Depth from ; 5 =
ek Length From'™X | FromY o
a b | ¢ d i Path Surface #iX oy 0
) AE | EmRERE | a
0 C 20 - ACC. | 100%
P540,SA279,P1280 70 20 AcC. | 100%
45 20 ACC. | 100%
0 £ 20 Acc. | 100%
P189,P378,P379,P388, &
ik 70 20 ACC. | 100%
45 20 ACC. | 100%
0 C 20 ACC. | 100%
P1145 70 20 AcC. | 100%
45 20 ACC. | 100%
o g 20 ACC. | 100%
P1294,SA2§14.P143.P12 - 20 agic, | 6o
45 20 ACC. | 100%
0 c 20 ACC. | 100%
P48,P397,P394,P373,P .
b o e 70 20 ACC. | 100%
45 20 ACC. | 100%
0 c 20 AcC. | 100%
P179 70 20 ACC. | 100%
45 20 ACC. | 100%
0 o 20 Acc. | 100%
P1287,5A295 70 20 ACC. | 100%
45 20 ACC. | 100%
0 c 20 _ ACC. | 100%
EXAMINED BY £35 REVIEWED BY H &
X A Chap
LEVEL -1l SIGN/ /1 -DATE 0,?, of | LEVEL-Il SIGN / DATE o‘f\ 0d. 3
R4 / QCM ’ ' /" CUSTOMER -
%% SIGN / A} DATE % SIGN / A DATE s )

(FORM# ZPQC-UTO01)




% F SIGN / Bl DATE

%5 SIGN/ Bl DATE

_(ZPMC ,_L,:
— UTHRGG R &
REPORT NO. 4%#i% T787-UT-2138 DATE 2009,08.21 PAGE 3 OF 3 Revision No: 0
DECIBELS4+ DISCONTINUITY Fzksitt g
& w o
WELD S |3 |y [~z s 5.[s 3 "
z | 2= S| ¥ EIEEfEERE LOCATION OF DISCONTINUITY &= ¥
oo = = AL v Lo o
IDENTIFICATION | £k [ 2 £ | = 2 S S-lgcfz e ALY (mm) zs | =
o = 3 = = i
e |ST|BE|2¥| 0 i E¥ | E
RaEaMERS g E - Sound | Depth from ; 5 o
= Length From'X | From'Y b
a b|c]|d i Path Surface X — o
mE | mExmme | F o
P285,P20,P112,P413 70 20 i AcC. | 100%
45 20 ACC. | 100%
0 & 20 ACC. | 100%
P181 70 20 ACC. | 100%
45 20 AcC. | 100%
0 o} 20 ACC. | 100%
P837,5A225,P1302 70 20 ACC. | 100%
45 20 ACC. | 100%
0 ¢ 20 ACC. | 100%
P155,P589,P503,P190 70 20 ACC. | 100%
45 20 ACC. | 100%
0 G 20 ACC. | 100%
P1145 70 20 ACC. | 100%
45 20 Acc. | 100%
0 o 20 ACC. | 100%
BASE METAL PER T-WR336, 389, 390, 391, 346
BLANK
EXAMINED BYEFR REVIEWED BY # B
r O u_Chao
LEVEL-1l SIGN// DATE ,,fzf’_ 2d. a/ LEVEL-1Il SIGN / DATE 0].0d. 2
FAEI / QCM i /"CUSTOMER

(FORM# ZPQC-UTO01)




(ZPMC ]

REPORT OF MAGNETIC PARTICLE. EXAMINATION

% SIGN/ Bl DATE

ek R RS
REPORT NO. 34 4% T787-MT-5586 DATEH i 2009.08.21 PAGE OFTI# 1/ Revision No: 0
PROJECT NO. — CONTRACTOR: ——
ITE%S: H P
DRAWING NO. ESD1-SA237 CALTRANS CONTRACT NO.:
MM TR 04-0120F4
:3R=H FIRST LIFTING TOWER(E)
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SBHEATEERD iR BFHRS BB EFT AN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2009
EQUIPMENT &4 MANUFACTURER i 7§ MODEL NO. #3455 SERIAL NO. #4:45 5
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT_ A
BEL BT R A HLHL
PARTICLE TYPE Dry magnet powder YOKE SPACING e e
Bk FHH AR mm
MATERIAL TO BE Y WELDING 1845 s — )
EXAMINED C1 CASTING %+t SRR SESRAE it
g E O FORGING i 34, LR 70/10/65mm
WELDING PROCESS FCAW TYPE OF JOINT -
RN i
WELD 1.D LR TR TeeT ACCEPT REJECT REMARKS
yry. INDICATION TYPE LENGEE'N A e it p
&R #a

SA237 ACC. 100%MT
P336,P1028,P32

4,P352 ACC. 100%MT

P326 ACC. L1OO%MT
BASE METAL PER T-WR336
BLANK

EXAMINED BY 3 ; REVIEWED BY #T# .
Cai Xinxin 8?' g / O wei \771?;/
LEVEL-II SIGN%#% | DATEHM LEVELAl SIGN 7/ DATEEM
FISE / QCM FiFPCUSTOMER

%< SIGN/ HH}i DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

& SIGN/ H#i DATE

T B MR
REPORT NO. #4432 T787-MT-5587 DATEHR#} 2009.08.21 PAGE OFTIfS 1M Revision No: 0
PROJECT NO. S CONTRACTOR: CALTRANS
IEHRS: A F:
DRAWING NO. ESD1-SA237 CALTRANS CONTRACT NO.:
M TESS 04-0120F4
2R 0 FIRST LIFTING TOWER(E) ?
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SAMEET HaiRiE BEFsg { B ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT # % MANUFACTURER #i|35 T§ MODEL NO. &% SERIAL NO. #4855
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
R iR S RS HL 3L
PARTICLE TYPE Dry magnet powder YOKE SPACING
S 70~150mm
LS TRk R4 () 9
MATERIAL TO BE N WEL Lt
DING 74 Material & thickness AT09M-345T2-2
EXAMINED O CASTING #4
Fr gl O FORGING 4&if Fh#, AL 65/45/10/60mm
WELDING PROCESS T TYPE ?F JOINT ik
Fokey ik PREEEE]
WELD I.D SCON ANt ACCEPT REJECT REMARKS
ey INDICATION TYPE g il ik
EHEn B2y
P540,8A279,P12
80 ACC. 100%MT
P189,P378,P379
,P388,P507 ACC. 100%MT
P1145 ACC. 100%MT
BASE METAL PER T-WR389
BLANK
EXAMINED BYZ:# qREVIEWED BY #E
Cai Xinxin 9?. 9"'} Wy we: 95. ¢ -7'[
JLEVEL-1I SIGN%4% / DATEA¥ LEVEL-I SIGN ~/ DATERM
RRBE / Qe i/ CUSTOMER

E ¥ SIGN/ B DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

A 8 98 4
REPORT NO. 45 T787-MT-5588 DATER #i 2009.08.21 PAGE OFTE 111 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —_—
IRRS: ” il
DRAWING NO, ESD1-SA237 CALTRANS CONTRACT NO.:
” 04-0120F4
e, FIRST LIFTING TOWER(E) M TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SHIEEGE AR E BF%S {BBES
AWS D1.5-2002 AWS D1,5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT ## MANUFACTURER 375 MODEL NO. #3458 SERIAL NO. 45
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
A i LT w7 HL 7L
PARTIGLE TYPE Dry magnet powder YOKE SPACING o
R 2 T B4 mm
MATERIAL TO B Jw LR
5 SR ﬁ%“ Material & thickness AT09M-345T2-Z

EXAMINED O CASTING $4
R &I O FORGING 8 Bk, BEAE 65/45/10/60mm
WELDING PROCESS FCAW TYPE O_F JOINT MA
s iy HEERY

WELD I.D LR ACCEPT REJECT REMARKS

T INDICATION TYPE I e 1l Hil

E1:p7 B2t

P1294,5A294,P1

43,P1291 ACC. 100%MT
P48,P397,P304,
P393,P390,P389 ACC. 100%MT

,P588
P179 ACC. 100%MT
BASE METAL PER T-WR390
BLANK
EXAMINED BY:45 REVIEWED BY W
. T

Cai Xinxin 0? g L’ wed Wes 05.5?. /
LEVEL-Il SIGNZ% /| DATEENM 0/ LEVEL-I  SIGN { DATERAM]
RIS / QCM FFCUSTOMER

%7 SIGN/ Bl DATE

% SIGN/ B 1] DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE- EXAMINATION

EF SIGN/ B DATE

| BB R B4R o5
REPORT NO. #5545 T787-MT-5589 DATEER ) 2009.08.21 PAGE OFZ#% 111 Revision No: 0
PROJECT NO. M CONTRACTOR: _r
IEHRE: i e
DRAWING NO. ESD1-SA237 CALTRANS CONTRACT NO.:
5 04-0120F4
Mg FIRST LIFTING TOWER(E) MM IR S
REFERENCING CODE ACCEPTANCE STANDARD |[PROGEDURE NO. CALIBRATION DUE DATE
LA HET EEaea: BFHS (SRR TE 7 20
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT # 4 MANUFACTURER i MODEL NO. B35 SERIAL NO. #4849
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .
ik [t ek s H1i
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
g ] TR MR A
MATERIAL TO BE v WELDING #4244 Material & thick AT05M-34572-Z
eria ICKNess = =
EXAMINED [ CASTING #4t
B O FORGING i FEH, JERE 65/45/10/60mm
WELD T
ING PROCESS = TYPE OF JOIN Nk
TR e
il DISCONTINUITY A 44 — - . .
.D. EMARK
s INDICATION TYPE i I S P
IR =31t
P1287,SA295 ACC. 100%MT
P285,P20,P112,
P413 . ACC. 100%MT
P181 ACC. 100%MT
BASE METAL PER T-WR391
BLANK
EXAMINED BYEH# /. Y, Y Kol REVIEWED BY Zr B
L i . . )
Cai Xinxin (Ql H ; We. Jﬁ. g, ?'/
LEVEL-1I SIGN%#% /| DATEBH# oj g 2 / LEVEL-l  SIGN”  / DATERM
JEit&E / QCM F P CUSTOMER

% SIGN / B}l DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE- EXAMINATION

£ SIGN / B DATE

kY B AR 5
REPORT NO. it #7455 T787-MT-5590 DATEH# 2009.08.21 PAGE OFTH 1/ Revision No: 0
PROJECT NO. —— CONTRACTOR: CALTRANS
TE4%%: ; i
DRAWING NO. ESD1-SA237 CALTRANS CONTRACT NO.: —
Bs: FIRST LIFTING TOWER(E) M TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BHFTEHD iR BFse B ETEN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2009
EQUIPMENT &% MANUFACTURER iz MODEL NO. #3418 SERIAL NO. #4435
MT YOKE PARKER B310S 5620 5395 5617
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
WAL A A HI T
PARTICLE TYPE Dry magnet powder YOKE SPACING e
AR T TR RESEIRE mm
MATERIAL TO BE Y WELDING # &1 y
Material & thick AT09M-345T2-Z
EXAMINED O CASTING & aterial & fhickness
Fisgiipz gl O FORGING &34 4, JEAE 80/60/10/60mm
WELDING PROGESS S TYPE OF JOINT ik
Uik Ut Tt
WELD 1.D DIEGRNTINLIL e ACCEPT REJECT REMARKS
Y. LENGTH IN mm
HEER S INDICATION TYPE B R e ik
RN e
P837,5A225,P13
o ACC. 100%MT
P155,P589,P503
P190 ACC. 100%MT
P1145 ACC. 100%MT
BASE METAL PER T-WR346
BLANK
EXAMINED BYE# REVIEWED BY # £ .
hCai Xinxin 97~ ‘? ) ]’[ V/o"j we 35 ¥ 1/
LEVEL-Il SIGN %#4 /| DATEH¥ LEVEL-  SIGN { DATERMH )
RIEZE / QCM T/ CUSTOMER

% SIGN / B}l DATE

(FORM# ZPQC-MTO1)




REPORT OF ULTRASONIC EXAMINATION

UTH GRS

v E——
REPORT NO. R85  T787-UT-2170 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : [#4:< ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: FIRST LIFTING DRAWING NO.: SA173,P401,P527, CALTRANS CONTRACT NO.: 04-0120F4
it 2 TOWERIS) & P185,P400,P1145 |y T2 5

AWS D1.5-2002

REFERENCING CODE #4115

ACCEPTANCE STANDARDIES 45

AWS D1.5-2002(Table 6.3)

- |PROCEDURE NO. BI85

ZPQC-UT-01

WELDING PROCESS #1& /i JOINT TYPE #5 4% CALIBRATION DUE DATE {8 5 IF 700
NA NA - Dec. 2857 ,2009
EQUIPMENT &% MANUFACTURER #li% ii§ MODEL NO. #:4%5 SERIAL NO. [5-3$ <
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT &5 MATERIAL/THICKNESS #3 %} [0
AWS llW BLOCK TYPE II c.M.C AT09M-345T2-Z 10/60mm
TRANSDUCER #7:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
Hill3E bl ek R=t T biilii g Re1
Changchao 70° 2.5MHz 18x18mm Changchao 60° 2.5MHz 18x18mm
Changchao o0° 2.5MHz 20mm
eference Level 3% RHJF 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS 4+ DISCONTINUITY Fiiifd 5
: 5
WELD S |3 [y |~lg [z 5.l 2 #
= @i | < % [Es|EsEElE 2 LOCATION OF DISCONTINUITY > 4 o
o == w = = 33332%3% TR wes
IDENTIFICATION |Ek LS |=®8|C [ E-EdEeE L (mm) >E x
<#[mfF|C& EEEE 2| E
1 2 o & E 8 = é E
JRL i) 44 L =
AR S g E = Sound Depth from S o
— Length From'X | From'Y )
alb|lc]|d i Path Surface Hix iy a
R | ks | o
S5A173 70 34 ACC. | 100%
60 34 ACC. | 100%
0 o 34 ACC. | 100%
P401,P527,P185,P400 70 34 ACC. | 100%
60 34 ACC. | 100%
0 o] 34 ACC. | 100%
P1145 70 34 ACC. | 100%
60 34 ACC. | 100%
EXAMlNgD(BYJ':?ﬁ REVIEWED BY #i#
7 (~ h ﬂl? J:‘ A nfv":.//‘f
|LEVEL - Il SIGN r/ DATE D 7 .of 2L LEVEL-Il SIGN / DATE )""«? o 2~
BITZE / QCM Al FCUSTOMER
4 SIGN/ Bl DATE £ SIGN/ B DATE . — s

(FORM# ZPQC-UT01)




— REPORT OF ULTRASONIC EXAMINATION
(ZBMC_ UTER it 4

REPORT NO. %4 T787-UT-2170 DATE  2000.08.25  PAGE 2 OF 2 Revision No: 0
DECIBELS# Il DISCONTINUITY Fikd g
; &
WELD S |3 [y |~ [z 5. 2 i
Z 1 2w <o | W EEEEESRE LOCATION OF DISCONTINUITY & = S
DENTIFIcATION | Bk [ SE =% |8 E3ES[5EE 8 LA T (mm) 22| «
<= | pnE|0oE = FE R [ ER g
s |2 |e®|E |8 £ 5
JELE% BT A =
RS % E i Sound | Depth from . 5 o
o Length From’X | From'Y o
a|lblc| d I Path Surface X sy 0
) B | SRR a
0o | ¢ 34 i ACC. | 100%
AFTER T-WR336, 389, 390, 391, 346
BLANK
EXAMINED, BY 4% REVIEWED,BY ##
0 Pt g 0vs iy
L4 v J d J V
|Lever-n sien 1 7 pate o7 gd 3L LEVEL-1l SIGN /  DATE 2Pl
FEREE / QCM FF*CUSTOMER
% SIGN/ 1 DATE % SIGN / i DATE

(FORM# ZPQC-UTO01)



E—i—Z—B REPORT OF ULTRASONIC EXAMINATION
i H=
UTH RS
REPORT NO. 4%  T787-UT-2169 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : L2435 ZP06-787 CONTRACTOR: CALTRANS
lITEMS NAME: FRSTLFTING  PRAWING NO.: g 00 5oan pa7e [CALTRANS CONTRACT NO.: 04-0120F4
B 4 7 TONERES) Me P24.P181 i Tmms
REFERENCING CODE #3113 ACCEPTANCE STANDARD #3174k PROCEDURE NO. #f48
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS #if£##% JOINT TYPE #f427 CALIBRATION DUE DATE {4 & iE 4 %0
NA NA ' Dec. 2857 2000
EQUIPMENT i%# MANUFACTURER #li% 7 MODEL NO. #z#4 SERIAL NO. Ji*5% 2
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B SEASBETH T70182011
CALIBRATION BLOCK ikt COUPLANT #4471 MATERIAL/THICKNESS £} 0L
AWS IIW BLOCK TYPE II c.M.C A709M-345T2-Z 45/60mm
TRANSDUCER #3k
MANUFACTURER ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
jilbet piilis SR R+ 3t 7 bjifid B R+t
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level £ R fif 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# DISCONTINUITY FE&:it 5
o] Y e § 5
WELD z = o ~ |5 |8 s _|[s = pral
z.|Su|S | ® EelszEg e LOCATION OF DISCONTINUITY B | %
Qo E | & i 5 Sle R e iz
IDENTIFICATION | E 1k | i |58 | © E- B EEfE AELALT (mm) 25 | =
a3 5 > 15 5 m™
4 ARsEN=] -~
REEEITR S g E = Sound Depth from . 5 o
- Length From'X | From"Y o
albl|lc]|d © Path Surface X ey @
~ mE | ER@mmE | o
SA180 70 34 ACC. | 100%
60 34 ACC. | 100%
0 c 34 ACC. | 100%
P232,P376,P24 70 34 ACC. | 100%
) 34 ACC. | 100%
0 & 34 ACC. | 100%
P181 70 34 ACC. | 100%
60 34 ACC. | 100%
EXAMINED BY 1R REVIE}ED BY #HH
e ﬁ,m 4 Qv ( oy
LeGeL -1 sien % < patE by 9. 04 LEVEL-Il SIGN / DATE )’“’2 U 2 e
TRILZ 2 / QCM t FI/°CUSTOMER g
%< SIGN / Bl DATE % SIGN / Bl DATE . rme g

(FORM# ZPQC-UTO1)




UTHRGIHR S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. illi5#%E  T787-UT-2169 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS4HI DISCONTINUITY Fiketit c
. S
WELD S |2 |y |~ls [z 5.]s = H
= Om | a ® [EslssEslE D LOCATION OF DISCONTINUITY > &
O |Zs|B| X 8858|2283 T T ol
IDENTIFICATION E Elug|s8[° E-E-lEEEe FHER T (mm) 22 x
jud ks ol = = ]
£ 4% ER=] 2 T 8 & E % 8 C E’ - E
AR S % E = Sound Depth from . 5 x
- Length From'X | From"Y h
a b c d s Path Surface pix oy a
R | FERmRAE v =]
0 C 34 ” ACC. | 100%
AFTER T-WR336, 389, 390, 301, 346
BLANK
EXAMINED BY£4§ REVIEWED BY #i#
Ao D/WJ 2} 0‘*""} I g £
LEVEL-1l SIGN / “DATE 0 9.0d . 2 LEVEL-1l SIGN / DATE )/-wf
9 iy . ol yt

Fiiitéz3 / QCM

%5 SIGN / B DATE

FAFCUSTOMER

£ SIGN / B DATE

(FORM# ZPQC-UTO01)

£ T bty




REPORT OF ULTRASONIC EXAMINATION
UTHRG# S

REPORT NO. #iiti#%s T787-UT-2167

DATE

2009.08.25

PAGE

1 OF 2

Revision No: 0

PROJECT NO. : iR ZP06-787

CONTRACTOR :

CALTRANS

ITEMS NAME:
B2 1

FIRST LIFTING
TOWER(S)

Hs

PRAWING NO.: 55479 p226,P229,
P122,P110,P179

CALTRANS CONTRACT NO.: 04-0120F4
M LSS

AWS D1.5-2002

REFERENCING CODE £}l

ACCEPTANCE STANDARD{E&Z Rt

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #7#%

WELDING PROCESS {451

JOINT TYPE &3

CALIBRATION DUE DATE {88 IFH 400

NA NA Dec. 2857 ,2009
EQUIPMENT ## MANUFACTURER & MODEL NO. #:{45 SERIAL NO. 5|4 %
071565311, 061488510,
UT SCOPE | PANAMETRICS EPOCHA4R 061495811, 070152011, i
CALIBRATION BLOCK it COUPLANT #i-47 MATERIAL/THICKNESS 4%} &L fif
AWS [IW BLOCK TYPE II C.M.C AT09M-345T2-Z 45/60mm
TRANSDUCER #£3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
il it v fEE s R+t & i BE s K=t
Changchao T70° 2.5MHz 18x18mm Changchao 60° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm
Reference Level #:% R Hiif 20dB
IBase metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 1 DISCONTINUITY AgEsh:d: 5
d m 1] = g [E]
WELD z =l ~ 15 18 Is_|Is = #
z. |2 3 | B BEEETEERE LOCATION OF DISCONTINUITY F= | =
O il w = . = olg = it 4 2 x -
IDENTIFICATION |[Elk |[SE =2 <} S35 35 ffg @ AL (mm) 22 I
<IT|mi|O® = ®F T F R 9
o o E 8 EH¥ E
pinE i 4 L =]
)‘"ﬁﬁm—*ﬁh% % E - Sound Depth from ¥ S o
- Length From'X | From'Y 1]
albfc|d i Path Surface BiiX sy i)
B | PRREIRA - 4 a
SA179 70 34 ACC. | 100%
60 34 ACC. | 100%
0 c 34 ACC. | 100%
P226,P229,P122,P110 70 34 ACC. | 100%
60 34 ACC. | 100%
0 c 34 ACC. | 100%
P179 70 34 ACC. | 100%
60 34 ACC. | 100%
EXAMINED BYX#5 REVIEWED BY ##
. \d, OGW\FJ Aa D
LevEL-11 sion /| DATE o 3‘ od . ¥ LEVEL-N SIGN / DATE 3o ], od +&
BiltZ3 / QCM HIFCUSTOMER
%5 SIGN [ B DATE %< SIGN/ B} DATE . W

(FORM# ZPQC-UT01)




(ZBMC UTHRGHR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. 45  T787-UT-2167 DATE 2000.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS# U DISCONTINUITY gtk 5
- Lu E (EN]
WELD g |4 2 ~ 15 _l8_l8. 5, = 3
Z i 9 <a|E EEleeE 8 2 LOCATION OF DISCONTINUITY S 2k
=] & 5 o s Lo a0
IDENTIFICATION | E Ik | 5 S (== S chad R R AEFAL T (mm) 2| =
iz v 2 = = =t T
" SR8 |8% | o - E& | E
L G B g =
JReE R g E - Sound Depth from . S o
= Length From'X | From"Y o
ajb|lc|d i Path Surface SiX SEY a
5 PR | HRmRE | . o
0 G 34 - ACC. | 100%
AFTER T-WR336, 389, 390, 391, 346
BLANK
EXAMINED BY 34 REVJ%BY Gif:
> 0,\5 N’J q @tvujl M\VJ
LEVEL -1l SIGN / YDATE 3 7 of v C LEVEL-Il SIGN / DATE PV ? o & 2
i f
R / QCM Jil F*CUSTOMER
4 SIGN | Bl DATE 4 SIGN/ B DATE

(FORM# ZPQC-UT01)




E-i—z:-g REPORT OF ULTRASONIC EXAMINATION
= e 3 A
UTRGiiR S
REPORT NO. 3Hi5#%  T787-UT-2168 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T4 € ZP06-787 CONTRACTOR: CALTRANS
NTEMS NAME: FIRST LIFTING DRAWING NO.: SA178,P163,P401, CALTRANS CONTRACT NO.: 04-0120F4
B4 T TAMERIS] i PIOPI45S iy Tiame
REFERENCING CODE Z:#}i ACCEPTANCE STANDARD &S 17t PROCEDURE NO. K45
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS /&7 JOINT TYPE 452 7Y CALIBRATION DUE DATE {¥ 888z IE# 30
NA NA - Dec. 2857 ,2009
EQUIPMENT #t# MANUFACTURER #liffi MODEL NO. BEx 85 SERIAL NO. 3% S
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i #t COUPLANT #1431 MATERIAL/THICKNESS #4 %} 5 fif
AWS IIW BLOCK TYPE II C.M.C AT09M-345T2-Z 45/60mm
TRANSDUCER ##:ik
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
3 7 FIHE ETE Rt ] e bk
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm
Reference Level 233 R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 11 DISCONTINUITY AEEaif o
. w o )
WELD S |3 |u ~l5_|18_I8. |5, 2 i
z |Su|la. | H [E3|5E[E 812 E LOCATION OF DISCONTINUITY .|
o |z=|wvE|x [B3|52|28[E3 st g W
IDENTIFICATION | = Elus e8| EHE-EEEe 44 (mm) =z =
AT e Eif = = = 1
L =pa =
h"’guﬂﬂ W g E ~ Sound Depth from . 5 o
= Length From'X | From"Y 3]
a|lb|lc]|d i Path Surface X sy 0
i LR TR ) = [=}
SA178 70 34 ACC. 100%
60 34 ACC. 100%
0 C 34 ACC. 100%
P163,P401,P110 70 34 ACC. 100%
60 34 ACC. 100%
0 e 34 ACC, 100%
P1145 70 34 ACC. 100%
60 34 ACC. 100%
EXAMINED BY;{:ﬁ REVIEW| Y W
VAN ““} aawj aid | pdy S
LEVEL -1l SIGN / D&\TE o ? od - i LEVEL-1l SIGN / DATE ),_,vufP o En(”
TRILZ3 7 QCM H P CUSTOMER
4 SIGN/ Bl DATE 455 SIGN / B DATE - g i

(FORM# ZPQC-UT01)




REPORT OF ULTRASONIC EXAMINATION
UTHRUIiR &

REPORT NO. #ii#5 T787-UT-2168 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS4 I DISCONTINUITY Rt 5
- B
WELD S |3 |8 [~ls_ls 5.l 3 "
2 o Q| 2| ® BEecEERE LOCATION OF DISCONTINUITY o= | #
(@] whE |l ¢ = 5] =] i g i
IDENTIFICATION | = Ik —El== % 5 E SR T T (mm) 2E =
= 1] £ = = 7 ©
SFIBE|2¥| o E £E | &
JE B =
RAERRS % E = Sound | Depth from ; = o
- Length From'X | From'Y o
a|blc|d I Path Surface B " a
| ERERE £ o)
0 c 34 -' ACC. | 100%
AFTER T-WR336, 389, 390, 391, 346
BLANK
EXA:I?D BYFiZ REVIEWED BY ##
tA m HGnA oy J n"nr Y
LevEL-1 sion / ¢ pare 9. 08 2 f LEVEL-1l SIGN | DATE J; W
] . . ‘J- & L V;r\
A3 / QCM FiFICUSTOMER
%< SIGN/ B DATE %< SIGN/ H i DATE

(FORM# ZPQC-UT01)




(ZPMC>

UTHGRE

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. 3H%i#S T787-UT-2166 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T##:% ZP06-787 CONTRACTOR: CALTRANS
[ITEMS NAME: FRSTUFTING  PRAWING NO.: gp 450 baos pagg [CALTRANS CONTRACT NO.: 04-0120F4

B 4255 TOWER(S) e P327,P39,P786 |y T4

REFERENCING CODE ##%#l7d

AWS D1.5-2002

ACCEPTANCE STANDARD i 5 #5#E

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. #5475

ZPQC-UT-01

WELDING PROCESS #EH#: JOINT TYPE J54t2s 1Y CALIBRATION DUE DATE {34 1IE43 3¢
NA NA ' Dec. 2857 ,2009
EQUIPMENT #:#% MANUFACTURER #illi& 7§ MODEL NO. #3345 SERIAL NO. [P35
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011, ,
CALIBRATION BLOCK i}t COUPLANT #1& 71 MATERIAL/THICKNESS 4 %} /5 /i
AWS lIW BLOCK TYPE I C.M.C A709M-345T2-Z 70/65mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il g fAE ETE st 3 7§ pjifls b5 Rt
Changchao 70° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18x18mm
Changchao o° 2.5MHz 20mm
Reference Level #3% R AL 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#: DISCONTINUITY Fgd:ift £
) T
WELD S |4 lu |~z |z Is_|s 5 -
z_ [Qm| = ®H ET|5E[E S22 LOCATION OF DISCONTINUITY > &
o | Zz|uB| K [BE2|5225|8%8 SR T w2
IDENTIFICATION | E1k | i 5 |S&|C f-g 8 ffpe KL L (mm) 25 | €
| - 3 = = = ™
. S+ 8 & E ) 8 < E = §
44 (i} 442 L =]
BT S g E = Sound | Depthfrom . S o
= Length FromX | From'Y o
a b c d I Path Surface 5EX gy o
= iR | I o
SA159 70 34 ACC. | 100%
45 34 ACC. | 100%
0 c 34 ACC. | 100%
P326,P329,P327 P39 70 34 ACC. | 100%
45 34 ACC. | 100%
0 C 34 ACC. | 100%
P786 70 34 ACC. | 100%
45 34 ACC. | 100%
EXAMINED BY.E# REVIEWED BY #1¥
A ] Qanq Y
v : / DAA‘ —
LEVEL -1l SIGN E D CI? od . v [LEVEL -1l SIGN [/ DATE 1w 7 a P i
WIMZH /7 QCM FI/°CUSTOMER =
£ SIGN/ Bl DATE a2 SIGN / A I DATE . g o

{(FORM# ZPQC-UTO01)




E—-_j—z—_ REPORT OF ULTRASONIC EXAMINATION
== UTH GRS
IREPORT NO. &%  T787-UT-2166 DATE 2000.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS4H 1 DISCONTINUITY ARt S
. w “I‘é
WELD S |4 |w |~z |z B ls 2 #
2 Su |9, 5 E3lEzE iR g LOCATION OF DISCONTINUITY x| ®
& e Q - » 5 A +1
IDENTIFICATION | £ I LE|=R|C EAE-jEEEe AL (mm) 22| =
e z = = v m
e |SF[BF|EF| 0 < 2% |
1R RS = x o | Sound | Depth from . £ &
Length From'X | From"Y o
a b| ¢ d Py Path Surface X Y o
= mig | s | o
0 é 34 -~ Acc. | 100%
AFTER T-WR336, 389, 390, 391, 346
BLANK
EXAMINED BY E#£ REVIEWED BY Hi#
}(l/\ BBM [§YeX¢) Vw\.q),e
LEVEL -1l SIGN /’ 'DAT 0‘7. of 4 LEVEL-1l SIGN / DATE WJ_? sd 2l
S / QCM F /1 CUSTOMER {
%% SIGN / i DATE %< SIGN / B} DATE

(FORM# ZPQC-UT01)




(ZBMcH

REPORT OF MAGNETIC PARTICLE EXAMINATION

% SIGN / Bl DATE

R R HR &

REPORT NO. #145435 T787-MT-5646 DATER I 2009.08.26 PAGE OFW& 1M Revision No: 0
{PROJECT NO. 206,787 CONTRACTOR: R—

TRES: e P

DRAWING NO. SA173,P401,P527,P185,P400,P1145 |CALTRANS CONTRACT NO.: ——

e The 1st lift Tower(S) mMHIBEEE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEH IR BRI BERHe B ER M

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2009

EQUIPMENT #% MANUFACTURER 3% 1% MODEL NO. B85 SERIAL NO. &858
[MT YOKE PARKER B310S 5305 5617 5620
ﬁMAGNETlZ!NG METHOD Continuous magnetic yoke |CURRENT B

5 Ak S B A 24

PARTICLE TYPE Dry magnet powder YOKE SPACING i

R AT TR R4 EE L

MATERIAL TO BE v WELDING ##:4 Material & thickness A709M-345T2-2

EXAMINED O CASTING %44 B, FEE ’
R s O FORGING $&3& 10/60mm

WELDING PROCESS - TYPE OF JOINT ia

A pinki b

WELD I.D DiSCONTINUITYRE Bt ACCEPT REJECT REMARKS
ey INDICATION TYPE i e e~ Bk
B ot
SA173 ACC. 100%MT
P401,P52'3P185.P40 ACC. 100%MT
P1145 . ACC. 100%MT
BASE METAL PER T-WR336 T-WR389 T-WR390 T-WR391 T-WR346
BLANK

EXAMINED BYX:# REVIEWED BY #7 &

Xu Hai %L (’M 0 7 of. )/é F X e

LEVEL-1l SIGN &% DATEH i LEVELI  SIGN { DATERM 0 f od 2f
TRIFZH / QCM i "CUSTOMER ‘

£F SIGN/ Hi DATE

(FORM# ZPQC-MT01)




=

e F——

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO I 4

REPORT NO. # {5485 T787-MT-5645 DATEH ] 2009.08.26 PAGE OFH#S 11 Revision No: 0
[PROJECT NO. —— CONTRACTOR: CALTRANS

TR%S: ) A P

[DRAWING NO. SA180,P232,P376,P24,P181 CALTRANS CONTRACT NO.: 04.0120F4

e The 1st lift Tower(S) MM TEES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BAWTEIRT bR BEF&S s E A R

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

EQUIPMENT ##

MANUFACTURER f#F|i& 7

MODEL NO. B2

SERIAL NO. #4652

MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
Bk A 3 AT 267 A
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm

e ARl TR R 4 1)
MATERIAL TO BE Y WELDING #i#E4: Material & thickness AT09M-345T2-Z
EXAMINED O CASTING %4 B, A
R e O FORGING & 46/60mm
WELDING PROCESS - TYPE OF JOINT KA
B RERAR

WELD I.D DECORINU e ACCEPT REJECT REMARKS

sy INDICATION TYPE S e il e

SA180 ACC. 100%MT
P232,P376,P24 ACC. 100%MT
P181 . ACC. 100%MT
BASE METAL PER T-WR336 T-WR388 T-WR390 T-WR391 T-WR346 |
BLANK

EXAMINED BY:# REVIEWED BY %7
Xu Hai ;)(m, HﬂL 0 7\ B }é /;’L .’ X}n ¥a'n
LEVEL-Il SIGN%4% / DATEAM LEVEL-l  SIGN | DATERM o 7 od 2 {

TRITZE / QCM

%5 SIGN/ Il DATE

FIFCUSTOMER

% SIGN / B}l DATE

(FORM# ZPQC-MTO1)




EET—B REPORT OF MAGNETIC PARTICLE EXAMINATION
gl ERS— \
R R QU
REPORT NO. {455 T787-MT-5644 DATEH# 2009.08.26 PAGE OFW#& 11 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: CALTRANS
IE&HS: " A P
DRAWING NO.: SA179,P226,P229,P122,P110,P173  |CALTRANS CONTRACT NO.: 04.0120F4
|EI%: The 1st lift Tower(S) mMHIRERS
{REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
2A A RID HEZRN BFRY B BER N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
IEQUIPMENT #% MANUFACTURER #$|# W5 MODEL NO. #3528 SERIAL NO. #gigg
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT 6
Bk A RFE L MmEH
PARTICLE TYPE Dry magnet powder YOKE SPACING e
AL TR B I mm
MATERIAL TO BE Y WELDING 1244} Material & thickness AT09M-345T2-2
EXAMINED O CASTING %t R4, IR e
Lokl g oS O FORGING 4&i% 45/60mm
WELDING PROCESS - TYPE OF JOINT -
BT BEEAR
T DISCONTINUITY A&tk o .
.D. E REMARKS
ey INDICATION TYPE e Bk
SA179 ACC. 100%MT
P225,P22%.P122.P1 1 ACC. 100%MT
P179 . ACC. 100%MT
BASE METAL PER T-WR336 T-WR389 T-WR390 T-WR391 T-WR346
BLANK
EXAMINED BYZ:#§ WREVIEWED BY ##
Xu Hai Y’M— {'M/ 07‘ 08‘]1 K\_ﬁ»? Xh)ﬁﬂ\
LEVEL-1l SIGN#%#% / DATEBM LEVEL-l  SIGN ! DATERM ) 7 g&. L 0/
FitEE / QcMm M/ CUSTOMER ”
& SIGN / HiJl DATE %<2 SIGN / A DATE

(FORM# ZPQC-MTO1)




EE ' REPORT OF MAGNETIC PARTICLE EXAMINATION
e———
R RRR &
REPORT NO. i $54€ T787-MT-5643 DATEH #i 2009.08.26 PAGE OFTE 1M Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: I —
ITR%%: A P
DRAWING NO. SA178,P163,P410,P110,P1145 CALTRANS CONTRACT NO.: —
z2R=4 The 1st lift Tower(S) MMITREE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMHEED HRRN BRFEYS BB ER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2000
EQUIPMENT &% MANUFACTURER #l3%1§ MODEL NO. #5458 SERIAL NO. #4452
(MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT 4G
R4k WA A :E A
PARTICLE TYPE Dry magnet powder YOKE SPACING —_
e ] THBD B4R mm
MATERIAL TO BE Y WELDING #$4f Material & thickness AT09M-345T2-Z
EXAMINED O CASTING &4 B4, AL
Lokl pag S O FORGING $®i% 45/60mm
WELDING PROCESS NA TYPE OF JOINT ik
BN HEAH
WELD I.D RISCONTINDITY RSt ACCEPT REJECT REMARKS
ey INDICATION TYPE ENEEET g s P
= HBR
SA178 ACC. 100%MT
P163,P410,P110 ACC. 100%MT
P1145 . ACC. 100%MT
BASE METAL PER T-WR336 T-WR389 T-WR390 T-WR391 T-WR346
BLANK
EXAMINED BYZ4% REVIEWED/QY HE
Xu Hai ,)(vu H“L o 7 b }é A ’)é.\,,WX;‘"n
LEVEL-Il SIGN#%4 | DATERfI LEVEL-l  SIGN [ DATEBM 6 f X4 & s f
R / QCM F/~CUSTOMER
4= SIGN/ A}l DATE %<2 SIGN / A DATE

(FORM{# ZPQC-MTO1}




REPORT OF MAGNETIC PARTICLE- EXAMINATION

&5 SIGN f B DATE

BRI E
REPORT NO. 445 T787-MT-5642 DATEH i 2009.08.26 PAGE OFN# 1M1 Revision No: 0
PROJECT NO. —— CONTRACTOR: —
TEES: R P
DRAWING NO. SA159,P326,P329,P327,P39,P786 |CALTRANS CONTRACT NO.: —
B The 1st lift Tower(S) mMHMIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ WM HERARAE BFSY {X BB EH R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT #i% MANUFACTURER {4 MODEL NO. &% SERIAL NO. #4452
MT YOKE PARKER - B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
T kA WA Ty i 7
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
B AR TR RS R IR
MATERIAL TO BE Y WELDING 1784 Material & thickness AT09M-345T2-Z
lEXAMINED O CASTING %4 4, ELRE i
BP O FORGING i 70/65mm
WELDING PROCESS - TYPE OF JOINT NA
i RN
WELD |.D BISOONTINUR VAR M ACCEPT REJECT REMARKS
R INDICATION TYPE ERETE T mE Tl ik
T Egiy]
SA159 ACC. 100%MT
P326,P329,P327,P39 ACC. 100%MT
P786 . ACC. 100%MT
BASE METAL PER T-WR336 T-WR389 T-WR390 T-WR391 T-WR346
BLANK
EXAMINED BYEiE REVIEWED BY H#
/\

Xu Hai Y b, i34 (at Xonsiy
LEVEL-Il SIGN#%4%£ / DATEHH <08 LEVEL-l  SIGN ! DATEHH#M 2 f 2d. 2f
RiEEE / QCM F FCUSTOMER

%5 SIGN / A} DATE

(FORM# ZPQC-MT01)




Hardness Survey on Buttering area at Long Stiff End

Location : 1st Lift South Tower ( Skin C)

Reading taken at Location Reading 1 Reading 2 Reading 3 Ave.
Buttering weld 1 180 182 183 182
Buttering weld 2 183 207 181 190
Buttering weld 3 199 179 182 187
HAZ 4 195 156 192 154
HAZ 5 195 211 201 202
HAZ 6 207 219 187 204
Base Metal /i 232 220 230 227
Base Metal 8 190 193 188 190
Base Metal & 186 188 203 192

longStitfedge’> - | 10
**Addition Point No. 10 is done in edge of L

ng Stiff

Location : 1st Lift East Tower ( Skin E )

Reading taken at Location Reading 1 Reading 2 Reading 3 Ave,
Buttering weld i 188 184 180 187
Buttering weld 2 172 191 201 188
Buttering weld 3 175 198 192 188
HAZ 4 202 186 190 193
HAZ 5 195 175 180 183
HAZ* ] Nil Nil Nil 0
Base Metal . 7 166 162 178 169
Base Metal 8 171 183 185 180
Base Metal 9 175 177 180 177

*HAZ cannot be identified after etching, no reading is taken.

Note :
1. 5 Readings are taken in each tested point in general, highest and lowest values are deleted and not used.

Location of Hardness Indentation Points

[~ Skin Plate

Skin side
/ 9 3

Outside‘/ 8

2
7
1 ‘\
™~ §
Buttering End
10
4
/ Hardness Indentation

for Buttering weld area

Long Stiff (Location 1, 2 & 3)




Photos Reference for Hardness Survey in Long Stiff

A. 1% Lift South Tower { Skin C )

Hadess reading

{Hv 180 ) in weld

Hardness Reading ( Hv 195 ) in HAZ




Photos Reference for Hardness Survey in Long Stiff

B. 1% Lift East Tower { Skin E )

£ -]
anan
nooe

(
G/ y
Check on Buttering weld ( Hv 190 )

Tested Long Stiff

Vo

Check on HAZ { difficult to locate HAZ )




American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge F L U O R _ P.O. BO¥ 23223 Dakland, CA 04623

Phore (G100 4119-0120 F Fax (510702239 -0666

A JOINT VEHTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstricture Datect  05-Oct-2009

333 Burma Road Contract Ho.: 04-0120F 4

Okl and CA 34607 04-5F 801327138
Attention: Pursell, Gary Job Hame: SAS Superdrudure

Resident Engineser Docunent Ho.: ABFHPRO00MS1 Rev: 03
Ref: 05.03 05-000154

Subject  NCR Mo, ZPmC0130

Contractor's Proposed Resolution:

Reference Resolution: The repart has been revizad and nove reflectz the true results of the calibrations and testz performed. ZPMC
requests dosure ofthiz NCR.

CT chinahaz discussed the UT report data submitted referring to accepance criteria and reference level db readings being repoted
incorrectly. ABF has conferred with ZPMC and determined the acceptance critera was not entered into the report corredly and the reference
level ch's were entered incomedly inta the UT repott. The report has been revized and novwreflects the true results of the calibrations and
tedts performed. ZPMC requests dosure ofthis MCR.

Subrritted by
Atachment(s): AEF MNPR-O00151RO3;

Caltrans’ comments: Status: CLO
Dates 07 -Oct-2009

Basad on the submitted documertation and vetaal darification fom the Foreign G4 Manager for ABF Y| the propozed resolutionis
acceptahle.

The Depatment concurs tha Mon-Conforn ance ZPMC-190 iz closed.

Submitted by Kennedy, Scott Date: O7-Oct-2009
Attachment(s):

Fape lafi



UTHRAG &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. iR##%E T787-UT-2138 DATE 2009.08.21 PAGE 1 OF3 Revision No: 0
PROJECT NO. : TIR41 € ZP06-787 CONTRACTOR: CALTRANS w2
ITEMS NAME: FIRETLIETNG RAWING NO.: ESD1-5A2577233 CALTRANS CONTRACT NO.: 04-0120F4
ks TOWER(E) - - .
B2 B LR I TEse

REFERENCING CODE #3413
AWS D1.5-2002

ACCEPTANCE STANDARD £:547#:
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 248

ZPQC-UT-01

CALIBRATION DUE DATE (U85 [E A 300

(FORM# ZPQC-UT01)

WELDING PROCESS 5 71: JOINT TYPE 184325 A
FCAW NA Dec. 2857 2009
EQUIPMENT 4 MANUFACTURER #1575 MODEL NO. ¥=tm8 SERIAL NO. 34 &
071565311, 06148851 0,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i COUPLANT #-&50 MATERIAL/THICKNESS b E 91N
AWS IIW BLOCK TYPE I C.M.C AT09M-345T2-Z 70/65/45/60/80mm:
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURE ANGLE FREQUENCY SIZE
s FuBE oE Rt by 1] ol mE Rst
Changchao T0° 2.5MHz 18%18mm Changchao 45° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Changchao 60° 2.5MHz 18%18mm
Reference Level &% R §7F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 M DISCONTINUITY L £
o w = ‘g
WELD = -l L ~ =3 a8 [+] & c = B
Zw |28 |32 ® EelisE g g LOCATION OF DISCONTINUITY I
4 [ H = = :
IDENTIFICATION [ E 1k | X% s [ £ S 38 S5 S5 LA (mm) g8 | «
SE|lmZ|o® = < |5 58 F
— s (|28 £¥ | E
RS s x = E Sound | Depth from \ 5 e
- ength From'X | From'y 0
a b c d P Path Surface ¥hx oy a
i FONTOT I AE - F a
SA237 70 35 ACC 100%
45 33 ACC. 100%
0 20 ACC. 100%
P336,P1028,P324,P352 70 35 ACC. 100%
; 45 a3 ACC. 100%
0 20 ACC. 100%
P326 70 35 ACC. 100%
45 33 ACC. 100%
EXAMINED BY 45 REV!E\&ED BY #idx
__Qﬁdl %‘: y{'\‘p“\"(' P :)(f \’\A« QJ&A——\
LEVEL-Il SIGN / DATE cf. 0§ V| Leved-n sich / 'pare af)’ vE. V]
CUSTOMER
2
%5 SIGN / Al DATE



(FORM# ZPQC-UT01)

— REPORT OF ULTRASONIC EXAMINATION
- __13 UTHR G5
=
|REPORT NO. 3449  T787-UT-2138 DATE 2009.08.21 PAGE 2 OF 3 Revision No: 0
DECIBELS4H DISCONTINUITY Tt g
o] 7] [11] w £ B g an
WELD = = |E 5 _|s E
z |l2x|S |8 EslEsgslee LOCATION OF DISCONTINUITY P
|22 |f |2 EEleE|zEEs it o
IDENTIFICATION [E b [SE |lsm (8 BB |5k & i e B (mm) 22 | .
<m |HEI5qG = k& B |E Ex =
oT S| g™ o E¥ | &
5 L 1}- 44t 1 m -
BRI 2 T ~! Sound | Depth from ; 5 o
= Length From'X | From'Y o
a b c | d s Path Surface . EEX Sy @
~ BE | VERERE =
0 20 ACC. | 100%
P540,5A279,P1280 70 35 ACC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
P189,P378,P379,P388, .
pd o 70 35 ACC. | 100%
60 a3 ACC. | 100%
0 20 ACC. | 100%
P1145 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 ACC. | 100%
P1294,SA299{4,P143,P12 - 9% Acc. | 100%
45 33 AcC. | 100%
0 20 AcC. | 100%
P48.:;309;,;:;9:.523;73,P 0 B AcC. | 100%
60 33 ACC. | 100%
0 20 AcC. | 100%
P179 70 35 AcCC. | 100%
60 33 AcC. | 100%
0 20 ACC. | 100%
P1287,5A295 70 35 AcC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
[EXAMINED BY £3x |REVIERED BY HE
%m‘éeﬂv‘}?l"""“\/ L ‘).-\\W‘}/vv‘/\,‘ﬂw o
JLEVEL-n siGN /  DATE "'7 wi H | Levelln siéN 1 7 pate il |
Ri&E / Qe B FPCUSTOMER !
4 [ M [P
&5 SIGN / B#i DATE %5 SIGN / A DATE




REPORT OF ULTRASONIC EXAMINATION
UTHR IR &

DATE 2009.08.21 PAGE 3 OF 3

(FORM# ZPQC-UT01)

JREPORT NO. 3R%%E T787-UT-2138 Revision No: 0
DECIBELS# Il DISCONTINUITY 7Rkt <
- . g
WELD z - |4 ~ |5_|8_Ils . |5 = Fa
z |2x|2. 1% EslEsRsR e LOCATION OF DISCONTINUITY .| %
o |ZSe|wE| x [E8|5z2E8|8E AR T (mm) wos
IDENTIFICATION | E Ik | w2 | =& | S -5 a 8 & : m 25 | =
3 : E E =
¥ 8% B¥ o a : ¥ | E
RARTRS % K = Sound | Depth from c 4
- Length From'’X | From'Y Q
albjlc]|d st Path Surface - BEx gy @
S P | pERmmE | - a
P285,P20,P112,P413 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 AcCC. | 100%
P181 70 35 ACC. | 100%
60 33 ACC. 100%
0 20 ACC. | 100%
P837,5A225,P1302 70 35 Acc. | 100%
60 33 ACC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
P155,P589,P503,P190 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 ACC. | 100%
P1145 70 35 ACC. | 100%
80 33 Acc. | 100%
0 20 ACC. | 100%
BASE METAL PER T-WR336, 389, 380, 391, 346
BLANK
EXAMINED BY 3% REVIEWED BY F&
Qond Grems 9"\"""“‘1/ | o oy, “‘"’y\“'l’w"“ e
LEVEL-Il SIGN / DATE 9§ .oy 1) tevel-u slen 7 pate "f- ’/,
FRtSE / QCMm Fi F"CUSTOMER
1 oenhen 9 -
2 SIGN / Eug DATE %57 SIGN / Al DATE




REPORT OF ULTRASONIC EXAMINATION

H=

—= UTHR G 4

REPORT NO. i%54&% T787-UT-2170 DATE 2009.08.25 PAGE k| bF 2 Revision No: 0
PROJECT NO. : TE#H% ZP06-787 CONTRACTOR: CALTRANS =

[ITEMS NAME: FIRST LIFTING

TOWER(S)

Bs

PRAWING NO.: 55473 p4ao1,ps27,
P185,P400,P1145

TS

CALTRANS CONTRACT NO.: 04-0120F4

L
REFERENCING CODE %4

AWS D1.5-2002

AWS D1.5-2002(Table 6.3)

ACCEPTANCE STANDARD #3547

PROCEDURE NO. BFs
ZPQC-UT-01

WELDING PROCESS ##H:

JOINT TYPE stk m

CALIBRATION DUE DATE {% $5 & E# %10

NA NA Dec. 2857 2000
IEQUIPMENT W% MANUFACTURER i 7§ MODEL NO. #3044 SERIAL NO. FE5ije
071565311, 061488510,
UT SCOPE [PANAMETRICS EPOCH-48 061495811, 070152011,
CALIBRATION BLOCK &t COUPLANT #-4&7) [MATERIAL/THICKNESS HEERE
AWS IW BLOCK TYPE II c.M.C AT0OOM-345T2-Z 10/60mm
TRANSDUCER #7:3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
T b0 2k Rt I piiliia s R~
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18%x18mm
Changchao 0° 2.5MHz 20mm
Reference Level 223 R 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4 U DISCONTINUITY ki =
d 1] w (=1 -g
WELD = | ~ 15 |8 IE_ |z 2 #
z. |2y E = | B 23|58 S E LOCATION OF DISCONTINUITY g | ®
IDENTIFICATION | & I | & Z2l= & SR e R R F LA T (mm) 25 | &
Im R £y j— —
. |8F (8 [R¥| g i Ex | E
Rt % E = L Sound | Depth from . 5 e
- ength From'’X | From'Y o
a b c d EH Path Surface FEX Y a
E | IR o
SA173 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 ACC. | 100%
P401,P527,P185,P400 70 35 Acc. | 100%
60 33 AcCC. | 100%
0 20 ACC. | 100%
P1145 70 35 ACC. | 100%
60 33 ACC. | 100%
EXﬁaﬂNE&BYﬁzﬁz REVIEWED BY ##
w Wu‘. p\‘r\aﬂ?‘ , P(:\»g}j(_t\,b-..
LéVEL-II SIGN / DATE 0)’- efk.v) LEVEL -1l QlIGN !/  DATE U’f v, »)
BREE 7 aC Qm/a, %{ ”_{ FIFCUSTOMER
& SIGN / £ SIGN / Al DATE

(FORM# ZPQC-UTO01)




(ZBMc™

UTHR iR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #4445  T787-UT-2170 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ N DISCONTINUITY FgEsipy g
— =
d w = e g i
WELD = = u ~ I5_|8_Ile .I5 ' o
=" 0 Q » & 1B 3 £ ik R LOCATION OF DISCONTINUITY 5 = 2
< ; g 5|8 £ ] =
IDENTIFICATION | £ Ik sElzx|C EIBIEEEE TRER ) g |
; he E | = E
SF|B%|R¥| o F g% | E
L i} 4 - £
REHHR S % E -l Sound | Depth from . 6 o
= Length FromX | From'Y o
a b c d P Path Surface —~ SRY o
mE | mkmwm | " o
0 20 ACC. | 100%

AFTER T-WR336, 389, 390, 391, 346

BLANK

|Exagl<t:_:p BYZX#H
Roaft -

LEVEL -1l SIGN [

> 4 >
DATE -

REVIEWED BY i &
ks y
"4/ LEVEL .1 SIGN DATE "7-"(6‘

Rit& / QC%

45F SIGN /3 i DATE

psls

F FCUSTOMER

%F SIGN / B DATE
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REPORT OF ULTRASONIC EXAMINATION

UTHRG IR E

REPORT NO. 3R##% T787-UT-2169

DATE

2008.08.25

PAGE 1 OF 2

Revision No: 0

PROJECT NO. : [#4:i% ZP06-787

CONTRACTOR :

CALTRANS

[iTEms NAME:
R

FIRST LIFTING
TOWER(S)

Hs

PRAWING NO.: ga4g0,p232,P376,
P24,P181

M IERs

CALTRANS CONTRACT NO.: 04-0120F4

AWS D1.5-2002

|REFERENCING CODE #4150

ACCEPTANCE STANDARD# 474
AWS D1.5-2002(Table 6.3) '

ZPQC-UT-01 _

PROCEDURE NO. 8548

WELDING PROCESS 1R 5: JOINT TYPE 15 4¢3 1y CALIBRATION DUE DATE {¥ 84 I8 %l
NA NA Dec. 2857 ;2009
EQUIPMENT ##% MANUFACTURER i 7§ MODEL NO. & SERIAL NO. 545
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-48B 061495811, 070152011,
CALIBRATION BLOCK i##: COUPLANT #47 MATERIAL/THICKNESS #14 JEEE
AWS lIW BLOCK TYPE Il cMm.C AT09M-345T2-Z 45/60mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
Hill i i) TS Rt Tl 7 FilEa P Rt
Changchao 70° 2.5MHz 18x18mm Changchao 60° 2.5MHz 18x1Bmm
Changchao 0° 2.5MHz 20mm
Reference Level #:% R i 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY Fiigig s
d w w = ‘g' .
WELD = | ~ |s |8 |§ '-lf 2 M
z. |2« ) = | B 2 3|5 3[8 EE 2 LOCATION OF DISCONTINUITY a= | &
OFf L. e b L i
DenTiFicaTioN [Pk |2E|s= |8 BAE3EERE AL (mm) 25 | =
<im|mi | Of = & & F 5 T
. ST lo¥|e™ @ E¥ | E
RAEI S g E = Sound | Depth from . 6 =
- Length From'X | FromY o
a b c d P Path Surface g iy k]
PR | ERmEE = a
SA180 70 35 ACC. | 100%
0 20 ACC. | 100%
P232,P376,P24 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 ACC. | 100%
P181 70 35 ACC. | 100%
60 33 ACC. | 100%
0 20 ACC. | 100%

P e

REVIEWED BY, #

Lo -3

LEVEL -l SIGN ! DATE

o T o%‘vi/

1 i 1
LEVEL - Il SIGN /

DATE

07. vy -af

TREE TGO

%5 SIGN / H 3] DATE

FIFCUSTOMER

bfe

¥ SIGN / Hill DATE

boa o

(FORM# ZPQC-UT01)




e REPORT OF ULTRASONIC EXAMINATION
_REPAC UTHRGHE

REPORT NO. R#%#%S Tr87-UT-2169 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS+ 1 DISCONTINUITY g  ° 5
o 1] e § ;
WELD z pu w ~ 15 _18 _Is Iz = b
z S 2 ® [23 cslEsE D LOCATION OF DISCONTINUITY S s
o < E = &= gﬁgﬁéﬁﬁﬁ ANEELERT T ws
IDENTIFICATION |Ek |y |s8|° B gt e SALH (mm) 25| =
<z |mE| o = F Rk 2 ©
: SToR|ET | B E¥ | §
RERIRS g E -1 L Séund Depth from ' E o
- ength From'X | From'Y o
a b c d P Path Surface BEX Sy ]
mE | ExmEr (]
AFTER T-WR336, 380, 390, 391, 346 '
BLANK
EXAMINED BYZXiF REVIEWED BY #i#;
Ym R/mﬁ O Anms, | M)G\MQ lﬂ-ﬁv\
L ('} AT ¥ X 1
LEVEL -1l SIGN / DATE & 7 0§ V) LEVEL-1l SIGN / DATE a‘r .ok ’{
S / QCM FCUSTOMER
4 SIGNY B DATE 5 SIGN / Bl DATE

(FORM# ZPQC-UT01)



_ZEPMC

REPORT OF ULTRASONIC EXAMINATION
UTHG#H S

L, ESE——
REPORT NO. 4% T787-UT-2168 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T#4iS ZP06-787 CONTRACTOR: CALTRANS =
ITEMS NAME: FRSTLFTING ~ PRAWING NO.: 478 p1ga,pap1, [ CALTRANS CONTRACT NO.: 04-0120F4

B 45 H TOWER(S) Ee P110.P1145 iy Timme

REFERENCING CODE #4113

AWS D1.5-2002

ACCEPTANCE STANDARD E 2171,
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 2452
ZPQC-UT-01

WELDING PROCESS {5454 £

JOINT TYPE 1427

CALIBRATION DUE DATE {85 IEH Bl

NA NA Dec. 285 ,2009
qEQUJPMENT B MANUFACTURER 13 MODEL NO. #3452 SERIAL NO. 55145 &
071565311, 061488510,
UT SCOPE PANAMETRICS s 061495811, 070152011,
CALIBRATION BLOCK i |COUPLANT #i4#) MATERIAL/THICKNESS #7 %} /Z 5
AWS IIW BLOCK TYPE II c.M.C AT09M-345T2-Z 45/60mm
TRANSDUCER #tk
MANUFACTURER ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
il 385 v pi:hid £k R~ T izl iz Rt
Changchao 70° 2.5MHz 18x18mm Changchao 60° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Changchao 45° 2.5MHz 18%1Bmm
Reference Level 2% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS#4+ I DISCONTINUITY FeEsEd: 5
o w c § i
WELD H = . ~ |5 _|8 Ln |5 = 3
z |19m|Q. | % BelEs[EE5R 2 LOCATION OF DISCONTINUITY 2. | &
or|Ze|uB|x [B3|E3|2E|8s ; Wy
IDENTIFICATION | Ek |2 | =& | S E-EJELfse Gt g3 | £
S*|B&|e®| o N £% | £
18 & ) 4
RS 2 E - L Sound | Depth from 4 S e
= ength From'X | From'Y Ix} .
a b c | d KT Path Surface X SEY 0
BE | RS o
SA178 70 35 ACC. | 100%
0 20 ACC. | 100%
P163,P401,P110 70 35 ACC. | 100%
60 a3 ACC. | 100%
45 a3 ACC. | 100%
0 20 ACC. | 100%
P1145 70 35 ACC. | 100%
60 a3 ACC. | 100%
IEXA%IJNE YER REVIEWED BY #1#
i trv\ql/({/\--ﬂl L/zw.,r—,' X\.\T\/‘\I,Ev b
LEVEL-1l SIGN '/ DATE o i‘ vg. 2\ LEVEL -1l SIEN |  DATE v7 LB
/' 7§ ( FIF CUSTOMER
%5 SIGN / %5 SIGN / B DATE

(FORM# ZPQC-UTO01)
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %43 T787-UT-2168 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS# 1 DISCONTINUITY FiE&E# - £
d 11} w @ = - ‘é 0
WELD z | ~ |s E 3 4
z |9x|3 ® [EslSsEElg D LOCATION OF DISCONTINUITY S . &
oo E‘E wiE | 2 [E3|53|28[8F o w2
IDENTIFICATION | E Ik (2 (58| S ESgS|sspe AL T (mm) 25 | =
S* 8w 8% @ < 2% | E
IREE B4R E o E - ” Sound | Depth from 5 i
= ength From™ | From"'Y o
a b c d i Path Surface X By @
rE | mxmme | o
0 20 AcC. | 100%
AFTER T-WR336, 389, 380, 391, 346
BLANK
EXAMINED BY REVIEWED BY ®#7#
¥ ] ?(
QM [ [ cung, Aiwng 4 [/\/bvy,
a L | [] V’S/ ly‘ 1 v _,_7 v g L)f
LEVEL-Il SIGN [ DATE "7 ; ] LEVEL-Il SIGN / DATE : :
Ritsm / Qg% I ’ F F'CUSTOMER
25 SIGN / [} ] DATE J %< SIGN / B DATE
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REPORT OF ULTRASONIC EXAMINATION
UT#HRGi# %5

iREPORT NO. #H#EH%HS  T787-UT-2167 DATE 2009.08.25 PAGE 1 OF 2 Revision No: 0
'PROJECT NO. : TfE#H%E ZP06-787 CONTRACTOR: CALTRANS =-
lITEMS NAME: FIRST LIETING DRAWING NO.: SA179,P226,P229, CALTRANS CONTRACT NO.: 04-0120F4

B 27 TOWER(S) 2] P122,P110,P179 MM RsE

IREFERENCING CODE #3331

AWS D1.5-2002

ACCEPTANCE STANDARD S 471E .
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. £F4$5E

(FORM# ZPQC-UTO01)

WELDING PROCESS #5475 i%: JOINT TYPE #1431 CALIBRATION DUE DATE { # £ IE# 2V3
NA NA Dec. 2857 2009
EQUIPMENT % MANUFACTURER #5 #§ MODEL NO. #3R & SERIAL NO. 3% S
071565311, 061488510
METR , :
UT SCOPE PANAMETRICS EPOCH4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT #i-4-5 MATERIAL/THICKNESS #13} FLBF
AWS [IW BLOCK TYPE 1I cM.C AT09M-345T2-Z 45/60mm
TRANSDUCER #f:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
HiliE g yii)iid IR R i FuBE iz R+t
Changchao 70° 2.5MHz 18%18mm Changchao 60° 2.5MHz 18%18mm
Changchao 0° 2,5MHz 20mm Changchao 45° 2.5MHz 18x18mm
Reference Level 3% RMAF 20dB
|Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS% DISCONTINUITY FiskdE 5
o w c § v
WELD 2 = W ~ 15 |8 I8 |5 3 34
4 S 2 ®ET E B[ EE 2 LOCATION OF DISCONTINUITY 2 o
o |Se|rE | X |83|53|2 8|85 TS T W
IDENTIFICATION 5 Flug |[EE|° B EUlgtEe NEZEAL T (mm) i x
= 2] = j— [+
. |E7(8%[8%| ¢ E E% | &
RAEAHTE S 2 E = L Sound Depth from . 5 x
= ength From'X | From'Y o
a b c| d K Path Surface FiX SEY n
BE | Mk o
SA179 70 35 ACC. | 100%
0 20 ACC, | 100%
P226,P229,P122,P110 70 35 ACC. | 100%
60 33 ACC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
P179 70 35 ACC. | 100%
60 33 ACC. | 100%
EXAMINED BY 48 RE\!_E_WED BY ##
. Ly "CG GEM"
LEVEL -1l SIGN | DATE " '2 1% 3 & LEVEL -1i IEIGN /| DATE of. ¢k vy
H FCUSTOMER
g
N ¥ SIGN / B DATE




e UTHRG S
REPORT NO. H%4%% Tr87-UT-2167 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS 4+ DISCONTINUITY g £
d il w - - 'g
WELD z = ~ |8 ] |_g s = P
z |2u|Q % BslEe[EElR 2 LOCATION OF DISCONTINUITY S 2
oriZz|luiE| 2 |B3|52|2CEs . w2
IDENTIFICATION | £ I ne | = =|E A lEEEE TR (mm) 28 | ¢
M 8 3| = = @
B 4 B o © . E
RN = o, - Length Sound Depth from From'X | From'y 5 =
alblc]d {f:gt Path Surface i s B
wE | sxmEmwr | a
0 20 ACC. | 100%
AFTER T-WR336, 389, 390, 391, 346
BLANK
EXAMINED BYE# REVIEWED BY ##
%\4 IQ‘-"%‘\ [ [ e Xy g een
[4 T 4 -~ v
LEVEL -Il SIGN / DATE - 7 > 5. v/ JLEVEL -1l SIGN [ DATE agi_..» o)™
R / QoM Fi/"CUSTOMER '
% l n /pr
45 SIGN / B DATE &F SIGN / Bl DATE
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REPORT OF ULTRASONIC EXAMINATION

UTHA R &

REPORT NO. #H&%HE

T787-UT-2166

DATE

2009.08.25

PAGE

1 OF 2

Revision No: 0

PROJECT NO. :T##% ZP06-787

CONTRACTOR :

CALTRANS

JITEMS NAME:
Rl

FIRST LIFTING
TOWER(S)

Bs

PRAWING NO.: 5150 paze,paze,
P327,P39,P786

mATREHS

CALTRANS CONTRACT NO.: 04-0120F4

REFERENCING CODE #3##171
AWS D1.5-2002

ACCEPTANGCE STANDARD #:3 45t
AWS D1.5-2002(Table 6.3) '

PROCEDURE NO. ¥4 8
ZPQC-UT-01

(FORM# ZPQC-UTO01) /

WELDING PROCESS 73773 JOINT TYPE #4841 CALIBRATION DUE DATE {884 Ff 20
INA NA Dec. 2857 2009
EQUIPMENT #%#% [MANUFACTURER #iis 75 MODEL NO. #/#2 SERIAL NO. i34 &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH4B 061495811, 070152011,
JCALIBRATION BLOCK it COUPLANT #5471 MATERIALITHICKNESS #1 &I [LEF
AWS lIW BLOCK TYPE II C.M.C ATO9M-345T2-Z 70/65mm
TRANSDUCER #F3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
fHlIE ;153 s R~ i i i b2k Rt
Changchao 70° 2.5MHz 18x18mm Changchao 45° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm
Reference Level %% R/ 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ I DISCONTINUITY FiEgd e
o w w c § ;
WELD z e ~ I5_|8_1l8 .| = s
z |Su|2 . |% Eslss@ER 2 LOCATION OF DISCONTINUITY P
o |Zz|vE| K [E2|E2|28|Es (TS
IDENTIFICATION | £ Ii | = 8| EUg-lEfpe ARELLLE (mm) g5 | £
o = 8 % ?E b E < ,E & E
RS =] 4 - € 2
£ = Length Sond. | Deptiitin From'X | From'Y 3
a b c d P Path Surface ¥EX Y o
i HEEEITE o
SA159 70 35 ACC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
P326,P329,P327,P39 70 35 ACC. | 100%
45 33 ACC. | 100%
0 20 ACC. | 100%
P786 70 35 ACC. | 100%
45 as ACC. | 100%
EXAMINED BY 3 REVIEWED BY W# L
LEVEL-1l SIGN / DATE - 7 04" LEVEL-1Il SIGN [ DATE e 7 v S
j # / Qe TEFCUSTOMER
A A M]AM’L& X’ ')T;
[ =l B L () E
%57 SIGN / E}i DATE % SIGN / Hill DATE




EREAC |
- e
UTHRG R &
REPORT NO. {5 T787-UT-2166 DATE 2009.08.25 PAGE 2 OF 2 Revision No: 0
DECIBELS#4 DISCONTINUITY RiEg# =
o w w £ ¥ § .
WELD = = ~ I5_|8_I8 |5 = Faal
z |2x|2 % EEEsEER D LOCATION OF DISCONTINUITY S &
o |Zs|wE| 2 [SZ|Ez|2EEsE . i
IDENTIFICATION | EI& | 5 (S 2| C 2 —'E SlECRE AT ¥ (mm) 23 | =
" I — —
yaE e e =} 4 = : € ©
Z = Length mound: | Dopth from From'X | From'Y 8
alb d e Path Surface | ERX HEY k]
iR | PERRA a
0 20 Acc. | 100%

AFTER T-WR336, 389, 390, 391, 346

BLANK
mm;r?o BYZHR REVIEWED BY 5
Yo Vg Lo "I'li-u.':'. 7:\;—\.&; ?(\h""l} shia
LEVEL-Il SIGN | DATE v J.es 2 LEVEL-ii SIGN / DATE o 7 v 2
FR 5 / QCM Fi#CUSTOMER
< 8/
% SIGN) E#i DATE %% SIGN / B ] DATE

(FORM# ZPQC-UTO01)




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, PRC Report No: NCS-000309
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  08-Oct-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0190

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-Nov-2008

Description of Non-Conformance:

ZPMC has built up the base metal at the ends of the stiffeners and the skin plates on both East and South shafts
in excess of 20mm. Weld build up “greater than twice the thickness of the thinner part or 20 mm [3/4in.],
whichever isless” must be approved by the Engineer. This condition exists on all base-end skin plates and
stiffenerson Lift 1, East & South Shafts.

Contractor's proposal to correct the problem:

Perform harness testing, 100% UT and 100% MT on the weld build-up.

Corrective action taken:

Hardness testing was performed on both East & South Shaft weld build up, indicating acceptable results.
100% UT and MT NDT results were submitted, indicating that the weld build up is sound, and the welds were
subsequently verified by QA.

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

If so, name of Engineer providing approval: Date:
|s Engineer's approval attached? [] Yesl¥l No
Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Serge Sinevod, 134-8257-0045, who represents the Office
of Structural Materials for your project.

I nspected By: Sinevod,Serge Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

TL-16,QA -- Non-Conformance Resolution Pagel1of 1
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