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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000283
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 22-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0257

Type of problem:

Welding Concrete [] Other []
Welding [J Curing [J Procedural [J  BridgeNo: 34-0006
Joint fit-up [ Coating [1 Other [ ]  Component: OBG Segment 1AAW

Procedural Procedural [] Description:

Reference Description: Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Drawings, Segment
1AAW

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following issues by Visual Testing (VT) on welds

previoudly inspected and accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.

1. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed
the cracked tacks by carbon arc gouging. Plates and stiffener base material will now need to be repaired. The
weld numbers are as follows; SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.

2. Twenty Three (23) Bulkhead Stiffeners have fillet welds wrapped on both ends of stiffener. Weld detail on
drawing shows the fillet weld shall be welded both sides and not welded all around (wrapped).

3. SEG1C-152~172 and SEG1D-152~170- The approved drawings require atight fit joint. The joint had been
fillet welded then the weld was removed by carbon arc gouging resulting in base metal damage. ZPM C caulked
over the gouged welds prior to Caltrans QA Inspector verification of the 2 mm tight fit requirements.

4. Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings greater than the 5mm
alowed per WPS-B-T-2333-Tc-U4b f. See attached table for weld joint numbers and root opening values. The
back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.

5. SEG1D-002, SEG1D-092, and SEG1C-002E have weld and base metal defects (excessive reinforcement,
lack of fusion, no weld, and rollover) that need to be weld repaired.

6. 28 mm thick sloping stiffeners at location A41 (2) and location A12 (2) which require a PJP weld with a8
mm reinforcing fillet do not have the required fillet weld size. Thefillet weld has not been welded. Stiffeners
cross section (28 mm) is reduced to 18mm thick outside the toe of the PJP weld. This does not meet the
thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of the stiffener component.
7. Fillet weldsjoining internal stiffenersto plates at locations A14 ~ A16 on W3 side bottom plate and
location A14 W3 side bulkhead contain rollover, lack of fusion, and unacceptable weld profiles.

8. Pipe (219 mm diameter) penetration at location A14 bottom plate on segment assembly detail SEG1A has a
root gap of 9.5 mm. Root gap exceeds the 5 mm maximum root gap for fillet welds.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 4 )

9. The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in various locations
along the weld. The joint designation TC-U4b per WPS-B-T-2233-Tc-U4b-F requires the joint to be welded
both sides then backgouged.

Table 1: PJP Root Openings

Weld Joint# Root Opening Weld Joint# [Root Opening

(mim) (ratm)
SEGLE-227 12 mm SEGLE-137 9 rmm
SEGLE-187 10 mm SEGIE-3146 7 mm
SEGLIE-443 10 mm SEGLE-241 7 min
SEGLE-402 10 mmn SEGLE-110 5 rmm
SEGLE-361 7 min SEGLE-192 7 mm
SEGLIE-434 7 mitn SEGLE-151 12 mim
SEG1D-305 10 mm SEGIE-242 10 mm
SEGID-299 8 mim SEGIE-195 i mm
SEGID-422 7 mitn SEGIF-022 10 m
SEGIE-414 7 min SEGIF-0248 9mm

TR SEG1B-084 8 mm

Fillet welds joining internal stiffener plates
shown with weld discontinuities; rollover,
lack of fusion, and unacceptable weld profile.

Pipe penetration at
location A14 pentrating
through the bottom plate
shown with a root
opening of 9.5 mm

0524090834

Areas where crack

welds were removed b
carbon arc.gouging. Base ~
material loss of 5:-mm at
gouged area.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 4 )

weld wrapped on stiffener deck plate.

BulkheaiStffeners shown with the fillet

0522091529

Applicablereference:
AWSD1.5 (02) Section 3.3.2 “The root opening between parts to be joined by PJP groove welds parallel to the
member length (bearing joints excepted) shall be zero, or as small as practicable.”

AWSD1.5 (02) Section 3.5.1.10 “Where tight fit of intermediate stiffenersis specified, it shall be defined as
alowing agap of upto 2 mm [1/16 in.] between stiffener and flange.”

AWSD1.5 (02) Section 3.7.1 “Theremoval of weld metal or portions of the base metal may be done by
machining, air carbon arc cutting and gouging, thermal cutting, chipping, or grinding. It shall be donein such a
manner that the remaining weld metal or base metal is not nicked or undercut (see 3.2.6 for restrictions on the
use of air carbon arc gouging and thermal cutting). Unacceptable portions of the weld shall be removed without
substantial removal of the base metal. Any additional weld metal shall be deposited using aqualified WPS”.

AWSD1.5 (02) Section 6.26, Quality of Welds
Segment Assembly Drawing SEG1D

Segment Assembly Drawing SEG1G — Joint design on drawing calls for an 8 mm fillet weld welded both sides
not wrapped.

WPS-B-T-2233-Tc-U4b-F
WPS-B-T-2333-Tc-U4b-F

Who discovered the problem:  Chandra Kumar, Erik Prue
Name of individual from Contractor notified: Man Kit Le
Time and method of notification: 05/22/09, 16:30, Verba
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 05/25/09, 09:00, Verba
QC Ingpector's Name: Shen Xie Jun

Was QC Inspector aware of the problem:

Y7 TL-15,Quality Assurance -- Non-Conformance Report
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 4 of 4 )

[ Yeslvl No
Contractor's proposal to correct the problem:

Comments:

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, +(86) 1500.042.2360, who represents the
Office of Structural Materials for your project.

I nspected By: Guest,Skyler SMR

Reviewed By: Wahbeh,Mazen SMR

TL-15,Quality Assurance -- Non-Conformance Report
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DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

Gttrans Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL
To: AMERICAN BRIDGE/FLUOR, A JV Date: 28-May-2009
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000243
Subject: NCR No. ZPMC-0257

Reference Description:  Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Drawings, Segment 1IAAW

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
L] Material or Workmanship not in conformance with contract documents.
Il Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector found the following issues by Visua Testing (VT) on welds previously inspected and
accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.
1. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed the cracked tacks by
carbon arc gouging. Plates and stiffener base material will now need to be repaired. The weld numbers are as follows; Seg1E-031, 034,
039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.
2. Twenty Three (23) Bulkhead Stiffeners have fillet welds wrapped on both ends of stiffener. Weld detail on drawing shows the fillet
weld shall be welded both sides and not welded all around (wrapped).
3. SEG1C-152~172 and SEG1D-152~170- The approved drawings require atight fit joint. The joint had been fillet welded then the
weld was removed by carbon arc gouging resulting in base metal damage. ZPMC caulked over the gouged welds prior to Caltrans QA
Inspector verification of the 2mm tight fit requirements.
4. Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings greater than the 5mm allowed per
WPS-B-T-2333-Tc-U4b f. The back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.
5. SEG1D-002, SEG1D-092, and SEG1C-002E have weld and base metal defects (excessive reinforcement, lack of fusion, no weld, and
rollover) that need to be weld repaired.
6. 28mm thick sloping stiffeners at location A41 (2) and location A12 (2) which require a PJP weld with a 8mm reinforcing fillet do not
have the required fillet weld size. The fillet weld has not been welded. Stiffeners cross section (28mm) is reduced to 18mm thick outside
the toe of the PJP weld. This does not meet the thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of
the stiffener component.
7. Fillet weldsjoining internal stiffenersto plates at locations A14 ~ A16 on W3 side bottom plate and location A14 W3 side bulkhead
contain rollover, lack of fusion, and unacceptable weld profiles.
8. Pipe (219mm diameter) penetration at |ocation A14 bottom plate on segment assembly detail SEG1A has aroot gap of 9.5mm. Root
gap exceeds the 5 mm maximum root gap for fillet welds.
9. The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in various locations along the weld. The joint
designation TC-U4b per WPS-B-T-2233-Tc-U4b-F requires the joint to be welded both sides then backgouged.

Y/ 05.03.06-000243,NCT
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NCT
( Continued Page 2 of 2 )

Action Required and/or Action Taken:
A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0257

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

05.03.06-000243,NCT Page 2 of 2



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 Datedt  22-Jun-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-HPRAO00250 Rev: 00
Ref: 05,03 06-000243

Subject  NCR Mo, ZPmMC0257

Contractor's Proposed Resolution:

Reference Resolution: ARF has instructed ZPMC to provide the necessary repairsto bing =egment 185 into com pliance swith contract
requirements.,

ABF haz instructed ZPMC to provdde the necessary repsirs to bing segment 1285 into cam pliance with contract requirements. All & items
are currently being reswork ed, which includes removal of giffeners with rod gaps exceeding Smm. ABF issued a stop work order to prevent
grouting priorto repair. ZPMC hasz honored this letter and iz in process with repairz. ZPMC has released and fined personnel who were
invalved in the fabrication and inspedion ofthese seaments and held discussions with ©W's on code compliance. ABF has held discussions
wit b our inspectors of prevertive adion meazures to enzurethiztype of condition does not happen again. ZPMC wdill provide ingpedion repots
gt a later date to close this MCR.

Subrritted by
Atachment(s):  AFF NPR-000250R00

Caltrans’ comments: Status: ALP
Dates 24-Jun-2009

The rezponze iz accepable, but the Mon-Conformance iz not dosed.

Pleass provide docun entation ofthe weld repairs that were performed and thet the repairs were acceptable. The Department will reviewthe
Contracdtar's proposal to dose Non<Conformance ZPMC 0257 at that time.

Submitted by  Wright, D oug Date: 24-lun-2009
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

Ta CALTRANS - SAS Superstricture Datett  24-fug-2009

335 Burma R oad Contract Ho: 04-0120F 4

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

Resident Engineser Docunent Ho.: ABF-HPRAO00250 Rev: 01
Ref: 05.03 05-000243

Subject  NCR Mo, ZPmMC0257

Contractor's Proposed Resolution:
Reference Resolution: IPMC hasz provided the required documents as requested. ZPMC requeds dosure of thiz NCR
PMC has provided the required documents as requested. ZPMC requests dosure of thisMNCR.,

Subrritted by
Mtachment(sy: AEF NPR-000250R01;

Caltrans" comments: Status: RE.J
Dates 01-Zep-2009

The proposed resolution iz not acceptable. The attachment does not indude documentaion for all welds in question.

-lzsue 1; B-OWR S does not indude welds SEGT1E-486 and SEG1E-489 inthe repair procedure.

-lssue 4 Mo documentation was included that shows the excessive root openings were corrected or gpproved as-is.

-lzsue 50 For welds SEG1D-002, SEG1D-092, and SEG1C-002E, MDT reports were submitted, but no OWE or WiWWE repair procedures.
-lzzue B Mo documentation was included that shows the excessive root openings were correcdted or gpproved as-is.

Please discuss with the Department's representatives in Shanghai to determine all of the repairs and documentation required to close this Mon-
Conformance.

Submitted by \Wright, Dowg Date: 01-Sep-2004
Attachment(s):

Fape lafi



— No. B-453

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-8-19

REGARDING: NCR-000283 (ZPMC-257)

With this letter of response, ZPMC requests closure for Caltrans NCR-000283
(ZPMC-257).
There is 9 items in the NCR, the explanation is following:

1

2)
3)

4)

5)
6)
7)
8)
9)

The crack on tack weld had been removed and repaired the base material with
B-CWRST5, please check the CWR and the NDT report.

The ABF-RI-1778 is approved and ZPMC had kept the wrapped.

According to the RFI-ZPM-702 and the B-WR5642, ZPMC had corrected the
locations where the gap exceeded 2mm.

Please find the attachment about the internal stiffener repairing plans, the gap had
been corrected and the welds had been verified NDT by ZPMC and CT.

The welds had been repaired by grinding, the NDT report is here.

The same to the item 4.

The location had been repaired by grinding and NDT verified onsite.

The pipe at this location had been replaced, the B-WR5443 is here.

The wrong weld ID is here, actually the right weld ID is SEG1E-584 and the steel

backing bar had been removed, and the UT had been confirmed.

so base on the above explanation and attached documentations, ZPMC applies

to close the Caltrans’s report NCR-000283 (ZPMC-257).
Please reference attached document for acceptance and closure the NCR-000283
(ZPMC-257).

ATTACHMENT:

NCR-000283 (ZPMC-257)

ZPMC internal NCR

The final VT/MT/UT inspection reports
The welding repair report

The critical welding repair report
The approved RFI
The internal stiffener repairing plan

2wo Y ZM% %
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Nonconformance
Report
AR TR E

Project Name: S$.F.0.B.B NCR Number:
T E A 5 B 0 KA NCR %%: NCR-B-165 (ZPMC-0257)
Item: Improper Joint Fit-up, | Item Number: | Drawing:

Poor Weld Quality , -5 LR=1 SEG1

Deviation from Shop OBG 1AAW

Drawings ”
L FRIGHRAD, Mg HR

8, REEEEL |
Location: OBG 1AAW Date:
| & S 2009-06-03

1.

Description of Nonconformance:
Caltrans Quality Assurance (QA) Imspector found the following issues by VT on welds
previously inspected and accepted by ZPMC QC and ABF QA Inspectors.

Thirteen cracked tacks were found by QA MT Inspector on segment stiffener plates.
ZPMC removed the cracked tacks by carbon arc gouging. Plates and stiffener base
material will now need to be repaired. The weld numbers are as follows; - SeglE-031,
034, 039, 040, 078, 486, 489, 658, 659 ,660, 661, 662, and 663.

Twenty Three Bulkhead stiffeners have fillet welds wrapped on both ends of stiffener.
Weld detail on drawing shows the fillet shall be welded both sides and not welded all
around (wrapped).

SEG1C-152~172 and SEG1D-152~170. The approved drawings require a tight fit joint,
The joint had been fillet welded then the weld was removed by carbon arc gouging
resulting in base metal damage. ZPMC caulked over the gouged welds prior to Caltrans
QA Inspector verification of the 2mm tight fit requirements.

Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings
greater than the S mm allowed per WPS-B-T-2333-Te-U4b f. See attached table for weld
joint numbers and root opening values. The back side of the PJP welds exhibit burn
through with slag inclusions which have not been cleaned.

SEG1D-002,009 and SEGIC-002E have weld and base metal defects (excessive
reinforcement, lack of fusion, no weld, and rollover) that need to be weld repaired.

28mm thick sloping stiffener at location A41(2) and location A12(2) which require a PJP
weld with a 8 mm reinforcing fillet do not have the required fillet weld size. The fillet
weld has not been welded. Stiffeners cross section (28mm) is reduced to 18mm thick
outside the toe of the PJP weld. This deoes not meet the thickness requirement on the
segment drawing (SEG1D) and weld detail (WD90H) of the stiffener component.

Fillet welds joining internal stiffeners to plates at locations A14~A16 on W3 side bottom
plate and location Al4 W3 side bulkhead contain rollover, lack of fusion, and
unacceptable weld profiles.

Pipe (219mm diameter) penetration at location Al4 bottom plate on segment assembly
detail SEG1A has a root gap of 9.5mm. Root gap exceeds the Smm maximum root gap for
fillet welds.

The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in
various locations along the weld. The joint designation TC-Udb per
WPS-B-T-2233-Te-U4b-F requires the joint to be welded both sides then backgouged.
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1. TEMEE SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659 ,660, 661, 662, 663 &, INIHAYLE 7
BB 13 4R ZPMC ELRBRAH IR, BESEHBEEMES.

2, FEREIRLSIR TR EALAEIAR L, B3RS TR A & 5 Ak B RSk N U i s, A%
ZRf, HEIPMC X 23 BHRMT a4,

3. B4 SEGIC-152~172 #1 SEG1D-152~170, HREIRKER, PERMTR MEEEGE,
PREEE. EZPMC IR (FEY%), FRARUERBLEIF G, EmMiA
2 R AARFUE BREER AT, ZPMC B2 FIREBOH IR IR 2f

4. FHEAFHERRZ 88T ERGHR, M WPS (WPS-B-T-2333-Te-Udb ) BIRFHBEE 5 22K,
EfERE BT IR, ARERRTHEE, TARERYE,

5. 2%t SEG1D-002, SEG1D-092 1 SEG1C-002 - FH 1B LS BHEENE Ot mpEasH,
RS, BE OBES), TERE. R

6. FE A41 (2) ) A12 (2) (LEA) 28mm EHIARE RE R K PIP AR08 AE] Smm £
Mo WSS HER, 28mm IR, Eﬁ%ﬂ:’@éﬁiﬁlﬁ% 18mm. EEEHEELK SEGID
L) WD90H HyRaEE L B ER.

7. TE W3 &5 A14~AL16 I EFHRS ERMERN GBS, EwWi L ‘5 Ald fL B R S5k
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Attachment for NCR-B-165 (ZPMC-0257)
(5l FH SR H AR YR (Technical Justification for Use-As-Is/Repair)

1.

[SX I oV

L N —

o om N o e

I

2R,

[E[fH, #23 FCN.

AT FCN, EREBNE G 4 035 SRR S mRIE R, AT 2mm LM,
AR GEERRE, STREENES AR, TH R SR s ahm,

HeAR ERT R SR

A WR #1781,

FME IR

T BE = IR . P

HE WR #HTiRIE.

T LB,

The defects have been repaired.

Use as is, and submit a relevant FCN.

Submit a relevant FCN. Remove the silica gel, and check the gap between seal plates and deck
plate. For any gap which is larger than 2mm, provide an added shim plate tight fit to deck
plate and fillet welded to the seal plate.

Remove the plates and replace.

Perform repairing according to relevant WPS.

Add the fillet by welding.

The defects will be removed by grinding.

Perform repairing according to a relevant WR.

Remove the backing by grinding.



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201913 PR China

(nfircns Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 28-May-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

& 04-SF-40-132/13.9

Dear: Mzr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilssor Project/Fabrication Manager Document No: 05.03.06-000243
Subject: NCR No. ZPMC-0257
Reference Descr'iptiun: Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Draw.'ings, Segmenl 1AAW 5

The auached Non-Conformance Repont describes an occurrence where the contractor did not comply with a requirement of the contract document as
indicated below;
] Material or Workmanship not in conformance with contract docnments.
D Quality Control (QC) not performed in conformance with contract documents.
Reeurring QC issue that constitutes a systeinatic problem in quality control,
[ Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
Calitans Quality Assurance (QA) Inspecior found the foilowing issues by Visual Testing (VT) on welds previously mspected and
accepted by ZPMC Quality Control (QC) and ABF QA Inspeciors.
I. Thirteen {13) cracked tacks were found by QA M Inspector on segment stiffener plates. ZPMC removed the cracked tacks by
carbon are gouging. Plates and stiffener base material will now need 10 be repaired. The weld numbers are as follows: SeglE-031, 034,
039, 040, 078, 4806, 489, 638, 659, 660, 661, 662, and 663.
2. Twenty Three (23) Bulkhead StilTeners bave filiet welds wrapped on both ends of stiffener. Weld detail on drawing shows the fillet
weld shall be welded both sides and not welded all around (wrapped),
3. SEGIC-152~172 and SEG1D-152~170- The approved drawings require u tight fit joint. The joint had been filler welded then the
weld was removed by carbon arc gouging resulling in base meta] damage. ZPMC caulked over the gouged welds prior to Caltrans QA
Inspector verification of the 2mm tight fit requirements.
4. Segment internal stiffener Panial Joint Penetration (PJP) Welds have root openings greater than the Smm allowed per
WPS-B-T-2333-Tc-Udb £. The back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.
5. SEGID-002, SEGID-092, and SEGIC-002E have weld and base metal defects (excessive reinforcement, lack of fusion, no weld, and
rollover) that need to be weld repaired.
6. 28mun thick sloping stiffeners at location A4'1 (2) and location A12 (2) which require a PIP weld with a 8mm reinforcing fillet do not
have the required fillet weld size. The fillet weld has not been welded. Stiffencrs cruss section (28mm) is reduced to 18mm thick outside
the toe of the PIP weld. This does not meet the thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of
the sutlener component.
7 Fillel welds joining internal stiffeners to plates at locations A14 ~ A16 on W3 side bottom plate apd lacation A 14 W3 side bullhcad
contain rollover, lack of fusion, end unacceptable weld profiles.
8. Pipe (219mm diameter) penetration at location A 14 bottom plate on segment assembly detail SEG1A has a root gap ol 9.5mm. Root
gap exceeds the § mm maximum roat gap for fillet welds.
9. The backing bar for complete joint penetration (CJP) weld SEG1E-S87 is still in place in various locations along the weld. The joint

designation TC-U4b per WPS-B-T-2233-Tc-U4b-F requires the joint to he welded buth sides then backgouged

YR N O6-000243NCT e
: Page I of
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( Continued Page 2 of 2 )

Action Required and/or Action Taken:

A response for the resolution of this issue is expected within 14 days

Transmitted by: Stanley Ku Sr. Bridge Engineer
Attachments: ZPMC-0257

ce:  Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Bozl, Doug Coe,-Jason Tom, Ching Chao
File: 05.03.06 '

AL 0503.06-000243NCT
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STATE OF CALIFORNIA-BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Amold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Qualily Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch Ua-Mla
890 Walnul Ave.Sl 150 Cry: SE/ALARte: 80 PM: 13.2/13.9
Vallejo, CA 94592-1133 File #:  69.25B

(707) 649-5453
(707) 648-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000283
Prime Coatractor: American Bridge/Fluor Enterprises, a JV Date: 22-May-2009
Submitting Contractor: Zhenhua Port Machinery Compsny, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0257 7

.

Type of problem:

Welding Conerete (] Other O

Welding ]l Curing O Procedural [  Bridge No: 34-0006

Joint fit-up [J Coating [0 Other [J  Component: OBG Segment LAAW

Procedural Procedural (1 Description:

Reference Description: Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Drawings, Segment
IAAW

Description of Non-Conformance:

Caltrans Quality Assurance (QA) lnspector found the following issues by Visual Testing (VT) on welds

previously inspected and accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.

I. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed
the cracked tacks by carbon arc gouging. Plates and stiffener base material will now need to be repaired. The
weld numbers are as follows; SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.

2. Twenty Three (23) Bulkhead Stiffencrs have fillet welds wrapped on both ends of stiffener. Weld detail on
drawing shows the fillet weld shall be welded both sides and not welded all around {(wrapped).

3. SEGLC-152~172 and SEGID-152~170- The approved drawings require a tight fil joint. The joint had been
fillet welded then the weld was removed by carbon arc gouging resulting in base metal damage. ZPMC caulked
over the gouged welds prior to Caltrans QA Inspector verification of the 2 mm tight fit requirements.

4. Segment infernal stiffener Partial Joint Penctration (PJP) Welds have rool openings greater than the 5mm
allowed per WPS-B-T-2333-Te-U4b f. See attached table for weld joint numbers and root opening values. The
back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.

5. SEG1D-002, SEGID-092, and SEG1C-002E have weld and base metal defects (excessive remnforcement,
lack of fusion, no weld, and rollover) that need to be weld repaired.

6. 28 mm thick sloping stiffeners at location A41 (2) and location A12 (2) which require a PIP weld with a &
mm reinforciny fillet do not have the required fillet weld size. The fillet weld has not been welded. Stiffcners
cross section (28 mm) is reduced to 18mm thick outside the toe of the PJP weld. This does not meet {he
thickness requirement on the segment drawing (SEG1D) and weld detail (WDY0H) of the stiffener component.
7. Fillet welds joining internal stiffeners to plates at locations Al14 ~ A16 on W3 side bottom plate and
location Al4 W3 side bulkhead contain rollover, lack of fusion, and unaccepiable weld profiles.

8. Pipe (219 mm diameter) penetration at location A 14 bottom plate on segment assembly detail SEGLA bas a
root gap of 9.5 mm. Root gap exceeds the 5 mm maximum root gap for fillet welds.

]} TL-15 Quafite Assorauce -- Non-Conformance Repors Pagataf 4



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 4 )

9. The backing bar for complete joint penetration (CJP) weld SEGLE-587 is still in place in various locations
along the weld. The joint designation TC-U4b per WPS-B-T-2233-Te-U4b-F requires the joint to be welded
bath sides then backgouged.

P Table 1: PJP Root Openings
£ Weld laint # RoeotOpening | WeldJoint# [Root Opening
.g" {mm) (mm}
SECIE-127 12 mm SEGIE-137 ¢ mm
':,j : SEGIE-187 10 mm SEGIE-316 Tmnm
) . SEGIE-447 10 mm SEGIE-241 7mm
.2 SEGIE-402 10 mun SEGIE 110 & mmn
,,/f”””’ / SEGIE 361 7mm SEGIE-187 7 mm
Tia i SECQIE-434 Timm SEGIE 151 2mm |
fack wdles of PIP veokds SEGID-305 10 mm SEG1E-242 iP mm
it St Gl SEGID-299 B mm SEGIE-195 ¢ mm
oot gap eagoechy S SEGID-422 7 mm SEGIF-022 10 mm
[ il Fas Biu Y SEGIE-410 Tmm SEGIF-026 9 mm
T o S SEGIB-084 2 mm

ginierhalzutanenpiae
it} iSCUﬂli'i1tllg§e5 dp
oiiuziontandtinddcaptabl Gwbidintofile

0503090839

Staptig Stifteniens at Incation A4 next to sidr: plates
shown where 23 mm thak hase matenal is reduced 1o

I at toe of welds 7

V. Th-15 Quality Assurance - Non-Conformance Report PageZof 4



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 4 )

Applicable reference:
AWS D1.5 (02) Section 3.3.2 “The root opening between parts to be joincd by PJP grovve welds parallel to the
member length (bearing joints excepted) shall be zero, or as small as practicable.”

AWS D1.5 (02) Section 3 5.1.10 “Where tight fit of intermediate stiffeners is specified, it shall be defined as
allowing a gap of up to 2 mm [1/16 in.] between stiffener and flange.”

AWS D1.5 (02) Section 3.7.1 “The removal of weld metal or portions of the base metal may be done by
machining, air carbon afc cutting and gouging, thermal cutting, chipping, or grinding. It shall be done in such a
" manner that the remaining weld metal or base metal is not nicked or undercut (see 3.2.6 for restrictions on the
use of air carbon arc gouging and thermal cutting). Unacceptable portions of the weld shall be removed without
substantial removal of the base metal. Any additional weld metal shall be deposited using a qualificd WPS".

AWS D1.5 (02) Section 6.26, Quality of Welds
Segment Assembly Drawing SEGID

Segment Assembly Drawing SEG1G - Joint design on drawing calls for an 8 mm fillet weld welded both sides
not wrapped.

WPS-B-T-2233-Tc-U4b-F
WPS-B-T-2333-Tc-U4b-F

Who discovered the problem:  Chandra Kumar, Erik Pruc
Name of individual from Coantractor notified: Man Kit Le
Time and method of notification: 05/22/09. 16:30, Verbal
Name of Caltrans Engioeer notified:  Stanley Ku

Time and method of notification: 05/25/09, 09:00, Verbal
QC Inspector's Name: Shen Xie Jun

Was QC I[nspector aware of the problem:

‘1/:’ TLAS.Qualty Aiswance - Nun-Confirmance Report

Page Jof 1



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 4 of 4 )

O Yes¥ No

Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, +(86) 1500.042.2360, who represents the
Office of Structural Materials for your project. -

Inspected By: Guest,Skyler - : SMR

Reviewed By: Wahbeh,Mazen SMR

"
‘. 7L 15.Qualiiy Assurance - Non-Conformance Report
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Critical Welding Repair Report (CWR) @

T H £ B AT e SEGIE. | HEET

Project Name: SFOBB Drawing No.: Report No. B-CWRS75
Gk |

oo i 04-0120F4 s _——

ontract No.: b P NDTiR 4455

MEHE ltem Name: e Report No.of NOT NA
Project No.: ZP06-787 .

il

GRS
Description of Welding Discontinuity: L
ZRERIMIAAY TR SRR ERE, GRS, ¥Ei100m, A 3 8.,
?iE]ii—?-ﬁiéﬁ;S-Eﬁ-E—E'—OBLJ‘OM, 078, 039, 040, 638, 659, 660, 661, 662, 663.

seqie Lok SRS T .
The base mefal was %o ged” after Temoving tack welds cracks at 1AAW segment, 100mm i
n length, maximum 4mm in depth, relevant welds: =G2E-031, 034, 078, 039, 040, 65

8,659, 660, 661, 662, 663, -SZ-&II(-:?“_JI
g 4 G ;.4_—:75—}’ ; ; N -
WelderID No. (# T4 € ):202654 Position:({ %), 3F
Ji 2k
BER (nspector) : T Zhis a H# (Date) : 2009-6-20
RERE BREE

Draft of Welding Discontinuity:

|5
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|

LT

T
L
I
r]
.
I
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L]
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E
% //

[ TT77
//

[1//

/1]
777

Thia d"sﬁ"“”“ Is APFROVED

2
DEPARTMENT O ORTATION
EPPursuanl!gSBtﬁdnS- 020f the
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FERA:

Cause:

FATE LR S 78 504, TABAERIR, SHEHIRG.

Worker operated emor during removing tack welds cracks caused base metal gouged.

FEfHBA (Foreman): Hbt T‘*lLﬂ"j/ . 8 (Date): uf, af. 3}

AbEE AL

Disposition :

SO LoD

QARICHIAE R AME M B R £ AT 1605
ﬁ%—¢mmm%%ﬁﬂ,ﬂ%%%ﬁﬂﬁﬁﬁw&
ﬁmMEﬁﬂ@%%.%%ﬁ%K%ﬁ%ﬁ%%ﬁ;
Eﬁ%ﬂzﬁﬁﬁﬁﬁﬁ%ﬁﬁﬂﬁwgmﬁw;

REMMEASEERBETEME (1S) HEAT T B fR g

FHETh RT3 15 8 al AR AR A% T3k

XTHRERIN A Mz rEJF_‘ZjJHfl%ih’ﬁl‘-ﬁiis’ﬂ%i%ﬂ'iﬁﬂiﬁﬂﬁmvs DL.5, 3.2.2.3 ko5 RIUTRIMTHE 1T
&,

1 QA and CWI should be present to witness the repair.
2. Prepare excavation according to the approved repair WPS.
3. Grind the gouged area to a smooth and shiny finish, with tapered ends, to ensure
staggered starts and stops.
4. VT and MT the repair area prior to welding of the repair area.
3. Preheat and weld according to the relevant repair WPS,
6. Grind the repaired area flush with base metal or the adjacent weld,
7. Weld repairs are being performed on TM/SRM member, fer AWS D1.5, 3.2.2.3 UT and NT
is required.
This document [s APPROVED
DEPARTM Erfk’arleoeé %EDRTATTC}N
Puméanl is Seguun fgélﬂgz gr tha
i 2%“ ale: ‘ﬁlﬂfﬁ
T % W, 7 Lo i

Technical Engineer: /[ vaqj Approved By:

Date: "7 of . Mf

#R787-QCP-800



—_— FEr bH LR D A i
ZPMC REIE IR B W ! Rev. o
Critical Welding Repair Report (CWR) f b
AR REEH AN HEEE SEGIE - | EHT ]
Project Name; - SFOBB Drawing Na.: Report No. B-CWRs75
+RE
o K 04-0120F4 L ——
ﬁl'ﬂ"ﬂw . 1 AAW o 7 KA
Item Name: Report No.of NDT
LE&EE _——
Project No.; 2F06.78
B E e

Corrective Action to Prevent Re-occurrence:;
HNHETIA, VG RATE.

Train and educate worker lo improve operation skil,

WPI-FES SMﬁW’ 6@%7 ’&‘M
wff§- 2657~ /’CM?A&C%{;P

ERERA (Foreman):

HU\ \fu

Z;LK&/,.J 4

ZRMvPSEE
Repalr WPS No.: :

WPS-345-SMAW- 1 U
G(1F)-Repair
WPS-345-FCAW- 1
G({ 1 F)-Repair - 1
WPS-345-SMAW-2
G(2F)-Repair
WPS-345-FCAW-2
G(2F)-Repsir-1

IZAR
Technologlst:

Al 71'#‘9’7’

u;. af »5

B (B i B 44 2
Preheat Temperature
Before Gouging:

()

EEMEY
Description
of Discontinuity:

crack

B4 A iy % T T A 8 pE
Inspectian Preheat Temperature
Before Welding: A;Lf Before Welding: ]J?;]
BRABUSE el s
Max. Depth of Gouge: Tatal Length of Gouge:

: Bm\/}f\ jo&o ol
BT Myohs%8 37 17 ﬁfﬁ% BEEE
Welder: i 3—07461:- Jhaﬂg-&gTYDEI QMA-VJ Fosition: 4!:‘5,?' /ié'r
B an g s B
Current: {&7 Valtage: :,_5 Speed: ”Zf‘
BHgEERE
Inspectian After Repalr:
AEE BEA B M
VT Result: Acr Inspectar: Chonl x5 = Date; 1009.2.9
NDTH AY Tasn W IEN of - 4
NDT Result: NDT Person: SN Date: 7‘“,? 7 0’%
HE P
Witness/Raview:
HE
Remark :

#R787-QCP-900

DEP, ENT OF

Inilial

N rjs“r'cnTE e

Califonia

SFORTA'HDN

ARTME!
Pursuant tg SECUTR:‘?J 02 af the

icdlions
dle: s tner [~




‘s|qeoyjdde jou s N, "S}ooep Sl L, X 's}oajap ou w_,_ e
£09-dD0-28.4t

SLGUMD-E: "ON M IO JHD I83Jy JA]

s1e4l) | : ON MSH 1833y O
Ssed I9A0D0 I81IV [] PTes 31001 I91Iy []
YN VN J0V P I r F r 7 I 8057TL 48 ¥9¥L0T £99-41D4S
YN VN 0V * i * I ¥ M » 80STL A€ 79¥L0Z 799-T1D4S
YN VN 20V \( s » J* r I fF BOSL A€ YOVLOT 199-91D4S
YN YN 0V il il » il i r s B0SIL - 4€ Y9¥LOT 099-24.DHS
VN VN 20V ~ ~ I ~ 7 ~ ~ 805711 4€ PovLOT 659-4104dS
VN VN 2oV £ r I r I I i BOSTL 4€ YOrLOT 859-T/DHS
VN VN 20V I » r P I 2 Vs B05IL a7 8925+0 0v0-9'1D4S
YN VN 20V i I g r / P I BOSTL i 89TSH0 6£0-H1DIS
YN YN JOV \, i i I /* I I 8057L Eiid 89Z5+0 8L0-HTDIS
VI VN 20V i fs I / Ik » /* 80S'IL i 89Z5+0 PEO-FIDHS
YN YN IV r i /" I I i I BOSTL d% 8975+0 1£0-4IDAS
i WA\ AERE | R | WL | DT | v | B | EL T ok A BT | 20T | SuEmy
HEE IS EF A [ neday 108lay MOBID | sis)eds [syus oy J=1e1y |de| senp Aysoiod | 1nasepun Sa|gewnsuos uoleaoT (#°Q’] Iepiapn ON Plapn
Jredsl Jaye 1o 1daooy Buipjapp :
jo8lay 10 ydaooy
- G ‘EEEH T
D\.IJ\R.\\\\, [eaosddiy~ .‘mmm:m_& 80UBINSSY Ajjent) £8.-90dZ 2 .OEM,WQ.ED.
b¥>T > XD T W BT E HFH i
3 IMD .| eBpug Aeg puepreo oosoueiy ues 0N 1980044
) g =z 02105 & B S HTy
‘eAjejussaidey jonuon Aueny 070 ‘0N Joenuoy suelyen
PN "I Hamo = HE LI H B
wwag 1001 OO P P 10d2yy uonsadsuy pra 4 jonsi 4

60°80°6002 HH
#Z6 L

bibse 4




UTHG R 25

REPORT OF ULTRASONIC EXAMINATION

|[REPORT NO. Hi&4%E B787-UT-8172 DATE 2009.08.09 PAGE 1 OF2 Revision No: 0
PROJECT NO., : T4 5 ZP06-787 CONTRAC'TOR: CALTRANS
ITEMS NAME: 0BG PLATE PANEL PRAWING NO.: —— CALTRANS CONTRACT NO.: 04-0120F4

L SPLICE me MM TR

IREFERENCING CODE #: 417

AWS D1.5-2002

ACCEPTANCE STANDARD i35z
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #F#%5

WELDING PROCESS R #:H

JOINT TYPE J4#2 7Y

CALIBRATION DUE DATE {858 IE A 2

NA NA _ |Dec. 28%7 ,2009
EQUIPMENT ##% MANUFACTURER il MODEL NO. #:4%% SERIAL NO. ¥4
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it#t COUPLANT #5477 MATERIALITHICKNESS #1#} [
AWS IIW BLOCK TYPE I c.M.C AT09M-345T2-Z 45/35/28/38mm
TRANSDUCER 3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
il it JHEE bk Rt il pjifia e R
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level £ 7 F 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS# 1 DISCONTINUITY Ak 5
] w c ‘g‘ -
WELD 2 = w ~ | |8 [ |[& = 3
z Qw2 % BslssEEE e LOCATION OF DISCONTINUITY S i &
our <@ w 18 s 85%523’_8% i T ws
IDENTIFICATION [E k| S [=2|C 53[5z & KL H(mm) gg | =
SE| oy | O ol o A 3% g
& 3 = 9 o Sis E uw-l 'g ié g
FREE RIS S % E = L Sound Depth from . 5 o
= ength From'X | From'Y o
alblc|d K1 Path Surface SEX e o
BE | R a
SEG1E-031 0 34 ACC. | 100%
SEG1E-034 0 34 ACC. | 100%
SEG1E-078 0 34 ACC. | 100%
SEG1E-039 0 34 ACC. | 100%
SEG1E-040 0 34 ACC, 100%
SEG1E-658 0 34 ACC. | 100%
SEG1E-659 0 34 ACC. | 100%
EXAMINED BYZ:£§ S\/\T ‘ REVIEWED BY #7 I L,
Sun yin L by ;f} g
LEVEL-Ul SIGN / DATE ‘2\ o j LEVEL-1l SIGN [ DATE .sﬁ RS t7=)
M3 / QCM I ' f1/°CUSTOMER / /
£ SIGN/ H¥l DATE % SIGN/ B DATE

(FORM# ZPQC-UT01)




(ZPMC )

UTHG R 5

—— REPORT OF ULTRASONIC EXAMINATION

REPORT NO. &S B787-UT-8172 DATE 2009.08.09 PAGE 2 OF 2 Revision No: 0
DECIBELS4+ 11 DISCONTINUITY RiELE# 5
4 it o .
WELD 2 |2 18 |cls_lg_l5.lsa 3 3
=z S| < e =Rl R R LOCATION OF DISCONTINUITY > b
O |G m|wE| 5 [B5|53[28|8F Tk LR ol
IDENTIFICATION |E k[ |=2|C B[ |glE e MESAL i (mm) 25 %
SE|oE|o® s kg F 3 <
1 L% 3T 42 1 g = B E 8 *Eﬂ - g
HEEETR S = E - Sound Depth from S o
= Length FromX | From'Y o
alb|c|d P Path Surface ¥EX vy o
BE | mExmEE | a
SEG1E-660 0 34 ACC. 100%
SEG1E-661 0 34 ACC. 100%
SEG1E-662 0 34 ACC., 100%
SEG1E-663 0 34 ACC. 100%

AFTER B-CWRS75

BLANK

EXAMINED BYE#§ .
un(

Sun yin

Gan [
ILEVEL.1 SIGN / DATE "ﬂngo {Cﬂ

REVIEWED BY #i#%
Dbl

LEVEL -1l SIGN [/ DATE

FiEE /QCM

¥ SIGN/ Bl DATE

|

’ M/ CUSTOMER

7 SIGN/ Bl DATE

i
7

(FORM# ZPQC-UT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

B RFIR S
REPORT NO. % 45 B787-MT-12052 DATEH #] 2009.08.10 PAGE OFW 11 Revision No: 0
HPROJECT NO. — CONTRACTOR: CALTHENS
THEHE: H P
DRAWING NO. SEG1E CALTRANS CONTRACT NO.: ——
:3E=H OBG PLATE PANEL SPLICE MHITRRE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT B hRRE BFHRS BB ER BN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT &% MANUFACTURER #/# 1 MODEL NO. BR#HE SERIAL NO. B4 5
[MT YOKE PARKER B310S 5395 5617 5620
!MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
BELITHE R e H
PARTICLE TYPE Dry magnet powder YOKE SPACING
- 70~150mm
R AR Trb® IR A
!MATERIAL TO BE Y WELDING ##4: Material & thickness AT09M-345T2-X
EXAMINED O CASTING %4 fE, FLHE 45/35/28/38mm
REH O FORGING &% 9/16mm
WELDING PROCESS -~ TYPE OF JOINT i
BERE pob ]
WELD 1.D oo IR ACCEPT REJECT REMARKS
ey INDICATION TYPE pRa LS I 1Bl e
it 3 ;
SEG1E-031 ACC. BASE MATERIAL
SEG1E-034 ACC. BASE MATERIAL
SEG1E-078 ACC. BASE MATERIAL
SEG1E-039 ACC. BASE MATERIAL
SEG1E-040 ACC. BASE MATERIAL
SEG1E-658 ACC. BASE MATERIAL
SEG1E-659 ACC. BASE MATERIAL
SEG1E-660 ACC. BASE MATERIAL
SEG1E-661 ACC. BASE MATERIAL
SEG1E-662 ACC. BASE MATERIAL
SEG1E-663 ACC. BASE MATERIAL

AFTER B-CWR575

BLANK

EXAMINED BYX:1§

Gy (b

REVIEWED BY #H &
Moud ¥

{

% SIGN/ B DATE

Sun gong chang
LEVEL-Il SIGN %% | DA'ﬁEEiJLJ;I ’ﬁ -vKtO ILEVELNI  siGN I DAT#EUUJ —"8’ 2 ®
R4 / QCM Fi F"CUSTOMER [

2% SIGN/ H#l DATE

(FORM# ZPQC-MTO1)




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

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001778R00 Submitted By: Raynor, Dan ' Pages: 3
Pages Attached: 2

RFl Date: 08-June-2009 Contact Name: Weidong, Sun Phone No. 86-21-51907428

Subject: Propose Wrap-around Fillet Weld at West End OBG

References: P

Sub/Sup: ZPM Sub RFI #: RFI-ZPM-000675R00

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

Please review and respond o the attached RFI fram ZPMC (RFI-ZPM-000675R00)

Contractor Disposition:

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

Response: Agreed Ext. Due Date:
Pages: 1
Pages Attached: 0

The Department takes r;o exception to the proposed wrap-around weild.

Update affected shop drawings accordingly.
Administrative Action:

This response resolves this RFI.

Date: 16-June-2009 Respondent: Altamirano, Victor Phone No.:




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

REQUEST FOR INFORMATION (RFI) - ABF&SUB.

RFI No.: RFI-ZPM-000702R00 Submitted by: Ling Shihua Page(s): 1
RFI Date: _ 2009-6-16 Contact Name: Lu Shihua ] Phone No. _021-27414950

Subject: Fabrication Issue: Root Gap of PJP between End Stiffener and Strand Stiffener

References:
Response required by: _2009-6- 17(date)  Response affects critical path activity? __ X YES NO
Description: '

During fabrication of 1AA, in the drawings of SEG1C, SEG1D, SEG2C, SEG2D, it should be tight fit between seal
plates and deck plate, but shop workers missed the requirements when fitting. That leaded to excessive fit-up

gap. For the fit-up gap >2mm, we propose to add a shim plate (A709M-345T2) tight fit to deck plates (no weld,
sealed with silicone). The shim plates will be 6mm fillet welded with the seal plates and end stiffeners. For details,
see the following fig.

Please review and respond ASAP.

A (TYP) Seal plote - Deck plote

Tight Fit
; i o~
[o11 (1|1} 1) (= [0 oY 21 [ [l 1S ([T ([ /1 @@jl@m@@lo ]

[o]] /]
Shim plote
7

@ A —10*50*Lenth
- R | X
\X\ \\SEQ:@:{%; IO-};@ iﬁ% -

K A A A
SECTION A(TYP)

el 5 SEG 1AA

5
i

This RFI is being submitted for:

[] Material Procurement

[l Contractor Convenience

] Clarification of the Contract Documents

] Engineering Review Request (ERR) for missing design information/coordination.
The Cost and Time Impact from this RFI is:

J No cost or time impacts in the performance of our Work.
] Cost and/or time impacts in the performance of aur Work will result.
] We are unable to determine at this point whether there will be cost and/or time impacts.
Response:
Date: 06-16-2009 Respondent: Gang Jiao Phone No.:

The proposed fill plate size and welds are acceptable for the specified repair. The fillet welds on both sides
should have a 2 to 5mm holdback to avoid connecting to the deck. Please note pre-approved material should be
used for caulking the tight-fit end.

RFI Status: (sign and date)

Closed: Revision Pending:




BERBRE

Welding Repair Report

0

4 Rev. Na.

—c

i 7 REHA KA AHE 5 — REHT  WRsses
Project Name SFOBB Drawing No Repart No. i
RS
04-0120F4 S . 4k fp 0
Contract No.: B A RS FLEGH ik NDTHR4 %5 ”
I B e 2 ltems Name Report No.of NDT
N E %5
. ZP06-787
Project No.:
RS TA Y
Description of welding discontinuity:
TAAWAAAER M B A MRU BB L £ () &K ARFHER, AFEEB T g, W% AR

1AAW, 1AAE box deck plate,

nished welding and cut it.

IR (Inspector) :

1,.

#{Date) :

the small cover plate didn't allow to weld, however, it has i

09.06.19

REESE FEE

Draft of welding discontinuity:

Ak

AN AMAT AD Azgrau/
—~ THEEEE B8 EHA AAAAAARHHEEHHE RS
= AMA A AR HARB> :::\:::::::::%F
e
iy
\i“-:: —':-:h———«-_.l;':'_z
™ 100000 AA"E -




A RE:
Caused:
TATESIER, HFHEEREN S E R ER,

Waorker didn’t review drawing requirement during fabrication.

% @) fi % A(Foreman): Z\ J/}\JW B #i(Date): 95 OL* %O

2 EL
Disposition :
RAHRDT IR FEEREE, EERBGREBH,
TTEERGIE &5 BiLGHER,

HEATMTAR:

EFRRER, EESTREE.

Eal O

Remove the seal plates by heat cutting or gouging, note not to gouge base metal.
Remove all defects and grind the area flush to base metal.
Perform MT of this area.

bacll U

Re-assemble seal plates tight fit to deck plates..

v T
T % Num(lyfﬂ% G2 f B
Technical engineer Approved by % Date

i oh o7722.4

N

#R787-QCP-900



T S P ot
Z PAME kﬂ: % IR 'ff% ?5» Ji# Rev. No.
4 Welding Repair Report 0
Iﬁﬁ%ﬁ"\ %@l‘ﬁfgﬁﬁf %E{LFE]% SEG1/2 ‘%E\%fﬁ?%
Project Name SFOBB Drawing No. Report No. B-WRS5642
RS
04-0120F4 Byl dp s gp o
CDntrac[ No.: ‘:F’f';",gfﬁj: OBG FLOOR BEAM NDT}E%% 7 NA
HH %S items Name Report No.of NDT
. ZP0B-787
Project No.:
2 E A6

Corrective action to prevent re occurrence:

BFEH LA, REBIMNE,

Train and educate worker to improve operation skill.

£ & fi fr A(Foreman): A )Uﬂﬂﬂ’

B 48 Date)'07 Ob %O

BRHWPSES
Repair WPS No.

s-B-|-2V33-3
T

I%6
technologist

(77

045 29

BAE (BRA) aidiae
Preheat temperature
before gouging

D2,

i & e
Description
of discontinuity

e,

R AT AA B 7 R B T 2k B E
Inspection Preheat temperature

before welding [ before welding j)r'fd—(q/

T~ "-’
K TR U] R %O 2k _
Max. depth of gouging | s Total length of gouging Sl
BRI BEEW BERE
welder - 05}70.@ welding type MV\) position -),:)L
BESR RERE BERE 7/!5
Current )_,(ZO Voltage 2_67 Speed Zr
BEEERE ' !
Inspection After repairing:

®i A (1|
f/ti'mﬁﬁ;t Inspector Date

resu -
A chen X >o8)7 3

NDTHE # & 15 51 i1
NDT result {\Aﬂ{'v NDT person {_'M Date Lﬂ-f)td? 1
WA : et) l
Witness/Review:
&
Remark :

#R787-QCP-900
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(ZEME)

REPORT OF MAGNETIC PARTICLE EXAMINATION

g R i

REPORT NO. #5459 B787-MT-12079 DATER# 2009.07.06 PAGE OFE® 1A Revision No: 0
PROJECT NO. — CONTRACTOR: CALTRANS

THEEGE: i A P

DRAWING NO. SEG1/2 CALTRANS CONTRACT NO.: ol

:3R=H OBG PLATE PANEL SPLICE hMIgss

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BT HRT BEFR BFEE {5 A 2

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

EQUIPMENT #&#% MANUFACTURER |1/ MODEL NO. #=X#58 SERIAL NO. &858

MT YOKE _ PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke  |CURRENT -

BE{L RESER H b H 5T

PARTICLE TYPE Dry magnet powder YOKE SPACING e

R AT TR BRI mm
IMATERIAL TO BE ¥ WELDING #&:44 Material & thickness g
EXAMINED O CASTING &4 i+, ELRE AT09M-345F2-X

Pogipapsl O FORGING & 38 mm

WELDING PROCESS " TYPE OF JOINT ”

BT gk itic)

WELD I.D QECUNmpT T ACCEPT REJECT REMARKS
Py INDICATION TYPE R e ik
EE 31t
SEG1 ACC. BASE MATERIAL
SEG2 ACC. BASE MATERIAL

AFTER B-WR5642

BLANK

EXAMINED BYE#

Sun gonga chang

LEVEL-Il SIGN %% |/

St (pact

DA}’E B

REVIEWED BY ik

A.)of

LEVEL-lI SIGN !

FtEH / QCM

!

% T SIGN/ B DATE

F P CUSTOMER ¥

7 SIGN/ H i DATE

(FORM# ZPQC-MTO01)
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JEEE

AWJ_j, wdﬁ:w

36#

=4 2009.06.22

Visual Weld Inspection Report
SRLEH R B IR A

Girder/ 32 :

OBG Floor Beam

Tower/ 1

Caltrans Contract No.

oLy

g Quality Control Representative:
' 04-0120F4 e
| JME 55 FfeE:
| Project No.: San Francisco Oakland Bay Bridge Cwi: ¥ ik ‘ "
TR L S AT HB A i
Project No.: Quality Assurance Manager ~Approval .
TEHS: sioinsinl RIS R&\\Nf\e\/f :
: Accept or Reject
Welding Accept or after repair
Weld No. Welder 1.D.#{ Location consumables Undercut | Porosity | Over lap quﬁﬂ Arc strike| Spatters Crack Reject | Repair R EESE
RIS BETRHE | F| JRER R Wil 3L JRIE I ) OGRS | IR | Ba e R e
SEG1D-002 066283 2F | supercored71h®1. 4 + J v ,\ ) v N ACC NA NA
/
[0 After root weld

& After cover pass

[J After CWR or WRR No. :

[0 After HSR No. :

|0 Others

HR787-QCP-603

" ¥ "isnodefects. " X" is defects. "NA" is not applicable.



REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 8 %42 B787-MT-12075 DATEH #1 2009.07.06 PAGE OFWE 1A Revision No: 0
PROJECT NQ. — CONTRACTOR: .
TRES: - B i
DRAWING NO. SEG1D CALTRANS CONTRACT NO.: _
iR OBG FLOOR BEAM mMTESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BRI BT BFEgE BB ER M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT # % MANUFACTURER iy MODEL NO. B2 SERIAL NO. #4458
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
Wb Ry B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
il TR _ B4R M
MATERIAL TO BE VWELDING #8#: Material & thickness
34572
EXAMINED O CASTING #e45: B, B i At
ErFiH D FORGING i 10 mm
WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
1R g it
WELD I.D S CONTINUTTY g ACCEPT REJECT REMARKS
. INDICATION TYPE RN e s el
SEG1D-002 ACC. 100%MT
SEG1D-035 ACC. 100%MT
SEG1D-032 ACC. 100%MT
SEG1D-029 ACC. 100%MT
SEG1D-026 ACC. 100%MT
SEG1D-023 ACC. 100%MT
SEG1D-020 ACC. 100%MT
SEG1D-017 ACC. 100%MT
SEG1D-014 ACC. 100%MT
SEG1D-011 ACC, 100%MT
SEG1D-008 ACC. 100%MT
SEG1D-003 ACC, 100%MT
BLANK
EXAMINED BYEi& REVIEWED BY # &
SunGongchang yH'q 6] 0416111] &’? 2 é LM« al’l?'ft‘f MMG &9, 7‘4
LEVEL -1l SIGN%%& DATEEU%I} LEVEL-l  SIGN ! DATEHW
HiitE®E / QoM % FFPCUSTOMER
BT SIGN/ BMIDATE  —>——>~ L. E % SIGN / B DATE

(FORM# ZPQC-MTO1)




B 524 (9
% 87#
=4 2009.06.30
Visual Weld Inspection Report Girder/ 3 : OBG Floor Beam
&Wm H W@%m % mw Tower/ 2: NA
Calirans Contract No. ; Quality Control Representative:
- 04-0120F4 : e g U
TN E T4 5 Sl : —
Project No.: San Francisco Oakland Bay Bridge CWi: oo 5
M E EFF S AHF HH A A e
Project No.: Quality Assur: M ~A [ -
ZP06-787 y ance iManager ~Approva —
HEHE: | R AED: P A S
‘ _ Accept or Reject
' Welding Accept or after repair
Weld No. Welder |.D.#] Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject | Repair| &5 g8
RatiRS BTIRANS | F JREER el L FRIE BGL | BUERME | ek | R | EREiEl| RE )4
SEGI1-036 207465 2G | supercored7ih®1. 4 V J < v A J J ACC NA NA
SEG1D-001 067947 3G | supercored71h®1.4 J V J ,\ J ) N ACC NA NA
SEG1D-092 068858 3G * | supercored7lh®1. 4 v N N J N N N ACC NA NA
/
[1 After root weld {V After cover pass
[J After CWR or WRR No. : ‘ O After HSR No. : [0 Others
#R787-QCP-603

"+ "isnodefects. " X" is defects. "NA" is not applicable.



(ZPMC

UTHG &

REPORT OF ULTRASONIC EXAMINATION

REPORTNO. #i#&54% B787-UT-7360R1 DATE 2009.07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: GCALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/D
BB TR Hs MM TESS

REFERENCING CODE #3417
AWS D1.5-2002

ACCEPTANCE STANDARD #2471
AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 282

\a)(),ﬂ

WELDING PROCESS B #1: JOINT TYPE 4821 o CALIBRATION DUE DATE {¥ $¢ 8 IE37 34040
SMAW CORNER-JOINT Dec. 28°7 2009
EQUIPMENT %% MANUFACTURER 3% 1 MODEL NO. #:#%S SERIAAL NO. FRlRS
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061485811, 070152011,
CALIBRATION BLOCK i b COUPLANT #4771 MATERIAL/ITHICKNESS #}#4 JL A
AWS lIWBLOCK TYPE I C.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER #3L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER ANGLE FREQUENCY SIZE
i AE i R+t filFedi] AR = R+
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3& 3 fF 20dB
Base metal inspaected per AWS D1.5-2002 Section 6.19.5 0° UT OK,
DECIBELS#} I DISCONTINUITY FiEsEE g
o w c .E :
WELD z | u ~ |5 (8 |8 |s = 5
zp |28 |2g| B BelEeE 5 g LOCATION OF DISCONTINUITY g | &
g |1 =3 Q a = H
IDENTIFICATION | 215 | 28 (=& | £ |23 S5 85 2 AEYI T (mm) 25 | =
e - 2 - e B o
asnss |5 5% |8 LT =5
REEHIHAS g g:. -l Sound Depth from " E x
= Length From'X | From'Y o
a|b|ec|d K Path Surface X sy @
B | R ; a
SEG1D-001 R1 | 70 33 ACC. 100%
2R1 70 33 ACC. 100%
3R1 70 33 ACC, 100%
4R1 70 33 ACC, 100%
SEG1D-092 1R1 70 33 ACC. 100%
AFTER B-WRB058 6057
BLANK
EXAMINED BYE£# REVIEWED BY ##
Sun yin CLW} 'ﬂ‘fln &f&m Fem%
LEVEL -1l SIGN / DATE ._,..P LEVEL -1l SIGN / DATE

' F FCUSTOMER

8 SIGN / Hi1 DATE

Uf.a?\ 7/_&

(FORM# ZPQC-UT01)

BESIGN/EWDATE _\ 20, > 4"




FepA

VL5 87#
V=F:i24 2009.7 5
Visual Weld Inspection Report Girder/ 3% OBG Floor Beam
nﬁ&%%%m%hﬂw Tower/ 2 : NA
Caltrans Contract No. 04-0120F4 , Quality Controf Representative:
HME 255 Vdiiggn
Project No.-  If San Francisco Oakland Bay Bridge CWwi: .
) Ui H 5 & A B s - &S Xt ofof 202/
B Quality Assurance Manager ~Approval
Project No.. mig4£ - APOg-787 STAFS 2
. , Accept or Reject
- Welding Accept or after repair
Weld No. Welder |.D.#| Locatibn consumables Undercut Porosity | Over lap| Crater | Arc strike Spatters | Crack Reject | Repair B SRS e
BEsRE BTRHS | F BT IBEih Al 12 WL | A | ki B | BEaiE| R iz
SEGI1C-002 045268 3G Supercored71H® 1, 4 v v i + v o ~ ACC ACC v
L[] After root weld O] After cover pass
& After CWR or WRR No. :B-WR6059 L] After HSR No. : |0 Others

HR787-QCP-603

" v "is no defects. " X " is defects. "NA" is not applicable.
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REPORT OF ULTRASONIC EXAMINATION

REPORT NO. %% B787-UT-7361R1 DATE

2009.07.20 PAGE 1 OF 2

Revision No: 0

PROJECT NO. : TS ZP06-787

CONTRACTOR: CALTRANS

- S / QoM

< o 2728
2 SIGN/ A i DATE o T ->

M CUSTOMER

EF SIGN / Bl DATE

ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/C
R B5 nMTRge
REFERENCING CODE &35 ACCEPTANCE STANDARD #5174k PROCEDURE NO. 542
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS 12 45: JOINT TYPE 1845341 - CALIBRATION DUE DATE R ER
SMAW CORNER-JOINT Dec. 28°7 2009
EQUIPMENT # % MANUFACTURER #i3& 73 MODEL NO. &g SERIAL NO. J#3s5E
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK £k COUPLANT #i-&% MATERIALITHICKNESS A8
AWS (IW BLOCK TYPE II C.M.C AT09M-345F2-X 22/38/20mm
TRANSDUCER &L
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il A HE R il faEE S R+t
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% 5 AF 20d8
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4> I DISCONTINUITY FRighd: 5
. 5
WELD 2 (a4 8 lals e 5. 5 o
% i g B E - % =T g E E ‘3 = E’ LOCATION OF DISCONTINUITY 'i + X
IDENTIFICATION | £ ik | X & | = B k3 585 & ELAL T (mm) rg | =
T E = = o= = N B
wanms |5 |87 (B |8 - £% | ¢
ol AR g E = Sound Depth from ,' 5 x
= Length From'X | From'y Q
alb)lc|d e Path Surface 5 %Y a
BE | EENmsE F a
SEG1C-002 1R1 70 33 ACC. 100%
2R1 70 33 ACC. 100%
3R1 70 33 ACC. 100%
SEG1C-094 1R1 70 33 ACC. 100%
2R1 70 33 ACC. 100%
3R1 70 33 ACC. 100%
4R1 70 33 ACC, 100%
S5R1 70 33 ACC, 100%
EXAMINED BY i REVIEWED BY ##
Sun yin <’L{Av1 Tl\ﬂfl Hﬁvﬂ W
LEVEL -1l SIGN ATE L-
f D ‘_)_P‘o‘) . )ﬂ LEVEL -1l SIGN ¢ DATE ()10( O) . w
1 ! f ¢

(FORM# ZPQC-UT01)




— REPORT OF ULTRASONIC EXAMINATION
(ZPMC o
L UTHR 7R 4

REPORT NO. ##%4% B787-UT-7361R{ DATE 2009.07.20 PAGE 2 OF 2 Revision No: 0
DECIBELS4} Il DISCONTINUITY it g
' i
o] 1T} = 3 it
WELD = —J w =~ (5_18_18 . |s 3 ]
IR B AR LOCATION OF DISCONTINUITY gx | =
oF <= (i8S BEEEEERES FHELER T (mm) &
IDENTIFICATION |k [X& | cz| B B gl e Eoihn £
S#E|af (o4 = FRE g | @
612k 4 5 g g E 8 & g,
RAEH RS Z & = i Sound | Depth from ; S &
= angth From'X | From'y ]
albf{c|d e Path Surface %X sy 0
| EREwE | ¢ a
BR1 | 70 33 AC(U 100%
AFTER B-WR6059 6060
BLANK
EXAMINED BY i REVIEWED BY w1
Sun yin S:M Y[)’VI Hef’"i Feﬂ/j)
LEVEL-Il SIGN / DpATE P o) ) LEVEL-Il SIGN / DATE D, o?. )
W ETE / QoM F1FCUSTOMER
L2
EF SIGN/ A Y DATE— Y- > f o D % F SIGN/ Bl DATE

(FORM# ZPQC-UT01) _
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Welding Repair Report 0
P =R BT stor TG o
Praject Name SFOBB Drawing No Report Na.
&%
04-0120F4 f i g
Contract No.: AL AR R — NDTHR% 45 -
e ltems Name : Report No.of NDT
o ZP06-787
Project No.:
P R

Description of welding discontinuity:

TAAW, BFALKR, ETHELERAREA. £Ekpm,

1AAW assembly gap exceeded technology requirement after assembly pipe,
ild up.

it needed to bu

IR (Inspector) : Xiang Fenafeng B #i(Date) : _09.06.11

WEASEEFER

Draft of welding discontinuity:

Al4
—
S B B = I A — o = e = = e
===:::::::::::
o
Q\\
j::::
™~
R NGESIS
’ I~
\]\
~

ik




A RE:
Caused:
BAERE.

Fabrication error.

£ i ﬁ*/\(Forem:En):H # émy”?./ JU

#EER

Disposition :

HHE s AR SR L WP SHER HE LB =,
HEMERENSE, AESEAWS D15 3.13;
RIEM R R R T 2 ABWPSHHT A R,
ERERM R, HEALGWRERR S, HHRETERE,
RIR b e ) PR AR B SR 3 R AT I 2

oo G oA

—

Prepare excavation with relevant WPS;
2. Add steel ceramic backing from reference to AWS D1.5.3.13;
3. Preheat and weld according to the approved WPS;

4. Remove ceramic back.ing. cut the hole to according to the shop drawings and grind the area flush to
base metal;

5. Check the welds according to the working drawings.

T 5 arieTleferd” B
)
Technical engineer v 7 Zf Approvedby o 22 X5 Date
- d 1 Iv

&-}'ﬁ o2 F

#R787-QCP-900




B Lk Y -
—_— B4R B R 5 Bk Rex. No.
ZPMC , |
Welding Repair Report 0
Ifk? E @‘ﬁ: %fﬁfgkﬁ gﬁ‘ﬁ:@ E.‘;‘ SEG1 ;}E%%% B.'WR5443
Project Name SFOBB Drawing Na. Report No.
HRE
04-0120F4 e gl
Contract No.: AL AR OB ELOGR Bkt NDTiR% 45 A
7 o ltems Name Report No.of NDT
B %3
" ZP06-787
Project No.:
¥ EE&3E

Corrective action to prevent re occurrence:

RGN ORE, BHoRs.

Enhance supervision in process of fabrication to reduce error. -

# I8 51 # A(Foreman): Liki a

%(Date} 2&’-’? gV

WPS-345-FCAW-1 ] Zle,ff
ZRBAHWPSH S G(1F)-Repair-1 I#h/A A/J o [ €
Repair WPS No. WPS-345-SMAW-1 | technologist 7 ey
G(1F)-Repair

EE (RU) MEAEE ,Uv’(]/ i & 8 G afm@n,s«wm
Preheat temperature e - Description
before gouging & 07 of discontinuity ertyuys
RaTg BB 12 10 T 8 e
Inspection Preheat temperature ,
before welding Do before welding [’L?A
T R B o Pprm B
Max. depth of gouging SN Total length of gouging me-’"‘-"
BT T RELR
welder o4SvEg welding type 5/,\/%14\) position lcﬁ
JE B A BEHE RERE
Current L.#l Voltage 1L Speed 1)
EEERE '
Inspection After repairing:

B 5 ; B A
SMEE Inspector Ay Date
VT result A~ Spee L/ 7 : 7 5
NDTH # giq R E}QM B I3
NDT result /quf\-AT/V NDT person (:.;m /’4#14'4 Date 1 _37‘ 1S
RAE :
Witness/Review:
#H

| Remark :

#R787-QCP-900
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LA I 2 T WA A WA A0 WA WA A B i I R icald
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REPORT OF ULTRASONIC EXAMINATION

UTHG#H S

REPORT NO. i%#% B787-UT-8004 DATE 2009.07.16 PAGE 1 OF 1 Revision No: 0
HPROJECT NO. : T#HE ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG 1AAW SEG1
i e M IEHS

REFERENCING CODE ###iia

AWS D1.5-2002

ACCEPTANCE STANDARDEZ iR
AWS D1.5-2002(Table 6.3)

PROCEDURE NO. i 5
ZPQC-UT-01

WELDING PROCESS &

JOINT TYPE {41y

CALIBRATION DUE DATE (¥ S K IEH 24

LEVEL-Il SIGN / DATE 177‘ 'Jc’

LEVEL -1l SIGN [ DATE

NA NA Dec. 285 ,2009
EQUIPMENT &% MANUFACTURER #lif MODEL NO. 5% SERIAL NO. #5145 &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK i3k COUPLANT #}&7) MATERIALTHICKNESS #4#}HEji
AWS IIW BLOCK TYPE II C.M.C ATO9M-345 28/40mm
TRANSDUCER #£:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
b piilii3 s R finlbsa ] e B - R
Changchao 70° 2.5MHz 18%X18mm
Changchao 0° 2.5MHz 20mm Reference Level #:3% R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
DECIBELS4+ 11 DISCONTINUITY REZ#H =
. E
WELD 2 3.8 |gls.lz-5.ls 3 &
Z Oy | < = | B EEEEEEEE LOCATION OF DISCONTINUITY S & E
I h s O She fofs hae
IDENTIFICATION %IJ.( " % s = ] § 3 ;3 5 5 ~,§ : TR R (mm) E‘;ﬁ <
(i = 3] — = 1]
‘ §=(8E|24 o < 2x | £
JEL G e fi 4yt e
MR g E ~ . Sound Depth from . 5 ®
= Length From'X | From'Y o
alb|lc|d e Path Surface 5EX sy o
e FERIMERHE B =]
SEGI1 70 34 ACC. 100%
AFTER B-WR5443
BLANK
EXAMINED BYE{F REVIEWED BY ##
__ Sunyin g,m ‘{L\ = ‘Z/b]/\,ﬂ \_‘

,77.['6

—

JRITEE / QCM

X5 SIGN / B} DATE

Fi/"CUSTOMER

d
/

% SIGN/ F ¥l DATE

(FORM# ZPQC-UTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R R B

REPORT NO. it 45435 B787-MT-12400 DATEH Il 2009.07.20 PAGE OFTUH®E 1 Revision No: 0
PROJECT NO. CONTRACTOR:

TR ZP06-787 . CALTRANS

DRAWING NO. SEG1 CALTRANS CONTRACT NO.:

04-0120F4

HE: 1AAW mHIRES

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EEHTIRT R BFES B ER M

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009

EQUIPMENT &4 MANUFACTURER #I357§ MODEL NO. #= 52 SERIAL NO. &t
fMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT..

BB BT ot aih Ae

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

HEd AR TEB B3R A PR

MATERIAL TO BE v WELDING #5444 Material & thickness ik y
EXAMINED O CASTING #44: B

B O FORGING &1 28/40mm

WELDING PROCESS i TYPE OF JOINT NA

R it il

WELD L.D DISCONTINGITYZRI St ACCEPT JECT REMARKS
e INDICATION TYPE R ﬁg REE ,&C %g?}(
R ES]
SEG1 ACC. material

AFTER B-WR5443

BLANK

EXAMINED BY:E#

REVIEWED BY ##

( I

% SIGN 7 H ¥l DATE

4 \
Jin Jianting l} t &\O\L‘ ’U’M’j ,g“""l' i’v\ﬁ CL'CM'j
LEVEL-IIl SIGN%#& [ DATEAM 'Sﬁ _f )_ IR LEVEL-Il SIGN / TEEJHH o j ’77~ ),Q
[RIt&3E / acM Fil/"CUSTOMER T

£ F SIGN / il DATE

(FORM# ZPQC-MTO1)




"a|qeandde

18I, VN, 'So8jep sl , X ., 'sjosjgpoust, p

£09-dJ0~L8LuH

*ON M 10 ¥HD T91JY [

sI84y10) | I ON YSH 19313y [J
Ssed I2A0D 191]y N PTo# 3001 1913y [7]
/ !
|
L h_.
.. |
!
|
VN VN J0V r P / I r r I ¥ 1epioodadns|  ne 9TE0S0 | #8s-d103s |
FhEfyE AE | SHEEEZEE | B | WY | @SR | uwn B Yl e Tk Bl | 50T | WY u
LG9 | nedeay 100fey ¥oeI] [ siepedg (yis o1y | sojeln | dejdanQ | Ausolog JnoJepun | S8|qEWNSUOD | UOREdOT |#'| Joplem ‘ON PIBM |
Jiedal 10 1desoy Buipiapn |
1o)E 108fay !
1o jdagoy P ]
LS o Sl S Y TEMEH j
: [eroiddy~ saBeueyy asueinssy Ayeny 18/-90d7Z o 0N Josloly
515060 Bolog) | e LY U HZ B
; ew SIMO : abpug Aeg puepreo oosiouel ues "ON Joslol
) P\N\W Yy 021050 SHL |
‘BAjjRjUasalday joau0D) Ayeny) =0¢ "ON JoenuUOY suesen
g om0 TR B |
wWoag 1001 DFO 3 /AP0 240dz3 uondadsuy pray jvnsig ]
BLo0'600z| AHH ;
198 FeE

. @E_mw?xmw



UTHRGH S

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #&#S B787-UT-7224 DATE 2009.06.23 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : TS ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1E
HEE T B A TRES

REFERENCIMG CODE £ }iE

AWS D1.5-2002

ACCEPTANCE STANDARD 545t

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. B/F#H 5

WELDING PROCESS H# Ak

JOINT TYPE Jf4 21

CALIBRATION DUE DATE {X 328 E4 %M

FCAW CORNER-JOINT Dec. 28°7 ,2009
EQUIPMENT #t & MANUFACTURER #i& 1 MODEL NO. ## < SERIAL NO. [FFl$B &
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK itk COUPLANT #i&5) MATERIALTHICKNESS #4 ¥} ELEF
AWS IIW BLOCK TYPE 1l C.M.C ATOSM-345T2-X 45mm
TRANSDUCER #£3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
kATt bjilils HE R~F 3 15 FBE HiE R
Changchao 70° 2.5MHz 18x18mm ’
Changchao 0° 2.5MHz 20mm Reference Level #£3% R (AF 20dB
Base metal inspected per AWS D1.5:2002 Section 6.19.5 0° UT OK.
DECIBELS4} 1l DISCONTINUITY AEEdifk c
o) w c s i
WELD z B & ~ |65_[8_|8 . |5 = al
z [0x5|8 % BslEsEER P LOCATION OF DISCONTINUITY 24 &
oW | Ze|vE|x |EzE3|2EEE s w s
IDENTIFICATION | 1k | 8 [=® | S [g 83|58 & AL (mm) 23 | ¢
=} - 3 — —
SFRIB&|2¥ o * E# | E
L 8 S - s k]
] g E =i Sound Depth from i 8 x
= Length From'¥ | From'Y o
a|lb|c]|d i Path Surface FiX SEY o
- PiE | R o
SEG1E-584 70 33 ACC. 100%
BLANK

EXAMINED BY X2

LEVEL -1l SIGN | DATE

10 b)

REVIEWED BY ®

i1,

I1LEVEL-!I SIGN

DATE

ol

B / QCM l

%< SIGN/ B DATE

F P CUSTOMER

/ i

% F SIGN/ B i DATE

(FORM# ZPQC-UT01)




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 14-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 HPRAO00250 Rev: 02
Ref: 05.03 05-000243

Subject  NCR Mo, ZPmMC0257

Contractor's Proposed Resolution:
Reference Resolution: IPMC hasz attached supporting docun ents of inspection and requests closure ofthiz NCR.
ZPMC has attached supporting documents of inspection and requests dosure ofthis NCR.

Subrritted by
Mtachment(sy: AEF NPR-000250R0Z;

Caltrans" comments: Status: CLO
Date: 24-Zep-2004

Contracdtar has submitted all reguired docum entat ion

Submitted bye  Chano, Ching Date:  24-Sep-2004
Attachment(s):

s

Fape lafi



(ZBmMc) No. B43

LETTER OF RESPONSE

TO: American Bridge/Flour

DATE: 2009-8-19

REGARDING: NCR~000283 (ZPMC-257) -

With this letter of response, ZPMC requests closure for Caltrans NCR-000283
(ZPMC-257).
There is 9 items in the NCR, the explanation is following:

1

2)

3)

4)

3)
6)
7)
8)
9)

The crack on tack weld had been removed and repaired the base material with
B-CWRS575, please check the CWR and the NDT report.

The ABF-RI-1778 is approved and ZPMC had kept the wrapped.

According to the RFI-ZPM-702 and the B-WR5642, ZPMC had corrected the
locations where the gap exceeded 2mm.

Please find the attachment about the internal stiffener repairing plans, the gap had
been corrected and the welds had been verified NDT by ZPMC and CT.

The welds had been repaired by grinding, the NDT report is here.

The same to the item 4.

The location had been repaired by grinding and NDT verified onsite.

The pipe at this location had been replaced, the B-WR5443 is here.

The wrong weld ID is here, actually the right weld ID is SEG1E-584 and the steel
backing bar had been removed, and the UT had been confirmed.

so base on the above explanation and attached documentations, ZPMC applies

to close the Caltrans’s report NCR-000283 (ZPMC-257).
Please reference attached document for acceptance and closure the NCR-000283
(ZPMC-257).

ATTACHMENT:

NCR-000283 (ZPMC-257)

ZPMC internal NCR

The final VI/MT/UT inspection reports
The welding repair report

The critical welding repair report
The approved RFI
The internal stiffener repairing plan

Z/LGVU f//bwwﬁ /D&Vt/
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Nonconformance
Report
AFFE TR S
Project Name: S.F.O.B.B NCR Number:
| T AR 5 B A KT NCR#%i%5: NCR-B-165 (ZPMC-0257)
Item: Improper Joint Fit-up, | Item Number: | Drawing:
Poor Weld Quality , 15, EIR= SEG1
Deviation from Shop OBG 1AAW
Drawings
AR ERIIAS, HiFE -
4%, REEREL _
Location: 0BG 1AAW Date: i
g H#: 2009-06-03

1.

Description of Nonconformance:
Caltrans Quality Assurance (QA) Inspector found the following issues by VT on welds
previously inspected and accepted by ZPMC QC and ABF QA Inspectors.

Thirteen cracked tacks were found by QA MT JIuspector on segment stiffener plates.
ZPMC removed the cracked tacks by carbon arc gouging. Plates and stiffener base
material will now need to be repaired. The weld numbers are as follows; SeglE-031,
034, 039, 040, 078, 486, 489, 658, 659 ,660, 661, 662, and 663.

Twenty Three Bulkhead stiffeners have fillet welds wrapped on both ends of stiffener.
Weld detail on drawing shows the fillet shall be welded both sides and pot welded all
around (wrapped).

SEG1C-152-~172 and SEG1D-152~170. The approved drawings require a tight fit joint.
The joint had been fillet welded then the weld was removed by carbon arc gouging
resulting in base metal damage. ZPMC caulked over the gouged welds prior to Caltrans
QA Inspector verification of the 2mm tight fit requirements.

Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings
greater than the 5 mm allowed per WPS-B-T-2333-Tc-U4b f. See attached table for weld
joint numbers and root opening values. The back side of the PJP welds exhibit burn
through with slag inclusions which have not been cleaned.

SEG1D-002,009 and SEGIC-002E have weld and base metal defects (excessive
reinforcement, lack of fusion, no weld, and rollover) that need to be weld repaired.

28mm thick sloping stiffener at location A41(2) and location A12(2) which require a PJP
weld with a 8 mm reinforcing fillet do not have the required fillet weld size. The fillet
weld has not been welded. Stiffeners cross section (28mm) is reduced to 18mm thick
outside the toe of the PJP weld. This does not meet the thickness requirement on the
segment drawing (SEG1D) and weld detail (WD90H) of the stiffener component.

Fillet welds joining internal stiffeners to plates at locations A14~A16 on W3 side bottom
plate and location Al4 W3 side bulkhead contain rollover, lack of fusion, and
unacceptable weld profiles,

Pipe (219mm diameter) penetration at location A14 bottom plate on segment assembly
detail SEGI1A has a root gap of 9.5mm. Root gap exceeds the Smm maximum root gap for
fillet welds.

The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in
various locations along the weld. The joint designation TC-U4b per
WPS-B-T-2233-Tc-U4b-F requires the joint to be welded both sides then backgouged.




£ ZPMIC 1 ABF HIRH 528 1AAW BT VT B AES)E, MBS B 2B i 5.

1. FEfREE SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659 ,660, 661, 662, 663 £, MK &
BB 13 ARG ZPMC ELHRAK =R, WRIBREH EEH RS,

2. FEREEERSRENR TR EALAOBR L, SRS TR0 AR R EEERN N EEE, A8
BERf, HE ZPMC X 23 BERM T a4,

3. fB% SEGIC-152—~172 1 SEGID-152~170, #FE4KER, PNERMTRY MEBRHES,
ARERE. HZPMC IR (AR, FEXRABRUERELI G . EmMEEA
2 EXKMEEEC R BRESR BT, ZPMC O 2 FHREBSK IR S &t

4. FEEATRRZ BAHFEERFER, %8 WPS (WPS-B-T-2333-Te-Udb £) i a4 B A 5 222k,
BRI ER. FNERREHIES, THAEREH,

5. /242 SEGID-002, SEG1D-092 1 SEG1C-002 FH B L EAF MM CIEMELsE,
REE, FR, BES, TERE.

6+ 7 A4l (2) F1A12 (2) ALEA 28mm ERAIE ZENRHR K PIP £ /84%HEE Smm £
Hio WBRLERF IR, 28mm MR, ZEIREEMI B MBER 18mm. XBH B4 SEGID
L8 WD0H iRk E: LB MK .

7. EW3ISRE A14~A16 MLEER 5ERAER N AR, £W3 S % Al4 fLB MR sk
B AEEREE.

8. %M SEG1A WM, 7F Al4 I F 219mm HRNE F5ER FETLHERARE 95 =
K, BIELABLEAFR Smm BKFEIR.

9. FEMR4E SEGIE-587 b, CIP JE&ESE T/E 19 TH M4 EIR K. RIBELR TC-Udb 1
Bk, XFH WPS-B-T-2233-Tc-U4b-F, FBEMWNEEE, REHER.
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Prevention of Re-occurrence:
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Attachment for NCR-B-165 (ZPMC-0257)
[FlF BR B B KSR :  (Technical Justification for Use-As-Is/Repair)

LW N ==

W NN -

© PN s

2 e gy s

BiR1&.

[BIH, #2838 FCN.

AT FCN, ZREFNGA AL KBRS IR IS B, [FBEAT 2mm AN g,
B SHEEREE, STIREZEWEETE, EFRHE TSR,

IR EFLAC . JRE.

tHE WR #1Ti1R .

AME K IER

T EBRERE

tE WR #H1TiR . -

FTEE LBRAT

The defects have been repaired.

Use as is, and submit a relevant FCN.

Submit a relevant FCN. Remove the silica gel, and check the gap between seal plates and deck
plate. For any gap which is larger than 2mm, provide an added shim plate tight fit to deck
plate and fillet welded to the seal plate.

Remove the plates and replace.

Perform repairing according to relevant WPS.

Add the fillet by welding.

The defects will be removed by grinding.

Perform repairing according to a relevant WR.

Remove the backing by grinding.



DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge
666 Feng Bin Road Room 708, Changxing Island
Shanghai 201813 PR China

{nfirun Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A TV Date: 28-May-2009

375 BURMA ROAD

OAKLAND CA 95607 Contract No: 04-0120F4

04-SF-80-13.2/13.9

Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilssor  ProjectFabrication Manager Document No: 05.03.06-000243
Subject: NCR No. ZPMC-0257

Reference Description: Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Drawings, Segment IAAW,

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract documen -as
indicated below:
] Material or Workmanship not in conformance with contract documents.
] Quality Control (QC) not performed in conformance with contract documents.
Recurring QC issue that constitutes a systematic problem in quality control,
[J Non-Conformance Resolved.
Material Location: 0BG Lift:
Remarks:
Caltrans Quality Assurance (QA) Inspector found the following issues by Visual Testing (VT) on welds previously mspected and
accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.
1. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed the cracked tacks by
carbon arc gouging. Plates and stiffener base material will now need to be repaired. The weld numbers are as follows; Segl E-031, 034,
039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.
1. Twenty Three (23) Bulkhead Stiffeners bave fillet welds wrapped on both ends of stiffener. Weld detail on drawing shows the fillet
weld shall be welded both sides and not welded all around (wrapped).
3. SEGIC-152~172 and SEG1D-152~170- The approved drawings require a tight fil joint. The joint had been fillet welded then the
weld was removed by carbon arc gouging resulting in base metal damage. ZPMC caulked over the gouged welds prior to Caltrans QA
Inspector verification of the 2mum tight fit requirements.
4. Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings greater than the Smm allowed per
WPS-B-T-2333-Te-U4b f. The back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.
5. SEGID-002, SEGID-092, and SEG1C-002E have weld and base metal defects (excessive reinforcement, lack of fusion, no weld, and
rollover) that need to be weld repaired.
6. 28mun thick slopiy stiffeners at location A41 (2) and location A12 (2) which require a PJP weld with a 8mm reinforcing fillet do not
have the required fillet weld size. The [illet weld has not been welded. Stiffeners cross section (28mm) is reduced to 18mm thick outside
the toe of the PJP weld. This does not meet lhe thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of
the suffener component.
7. Fillel welds joining intemal stiffeners to plates at locations A14 ~ A16 on W3 side bottom plate apd location A14 W3 side bulkhead
contain rollover, lack of fusion, and unacceptable weld profiles.
8. Pipe (219mm diameter) penetration at location A 14 bottom plate on segment assembly detail SEG1A has a root gap of 9.5mm. Root
gap exceeds the 5 mm maximum root gap for fillet welds.
9. The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place i various locations along the weld. The joint
designalion TC-U4b per WPS-B-T-2233-Te-U4b-F requires the joint to be welded both sides then backgouged
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120 o Lalod e pal e oo
Yo U3 03.06-000243NCT Pigel of 2



NCT
( Continued Page 2 of 2 )

Action Required and/or Action Taken:

A response for the resolution of this issue is expected within 14 days.

Transmitted by: Stanley Ku Srt. Bridge Engineer
Attachiments: ZPMC-0257

ce: Rick Morrow, Gary Pursell, Peter Siegenthaler, Brian Boal, Doug Coe;]ason Tom, Ching Chao
File: 05.03.06

NI 05.03.06-000243,N A
N7 05.03.06-000243NCT Pagédof 3



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Slructural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4

Bay Area Branch

690 Walnut Ave.St 150 Cty: SE/ALARte: 80 PM: 13.2/13.9
Va!lejo‘ CA 94592-1133 FllC #: 69 2§B

(707) 849-5453
(707) 649-5483

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China . Report No: NCR-000283
Prime Contractor: American Bridge/Fluor Enterprises, a JV Date: 22-May-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island 'NCR #: ZPMC-0257

’

Type of problem:

Welding Concrete [ Other O

Welding (] Curing 0 Procedural [J Bridge No: 34-0006

Joint fit-up [ Coating [0 Other [l  Component: OBG Segment IAAW

Procedural Procedural [J Description:

Reference Deseription: Improper Joint Fit-up, Poor Weld Quality, Deviation from Shop Drawings, Segment
IAAW

Description of Non~-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following issues by Visual Testing (VT) on welds

previously inspected and accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.

I. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed
the cracked tacks by carbon arc gouging. Plates and stiffener base material will now need to be repaired. The
weld numbers are as follows; SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.

2. Twenty Three (23) Bulkhead Stiffencrs have fillet welds wrapped on both ends of stiffener. Weld detail on
drawing shows the fillet weld shall be welded both sides and not welded all around (wrapped).

3. SEG1C-152~172 and SEGID-152~170- The approved drawings require a tight fit joint. The joint had been
fillet welded then the weld was removed by carbon arc gouging resulting in base metal damage. ZPMC caulked
over the gouged welds prior to Caltrans QA Inspector verification of the 2 mm tight fit requirements.

4. Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings greater than the S5mm
allowed per WPS-B-T-2333-Tc-U4b {. See attached table for weld joint numbers and root opening values. The
back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.

5. SEG1D-002, SEGID-092, and SEG1C-002E have weld and base metal defects (excessive reinforcement,
lack of fusion, no weld, and rollover) that need to be weld repaired.

6. 28 mm thick sloping stiffeners at location A41 (2) and location A12 (2) which require a PJP weld with a §
mm reinforcing fillet do not have the required fillet weld size. The fillet weld has not been welded. Stiffeners
cross section (28 mm) is reduced to 18mm thick outside the toe of the PJP weld. This does not meet the
thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of the stiffener component.
7. Fillet welds joining internal stiffencrs to plates at locations A14 ~ A 16 on W3 side bottom plate and
location A14 W3 side bulkhead contain rollover, lack of fusion, and unacceptable weld profiles.

8. Pipe (219 mm diameter) penctration at location A 14 bottom plate on segment assembly detail SEG1A has a
root gap of 9.5 mm. Root gap exceeds the 5 mm maximum root gap for fillet welds.

‘{;’ TL-15.Quality Assurance -- Non-Conformonce Report Page T of 4
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 4 )

9. The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in various locations
along the weld. The joint designation TC-U4b per WPS-B-T-2233-Tc-U4b-F requires the joint to be welded

both sides then backgouged.

s

LI ELAN B TEE A ol TR E T SO
laEaton Al (s

slvecyumbs thee b o plato
SOV D A

ORENNGOELS

‘1,{ TL-15.Quality Assurance — Non-Conformance Report

Table 1: PJP Root Openings

Weld loint # RootOpening | Weld Joint# |Root Opening

. (mmm) (mmj
SEGIE-227 12 mm SEGIE-137 S mm
SEGIE-187 16 mm SEGIE-316 7 mm
SEGIE-44% 10 mm SEGIE-241 Tmm
SEGIE-402 10 mm SEGIE.I 10 g mm
SEGIE-361 7mm SEGIE-192 Tmin
SEGIE-434 7 mm SEGIE-151 12 mm
SEGID-305 10 mm SEG1E-242 10 mm
SEG1D-299 & mm SEGIE-195 6 mm -
SEGID-422 7mm SEGIF-022 10 mm
SEG1E-410 7mm SEGIF-026 9 mm
SEGIB-084 2 mm

S

tilletweldsjoining internalistifancrplates
showi with weld discontinuities: rollover,

¢

e lackiofifusion..andiinadceptabloweld profile.

~Sloping shifteners at location 841 next 1o side plates
shown where 23 sun thick base matenal is reduced 16

- 18mm attoe of widds:

Page 2 of 4



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 3 of 4 )

122091529

Applicable reference:
AWS D1.5 (02) Section 3.3.2 “The root opening between parts to be joined by PJP groove welds parallel to the
member length (bearing joints excepted) shall be zero, or as smal] as practicable.”

AWS D1.5 (02) Section 3.5.1.10 “Where tight fit of intermediate stiffeners is specified, it shall be defined as
allowing a gap of up to 2 mm [1/16 in.] between stiffener and flange.”

AWS D1.5 (02) Section 3.7.1 “The removal of weld metal or portions of the base metal may be done by
machining, air carbon arc cutting and gouging, thermal cutting, chipping, or grinding. It shall be done in such a
" manner that the remaining weld metal or base metal is not nicked or undcreut (see 3.2.6 for restrictions on the
use of air carbon arc gouging and thermal cutting). Unacceptable portions of the weld shall be removed without
substantial removal of the base metal. Any additional weld metal shall be deposited using a qualified WPS”.

AWS DL.5 (02) Section 6.26, Quality of Welds
Segment Assembly Drawing SEGID

Segment Assembly Drawing SEG1G - Joint design on drawing calls for an 8 mm fillet weld welded both sides
not wrapped.

WPS-B-T-2233-Tc-U4b-F
WPS-B-T-2333-T¢-U4b-F

Who discovered the problem:  Chandra Kumar, Erik Prue
Name of individual from Contractor notified: Man Kit Le
Time and method of notification: 05/22/09, 16:30, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 05/25/09, 09:00, Verbal
QC Inspector's Name: Shen Xie Jun

Was QC Inspector aware of the problem:

« ,E’:) TL-15.Quality Asswrance -- Non-Confurmance Report Page 3 of 4



QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 4 of 4 )

O Yes 7] No

Contractor's proposal to correct the problem:

Comments:

This report is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Skyler Guest, %(86) 1500.042.2360, who represents the
Office of Structural Materials for your project. -

Inspected By: Guest,Skyler - : SMR

Reviewed By: Wahbeh,Mazen SMR

Slse.
‘1’1} T1-13.Quality Assurence -- Non-Conformance Report

Page 4 of ¢
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Critical Welding Repair Report (CWR)

T o
WE £ EE AN HHES Rt 55
Project Name: SFOBB Drawing No.: Report No. B-CWR575
ERE
04-0120F4 :
Contract No.: L5k NDTHR 4 455
LiE%E — ltem Name: Report No.of NDT NA
Project No.: -

pe el R
Description of Welding Discontinuity: R
%HEEMMM%ﬂﬁﬁﬁﬁﬁﬁfﬁﬁ,%&ﬂﬂ,&&wwm%@tﬂmm
%$21¢%ﬁ%SEG%E-pg;{os4,078,039,040,658,659,660,661,662,663n

The base fn%‘%’zﬁ was %éggé%&gfter removing tack welds cracks at 1AAW segment, 100mm i
n length, maximum 4mm in depth, relevant wvelds: SEG2E-031, 034, 078, 039, 040, 6%

8,659,660,661,662, 663, &
430, fS?_ ok
R T g&wx w5 g e v §. 9. _
Welder ID No, (BT 4% E):202654 Position: T & ). 3F7‘ :
i 2
BER (Inspector) : T} Zhiida B34 (Date) : 2009-6-90
REER G TR -

Draft of Welding Discontinuity:

_h%%L“ﬁ___g%¥_ﬁ__ﬁ“




FERR:

Cause:

Eh@%%ﬁﬁﬂﬁw,ikﬁﬁkﬁ,%&ﬁﬁﬁﬁ=

Worker operated error during removing tack welds cracks caused base metal gouged.

FEfEA (Foreman): LM T‘*l}‘-"‘j’ HIf (Date): uj, a.g, 33

WEE L,

Disposition :

L QARICWIAE S AME A B b Ry e g
2. HR—NEmfHELmst, FLARE AR R 95 f5WPS.
3. FBRU X AT B e, TR S AT B e L A b A7 4
4. FEXHERNK BRI RT Xt BN R STV T ST R
5. ﬁﬁﬂ&%ﬁ@&ﬁiiﬂﬂ(mm)ﬁﬁm%&ﬁﬁ;
6. HBFNXIRIT BE S Rkt BRAR 4RI T,
7. ﬁ%&ﬁmﬁwﬁmmﬁm%#ﬁ%%%zﬁmﬁmmsMj,&1&3t§£%mﬁmﬁﬁm
s ’
1. QA and CWI should be present to witness the repair.
2. Prepare excavation according to the approved repair WPS.
3. Grind the gouged area to a smooth and shiny finish, with tapered ends, to ensure
staggered starts and stops.
4. VT and MT the repair area prior to welding of the repair area.
8. Preheat and weld according to the relevant repair WPS.
6. Grind the repaired area flush with base metal or the adjacent weld.
7. Weld repairs are being performed on TM/SRM member, per AWS D1.5, 3.2.2.3 UT and MT
is required. '
This document isAPP%UVED
e R o
s P TS
Initial Eg%etd /V(-{ci
I % B, / 1;'6.“4 B

Technical Engineer: AM; 'wa7 Approved By:

Date: ‘7 of b

#R787-QCP-900
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Critical Welding Repair Report (CWR) G
TEEHE | @ S SEGIE - |BEHT .
Project Name: - SFOBB Drawing No.: Report No. B-CWR575
&5 |
Contract No.: SRR T NDTHR & 45 5 /
—_— ltem Name: 1AAW Report No.of NDT WA
Project No.: ZP06-787 '
B E Rk
Corrective Action to Prevent Re-occurrence: ;
HNRETIA, BT, '
Train and educate worker lo improve operation skil.
— b6 R -
a ’)/ 4
Il S-2F5 - /”CM Aé,@f ’/7
EMRATA (Foreman): Hu Yu BB (Date): ;7 o J.

ZATPSE B
Repair WPS No.:

WPS-345-FCAW- 1

WPS-345-SMAW- 1 U
G(1F)-Repair

G( 1 F)-Repalr - 1
WPS-345-SMAW- 2
G(2F)-Repair

WPS-345-FCAW-2

IZR
Technologist:

G(2F)-Repair-1

B (B ﬁifﬁ%@zﬁﬁf
Preheat Temperature
Before Gouging:

3B 1 B ik 14
Description
of Discontinuity:

Wi T
u/. af-x 5

_fo?, c(qck
BArd =iy 2 0 T 98 B
Inspection Preheat Temperature
Before Welding: A“'(,/ Before Welding: 127}7
BRI A WA m K
Max. Depth of Gouge: Total Length of Gouge:

BMM /o [ 2B Bt
aI A i f [AsR miaz
Welder: i 2—07464 2hou SMQT}'DE: QMM Position: "5/”-46{
o "Theag P
Current: [é\? Voltage: )_f Speed: ’//,"
BEERZE
Inspection After Repair:
SRR E BER B
VT Result: A_E% ’ Inspector: Chen X'\'/ ﬁ Date: 2099.8.9
NDTH # ’%jwi‘ B R St P g of 4
NDT Result: NDT Person: | Soy1 /iy 7 | Date: &
. 2] o]
JAE :
Witness/Review:
£E:
Remark : _
o Sle of Calloi

#R787-QCP-900 DE}?:%@%% ggﬂ T&AN?%?Z(EI’AHDN




ZPmc) .
=7/ 2009.08.09
Visual Weld Inspection Report Girder/ 3 OBG Floor Beam
HRLEH R B R Tower/ #: NA )
Caltrans ‘mrow?mw, No. 04-0120F4 Quality Control m.m.cwmmmim?\m.. M N
TN & [T 5 St U2 g G Nt
Project No.: San Francisco Oakland Bay Bridge CWiI: e 0 ,
T H £ 7 £ FSEIE AR BRA: ChomXi 200227
Project No.: ZP06-787 Quality Assurance Manager ~Approval N M R \S?Q:
i H 455 : SRR A St
Accept or
; Reject after
Welding Accept or repair
Weld No. | Welder I.D.#| Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject | Repair| i 1& JiF 7
P4 s I8 TGRS AN PR R L] i Vil gRbT | BRI | Wk | R | Bl kg s
SEGIE-486 207464 3F TL508 N )\ J J J )\ J ACC NA NA
SEGIE-489 207464 3F TL508 v J V J J J N ACC NA NA
[] After root weld [0 After cover pass
M After CWR or WRR No. :B-CWR575 L] After HSR No. : |0 Others

HR787-QCP-603

" J "is nodefects. " X" is defects. "NA" is not applicable.



(ZBMc)

REPORT OF ULTRASONIC EXAMINATION
UTRG#R &

REPORT NO. #%&4%S B787-UT-8172 DATE 2009.08.09 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : T#&475 ZP06-787 CONTRACTOR : CALTRANS
ITEMS NAME: OBG PLATE PANEL PRAWING NO.: S CALTRANS CONTRACT NO.: 04-0120F4

A 42 TR SPLICE = MM IBRRE

AWS D1.5-2002

REFERENCING CODE &##i3i

ACCEPTANCE STANDARD £ 52#7#E

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 245
ZPQC-UT-01

WELDING PROCESS &4 JOINT TYPE JR 427 . CALIBRATION DUE DATE {#38 IEFH 304
NA NA Dec. 28° ,2009
EQUIPMENT %% MANUFACTURER #/i% MODEL NO. #R4 5 SERIAL NO. 545
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK if# _|COUPLANT #4&5 MATERIAL/THICKNESS #1 ¥ B
AWS IIW BLOCK TYPE 1I C.M.C AT09M-345T2-Z 45/35/28/38mm
TRANSDUCER ##:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
il tiii] yii)i 3 iz R~ &R bl Bk R
Changchao 70° 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.
DECIBELS%+ I DISCONTINUITY RES:4H 5
. B
WELD S |3 |8 [~1ls |2 5. ]s 2 #
= i g m | < & B [ET|5T G 2 LOCATION OF DISCONTINUITY o L
[T B [T} e > s [
IDENTIFICATION | 2 klus|== S g3 S-lE s e AELAE (mm). g5 | =
jus 2 B — — =
S* ok g d ® < 2% g
YL 4 fa [=] -
JRAEET R % ?L: = Sound Depth from . 5 ©
= Length From'X | From'Y o
a|lb|c]|d K Path Surface BEX BEY @
R BERMREL o
SEG1E-031 0 34 ACC. 100%
SEG1E-034 0 34 ACC. 100%
SEG1E-078 0 34 ACC. 100%
SEG1E-039 0 34 ACC. 100%
SEG1E-040 0 34 ACC. 100%
SEG1E-658 0 34 ACC. 100%
SEG1E-659 0 34 ACC. 100%
EXAMINED BYE# i REVIEWED BY ## l 14
Sun yin SVA'Y‘/ b H4—p
LEVEL -1l SIGN / DATE 4 . JX"?Q] LEVEL -1l SIGN / DATE éﬁ 7 5/ 176)
REZE / QCM ! , Fi /1"CUSTOMER / /
% F SIGN / H#i DATE %< SIGN/ Hiil DATE

(FORM# ZPQC-UTO01)




% F SIGN / B3 DATE

% SIGN/ A3 DATE

(ZBMC) UTHRAG i &
=
REPORT NO. #%&4%%S B787-UT-8172 DATE 2009.08.09 PAGE 2 OF 2 Revision No: 0
DECIBELS4 Il DISCONTINUITY gttt 5
. - B
WELD g = u ~ s [8 18 |5 2 #
Z S| a|® BElsEEEREE LOCATION OF DISCONTINUITY 5o &
N 4 7] = a Ry
IDENTIFICATION | E 1k [ = & | = z S SEEE e AL E (mm) g8 | =
jud = B = — =
A ELIER . iz | B
W L& 3o A1 =) E=]
JRAEAT Y S % E = Sound Depth from . S 14
= Length From'X | From'Y o
a b c d K Path Surface HEX Y 2
- Py PRI =
SEG1E-660- 0 34 ACC. 100%
SEG1E-661 0 34 ACC. 100%
SEG1E-662: 0 34 ACC. 100% -
SEG1E-663 0 34 ACC. | 100%
SEG1E-486 _/ 0 34 ACC. 100%
SEG1E-489 sf 0 34 ACC. 100%
BLANK
EXAMINED BYX:# REVIEWED BY ##;
S 'zh L_ Is /
Sun yin A% 1 wn Z‘L b |
LEVEL -1l SIGN / DATE "& qx ({ﬁ LEVEL -1l SIGN / DATE .4 \%"ﬁ
FRSE / QCM ‘ / Fil /> CUSTOMER ! [ /

(FORM# ZPQC-UTO01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R R BIR 5

REPORT NO. #5445 B787-MT-12952 DATEH 1 2009.08.10 PAGE OFW#B 11 Revision No: 0

PROJECT NO. 706787 CONTRACTOR: CALTRANS

TEHS: " A

DRAWING NO. SEG1E CALTRANS CONTRACT NO.: —

me. OBG PLATE PANEL SPLICE MmN TEGS i

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

SE TG B2 EEHS BB ERSM

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

EQUIPMENT &% MANUFACTURER #3& 7% MODEL NO. #=X%% SERIAL NO. %4452

IMT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke = |CURRENT A

REAL ik R Sk 226 -

PARTICLE TYPE Dry magnet powder YOKE SPACING —_——

i FRM R[5 mm

MATERIAL TO BE v WELDING 12844 Material & thickness AT09M-345T2-X

EXAMINED O CASTING % e+, B 45/35/28/38mm

R O FORGING i 9/16mm

WELDING PROCESS A TYPE OF JOINT NA

BB JRAEAT

WELD L.D. NI G ACCEPT REJECT REMARKS
Py INDICATION TYPE [FNeNmm s ik RiE
1 S

SEG1E-031 ACC. BASE MATERIAL
SEG1E-034 ACC. BASE MATERIAL
SEG1E-078 . ACC. BASE MATERIAL
SEG1E-039 ACC. BASE MATERIAL
SEG1E-040 ACC. BASE MATERIAL
SEG1E-658 ACC. BASE MATERIAL
SEG1E-659 ACC. BASE MATERIAL
SEG1E-660 ACC. BASE MATERIAL
SEG1E-661 ACC. BASE MATERIAL
SEG1E-662 ACC. BASE MATERIAL
SEG1E-663 ACC. BASE MATERIAL
SEG1E-486 ACC. BASE MATERIAL
SEG1E-489 ACC. BASE MATERIAL

AFTER B-CWR575

BLANK

EXAMINED BY=X#
Sun gong chang Q»U/\

MAGhang

LEVEL -1l SIGN &% I

DA rEEU@

75,0

REVIEWED BY #H#

LEVEL-II SIGN

DAT#E!}@

‘75\0

FRZH /QCM

I

% SIGN/ H#i DATE

FFFCUSTOMER

% SIGN / Hi DATE

(FORM# ZPQC-MT01)




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

REQUEST FOR INFORMATION (RFI)

RFI No.: ABF-RFI-001778R00 Submitted By: Raynor, Dan Pages: 3
Pages Attached: 2

RFI Date: 08-June-2009 Contact Name: Weidong, Sun Phone No. 86-21-51907428

Subject: Propose Wrap-around Fillet Weld at West End OBG

References:

Sub/Sup: ZPM Sub RFI #: RFI-ZPM-000675R00 ..

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

Please review and respond to the attached RF| from ZPMC (RFI-ZPM-000675R00)

Contractor Disposition:

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

Response: Agreed Ext. Due Date:
Pages: 1
Pages Attached: 0

The Department takes no exception to the proposed wrap-around weld.

Update affected shop drawings accordingly.
Administrative Action:

This response resolves this RFI.

Date: 16-June-2009 Respondent: Altamirano, Victor Phone No.:




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

REQUEST FOR INFORMATION (RFI) — ABF&SUB.

RFI No.: RFI-ZPM-000702R00 Submitted by: Ling Shihua Page(s): 1
RFI Date: 2009-6-16 Contact Name: Lu Shihua Phone No. __021-27414950

Subject: Fabrication Issue: Root Gap of PJP between End Stiffener and Strand Stiffener

References:

Response required by: _2009-6- 17(date) = Response affects critical path activity? _ X _YES NO

Description:

During fabrication of 1AA, in the drawings of SEG1C, SEG1D, SEG2C, SEG2D, it should be tight fit between seal
plates and deck plate, but shop workers missed the requirements when fitting. That leaded to excessive fit-up
gap. For the fit-up gap >2mm, we propose to add a shim plate (A709M-345T2) tight fit to deck plates (no weld,
sealed with silicone). The shim plates will be 6mm fillet welded with the seal plates and end stiffeners. For details,
see the following fig.

lease review and respond ASAP.
Deck plate

<~

A (TYP) Seal plate Tight Fit

OZLOIIOD?@%IOHOIIMIOI@%@IOIléIIOIIOEO Qﬁ@ ofllofllollo]
Q ]

T HHEHHHHHHK

@§ - Y Shim plate
~d @E - —10*50*Lenth
s O @@@— est siste

\ Souminln
\\ @@@j.uumwmnw- :_—J'“ji dl

SEG 1AA SECTION A(TYP)

e

Seal pl 6

“his RFI is being submitted for:
- Material Procurement

L] Contractor Convenience
] Clarification of the Contract Documents
] Engineering Review Request (ERR) for missing design information/coordination.
The Cost and Time Impact from this RFI is:
] No cost or time impacts in the performance of our Work.
] Cost and/or time impacts in the performance of our Work will result.
L] We are unable to determine at this point whether there will be cost and/or time impacts.
Response:
Date: 06-16-2009 Respondent: Gang Jiao Phone No.:

The proposed fill plate size and welds are acceptable for the specified repair. The fillet welds on both sides
should have a 2 to 5mm holdback to avoid connecting to the deck. Please note pre-approved material should be

used for caulking the tight-fit end.

RFI Status: (sign and date)

Closed: Revision Pending:
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Welding Repair Report 0
B 2% EE B KT i GaEE REHET
SRE12 B-WR5642
Project Name SFOBB Drawing No Report No.
RS
Contract No.: Ulaadre B L AR — FLOOR BEAM NDTHR 4 %5 ‘
NA
A %2 ltems Name Report No.of NDT
. ZP06-787
Project No.:
S AEbR AR

Description of welding discontinuity:

TAAWAAAER M EATIR T EEB K L (2K ARGFRE, AGEHEE T2, RAERDHIR,
1AAW, 1AAE box deck plate, the small cover plate- didn't allow to weld, however, it has fi
nished welding and cut it.

orfiv ax
#I- R (Inspector) : _Xiand Feo eng ¥l #A{Date) : _09.06.19
BRBBEEFER

Draft of welding discontinuity:

HE H H H H H H H =
—:::::I::::l::
i
P
|
|
i
N[
eI H H H = H H H
Ri N AT O RAAAHBHEH
Ny DY
AN
i
\\;\ ARHAHEHHHH H
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FAERR:
Caused:

TAZEHEN, RAEREALEFEBERESR.

Worker didn't review drawing requirement during fabrication.

% 3 f % A(Foreman): Zy P/\z“W B #i(Date): 97. OL* %O

“EER
Disposition :

1. RARTIBEBRAUG T EEZRER, EETEBGREN;

2. TEEROUE, &5 RL8H T,

3. HITMTHA,

4. EFRRHK, FESTRGES.

1. Remove the seal plates by heat cutting or gouging, note not to gouge base metal.
2. Remove all defects and grind the area flush to base metal.

3. Perform MT of this area. _

4. Re-assemble seal plates tight fit to deck plates..

‘ N
T % /\/M(Wfﬁ\g/ e f B 1
Technical engineer Approved by (%D Date
) oh-~7 D722

#R787-QCP-900




I— H && o 2 B
%F % ]& {% 3;& = 4 Rev. No.
. Welding Repair Report 0
TH 2 %% 5 EHEE KR gtEe SEG1/2 HRE 5 SRSB4
Project Name SFOBB Drawing No. Report No. -
&F5
04-0120F4 , ..
Contract No.: AL AR T p— NDT#R 4 %% -
= ltems Name Report No.of NDT
R %5
. ZP06-787
Project No.:
PR .

Corrective action to prevent re occurrence:
RFHTTA, REREKE,
Train and educate worker to improve operation skill.

%

8] 5 3t A.(Foreman): A}J\/(ﬂw? B %H(Date):©7-0b.3.o

BRHYWPSEE
Repair WPS No.

i

sB-|2V3r3

IZG
technologist

W Tie e

BAE (BRAL) &1 7 #eiB &
Preheat temperature
before gouging

1

B &8 bR
Description
of discontinuity

9].04.39

e,

1R B 40 BB 4 2

Inspection

1281 T GR E
Preheat temperature

before welding ptt/ before welding 9r7J(]/
~ 'V
BARAREE ARk
Max. depth of gouging | v~ Total length of gouging 32
BRI BRI REME
welder welding type osition ’L
062708 auee  Tehw P ’d
7 2 12 W 12 R
Current )_,?/O Voltage 2_07 Speed Zr%
BEERE ’ ’ '
Inspection After repairing:
38 5 0 #
\?Timmﬁ}t Inspector Date
resu -
K% chen y) 2873
NDTE#& w1t A H 1
NDT result ;A"ﬂ(-v NDT person C_’.lunj"w\ ,M Date U‘lon—”? 1
WAE ~ l
Witness/Review:
&
Remark :

#R787-QCP-900
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(ZBME

REPORT OF MAGNETIC PARTICLE EXAMINATION

iR LK e=

REPORT NO. #5455 B787-MT-12079 DATEH# 2009.07.06 PAGE OF®H 11 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: CALTRANS
IHEES: A A
DRAWING NO. SEG1/2 CALTRANS CONTRACT NO.: -
e OBG PLATE PANEL SPLICE M IBGE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMTLLHY B2 BF&S B ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT #& % MANUFACTURER #I% MODEL NO. B HE SERIAL NO. &4 £
MT YOKE _ PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke = |[CURRENT it
R B B B
PARTICLE TYPE Dry magnet powder YOKE SPACING a—
o TR R 17 5 mm
MATERIAL TO BE VWELDING ##:4 Material & thickness :
EXAMINED O CASTING %4 B, BE AT09M-345F2-X
oailpzE Sy O FORGING 4&3& 38 mm
WELDING PROCESS - TYPE OF JOINT -
2B AT

HELTD DISCONTINUITY 4Lt ACOERT REJEG

.D. JECT REMARKS
Py INDICATION TYPE ERHILL e P P
TN kit
SEG1 ACC. BASE MATERIAL
SEG2 ACC. BASE MATERIAL

AFTER B-WR5642

. BLANK

EXAMINED BYE#

Sun gong chang

S oy

LEVEL -1l SIGN &% |/

DA)'E E}’%

4.0

REVIEWED BY #H#;

Wewd

LEVEL-Il SIGN

L

/ D}TEEI%%

FEEZE / QCM

!

%7 SIGN / H# DATE

F /" CUSTOMER v

% SIGN/ H3jl DATE

(FORM# ZPQC-MT01)
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R,

(ZBMC I —
ga [2000.06.22
Visual Weld Inspection Report Girder/ 3 : OBG Floor Beam
SEZEH YR B IR Tower/ 2:

. Caltrans Contract No.

Quality Control Representative:

oLy

04-0120F4
VI ik JER O :
Project No.: San Francisco Oakland Bay Bridge CwWi: A . _
T H &% AT BHA: e
Project No.: Quality A M ~A /
N_Uomu.wm.w Y Assurance Manager ~Approva )
T %5 : JRRERE Lo L A _x
Accept or Reject
¢ Welding Accept or after repair
Weld No. Welder I.D.#| Location consumables Undercut | Porosity | Over lap Crater | Arc strike| Spatters Crack| Reject |Repair R1E G e
RS BLRAS | E JREENEL il 4L V] PG| UG | KR | B |mesiiEk| g e
SEG1D-002 066283 2F | supercored71h®1. 4 J )\ J J g J v ACC NA NA
L] After root weld & After cover pass
L] After CWR or WRR No. : I After HSR No. : [0 Others

HR787-QCP-603

" ¥ "isnodefects. " X" is defects. "NA" is not ar licable.



(ZBMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

HER R AR 45
REPORT NO. 1542 B787-MT-12075 DATEE# 2009.07.06 PAGE OFWG 1/1 Revision No: 0
PROJECT NO. —— CONTRACTOR: ——
TESS: il et :
DRAWING NO. SEG1D CALTRANS CONTRACT NO.:
EE: OBG FLOOR BEAM hHIRge i
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
SEMTE ARG BZing BFr&s B EE NN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT &% MANUFACTURER #1375 MODEL NO. X %&E SERIAL NO. #4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT e
B B E gy B
PARTICLE TYPE Dry magnet powder YOKE SPACING 76~180
Rt R TR RSB _eomm
MATERIAL TO BE vV WELDING 24 Material & thickness AT09M-345T2-X
EXAMINED O CASTING %4 R,
BRI O FORGING 4&i& v 10 mm
- \WELDING PROCESS TYPE OF JOINT
FCAW T JOINT
(BET® JREEAR
WELD I.D —SONTINUT Y ACCEPT REJECT REMARKS
e INDICATION TYPE LGN T e il &
R E 1] -
SEG1D-002 ACC. 100%MT
SEG1D-035 ACC. 100%MT
SEG1D-032 ACC. 100%MT
SEG1D-029 ACC. 100%MT
SEG1D-026 ACC. 100%MT
SEG1D-023 ACC. 100%MT
SEG1D-020 ACC. 100%MT
SEG1D-017 ACC. 100%MT
SEG1D-014 ACC. 100%MT
SEG1D-011 ACC. 100%MT
SEG1D-008 ACC. 100%MT
SEG1D-003 ACC. 100%MT
BLANK
EXAMINED BY& REVIEWED BY ##;
SunGongchang ym él 04'“,77 §/? / é Ll‘/h %]p"l’j MMC‘ a9, 7‘4
LEVEL -1l SIGN &4 / DATEB% LEVEL-l  SIGN | DATEH#]
FREZHE / QCM % Fi FCUSTOMER ,
EF SIGN/ BYIDATE —>—— S s < % ¥ SIGN / H4i DATE

(FORM# ZPQC-MT01)




Byrs4 (o
=k 2009.06.30
Visual Weld Inspection Report Girder/ F: OBG Floor Beam
\\mm\m%mw\@%m&mmn Tower/ 2: NA
Calfrans Contract No. , Quality Control Representative: .
04-0120F4 \ o <
VI =T ke SOz —
Project No.: San Francisco Oakland Bay Bridge CWi: % .
T B £ 7 2 AT BRA: Ko ofe7220
Project No.: Quality A M. ssfl [
o ZP06-787 'y Assurance Manager ~Approva
P
, Accept or Reject
g Welding Accept or after repair
Weld No. Welder 1.D.#| Location consumables Undercut | Porosity | Over lap| Crater | Arc strike| Spatters | Crack Reject Repair| B )5 0da
1REERS BLTHANS | VB R AL WLl AL SR PRI | NG | WIR | B | EsEidEd| Eg i
SEG1-036 207465 2G | supercored71h®1. 4 J J )\ )\ J )\ V ACC NA NA
SEG1D-001 067947 3G | supercored71h®1. 4 v v v v v )\ v ACC NA NA
SEG1D-092 068858 3G | supercored71h®1.4 N, v J N N J v ACC NA NA
/
[1 After root weld {V/ After cover pass
0 After CWR or WRR No. : [0 After HSR No. : |00 Others
#R787-QCP-603

" J "is no defects. " X" is defects. "NA" is not “plicable.



(ZPMc)

UTHRGIR &

REPORT OF ULTRASONIC EXAMINATION

REPORT NO. #%%4%S B787-UT-7360R1 DATE 2009.07.20 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T4 % ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: PRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/D
H TR As MM IR S

AWS D1.5-2002

REFERENCING CODE &3

ACCEPTANCE STANDARD #:5#r¥

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. 252

ZPQC-UT-01

WELDING PROCESS f&#: 41

JOINT TYPE j24%357

CALIBRATION DUE DATE {{ 8 & IF A 34 1]

(FORM# ZPQC-UT01)

SMAW CORNER-JOINT Dec. 28°T 2009
EQUIPMENT %% MANUFACTURER 4% 7§ MODEL NO. #z42 SERIAL NO. 545
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT $£43 MATERIAL/THICKNESS #14} E s
WS IIWBLOCK TYPE I c.M.Cc A709M-345F2-X 22/38/20mm
TRANSDUCER #3k
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE | FREQUENCY SIZE
HIET RE B R HIER RE R Rt
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level &R &R 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
' DECIBELS% U DISCONTINUITY Fggeit £
. S
WELD 2 |d |y |ols s s s 2 H
Z Om| < =| B EElseEEE D LOCATION OF DISCONTINUITY o &
(@) iy P Q = . e f
IDENTIFICATION | E ik [ = € | = 2 = S 3 g SESg 8 REELEAL B (mm) 2E | &
m Z B = = = ©
# %%ﬁﬁzﬁ? 2 g:. - Sound Depth from ' 8 x
= Length From'X | From'Y o
a b c d K Path Surface BEX SRy 2
= PR | EREEE a
SEG1D-001 1R1 [ 70 33 AcC. | 100%
2R1 | 70 33 ACC. | 100%
3R1| 70 33 AcC. | 100%
4R1 | 70 33 ACC. | 100%
SEG1D-092 1R1| 70 33 ACC. | 100%
AFTER B-WR6058 6057
BLANK
EXAMINED BYx#§ REVIEWED BY ##
____ Sunyin C’vmﬁ' TMA‘ [X‘f‘cm Fev\fj
LEVEL-1l SIGN / DATE .,.{’up)( 2 |LEVEL-1l SIGN / DATE SN
L / QCM - PR F F*CUSTOMER S
EFSIGN/AMDATE __\ D _ > (.}J_ﬁ %¥ SIGN / F 3 DATE




FpA

‘ZPmMc) e
W=F 2009.7.5
Visual Weld Inspection Report Girder/ 22 OBG Floor Beam
%&@%&Wwﬁm Tower/ £ NA
Calfrans Contract No. 04-0120F4 Quality Control Representative:
: e , Yl
; . San Francisco Oakland Ba Bridge Cwi:
Project No.: 17 5% % y briag .
A B g dioe %t 5707202/
. Quality Assurance Manager ~Approval
Project No.: 175455 - EPO6-THT Wik iag
Accept or Reject
Welding Accept or after repair
Weld No. Welder 1.D.#| Location consumables Undercut Porosity | Over lap| Crater Arc strike| Spatters | Crack Reject | Repair BB G2
FREEIR S BRTRAE | g TR R ] i SRR L | EIEG | ko By | Ewain| B 14
SEG1C-002 045268 3G Supercored71H® 1. 4 v v v v v A N ACC ACC v
L After root weld L] After cover pass
[ After CWR or WRR No. :B-WR6059 L] After HSR No. : [0 Others
H#R787-QCP-603

" v "is no defects. " X" is defects. "NA" is not ¢

licable.



(ZBMcy

REPORT OF ULTRASONIC EXAMINATION

UTHAGR 45

REPORT NO. #H%&%E  B787-UT-7361R1 DATE 2009.07.20 PAGE 1 OF 2 Revision No: 0
PROJECT NO. : #2452 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1/C
2w B5 M IRgs
REFERENCING CODE %&£ ACCEPTANCE STANDARD #5271 PROCEDURE NO. 252
AWS D1.5-2002 AWS D1.5-2002(Table 6.3) ZPQC-UT-01
WELDING PROCESS /2% JOINT TYPE 24837 CALIBRATION DUE DATE {822 [E & 3¢ 7
SMAW CORNER-JOINT - Dec. 285 ;2009
EQUIPMENT # % MANUFACTURER #li& 7§ MODEL NO. #4552 SERIAL NO. 342
071565311, 061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK it COUPLANT #&-471 MATERIAL/THICKNESS # %} /5
\WS IW BLOCK TYPE II c.M.C A709M-345F2-X 22/38/20mm
TRANSDUCER #5:L
MANUFACTURER | ANGLE FREQUENCY SIZE MANUFACTURER ANGLE | FREQUENCY SIZE
HIET RE W Rst HIER e WE R~
Changchao 70° 2.5MHz 18x18mm
Changchao 0° 2.5MHz 20mm Reference Level %33 #pr 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
d DECIBELS4 Il DISCONTINUITY FiEg:it 5
. B
WELD 2 |48 |y |- s_[2 |5 |s 3 e
z Om| < B [Ee|sslE 88 2 LOCATION OF DISCONTINUITY S &
o | 25 LiE| X 83)53|28[5% e s Wos
IDENTIFICATION | Eik |58 | =2 [T |3 sHlglfge LA B (mm) Pwm | ¥
jiid = =] | — — =
sE|ag (o4&, < Ex | £
mumtse |3 [ | | o : a g
H = =z o =l Sound Depth from ' 5 x
= Length From'X | From'y o
a b c d K Path Surface BEX By 0
FE | ERERE a
SEG1C-002 1R1 | 70 33 ACC. | 100%
2R1| 70 33 AcC. | 100%
3R1 | 70 33 ACC. | 100%
SEG1C-094 1R1 | 70 33 ACC. | 100%
2R1 | 70 33 ACC. | 100%
3R1 | 70 33 AcCC. | 100%
4R1 | 70 33 ACC. | 100%
5R1 | 70 33 AcCC. | 100%
EXAMINED BYz:=45 REVIEWED BY #4#;
Sun yin §UM Tl\'l'\ IQLCW) w
LEVEL-1l SIGN / DATE .
A w"‘o)\)ﬂ LEVEL-1l SIGN / DATE U’D(O)‘w
RRZE / QCM ‘ FiF*CUSTOMER
Lo 2%
%5 SIGN / B DATE @\7?@/39“ > % SIGN / H i DATE

(FORM# ZPQC-UTO01)



@ P o
UTHRG 45
REPORT NO. #%%% B787-UT-7361R1 DATE 2009.07.20  pagg 2 OF 2 Revision No: 0
DECIBELS4} Il DISCONTINUITY & 5
' g
(@] w w (=1 3 3ie
WELD -1 ~ c 2 .0 i s 1 :d
z Qum |2 | B [EslesfS g g LOCATION OF DISCONTINUITY gx | &
oP |Ze|iE|E B2 gal2 8185 FELLE (mm) T
IDENTIFICATION [Eik | S& (o | S il i . 2% =
SE(mg|0f |, F B E"E 2x | 8
sngs |8 |20 |E |8 s¥| 5
RIS g g:. - Sound | Depth from . S ©
= a b & d Length Path Surface From'X | From'y 8
K s BT BEX By a
6R1 | 70 33 - AcC. | 100%
AFTER B-WR6059 6060
BLANK
EXAMINED BY 45 REVIEWED BY ##
Sun yin <;14/1 Yl)'V] HGM/] F e’ﬂa
LEVEL-Il SIGN / DATE vPo) ) LEVEL-Il SIGN / DATE Do) oA
1 ( T
RELZ®E / QCM FI/*CUSTOMER
2 . ¥
BF SIGN/ H#j DATE Y/ 5,2 D £ SIGN/ B DATE

(FORM# ZPQC-UTO01) '




AR

Welding Repair Report

&4 Rev. No.

0

T B 45K R BT HE 5 REm5
SEGt B-WR5443
Project Name SFOBB Drawing No Report No.
HRS
Contract No.: 04-0120F4 FHLERE | ae FLOOR Beay| NOTHRE S5
- b NA

A 5T ltems Name Report No.of NDT

Project No.: il
IR LR ARG

Description of welding discontinuity:
TAAW, BEFANK, KETEEERBTR. SEREA,

1AAW assembly gap exceeded technology requirement after assembly pipe,
ild up.

I 5% (Inspector) : _Xiang Fenafenq H #(Date) : _09.06.11

it needed to bu

LB R 7B

Draft of welding discontinuity:

.

At4
i
EJEQ g
N~

EDEA

e e e e B et o S s



FERER:
Caused:
HERZ

Fabrication error.

8] 5 %/\(Foreman):“ # é%ﬂ’?./ Jv
272 %A, ' '
Disposition :
HRE X SAR B A RIWPSHE & 3L T3t
HHWGME RS, AESEBAWS D1.5 3.13;
RIERAE AR T EMBEWPSHAT H# R 188,
MBS, BELGHIERR, IPGIREITETE,
FRYERLE ) B AR EE SRR TR .

ook @ N

—_

Prepare excavation with relevant WPS;
Add steel ceramic backing from reference to AWS D1.5.3.13;
Preheat and weld according to the approved WPS;

4. Remove ceramic backing, cut the hole to according to the shop drawings and grind the area flush to
base metal;

5. Check the welds according to the working drawings.

I & e defer N ' ' B
Technical engineer i .7 nyj/ Approved by éﬁ/m Date
of 1w

@'ﬁf«’)\/#

#R787-QCP-900




# 9 # # A(Foreman): L‘ vhi

Enhance supervision in process of fabrication to reduce error. -

Mg D W oot
@S_”B l;:EF é@ Jg, 'fg jﬁ = fZ Rev. No.
— Welding Repair Report 0
T F &7 REGH A HEE 5 SEGH Bty _—
Project Name SFOBB Drawing No. Report No. i
i 04-0120F4 3 Py
Contract No.: 2 AR OBG FLOOR BEAM NDT#4& 45 NE
R E %2 ltems Name Report No.of NDT
. ZP06-787
Project No.:
2 IEEHk: .
Corrective action to prevent re occurrence:
IR R R, BAR,

ZRHWPSHE
Repair WPS No.

WPS-345-FCAW-1
G(1F)-Repair-1
WPS-345-SMAW-1
G(1F)-Repair

IEHhR
technologist

Preheat temperature
before gouging

BAE (BRAD) BB E

RCe

dog A

R & 8 B 2
Description
of discontinuity

RATG B & 1R ET AR B
Inspection Preheat temperature
before welding Bt/ before welding [1,7 2
53 0 T 1 O B | mask
Max. depth of gouging Total length of gouging ]
R b
BT BB BEME
welder 6hSvEg welding type 5/’*/}("‘) position ,4
17 2 W 0 17 o E R EEE
Current 15, Voltage L Speed 12D
BRERRE '
Inspection After repairing:
% R . B #
S Inspector Ay Date
VT result A/\/v P Z/V/ 7 i 7 5
NDTE # B4R gv\ G@M B !
NDT result MR(/‘/ NDT person 2o 5,47#‘&' Date af.27 1L
) \ [ J J J 1 7
RAE :
Witness/Review:
ZE
| Remark:

#R787-QCP-900
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(ZPMcy

UTHRGR &

REPORT OF ULTRASONIC EXAMiNATION

REPORT NO. #&4%S B787-UT-8004 DATE 2009.07.16 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : L7245 ZP06-787 CONTRACTOR: CALTRANS
‘lTEMS NAME: . DRAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG 1AAW SEG1
HRE AR B I TS S

REFERENCING CODE %3l

AWS D1.5-2002

ACCEPTANCE STANDARD #2372 #r#E

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. 245

WELDING PROCESS J2# 5% JOINT TYPE JE4%35%) CALIBRATION DUE DATE {(#84¢ IF & 301
NA NA Dec. 28°7 ,2009
EQUIPMENT % % MANUFACTURER #i& MODEL NO. ¥4 5 SERIAL NO. #3145
071565311,’061488510,
UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK ik COUPLANT &7 MATERIAL/THICKNESS #7 #} B &
AWS IIW BLOCK TYPE I C.M.C A709M-345 28/40mm
TRANSDUCER #:3k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER| ANGLE FREQUENCY SIZE
&R biil g RF &R fE Ik R~
Changchao 70° 2.5MHz 18%X18mm
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} 1 DISCONTINUITY g g
. - 5
WELD S |4 |y |~ls [z [5.]s 2 #
ze S|z | B EE5eEERE LOCATION OF DISCONTINUITY g |
L i -~ x N
IDENTIFICATION | £ APEIEL: - SEege AL (mm) 28 | =
ng > = = | = =
SHIBE|R% o i E® | &
b 4 o =) ™ =
e L % E = Sound Depth from § S x
= Length From'X | From'Y o
a blc|d K Path Surface BEX e @
iR BERMERAE a
SEG1 70 34 ACC. 100%
AFTER B-WR5443
BLANK
EXAMINED BY £ REVIEWED BY ##
___Sunyin s,\MzL\ P \_.(
P i b
LEVEL -1l SIGN / DATE \«77\ ! LEVEL -1l SIGN / DATE o% 9 7_ L
[
RESE / QCM | F /*CUSTOMER [
%% SIGN / H#i DATE %<7 SIGN / H3i DATE

(FORM# ZPQC-UTO1)




(ZBMcH

REPORT OF MAGNETIC PARTICLE- EXAMINATION

B R R &
REPORT NO. & 45 B787-MT-12400 DATEH#1 2009.07.20 PAGE OFW# 1/1 Revision No: 0
PROJECT NO. CONTRACTOR:
TR ZP06-787 o CALTRANS
DRAWING NO. SEG1 CALTRANS CONTRACT NO.:
B 1AAW MM TR 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
SEMEHmG 2R BFHS BB EA N
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% MANUFACTURER &/ MODEL NO. #RX4%&S SERIAL NO. %445
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT At
AT IR HLR -
PARTICLE TYPE Dry magnet powder YOKE SPACING
R TRR R PN
MATERIAL TO BE vV WELDING 1 #:4: Material & thickness NA
EXAMINED O CASTING %14 B, EE
LiogiLpap O FORGING &% 28/40mm
'WELDING PROCESS NA TYPE OF JOINT NA
REE JRGERR
WELE [ DISCONTINUITY RNELE 1 SEPT
ysEsE INDICATION TYPE s A(%&z R%@CT R
£ Eid)
SEG1 ACC. material

AFTER B-WR5443

. BLANK

EXAMINED BYZFiF

Jia fio, ‘Uwvj

REVIEWED BY #HE;

Gun Jm (hen §

%F SIGN / Hi DATE

Jin Jianting
LEVEL-1l SIGN%% |/ DATEEH JT ,17_ » LEVEL-l  SIGN / TE oi ,77_ Yo
JAEZH / QCM { U FlFCUSTOMER [

%£F SIGN/ B3 DATE

(FORM# ZPQC-MT01)
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REPORT OF ULTRASONIC EXAMINATION
UTHG R &

REPORT NO. #%&4%5 B787-UT-7224 DATE 2009.06.23 PAGE 1 OF 1 Revision No: 0
PROJECT NO. : T#%i5 ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: RAWING NO.: CALTRANS CONTRACT NO.: 04-0120F4
OBG FLOOR BEAM SEG1E
2R EHEs M LIRS

AWS D1.5-2002

REFERENCING CODE &%#ia

ACCEPTANCE STANDARD 57 45t

AWS D1.5-2002(Table 6.3)

ZPQC-UT-01

PROCEDURE NO. #F4i 5

WELDING PROCESS Jg# 5%
FCAW

JOINT TYPE /244357
CORNER-JOINT

- Dec. 2857 ,2009

CALIBRATION DUE DATE {3 3245 F 7 43

EQUIPMENT &%

MANUFACTURER #lli#& 7§

MODEL NO. #3452

SERIAL NO. 5347 E
071565311, 061488510,

UT SCOPE PANAMETRICS EPOCH-4B 061495811, 070152011,
CALIBRATION BLOCK &k COUPLANT #&&71 MATERIAL/THICKNESS #1 ¥l B &
AWS |IW BLOCK TYPE 1I Cc.Mm.C AT709M-345T2-X 45mm
TRANSDUCER #:k
MANUFACTURER ANGLE FREQUENCY SIZE MANUFACTURER] ANGLE FREQUENCY SIZE
& RE E R~r & bl EoiEEs R~
Changchao 70° 2.5MHz 18%18mm
Changchao 0° 2.5MHz 20mm Reference Level 2% REE 20dB
Base metal inspected per AWS D1.5-2002 Section 6.19.5 0° UT OK.
. DECIBELS4 T DISCONTINUITY A4ttt 5
; E
WELD g |4 o ~I5_I8_ 16 |Is = #
Z 0 Om| < - 5 = TST(E SR 2 LOCATION OF DISCONTINUITY g &
[T B (3} -t 3 AV
IDENTIFICATION | £ I | = 2T 5 3 Sl LA B (mm) 28| &
g F 5 L= = =
SHIBE(R¥| o < = | B
i 4 =] =
RIS % E e Sound Depth from . S o
L= Length From'X | From'Y o
alb|c]|d K Path Surface BEX 0
A PERME IR o
SEG1E-584 70 33 ACC. 100%
BLANK

EXAMINED BYE#E

(\/’uz N

LEVEL -1l SIGN / DATE

REVIEWED BY ##;

rihlf i1

4b)

LEVEL -1l SIGN /

DATE

el

FREZHE / QCM

[ Fi F"CUSTOMER

% SIGN/ B DATE

% F SIGN/ Hil DATE

&

(FORM# ZPQC-UTO01)
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REPORT OF

MAGNETIC PARTICLE EXAMINATTION
B R TR 2

REPORT NO. #4542 B787-MT-8329

DATEH# 2009.03.16

PAGE OF®W 1/ Revision No: 0

i

PROJECT NO. —— CONTRACTOR: SALTRAKS
TREHE: H F:
DRAWING NO. SEG1D CALTRANS CONTRACT NO.: T
EE. OBG 1AA SEGMENT FLOOR BEAM (I TiR42 e
REFERENCING-GODE - - - -~ - |ACCEPTANCE STANDARD. ~|PROCEDURE NO. - - - —-|CALIBRATION-DUE-DATE - - -
SENEHD B2 BRF&S BEEHR
AWS D1.5-2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2009
EQUIPMENT #% % MANUFACTURER #1375 MODEL NO. #RX%% SERIAL NO. 442
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AT
REAL T e g gk 2K
PARTICLE TYPE Dry magnet powder YOKE SPACING
e 70~150mm
LS TR R 71 2B '
MATERIAL TO BE VWELDING &#{ Material & thickness A709M-345T2-X
EXAMINED [ CASTING %44 B, EE 28/38 mm
R O FORGING &1
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BEN r FREEAR
WELD I.D DISCONTINUITY ekt ACCEPT REJECT REMARKS
o LENGTH IN mm|
PR+ INDICATION TYPE K % Hie i
ki FH
SEG1D-047 ACC. 100%MT
SEG1D-133 ACC. 100%MT
BLANK
EXAMINED BY 4§ REVIEWED BY #H#;
- Y \
Cos Xow Xon 2909 5} /b LiaTwn \w
LEVEL -1l SIGN%% / DATERH LEVEL-Il  SIGN | DATEBHA 9}{ Z7
31k
FEZ%E /QCM 520 . —,/\ FH P CUSTOMER
/k\' hah wh 4( S
|

£ SIGN/ B3 DATE %<F SIGN / Hif DATE

(FORM# ZPQC-MTO01)




OF MAGNETIC PARTICLE EXAMINATION

= cC REPQRY
i R R 37 45
REPORT NO. #4545 B787-MT-8328 DATEH#1 2009.03.16 PAGE OF®# 1/4 Revision No; 0
PROJECT NO. — CONTRACTOR: AL TRANS
TEHS: ) A A
DRAWING NO. SEG1E CALTRANS CONTRACT NO.: —
Laf= OBG 1AA SEGMENT FLOORBEAM | T4 = ]
,  |REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
B e e i A - |E=RE T BEFRE E S SE e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT % - MANUFACTURER 4375 MODEL NO. #=x4:2 SERIAL NO. 452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
Reb iRy B -
PARTICLE TYPE Dry magnet powder YOKE SPACING
. 70~150mm
e e il TRES &5 o] P
MATERIAL TO BE VWELDING 254k Material & thickness AT09M-345T2-X
EXAMINED O CASTING &44: BH,BE 45/28 mm
B R O FORGING 4%
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
JR e ik 1REAR
WELD 1.D DISCONTINUITY e ACCEPT REJECT REMARKS
g LENGTH IN
oy INDICATION TYPE we | = Hil #ik
(7N &)
SEG1E-098 ACC. 100%MT
SEG1E-099 ACC. 100%MT
SEG1E-100 ACC. 100%MT
SEG1E-101 ACC. 100%MT
SEG1E-102 ACC. 100%MT
SEG1E-103 ACC. 100%MT
SEG1E-104 ACC. 100%MT
SEG1E-105 ACC. 100%MT
SEG1E-106 ACC. 100%MT
SEG1E-107 ACC. 100%MT
SEG1E-108 ACC. 100%MT
SEG1E-179 ACC. 100%MT
SEG1E-180 ACC. 100%MT
SEG1E-181 ACC. 100%MT
SEG1E-182 ACC. 100%MT
EXAMINED BY % REVIEWED BY ##;
\ L .
C%\ \{\ N\ n >~>0$,92) ,\/{v ,/A/M‘{xmbw
LEVEL-1l SIGN %% |/ DATEHH LEVEL-l  SIGN | DATEH#
4 o3 14
RRZH / QCM F F CUSTOMER '
' . wh W’Y N
: \’/\A/X \ O\V\ h
&<F SIGN / B} DATE ' %<F SIGN/ H#A DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE

R RIIR &

EXAMINATION

REPORT NO. #4475 B787-MT-8328

DATEH# 2009.03.16

PAGE OFRE 2/4

Revision No: 0

‘ V“X‘e‘,“\—\\l‘j\' y”f .9} 7/\

%< SIGN/ H# DATE

PROJECT NO. —— CONTRACTOR: CALTRANS
IE%S: B P
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
04-0120F4
e OBG 1AA SEGMENT FLOORBEAM |iM TE&S
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
EEmagE BRSO EReE ) EmEEERE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% - MANUFACTURER &$I375 MODEL NO. #R &< SERIAL NO. #4455
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
REAL 7 B i &k et s v B
PARTICLE TYPE Dry magnet powder YOKE SPACING S
R e TR BT mm
MATERIAL TO BE v WELDING /&4 Material & thickness AT09M-345T2-X
EXAMINED O CASTING &4 4, EE 45/28 mm
KU 5 O FORGING #&i&
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
oY JRLEASTY
WELD I.D DICCONTINUITY itk ACCEPT REJECT REMARKS
aess INDICATION Tvee  EEEN™ s Il #iE
SEG1E-183 ACC. 100%MT
SEG1E-184 ACC. 100%MT
SEG1E-185 . ACC. 100%MT
SEG1E-186 ACC. 100%MT
SEG1E-187 ACC. 100%MT
SEG1E-188 ACC. 100%MT
SEG1E-189 ACC. 100%MT
SEG1E-389 ACC. 100%MT
SEG1E-390 ACC. 100%MT
SEG1E-391 ACC. 100%MT
SEG1E-392 ACC. 100%MT
SEG1E-393 ACC. 100%MT
SEG1E-394 ACC. 100%MT
SEG1E-395 ACC. 100%MT
SEG1E-396 ACC. 100%MT
EXAMINED BY 45 REVIEWED BY ##
C?/f:\ XA v )6\\'\ MQ‘; /9%\/\/b _@h‘{bﬂ\v""\
. . SIGN ! DATE '
LEVEL-II SIGN%Z&% | DATEHH LEVEL-Il l B3 U'ﬁ 7, /L
REZHE / QCM F FCUSTOMER

47 SIGN / H #i DATE

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

e

LT tuah A

wﬁ,p;\u

%< SIGN/ Hi# DATE

£ SIGN / H#A DATE

bR AR
REPORT NO. #i ¢4 5 B787-MT-8328 DATEH#i 2009.03.16 PAGE OFR% 3/4 Revision No: 0
PROJECT NO. ——— CONTRACTOR: ——
IE&S: ’ it
DRAWING NO. SEG1E CALTRANS CONTRACT NO.: 04-0120F4
2E=4 OBG 1AA SEGMENT FLOORBEAM |InMTREE )
REFERENCING CODE ACCEPTANCE STANDARD  [PROCEDURE NO. CALIBRATION DUE DATE
REE S T T |BERE - |EEsE o | EEEERy S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT ##% - MANUFACTURER #3%7 MODEL NO. #RX4%E SERIAL NO. #E&HS
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
LA i iR g B -
PARTICLE TYPE Dry magnet powder YOKE SPACING
: N y 70~150mm
Rl 2R FREH gl
MATERIAL TO BE VWELDING #2844 Material & thickness AT09M-345T2-X
EXAMINED O CASTING &t o EE 45/28 mm
[oglrg s O FORGING 4%
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BET REERR
WELD 1.D e TV ACCEPT REJECT REMARKS
ey INDICATION TYPE HENEN ™Y s i P
Ei-FN KR
SEG1E-397 ACC. 100%MT
SEG1E-398 ACC. 100%MT
- SEG1E-399 ACC. 100%MT
SEG1E-430 ACC. 100%MT
SEG1E-431 ACC. 100%MT
SEG1E-432 ACC. 100%MT
SEG1E-433 ACC. 100%MT
SEG1E-434 ACC. 100%MT
SEG1E-435 ACC. 100%MT
SEG1E-436 ACC. 100%MT
SEG1E-437 ACC. 100%MT
SEG1E-438 ACC. 100%MT
SEG1E-439 ACC. 100%MT
SEG1E-440 ACC. 100%MT
SEG1E-109 ACC. 100%MT
EXAMINED BY 2 # REVIEWED BY ##
0 ~ \ \
C&\/\Y\v\%m LOZ/‘}'O))‘L(:» év(a?l/ﬁ‘\\lw\
LEVEL -1l SIGN %4 /| DATEH LEVEL-I  SIGN ! DATER
5 A ¢ =3,/
REZH / QCM F F"CUSTOMER

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMI NATTION

e BB R M 25
REPORT NO. # %45 B787-MT-8328 DATEH 2009.03.16 PAGE OFRE 4/4 Revision No: 0
PROJECT NO. - CONTRACTOR: CALTRANS
IRRS: ) Jiilak
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
04-0120F4
EE: OBG 1AA SEGMENT FLOORBEAM  |MmM TH42
REFERENCING CODE ACCEPTANCE STANDAR PROCEDURE NO. CALIBRATION DUE DATE
| U T (B T T g | EERIEE R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT %% - MANUFACTURER #I% 75 MODEL NO. 42 SERIAL NO. ¥4:4 5
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
R4k B g By -
PARTICLE TYPE Dry magnet powder YOKE SPACING TH-A5D
R TR REYEIRL B m
MATERIAL TO BE VWELDING £ £ Material & thickness AT09M-345T2-X
EXAMINED O CASTING &4 i+, BB 45/28 mm
B4 3 O FORGING &%
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Vi Fahen PREEAR
WELD 1.D ~CUTINUITYRis ACCEPT REJECT REMARKS
- LENGTH IN mm)
oz INDICATION TYPE ®r % EEL s Fik
i %H
SEG1E-190 ACC. 100%MT
SEG1E-400 ACC. 100%MT
SEG1E-441 ACC. 100%MT
BLANK
EXAMINED BY =45 REVIEWED BY ##
\ \ N
Cﬁ\«%\«\(.»\ Dved.03 1 b (0 T wn
LEVEL -1l SIGN%# [/ DATEHH LEVEL-l  SIGN /| DATEB#
\ : t"ﬁ o3l
REZE /QCM A /ovT EXERAE) F F'CUSTOMER
L\/"k\ Dul\ h
%7 SIGN / B DATE &< SIGN / H#A DATE

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

¥ SIGN/ H#i DATE

—t

R R MR &
REPORT NO. #4545 B787-MT-8327 DATEH#1 2009.03.16 PAGE OFT#G 1/2 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: BALTRANS |
TR A
DRAWING NO. SEG1C/D CALTRANS CONTRACT NO.: —
E5: OBG 1AA SEGMENT FLOOR BEAM  |inM TR4&S 0128 :
'|REFERENCING CODE =~ [ACCEPTANCE STANDARD ~|PROCEDURENG .~ CALIBRATION DUE DATE
BEWTERTG BEZing BFHE WBRERRY |
AWS D1.5-2002 = AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009
EQUIPMENT %% MANUFACTURER #1%# MODEL NO. #X4%<2 SERIAL NO. &g 2
MT YOKE PARKER B310S 6395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
REA T i Wb s B
PARTICLE TYPE Dry magnet powder YOKE SPACING —_—
e FHH R o
MATERIAL TO BE V WELDING #2#:44 Material & thickness A709M-345T2-X |
EXAMINED O CASTING %14 152884 28/38 mm
nileg O FORGING 3%
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PREET _ FREEAR
DISCONTINUITY A gk 41
WELD I.D. TENGTA TR =] ACCEPT REJECT REMARKS
e T INDICATION TYPE K B I K
SEG1C-017 ACC. 100%MT
SEG1C-018 . ACC. 100%MT
SEG1C-019 ACC. 100%MT
SEG1C-020 ACC. 100%MT
SEG1C-021 ACC. 100%MT
SEG1C-022 ACC. 100%MT
SEG1D-062 ACC. 100%MT
SEG1D-059 ACC. 100%MT
SEG1D-056 ACC. 100%MT
SEG1D-053 ACC. 100%MT
SEG1D-050 ACC. 100%MT
EXAMINED BY *=3§ REVIEWED BY #H#
N \ \
Cm‘ X v\ MQ% gg\vg CMT\AA(/"V(
; _ ) DATE
LEVEL -1l SIGN%4 | DATEHH LEVEL-l  SIGN / =] t?’ﬁ . l y ,L
REZ3 /QCM 3 FIFCUSTOMER
| ik 7”*( 21 A

&< SIGN/ B3 DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

LEVEL -lI SIGN %4

DATEHR #A

R HE R 45
REPORT NO. 8442 B787-MT-8327 DATEH# 2009.03.16 PAGE OFR# 2/2 Revision No: 0
PROJECT NO, N CONTRACTOR: ——
IBR%S: ) R
DRAWING NO. SEG1C/D CALTRANS CONTRACT NO.. —
E=R OBG 1AA SEGMENT FLOOR BEAM  |fnM TE4S 0120
JREFERENCINGCODE ~ "~ ~ |ACCEPTANCE STANDARD ~|PROCEDUREND. -~~~ — CALIBRATION DUE DATE
BENEHE BZinh BFRE B IEE R
AWS D1.5-2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 285 2009
EQUIPMENT %% MANUFACTURER %% 7 MODEL NO. #&4%&E SERIAL NO. 44 E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT e
REAL B W B
PARTICLE TYPE Dry magnet powder YOKE SPACING =BG
0y FrR# RS A1 BE ) mm
MATERIAL TO BE v WELDING &4 Material & thickness A709M-345T2-X
EXAMINED 00 CASTING &4+ B, EE 28/38 mm
e O FORGING &%
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
BEH % BEEAER
WELD I.D DI SCONTINUITY ekt ACCEPT REJECT REMARKS
res INDICATION TYPE e e i Kk
SEG1C-136 ACC. 100%MT
SEG1C-139 . ACC. 100%MT
SEG1C-142 ACC. 100%MT
SEG1C-145 ACC. 100%MT
SEG1C-148 ACC. 100%MT
SEG1C-151 ACC. 100%MT
SEG1D-148 ACC. 100%MT
SEG1D-145 ACC. 100%MT
SEG1D-142 ACC. 100%MT
SEG1D-139 ACC. 100%MT
SEG1D-136 ACC. 100%MT
EXAMINED BY X3 REVIEWED BY ##;
C N t .
Coriiny'n wseg 0 Wk lin Tm W

LEVEL-l  SIGN

| DATER# | Wﬁ"l//la

FEZHE /QCM

L JF e

% SIGN/ HH DATE

wfaw

FiFFCUSTOMER

&7 SIGN / H jif DATE

(FORM# ZPQC-MTO01)
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REPORT NO. #ft 42 B787-MT-10740

DATEH# 2009.05.09

PAGE OFT#E 1/1 Revision No: 0

PROJECT NO. 2r0e.787 CONTRACTOR: I T
TEEE: Pibs RF !
DRAWING NO. SEG1 CALTRANS CONTRACT NO. 0 T
&S OBG PLATE PANEL SPLICE MM IRGEE “0120F4
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BERTURE - BRiRE BERE W& T =g
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2009
EQUIPMENT &% MANUFACTURER #(3& MODEL NO. BRGE SERIAL NO. &85 B
MT YOKE PARKER B310S - 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT A
Rk RESEA CF/ A
PARTICLE TYPE Dry magnet powder YOKE SPACING 0 ' -
e e i) FHH Rk ] B mm
MATERIAL TO BE V WELDING B4 Material & thickness AT09M-345
EXAMINED O CASTING &4 BH, B
YA O FORGING 1% 28/38 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B e g
WELD I.D T ACCEPT REJECT REMARKS
Py INDICATION TYPE LENGERN L P, P
iV W ) ’
SEG1D-044 ACC. 100%MT
SEG1D-130 ACC. 100%MT
SEG1D-127 ACC. 100%MT
SEG1D-151 ACC. 100%MT
SEG1C-024 ACC. 100%MT
SEG1C-088 ACC. 100%MT
BLANK
EXAMINED BY £ REVIEWED BY ##;
Shang Yo gong Ser bogoleg
LeveL - 1M SIGN &gé ~/ DATEH # LEVEL-I  sieNn U ! DAI(EEU@ J7 ’
HEEZH /QCM F F CUSTOMER /
&v /;,w( )
EF SIGN/ A1 DATE L T L) %% SIGN / A4 DATE

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

i
k

% SIGN/ B DATE

=7 =1)

(FORM# ZPQC-MTO1)

/

% SIGN / 1 DATE

S S P R

T L e 1020 0 b3 A et o

; OB IUR 8
REPORT NO. #4452 B787-MT-10739 DATEH#] 2009.05.09 PAGE OFTIRG 1/4 Revision No: ¢
PROJECT NO. - CONTRACTOR: LN
TREHES: P A P
DRAWING NO. SEG1 CALTRANS CONTRAGT NO.- i 01276% T
Ee. OBG PLATE PANEL SPLICE I TGS " )
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BEATHE BZinnE Brse RBEEF M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2008
EQUIPMENT #% MANUFACTURER #)i&% MODEL NO. 52 SERIAL NO. EE44 5
MT YOKE PARKER B310s.- 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT -
B R B
PARTICLE TYPE Dry magnet powder YOKE SPACING '
. 70~150mm
Bk FR AR R BE
MATERIAL TO BE VWELDING 8 Material & thickness AT09M-345
EXAMINED Ol CASTING %4 B, B
B O FORGING 3% 28/45 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R Haekdm
WELD I.D ~ SCONTHUITY ikt ACCEPT REJECT REMARKS
iy INDICATION TYPE LENGHINmmy il P
SEG1E-097 ACC. 100%MT
SEG1E-178 ACC. 100%MT
SEG1E-430 ACC. 100%MT
SEG1E-388 ACC. 100%MT
SEG1E-387 ACC. 100%MT
SEG1E-429 ACC. 100%MT
SEG1E-096 ACC. 100%MT
SEG1E-177 ACC. 100%MT
SEG1E-255 ACC. 100%MT
SEG1E-333 ACC. 100%MT
SEG1F-023 ACC. 100%MT
SEG1F-026 ACC. 100%MT
BLANK
EXAMINED BY £ REVIEWED BY eﬁ*}g
&W
-z
an _ ’ Sun Gord ; 99
LEVEL-Ul SIGN & DATEE ] (77 e 7 LEVELY  SIGN  {// paTERM ,}7 ) /
RREH / QCM e J A FFCUSTOMER
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REPORT OF MAGNETIC PARTTCLE EXAMINATION |

REPORT NO. #5452 B787-MT-11184

DATEH#7 2009.05.25

PAGE OFIH 1/1

Revision No: 0

4@7—J\‘\

% SIGN / B DATE té‘%o o s <

PROJECT NO. ZP06-787 CONTRACTOR: CALTRANS
TEES: ) ):: =P
DRAWING NO. SEG1 CALTRANS CONTRACT NO.: 04-0120F4
ES: 1AAW MM IBRRS
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
SEMIEE B ARAE BRFHRS BB ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28,2009
EQUIPMENT ##%& MANUFACTURER $/i& 7/ MODEL NO. &< SERIAL NO. #4452
LMT YOKE PARKER B310S ) 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
RAL T R BE .
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R TR i e cp
MATERIAL TO BE vV WELDING #8:4¢ Material & thickness :
EXAMINED I CASTING 44 B, B M-S
Rl O FORGING &% 28/45 mm
WELDING PROCESS TYPE OF JOINT
FCAW T-Jol
AL RS g NT
WELD I.D —SCONNITEREg ACCEPT REJECT REMARKS
sy INDICATION TYPE ]LENGEE'N i I P P
it
SEG1E-138 ACC. 100%MT
SEG1E-137 ACC. 100%MT
SEG1E-227 ACC. 100%MT
SEG1E-228 ACC. 100%MT
SEG1E-348 ACC. 100%MT
SEG1E-347 ACC. 100%MT
SEG1E-305 ACC. 100%MT
SEG1E-306 ACC. 100%MT
BLANK
EXAMINED BYZ# ' REVIEWED BY ##;
Sun Gongchang
LEVEL -1l SIGN &% LEVEL-II SIGN ! DATEB#
REZH / QCM I FCUSTOMER

% F SIGN/ HHI DATE

(FORM# ZPQC-MTO01)




| 2 é*mﬁ | REPORT OF MaAGNET IC PARTICLE EXAMINATION |
| RO B IR 45 |
REPORT NO. #5455 B787-MT-11183 DATER# 2009.05.25 PAGE OFWM 1M Revision No: 0
PROJECT NO. S CONTRACTOR: CATTRANS
IE%S: ) A P
DRAWING NO. SEGH1 CALTRANS CONTRACT NO.: 04-0120F 4
Ee. 1AAW MM T RS
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BERHHTD BZing BFEge WE-T n-pe
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &% MANUFACTURER #1375 MODEL NO. #R4&E SERIAL NO. #4452
MT YOKE - PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AT
B4k 7Bk RS gy B
PARTICLE TYPE Dry magnet powder YOKE-SPACING
70~150mm
B KR TR RESE BE
MATERIAL TO BE vV WELDING #2184 Material & thickness
EXAMINED O CASTING s B ERE A709M-345T2
ik, (PR O FORGING &1 28/38 mm
WELDING PROCESS TYPE OF JOINT
FCAwW T-JOINT
TR BELRTY
WELD 1.D SCONTNUTY Saie ACCEPT REJECT REMARKS
oy INDICATION TYPE LE“GE};N ™ am P P
Ei-Ti E i)
SEG1D-043 ACC. 100%MT
SEG1D-131 ACC. 100%MT
SEG1D-150 ACC. 100%MT
SEG1D-128 ACC. 100%MT
BLANK
\\

EXAMINED BYE#

Sun Gongchang V(;M/\ /g«m"\ _('A’//“Zj
LEVEL-1I SIGN &% | DATEH #§
/}/' S ZJ/

REVIEWED BY ##

Diwg fo chen]

LEVEL-li SIGN

HELZE / QCM I —

Lo
%5 SIGN / H i DATE d—»{d,_{{/ 3

Fi FFCUSTOMER

Y s
| DATEH# 9/' 9J~ 24
!

% SIGN/ B3 DATE

(FORM# ZPQC-MT01)
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PARTICLE EXAMINATIO

xmay

5l

Sun Gongchang

(un G e

LEVEL -1l SIGN &%

! DATEEH \9"7 vl
[4

Dhy [ ohars

TEA R 4R 45
REPORT NO. #4452 B787-MT-11179 DATEE# 2009.05.25 PAGE OFFW® 1/12 Revision No: 0
PROJECT NO. CONTRACTOR:
! CALTRANS
Sy ZP06-787 o ALTRA
DRAWING NO. SEGIE CALTRANS CONTRACT NO.-
me 1AAW MM TESS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
SEMHHE BE2iRE BF4%E BB IEA S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
EQUIPMENT B % MANUFACTURER #%&7 MODEL NO. #R%&E SERIAL NO. &5 S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
AL B B Eegs: H
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
Rk 2R TR B s
MATERIAL TO BE vV WELDING &4 Material & thickness
EXAMINED O CASTING &4 152 =5 AT09M-345T2-X
ik Ly oy o O FORGING &3 28/45/38mm
WELDING PROCESS TYPE OF JOINT -
FCAW . T-JOINT
B po s i
WELD I.D DISCONTINUITY Friestis ACCEPT REJECT REMARKS
- INDICATION TYPE LENGE;N i P Pl
¥l
SEG1E-307 ACC. 100%MT
SEG1E-308 ACC. 100%MT
SEG1E-309 ACC. 100%MT
SEG1E-310 ACC. 100%MT
SEG1E-311 ACC. 100%MT
SEG1E-312 ACC. 100%MT
SEG1E-313 ACC. 100%MT
SEG1E-314 ACC. 100%MT
SEG1E-315 ACC. 100%MT
SEG1E-316 ACC. 100%MT
SEG1E-317 ACC. 100%MT
SEG1E-321 ACC. 100%MT
SEG1E-322 ACC. 100%MT
SEG1E-323 ACC. 100%MT
SEG1E-324 ACC. 100%MT
SEG1E-325 ACC. 100%MT
SEG1E-326 ACC. 100%MT
SEG1E-327 ACC. 100%MT
EXAMINED BYX#H REVIEWED BY & &

LEVEL-Il \'élGN

L BATER o7 d 7
7

FREZE /QCM

~

N
¥ SIGN / H i DATE ,__S,ﬁﬁeé/ %

i CUSTOMER

%5 SIGN / H#i DATE

(FORM# ZPQC-MTO01)



REPORT OF MAGNETIC PARTICLE EXAMINATION

OB R IR &
REPORT NO. R 442 B787-MT-11179 DATEHH 2009.05.25 PAGE OFIH 2/12 Revision No: 0
PROJECT NO. ) CONTRACGTOR:
A N
.y ZP06-787 ‘ W CALTRANS
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
Eg: 1AAW MHTESRS Sibbnai
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR BZRE BEFgS BB EH S
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285" 2009
EQUIPMENT %% = MANUFACTURER $I3%/ MODEL NO. R &5 SERIAL NO. 445 =
MT YOKE PARKER B310S | 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT Ac
ML FE . BEWAEgy B -
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
B A TR ROTRE mm
MATERIAL TO BE vV WELDING 1284 Material & thickness
EXAMINED O CASTING &4 B, BB AT709M-345T2-X
e LE ol O FORGING $&i& 28/45/38mm
WELDING PROCESS TYPE OF JOINT
) FCAW T-JOINT
PR FRERHTY
DISCONTINUITY A4ttt ccEp —
WELD I.D. - ACCEPT J REMARKS
ey INDICATION TYPE RS e P P
i i)
SEG1E-328 ACC. 100%MT
SEG1E-329 ACC. 100%MT
SEG1E-330 ACC. 100%MT
SEG1E-331 ‘ ACC. ' 100%MT
SEG1E-153 ACC. 100%MT
SEG1E-154 ACC. 100%MT
SEG1E-155 ' ACC. 100%MT
SEG1E-156 ACC. 100%MT
SEG1E-157 : ' ACC. 100%MT
SEG1E-158 ACC. 100%MT
SEG1E-159 ACC. 100%MT
SEG1E-160 ACC. 100%MT
SEG1E-161 ACC. 100%MT
SEG1E-162 ACC. 100%MT
SEG1E-163 ACC. 100%MT
SEG1E-243 : ACC. 100%MT
SEG1E-244 ACC. 100%MT
SEG1E-245 . v ACC. 100%MT
EXAMINED BY:# . REVIEWED BY jﬁ,
Sun Gongchang CV”L A‘”"""f 7 Di ”I W‘I
LEVEL -1l SIGN%Z4% | DATEHY J N4 (d\‘ 74" LEVEL-II SIGN ﬂATEE%ﬁ &7 \( Z&
REZIE / QCM * A FCUSTOMER

1/4’7\« = X

¥ SIGN/ H# DATE N\ 43__9 ‘,6‘ ‘ 1 % SIGN / H3i DATE

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

REPORT NO. #&4RE B787-MT-11179

|DATEE§E 2009.05.25

,PAGE OF G 3/12

IRevision No: 0

Al R W ih.

%% SIGN / B DATE 67@9 S <

PROJECT NO. CONTRACTOR:
, . N
e, ZP06-787 = e CALTRANS
DRAWING NO. SEGIE CALTRANS CONTRACT NO.:
' 4-0120F4
e, 1AAW mHIBge 04-0120
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEPERD L2 ' BF&S BB ER 3
AWS D1.5-2002 ~ AWS D1.5-2002 ZPQC-MT-01 Dec. 28°" ,2009
EQUIPMENT % MANUFACTURER H%& & MODEL NO. BEREE SERIAL NO. 45 &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke ~|CURRENT
R B ik o AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
MHAER TR BiumE R
MATERIAL TO BE v WELDING &E#:4: Material & thickness
EXAMINED O CASTING 54¢ B R AT09M-345T2-X
Lok y g S O FORGING &3& ‘ 28/45/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R R
DISCONTINUITY RiEs: 44 ACCEPT — -
WELD I.D. VS TTITVE JE EMARKS
ey INDICATION TYPE ™ Tes e #iE
EiP EFi)
SEG1E-246 ACC. 100%MT
SEG1E-247 ACC. 100%MT
SEG1E-248 ACC. 100%MT
SEG1E-249 ACC. 100%MT
SEG1 E-25Q ACC. 100%MT
SEG1E-251 ACC. 100%MT
. SEG1E-252 ACC. 100%MT
SEG1E-253 ACC. 100%MT
SEG1E-363 ACC. 100%MT
SEG1E-364 ACC. 100%MT
SEG1E-365 ACC. 100%MT
- SEG1E-366 ACC. 100%MT
SEG1E-367 ACC. 100%MT
SEG1E-368 ACC. 100%MT
SEG1E-369 ACC. 100%MT
SEG1E-370 ~ACC. 100%MT
SEG1E-371 ACC. 100%MT
SEG1E-372 ACC. 100%MT
EXAMINED BYX# REVIEWED BY m
Sun Gongchang {l/m /710""”{ ‘i Zw“ c{
LEVEL -1l SIGN &4 / DATEE! Ld\ SH LEVEL-II \élGN / ’I{ATEE% o 7Q\—7_(
RELZHE / QCM FiPPCUSTOMER {

&<F SIGN / B DATE

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

REPORT NO. #4445 B787-MT-11179

lDATEEIﬁE 2009.05.25

, PAGE OFRM 4/12

lRevision No: 0

S

BFSIGN/EMDATE _ N\ 2= Eon &2

PROJECT NO. CONTRACTOR:

s ZP06-787 il CALTRANS

DRAWING NO. _ SEGIE CALTRANS CONTRACT NO..

e, 1AAW nMIEse (-20R4

REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE

BEMTE R BRI BFRE BBRERE

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

EQUIPMENT B % MANUFACTURER HE&R MODEL NO. X G2 SERIAL NO. EE& =

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke ~|[CURRENT

R R L AC

PARTICLE TYPE Diry miagiet powder YOKE SPACING ro150mm

R Rx TR A pE

MATERIAL TO BE VWELDING #8544 Material & thickness

EXAMINED DI CASTING &+ B BTSSR

(e EaEST O FORGING &% 28/45/38mm

g;.;:e PROCESS FCAW ;v;; ;F JOINT T-JOINT

WELD 1.D. = SCONTINUITY T TENeTT =] ACCEPT | REJECT REMARKS
prpryy INDICATION TYPE e Ew - P
TN *H
SEG1E-373 ACC. 100%MT
SEG1E-125 ACC. 100%MT
SEG1E-126 ACC. 100%MT
SEG1E-127 ACC. 100%MT
SEG1E-128 ACC. 100%MT
SEG1E-129 ACC. 100%MT
SEG1E-130 ACC. 100%MT
SEG1E-131 ACC. 100%MT
SEG1E-132 ACC. 100%MT
SEG1E-133 ACC. 100%MT
SEG1E-134 ACC. 100%MT
SEG1E-135 ACC. 100%MT
SEG1E-591 ACC. 100%MT
SEG1E-592 ACC. 100%MT
SEG1E-593 ACC. 100%MT
SEG1E-594 ACC. 100%MT
SEG1E-595 ACC. 100%MT
SEG1E-596 ACC. 100%MT
Y EVIEWED

=l Ay iy

LEVEL-Il SIGN%& /| DATEHH aw LEVEL “diGN | BhATeERm o A

REZE / QCM T Fi 2 CUSTOMER 1

& <F SIGN / B#i DATE

(FORM## ZPQC-MT01)
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REPORT OF

MAGNETIC PARTICLE EXAMINATION|
ARk &y

REPORT NO. R &45 B787-MT-11179

]DATE H# 2009.05.25

IPAGE OFH® 512 IRevision No: 0

REEE / QCM QM

& SIGN / B DATE \ R - AR

PROJECT NO. CONTRACTOR:
oy ZP06-787 i CALTRANS
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
Be. 1AAW A TBREE vt
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
% HIHT BRI BFEE BB ERRY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% B MANUFACTURER $%& 7 MODEL NO. #RX 4% & SERIAL NO. %54 &
IMT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
B B B AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
Rm R — BT 70~150mm
[MATERIAL TO BE VWELDING ##4 Material & thickness
EXAMINED O CASTING %4 BB AT09M-345T2-X
B RAE O FORGING &i& 28/45/38mm
WELDING PROCESS TYPE OF JOINT
S FCAW e T-JOINT
WELD 1.D. ARG o TEReTT] ACCEPT REJECT REMARKS
Baepe INDICATION TYPE % 2 il &5
Eip %R
SEG1E-597 ACC. 100%MT
SEG1E-598 ACC. 100%MT
SEG1E-599 ACC. 100%MT
SEG1E-600 ACC. 100%MT
SEG1E-601 ACC. 100%MT
SEG1E-282 ACC. 100%MT
SEG1E-283 ACC. 100%MT
SEG1E-284 ACC. 100%MT
SEG1E-285 ACC. 100%MT
SEG1E-286 ACC. 100%MT
SEG1E-287 ACC. 100%MT
SEG1E-288 ACC. 100%MT
SEG1E-289 ACC. 100%MT
SEG1E-290 ACC. 100%MT
SEG1E-291 ACC. 100%MT
SEG1E-292 ACC. 100%MT
SEG1E-256 ACC. 100%MT
SEG1E-257 ACC. 100%MT
E REVIEWED BY
s:(:hcgloiizhjfﬁ ! wn £W ¢ l>7>“1 $&4/&M
LEVEL-Il SIGN%&% |/ DATER# i J\L_Z: LEVELN sloN I DAMER mARE
[ F FCUSTOMER 4 -

&< SIGN/ B3 DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

, - BRI &

REPORT NO. R 42 B787-MT-11179 [DATEE# 2009.05.25 |PAGE OFTH® 6/12 [Revision No: 0

PROJECT NO. CONTRACTOR:

B—— 2ZP06-787 . CALTRANS

DRAWING NO. SEG1E CALTRANS CONTRACT NO.:

Ee. 1AAW mHIERgS poiire

REFERENCING CODE ACCEPTANCE STANDARD _|PROCEDURE NO. CALIBRATION DUE DATE

BT BEiRE BFHRS BB EH B

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

EQUIPMENT %% - MANUFACTURER 437 MODEL NO. BR45E SERIAL NO. EZ:4 2

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT

R Rk g AC

PARTICLE TYPE Dry magnet powder YOKE SPACING ,

R — R 7O~ 1R

MATERIAL TO BE VWELDING £ Material & thickness

EXAMINED D) CASTING 444 ", B ANt

Bt - O FORGING 435 28/45/38mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
R FRELHRY
DISCONTINUITY A&t 1
WELD 1.D. ACCEPT REJECT REMARKS
pryrp INDICATION TYPE RLE”GEE'” i e, s P
RN i)

SEG1E-258 : | 'ACC. 100%MT
SEG1E-259 ACC. 100%MT
SEG1E-260 ACC. 100%MT
SEG1E-261 ACC. 100%MT
SEG1E-262 ACC. 100%MT
SEG1E-263 ACC. 100%MT
SEG1E-264 ACC. 100%MT
SEG1E-265 ACC. 100%MT
SEG1E-266 ACC. 100%MT
SEG1E-229 ACC. 100%MT
SEG1E-230 ACC. 100%MT
SEG1E-231 ACC. 100%MT
SEG1E-232 ACC. 100%MT
SEG1E-233 . ACC. 100%MT
SEG1E-234 ACC. 100%MT
SEG1E-235 ACC. 100%MT
SEG1E-236 : ACC. | 100%MT
SEG1E-237 . ACC. 100%MT

EXAMINED BYZXH REVIEWED BY &

Sun Gongchang gvn 5’”"{ % ' ’ )V"l Z/”W

LEVEL-Il SIGN%% | DATER” ‘ o LEVEL-) ioN / JATEE}@ g9 CA

FHR%TE / QoM Fi FCUSTOMER ’

BESION/EMOATE  _\ o~ > . [&F sieN/ BY DATE

(FORM# ZPQC-MTO01)



Bt R 3R 45

REPORT OF MAGNETIC PARTICLE EXAMINATTON

REPORT NO. # %45 B787-MT-11179

J DATEHR}# 2000.05.25

JEAGE OF B 7/12

IRevision No: 0

Lo L~

¥ SIGN/ H#i DATE

C—#%héxfa

PROJECT NO. CONTRACTOR:
M—_—— ZP06-787 o CALTRANS
DRAWING NO. SEGIE CALTRANS CONTRACT NO.:
e AW RS o4-o1zg=4
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
BEANBET B2 BFGE BB RTEA B
AWS D1.5-2002 _ AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009
EQUIPMENT ®% MANUFACTURER #I3& 7 MODEL NO. #xX%5 SERIAL NO. B&ERE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
Bl A% RAE ME AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
v i) FREM Re3miE pE
MATERIAL TO BE VWELDING ##:44: Material & thickness
EXAMINED O CASTING &4 M BB AT09M-345T2-X
BRI O FORGING i 28/45/38mm
WELDING PROCESS FCAW TYPE OF JOINT T-JOINT
Bk ok i
DISCONTINUITY R4kt .
v}';é%g ' INDICATION TYPE e Acggw R%E&CT RE:;;KS
EETN B~
SEG1E-238 ACC. 100%MT
SEG1E-239 ACC. 100%MT
SEG1E-215 ACC. 100%MT
SEG1E-216 ACC. 100%MT
SEG1E-217 ACC. 100%MT
SEG1E-218 ACC. 100%MT
SEG1E-219 ACC. 100%MT
SEG1E-220 ACC. 100%MT
SEG1E-221 ACC. 100%MT
SEG1E-222 ACC. 100%MT
SEG1E-223 ACC. 100%MT
SEG1E-224 ACC. 100%MT
SEG1E-225 ACC. 100%MT
SEG1E-335 ACC. 100%MT
SEG1E-336 ACC. 100%MT
SEG1E-337 ACC. 100%MT
SEG1E-338 ACC. 100%MT
SEG1E-339 ACC. 100%MT
EXAMINED BYE# REVIEWED BY #
Sun Gongchang [Hr'\ W M }fﬂ"q ‘1
LEVEL-Il SIGNZ#£ | DATEENY e LEVEL# “SIGN | DATERH o e Lou”
REL3 / QCM ! H F'CUSTOMER )

% F SIGN/ Hi DATE

(FORM# ZPQC-MTO01)

—_—




REPORT OF

MAGNETIC PARTICLE EXAMINATTON

B RIIR 45

REPORT NO. # &4 B787-MT-11179

l DATEH#1 2009.05.25

lPAGE OF M 812

lRevision No: 0

PROJECT NO. CONTRACTOR:
—— ZP06-787 o s CALTRANS
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
me: 1AW MRS 04012084
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
BT BRinn |Brse WET T ope
AWS D1.5-2002 _ AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% MANUFACTURER #i&7; MODEL NO. #X%&= SERIAL NO. 45 E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
RALT % RS o AL
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R FROR R B
MATERIAL TO BE VWELDING 1244 Material & thickness
EXAMINED I CASTING &4 B B ATO9M-345T2-X
B O FORGING &1 28/45/38mm
WELDING PROCESS FCAW TYPE OF JOINT -
BT otz
WELD 1.D ~CONTINUITY et ACCEPT REJECT REMARKS
fengion IND;%,:_:ION 1;;5 e Y e il T
SEG1E-340 ACC. 100%MT
SEG1E-341 ACC. 100%MT
SEG1E-342 ACC. 100%MT
SEG1E-343 ACC. 100%MT
SEG1E-344 ACC. 100%MT
SEG1E-345 ACC. 100%MT
SEG1E-139 ACC. 100%MT
SEG1E-140 ACC. 100%MT
SEG1E-141 ACC. 100%MT
SEG1E-142 ACC. 100%MT
SEG1E-143 ACC. 100%MT
SEG1E-144 ACC. 100%MT
SEG1E-145 ACC. 100%MT
SEG1E-146 ACC. 100%MT
SEG1E-147 ACC. 100%MT
SEG1E-148 ACC. 100%MT
SEG1E-149 ‘ACC. 100%MT
SEG1E-349 ACC. 100%MT
EXAMINED BY=E# REVIEWED BY %5
Sun Gongohang Cun Growey_chows , pobon
LEVEL-Il SIGN%&4% /| DATERM— A LEVELI  SfoN r—/DATEqu o O
REZTE / QCM 7 Fi F*"CUSTOMER o

e oA 8

£F SIGN/ Bl DATE

% ¥ SIGN / H#i DATE 2 Lo

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATTON

%< SIGN / B DATE _‘;,/_7.{/ S

BRI &

REPORT NO. 454 B787-MT-11179 [DATER # 2009.05.25 |PAGE OF @ 9/12 [Revision No: 0
PROJECT NO. CONTRACTOR:
M ZP06-787 iy CALTRANS
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
Ee: 1AAW mHIRES 04-012074
REFERENCING GODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
SETEHRT B BFRE BB EE RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% MANUFACTURER %3 75 MODEL NO. #RX &% SERIAL NO. 8452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
REAL v RO b i AC
PARTICLE TYPE Dry magnet powder YOKE SPACING
Rt ey TR R 70~150mm
MATERIAL TO BE VWELDING ##:4 Material & thickness
EXAMINED O CASTING &+ B R ATOOM-345T2-X
R#H R O FORGING 4% 28/45/38mm
WELDING PROCESS FCAW TYPE OF JOINT TJOINT
R p < Eill

DISCONTINUITY 4t ‘

V;f;% g. NoIGATION ;2;; FW ACé;PT Rf;éEL&CT Rsnggxs
SEG1E-350 ACC. 100%MT
SEG1E-351 ACC. 100%MT
SEG1E-352 ACC. 100%MT
SEG1E-353 ACC. 100%MT
SEG1E-354 ACC. 100%MT
SEG1E-355 ACC. 100%MT
SEG1E-356 ACC. 100%MT
SEG1E-357 ACC. 100%MT
SEG1E-358 ACC. 100%MT
SEG1E-359 ACC. 100%MT
SEG1E-293 ACC. 100%MT
SEG1E-294 ACC. 100%MT
SEG1E-295 ACC. 100%MT
SEG1E-296 ACC. 100%MT
SEG1E-297 ACC. 100%MT
SEG1E-298 ACC. 100%MT
SEG1E-299 - ACC. 100%MT
SEG1E-300 ACC. 100%MT

EXAMINED BYZX# REVIEWED BY T
ISun Gonachang j W U)
LEVEL-1l SIGN %% / "’7@ U LEVEL-I| sm/N / ‘D/ATEEI% @-7 K[‘Q(
HESHE / QCM F FCUSTOMER '
o T~

% ¥ SIGN/ B DATE

(FORM# ZPQC-MTO1)




‘ REPORT OF MAGNETIC PARTITCLE EXAMINATION
BRI IR &5
REPORT NO. {442 B787-MT-11179 [DATEE# 2000.05.25 |PAGE OF T 1012 [Revision No: 0
PROJECT NO. CONTRACTOR:
_— ZP06-787 o CALTRANS
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
B 1AAW mATEGS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE
ST BRI BFES SEBREAROH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT %% MANUFACTURER #%& MODEL NO. #RX4%&5 SERIAL NO. &5 &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ac
B B g 268
PARTICLE TYPE Dry magnet powder YOKE SPACING
_ 70~150mm
Rk 2EH FriR RS IR IR ’
MATERIAL TO BE VWELDING ##:4 Material & thickness
EXAMINED C1 CASTING 44 @t JE B ATOIM-345T2:X
RF R O FORGING &% 28/45/38mm
WELDING PROCESS - TYPE OF JOINT T-JOINT
BEEN ok 2]
DISCONTINUITY ittt ‘
vgggzﬁng. NDIGATION 1;2;5 W ;gm ot | A(;;;PT R?éE!&CT REI\g?;KS
SEG1E-301 ACC. 100%MT
SEG1E-302 ACC. 100%MT
SEG1E-303 ACC. 100%MT
SEG1E-617 ACC. 100%MT
SEG1E-618 ACC. 100%MT
SEG1E-619 ACC. 100%MT
SEG1E-620 ACC. 100%MT
SEG1E-621 ACC. 100%MT
SEG1E-622 ACC. 100%MT
SEG1E-623 ACC. 100%MT
SEG1E-624 ACC. 100%MT
SEG1E-625 ACC. 100%MT
SEG1E-626 ACC. 100%MT
SEG1E-627 ACC. 100%MT
SEG1E-279 ACC. 100%MT
SEG1E-280 ACC. 100%MT
SEG1E-603 ACC. 100%MT
SEG1E-604 ' 100%MT

EXAMINED BYF:#

REVIEWED BY 'ﬁ& W

LEVEL-I SIGN/ | DATERm 974 [

Gt Oown

LEVEL -1l SIGN &4 |/ DATEEﬁ

Sun Gongchang

Wi
{ F F"CUSTOMER

REZT / QCM m

% SIGN / B3 DATE

%% SIGN / H % DATE é—% et AN

(FORM# ZPQC-MT01)



REPORT

B R 45

OF iMAGNETIC PARTICLE EXAMINATION

REPORT NO. %45 B787-MT-11179

’DATEEU’U? 2009.05.25

]PAGE OF T 11/12

IRevision No: 0

LEVEL -1l SIGN &4

/

DATERJ oA

PROJECT NO. CONTRACTOR:

— ZP06-787 _ CALTRANS

DRAWING NO. SEGIE CALTRANS CONTRACT NO.-

B 1AAW MM TR S I

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

BT BN BFES SRR IER 30

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

EQUIPMENT %% MANUFACTURER %357 MODEL NO. R & E SERIAL NO. 42455

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC

AL BFEE g R

PARTICLE TYPE Dry magnet powder YOKE SPACING

R 2T E— RUE AR 10=150mm

MATERIAL TO BE VWELDING #2#:4 Material & thickness

EXAMINED O CASTING 544 R AT09M-345T2-X

[oeilbuE ] Ol FORGING i 28/45/38mm

:;Z-;ZG PROCESS FCAW :;%P; ;F JOINT .

DISCONTINUITY R4t
v@é%g ' INDICATION TYPE qLENGEi'N o Ac;;;” e | pulii
TN Eid]

SEG1E-605 ACC. 100%MT
SEG1E-606 ACC. 100%MT
SEG1E-607 ACC. 100%MT
SEG1E-608 ACC. 100%MT
SEG1E-609 ACC. 100%MT
SEG1E-610 ACC. 100%MT
SEG1E-611 ACC. 100%MT
SEG1E-268 ACC. 100%MT
SEG1E-269 ACC. 100%MT
SEG1E-270 ACC. 100%MT
SEG1E-271 ACC. 100%MT
SEG1E-272 ACC. 100%MT
SEG1E-273 ACC. 100%MT
SEG1E-274 ACC. 100%MT
SEG1E-275 ACC. 100%MT
SEG1E-276 ACcC. 100%MT
SEG1E-277 ACC. 100%MT
SEG1E-278 ACC. 100%MT

EXAMINED BYX# REVIEWED BY, &4

Sun Gongchang {UVV( M albm] }7 7&/‘! W

LEVEL-I| SIG\‘{

/ QA/TEE{;{B \97@17//[\

REL3 / QCM

e

&F SIGN/ B#i DATE Mgﬁigr )5

FFCUSTOMER

%F SIGN / B DATE

(FORM# ZPQC-MT01)
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REPORT OF MAGNETIC PARTICLE EXAMINATION|
TEX R 3R 45

REPORT NO. #5435 B787-MT-11179

, DATEH#1 2000.05.25

lPAGE OF TG 12/12

lRevision No: 0

LEVEL -1l SIGNZ% /| DATEE)@’

PROJECT NO. CONTRACTOR:

E— ZP06-787 . CALTRANS

DRAWING NO. SEG1E CALTRANS CONTRACT NO.:

me. 1AAW MM TERS ke

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

SEW LT 20 BF&S XREEFSH

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

EQUIPMENT ##% MANUFACTURER 43 MODEL NO. %% SERIAL NO. 445

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT

R RmR AR AC

PARTICLE TYPE Dry magnet powder YOKE SPACING

. T RS EE 70~150mm

MATERIAL TO BE VWELDING ##:4 Material & thickness

EXAMINED I CASTING %4 R4 B ATO9M-345T2-X

B EL O FORGING #&i% 28/45/38mm

WELDING PROCESS FCAW TYPE OF JOINT S

BE % pot T3 )

DISCONTINUITY Ai%gt4t:
\ﬁgﬁ;g ' INDICATION TYPE Wﬁ"" o Ac;;;PT R%E,&CT RE%’;;I_?KS
E-7N Eid)
SEG1E-612 ACC. 100%MT
SEG1E-613 ACC. 100%MT
SEG1E-614 ACC. 100%MT
SEG1E-615 ACC. 100%MT
SEG1E-318 ACC. 100%MT
SEG1E-360 ACC. 100%MT
SEG1E-150 ACC. 100%MT
SEG1E-240 ACC. 100%MT
SEG1E-304 ACC. 100%MT
SEG1E-346 ACC. 100%MT
SEG1E-136 ACC. 100%MT
SEG1E-226 ACC. 100%MT
SEG1E-374 ACC. 100%MT
SEG1E-332 ACC. 100%MT
SEG1E-164 ACC. 100%MT
SEG1E-254 ACC. 100%MT
BLANK
EXAMINED BYE# REVIEWED BY &
Sun Gongchang gﬂ/"\ /W 4 }77)‘/‘1 @M

LEVEL-II ‘JIGN

I A,% /—%ATEEI% ‘74:@

HEZE /QCM F P CUSTOMER

S Ay

¥¥ SIGN/ B# DATE

¥ SIGN/ B3 DATE s > L S Q

(FORM# ZPQC-MTO01)
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REPORT OF MAGNETIC BARTTC

LE BEXAMINATION

ISun Gongchang

LEVEL -1l SIGN %% | DATEE}@J

Vi

R &
REPORT NO. # & 455 B787-MT-11177 DATER# 2009.05.25 PAGE OFWE 1/2 Revision No: 0
PROJECT NO. ——— CONTRACTOR: CLPTRANS
TE&S: " A P
DRAWING NO. SEG1D CALTRANS CONTRACT NO.: ,
me: 1AAW WMTESS 04-0120F4
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMTHIT B2 EFgT B EFH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2009
EQUIPMENT 4% - MANUFACTURER #i& MODEL NO. #xX%&E SERIAL NO. &445 5
MT YOKE PARKER B310S 5395 5617’ 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT P
1 2 AR S Bty HR -
PARTICLE TYPE Dry magnet powder YOKE SPACING .
BB TR el o
MATERIAL TO BE v WELDING B#:4 Material & thickness
EXAMINED O CASTING %44 B4, BB AT709M-345T2-X
(e pog O FORGING 4&3& 28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PR FREENTY
WELD 1.D D RSONTUITY et ACCEPT REJECT REMARKS
s e INDICATION TYPE RLENG{Q}E‘N ™ awm Tl P
i Br B3
SEG1D-006 ACC. 100%MT
SEG1D-009 ACC. 100%MT
SEG1D-012 ACC. 100%MT
SEG1D-015 ACC. 100%MT
SEG1D-018 ACC. 100%MT
SEG1D-021 ACC. 100%MT
SEG1D-024 ACC. 100%MT
SEG1D-027 " ACC. 100%MT
SEG1D-030 ACC. 100%MT
SEG1D-033 ACC. 100%MT
SEG1D-036 ACC. 100%MT
SEG1D-089 ACC. 100%MT
SEG1D-093 ACC. 100%MT
SEG1D-096 ACC. 100%MT
SEG1D-099 ACC. 100%MT
SEG1D-102 ACC. 100%MT
SEG1D-105 - ACC. 100%MT
SEG1D-108 ACC. 100%MT
EXAMINED BY4§ REVIEWED BY ##

LEVEL-ll N SIGN

REEIE / QCM

(om WJQ S

o> ——

Fl CUSTOMER

A DATERH o0y [~
!

£ SIGN | F i DATE

(FORM# ZPQC-MTO01)

%< SIGN / i DATE _ N 2
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} REPORT OF MAGNETIC PARTICLE EXAMLINATT

R B4R o5

......

REPORT NO. ## &4 B787-MT-11177

DATEH#1 2009.05.25

PAGE OFm#& 2/2

Revision No: 0

PROJECT NO. A CONTRACTOR: CALTRANS
TEES: ) H P
DRAWING NO. SEG1D CALTRANS CONTRACT NO.: T —
EE: 1AAW MM IB%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEHEED B2 BFEES S BRIERXKY
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2000
EQUIPMENT #% B MANUFACTURER /3% % MODEL NO. B %&E SERIAL NO. 445
MT YOKE |PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
REAL T B e H
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R 2R TR B[R PR
MATERIAL TO BE VWELDING ##:4 Material & thickness ,
EXAMINED O CASTING &4+ B EE AT09M-345T2-X
ok sy O FORGING &3 28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PR BEERT
DISCONTINUITY ALk
WELD 1.D. ACCEPT REJECT REMARKS
oy INDICATION TYPE e ™ e Tl pefed
Ei- T B3l
SEG1D-111 ACC. 100%MT
SEG1D-114 ACC. 100%MT
SEG1D-117 ACC. 100%MT
SEG1D-120 ACC. 100%MT
SEG1D-046 ACC. 100%MT
SEG1D-134 ACC. 100%MT
SEG1D-039 ACC. 100%MT
SEG1D-123 ACC. 100%MT

BLANK

EXAMINED BYZx#5
Sun Gongchang

Sun_lypny_chonst

LEVEL - 1i

SIGNZZ |/

— )
DATER #3

Frga

REVIEWE:D)} li:ﬁzl/ /ww"

LEVEL-lI

\/
SIGN

FEZ3E /QCM

Le T2 T

£ SIGN/ H#i DATE . 5 C‘ ‘06/5

FFFCUSTOMER

! ,éATEE!% ‘y7gi‘-24“

% SIGN/ H il DATE

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

R R RAR &
REPORT NO. # &4i5 B787-MT-11175 DATEH#1 2009.05.25 PAGE OFTE 1/3 Revision No: 0
PROJECT NO. CONTRACTOR:
— . ZP06-787 B CALTRANS
DRAWING NO. SEG1C/SEG1D CALTRANS CONTRACT NO.:
Be: 1AAW MM ITESS 04’01205_4
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
BEMTERG BRIRE BFRS BB ERR
AWS D1.5-2002 —  |Aws D1.5-2002 ZPQC-MT-01 Dec. 28%7 2009
EQUIPMENT #% MANUFACTURER %37 MODEL NO. BR45 SERIAL NO. %4452
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRE!JT AC
BEAb 7 B gk C:E
PARTICLE TYPE Dry magnet powder YOKE SPACING ——
RRRR FRH I mm
MATERIAL TO BE v WELDING B4 Material & thickness -
EXAMINED O CASTING %4 B, B AT09M-345T2-X
B O FORGING &% 28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
RS PREERT
WELD I.D ORI ACCEPT REJECT REMARKS
e INDICATION TYPE HENCT™™ s P P
Eian b3}
SEG1C-026 ACC. 100%MT
SEG1C-028 ACC. 100%MT
SEG1C-030 L ’ ACC. 100%MT
SEG1C-032 ACC. 100%MT
SEG1C-034 ACC. 100%MT
SEG1C-036 ACC. 100%MT
SEG1C-038 ACC. _ 100%MT
SEG1C-040 ACC. 100%MT
SEG1C-042 ACC. 100%MT
SEG1C-044 ACC. 100%MT
SEG1C-046 ACC. 100%MT
SEG1C-054 ACC. 100%MT
SEG1C-056 ACC. 100%MT
SEG1C-058 ACC. 100%MT
SEG1C-060 ' ACC. 100%MT
SEG1C-062 ACC. 100%MT
SEG1C-064 ACC. 100%MT
SEG1D-061 ACC. ( 100%MT
EXAMINED BYX# REVIEWED BY ##
Sun Gongchang g"M W dA/WV I)M /VM
LEVEL-1l SIGN%&% / DATER#J A4 LEVELI SIGN | DATE p OB
FELE / QCM v F FCUSTOMER b
EFSIGN/ A DATE  <S——>— K| / % SIGN / H 3 DATE
4

rd
(FORM# ZPQC-MTO01)



% SIGN/ B DATE

7‘._&0 ’5{'/ B

h REPORT OF MAGNETIC PARTTCLE EXAMINATION
RO R 5
REPORT NO. 4% B787-MT-11175 DATER# 2009.05.25 PAGE OFTUHE 2/3 Revision No: 0
PROJECT NO. CONTRACTOR:
ey ZP06-787 . CALTRANS
DRAWING NO. SEG1C/SEG1D CALTRANS CONTRACT NO.:
[:2R=H 1AAW MM ITEERS PRI
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEPTURTY BRI BF&S SR ER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2000
EQUIPMENT %% — MANUFACTURER $#/3&% MODEL NO. X% 5 SERIAL NO. #4455
IMT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |CURRENT £G
R4 A iy HLH
PARTICLE TYPE Dry magnet powder YOKE SPACING -
R %R FR# RESIF 25 mm
MATERIAL TO BE Y WELDING &4 Material & thickness .
EXAMINED O CASTING %4 B, ERE AT09M-345T2-X
five LY ol O FORGING & 28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
REHE FREEATY
DISCONTINUITY RiE&t: I —
WELD 1.D. T ] ACCEP REJEC REMARKS
ey INDICATION TYPE 'LENG;';N S e Sl pefed
&R b i)
SEG1D-058 ACC. 100%MT
SEG1D-055 ACC. 100%MT
SEG1D-052 ACC. 100%MT
SEG1D-049 ACC. 100%MT
SEG1C-134 ACC. 100%MT
SEG1C-137 ACC. 100%MT
SEG1C-140 ACC. 100%MT
SEG1C-143 ACC. 100%MT
SEG1C-146 ACC. 100%MT
SEG1C-149 ACC. 100%MT
SEG1D-149 ACC. 100%MT
SEG1D-146 ACC. 100%MT
SEG1D-143 ACC. 100%MT
SEG1D-140 ACC. 100%MT
SEG1D-137 ACC. 100%MT
SEG1C-091 ACC. 100%MT
SEG1C-095 ACC. 100%MT
SEG1C-098 - ACC. 100%MT
EXAMINED BYX# REVIEWED BY ##
Sun Gongchang _erl & orq_ 7! . ; M
LEVEL-Il SIGN%4& /| DATEAHY o Tk LEVELWI SN I nartasm (9/74:%‘
REZHE / QCM /f F P CUSTOMER ¥

£ SIGN/ A DATE

(FORM# ZPQC-MTO01)
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REFPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. ¢ 45 B787-MT-11175

IDATEEI}@ 2009.05.25

IPAGE OFTR 3/3

'Revision No: 0

PROJECT NO. CONTRACTOR: CALT
P06-787 ALTRANS
TEEE: 5 e
DRAWING NO. SEG1C/SEG1D CALTRANS CONTRACT NO.:
04-0120F4

EE: 1AAW mHTESES ,

REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE

BRI BRiw BIFES BB ER R

AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009

EQUIPMENT #%& MANUFACTURER $3& 7 MODEL NO. B %S SERIAL NO. E442

MT YOKE PARKER B310S 5395 5617 5620

MAGNET|Z|NG METHOD Continuous magnetic yoke CURRE.NT -

Rk i Wi B

PARTICLE TYPE Dry magnet powder YOKE SPACING

70~150mm

RE¥p AR TR -2 G '

MATERIAL TO BE v WELDING ##:44 Material & thickness

EXAMINED O CASTING &4 M, ERE AT09M-345T2-X

Log, (pog = O FORGING &3 28/38mm

WELDING PROCESS TYPE OF JOINT

FCAW T-JOINT
Pk S pot 2yl
= STONTINUTY it ACCEPT REJECT REMA K
WELD 1.D. ARKS
oy INDICATION TYPE 1LENGE;§'N ™ am Sl Pl
i)
SEG1C-101 ACC. 100%MT
SEG1C-104 ACC. 100%MT
SEG1C-107 ACC. 100%MT
SEG1C-110 ACC. 100%MT
SEG1C-113 ACC. 100%MT
SEG1C-116 ACC. 100%MT
SEG1C-119 ACC. 100%MT
SEG1C-122 ACC. 100%MT
SEG1C-048 ACC. 100%MT
SEG1C-125 ACC. 100%MT
BLANK

EXAMINED BY%3#§
Sun Gongchang

LEVEL-II SIGN%% / DATEE;@‘J 0»72(—,34’
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Dy
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LEVEL-II \éIGN

I’gATEEH#] @76‘«W

REZT / QCM

44,2_/\\ t

%% SIGN / B4 DATE M e :

F FCUSTOMER

% ¥ SIGN/ B#i DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. %45 B787-MT-12566

DATEH# 2009.07.28

PAGE OFW#g 1/1

Revision No: 0

PROJECT NO. N——_— CONTRACTOR: p—
ITHERE: ) A P
DRAWING NO. SEG1E/D CALTRANS CONTRACT NO.: —
BE: OBG SEGMENT MHIR%S s
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SERBEY BEZiRE BFGS &g ]
AWS D1.5-2002 —  |AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT %% MANUFACTURER #I3&7% MODEL NO. #X %5 SERIAL NO. 442
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke CURRENT AC
I3t dyap-S B g BLF
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150
BmER FRB =) J1somm
MATERIAL TO BE v WELDING #2844 Material & thickness
EXAMINED O CASTING 5644 BH B ATOIM-345T2-X
fonlpa g O FORGING 4&i& 28/45/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PR ot i)
WELD 1.D DISCONTINUITY et ACCEPT REJECT REMARKS
.D. R
Bme INDICATION TYPE pE LS [ s el
it et
SEG1E-096 ACC. 100%
SEG1E-177 ACC. 100%
SEG1D-151 ACC. 100%
SEG1E-429 ACC. 100%
SEG1E-387 ACC. 100%
SEG1D-127 ACC. 100%
SEG1E-422 ACC. 100%
SEG1E-380 ACC. 100%
SEG1D-107 ACC. 100%
BLANK

Le L LR

7
%
£ SIGN/ B} DATE /lf,{ o K oo

EXAMINED Bvi(;g‘\ ) REVIEWED BY &% 4

Ding Acheng y’)h? )%, Cl&*\j 1% P ﬁLL"“""\

LEVEL- sieN &% 1) paterm /vl 0) w"/g LEVEL-l  SIGN | _bATERH 7-"79) ,'\/%
RESE / QCM Ji F"CUSTOMER

% SIGN / Hii§ DATE
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REPORT OF MAGNETIC PARTICLE EXAMINATION

R R
REPORT NO. &4 B787-MT-12560 DATEH#A 2009.07.28 PAGE OFTHE 1/1 Revision No: 0
PROJECT NO. —_— CONTRACTOR: —
TERS: H P
DRAWING NO. SEG1D CALTRANS CONTRACT NO.:
me: OBG SEGMENT M TR TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SEMERE B2iEE BF&RE WEREFERH
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ;2009
EQUIPMENT #% MANUFACTURER #Ii&7 MODEL NO. B 4% SERIAL NO. 442
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC
[ T A7 B gy B :
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
Rk 2R TR B sE
MATERIAL TO BE vV WELDING 284} Material & thickness A709M-345f2-x
EXAMINED O CASTING %4+ R EE
porlpzgs! O FORGING &% 28/38mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R bt b
WELD I.D D SCONTINUIT YRt ACCEPT REJECT REMARKS
.D. T ————— e, M
oy INDICATION TYPE ENEN T s P el
7N i)
SEG1D-150 ACC. 100%
SEG1D-128 ACC. 100%
SEG1D-108 ACC. 100%
SEG1D-105 ACC. 100%
SEG1D-096 ACC. 100%
SEG1D-009 ACC. 100%
SEG1D-086 ACC. 100%
BLANK
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TR R 25

REPORT NO. & 52 B787-MT-12553 DATEH# 2009.07.28 PAGE OF®G 1/2 Revision No: 0

PROJECT NO. " CONTRACTOR: ——

IERS: ! A F:

CONTRACT NO.:

DRAWING NO. SEG1E CALTRANS CONTRA 04-0120F4

ES: OBG SEGMENT A TEREES

REFERENCING CODE ACCEPTANCE STANDARD _ |PROCEDURE NO. CALIBRATION DUE DATE

SER TR R BFRS BB EE

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

EQUIPMENT #%: MANUFACTURER 4137 MODEL No. #=X%&E SERIAL NO. 445 E

MT YOKE PARKER B310S 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT AC

R4k BESRE L R

PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150

R KR TR RS Teemm

MATERIAL TO BE v WELDING &4 Material & thickness

AT09M-345T2-X
EXAMINED O CASTING #4 1570 =Y;:3 oM-34
RRFE O FORGING &3 45/28mm
‘ WELDI‘NG PROCESS B aRG TYPE OF JOINT -
B REEHR
WELD I.D DISCONTINUITY et e ACCEPT REJECT REMARKS
prpryiyey INDICATION TYPE 1LENG{T€EN ™ ew P Pl
B Edi)

SEG1E-137 ACC. 100%MT
SEG1E-227 ACC. 100%MT
SEG1E-347 ACC. 100%MT
SEG1E-305 ACC. 100%MT
SEG1E-341 ACC. 100%MT
SEG1E-299 ACC. 100%MT
SEG1E-340 ACC. 100%MT
SEG1E-298 ACC. 100%MT
SEG1E-337 ACC. 100%MT
SEG1E-298 ACC. 100%MT
SEG1E-148 ACC. 100%MT
SEG1E-238 ACC. 100%MT
SEG1E-353 ACC. 100%MT
SEG1E-311 ACC. 100%MT

EXAMINED BY*:#

Ding Acheng D}‘j A‘I‘Q/‘—i
LEVEL-Il SIGN%4# _) DATEH 97,’.}7)%{
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REPORT OF MAGNETIC PARTICLE EXAMINATION

TR AR 45
REPORT NO. # &4 S B787-MT-12553 lDATEElﬁ)i 2009.07.28 ,PAGE OF G 2/2 ,Revision No: 0
PROJECT NO. CONTRACTOR:
P06-787 CALTRANS
TR Zpo AP
DRAWING NO. SEG1E CALTRANS CONTRACT NO.:
04-0120F4
E e, OBG SEGMENT hHIRRS =
REFERENCING GODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
SEPTERID B2 BEF&S WRREFRE
AWS D1.5-2002 - AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT #% MANUFACTURER #3%75 MODEL NO. #RX4g&< SERIAL NO. B44S
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZ'NG METHOD Continuous magnetic yoke CURRENT
AC
AL B R s ;26
PARTICLE TYPE Dry magnet powder YOKE SPACING .
70~150mm
RO ER FrE BeSuiA g
MATERIAL TO BE Y WELDING ; i
BE4t Material & thickness A709M-345T2-X
EXAMINED O CASTING &4 R, BB
[ire L Fop s O FORGING &i& 45/28mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R B bt vl
DISCONTINUITY A4t
WELD I.D. ACCEPT REJECT REMARKS
e INDICATION - TYPE 1LENGE',;N ™ s P el
Ei-pa E-5id]
SEG1E-255 ACC. 100%MT
SEG1E-333 ACC. 100%MT
SEG1E-373 ACC. 100%MT
SEG1E-331 ACC. 100%MT
SEG1E-152 ACC. 100%MT
SEG1E-242 ACC. 100%MT
- SEG1E-362 ACC. 100%MT
SEG1E-320 ACC. 100%MT
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STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Arnold Schwarzenegger, Governor

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000355
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date:  30-Nov-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0257

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-Conformance Report waswritten:  22-May-2009

Description of Non-Conformance:

Caltrans Quality Assurance (QA) Inspector found the following issues by Visual Testing (VT) on welds
previously inspected and accepted by ZPMC Quality Control (QC) and ABF QA Inspectors.

1. Thirteen (13) cracked tacks were found by QA MT Inspector on segment stiffener plates. ZPMC removed
the cracked tacks by carbon arc gouging. Plates and stiffener base material will now need to be repaired. The
weld numbers are as follows; SeglE-031, 034, 039, 040, 078, 486, 489, 658, 659, 660, 661, 662, and 663.

2. Twenty Three (23) Bulkhead Stiffeners have fillet welds wrapped on both ends of stiffener. Weld detail on
drawing shows the fillet weld shall be welded both sides and not welded all around (wrapped).

3. SEG1C-152~172 and SEG1D-152~170- The approved drawings require atight fit joint. The joint had been
fillet welded then the weld was removed by carbon arc gouging resulting in base metal damage. ZPM C caulked
over the gouged welds prior to Caltrans QA Inspector verification of the 2 mm tight fit requirements.

4. Segment internal stiffener Partial Joint Penetration (PJP) Welds have root openings greater than the 5mm
alowed per WPS-B-T-2333-Tc-U4b f. See attached table for weld joint numbers and root opening values. The
back side of the PJP welds exhibit burn through with slag inclusions which have not been cleaned.

5. SEG1D-002, SEG1D-092, and SEG1C-002E have weld and base metal defects (excessive reinforcement,
lack of fusion, no weld, and rollover) that need to be weld repaired.

6. 28 mm thick sloping stiffeners at location A41 (2) and location A12 (2) which require a PJP weld with a8
mm reinforcing fillet do not have the required fillet weld size. The fillet weld has not been welded. Stiffeners
cross section (28 mm) is reduced to 18mm thick outside the toe of the PIP weld. This does not meet the
thickness requirement on the segment drawing (SEG1D) and weld detail (WD90H) of the stiffener component.
7. Fillet weldsjoining internal stiffenersto plates at locations A14 ~ A16 on W3 side bottom plate and
location A14 W3 side bulkhead contain rollover, lack of fusion, and unacceptable weld profiles.

8. Pipe (219 mm diameter) penetration at |ocation A14 bottom plate on segment assembly detail SEG1A hasa
root gap of 9.5 mm. Root gap exceeds the 5 mm maximum root gap for fillet welds.

9. The backing bar for complete joint penetration (CJP) weld SEG1E-587 is still in place in various locations

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



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

aong the weld. The joint designation TC-U4b per WPS-B-T-2233-Tc-U4b-F requires the joint to be welded
both sides then backgouged.

Contractor's proposal to correct the problem:

Perform repairs and required NDT.

Corrective action taken:

ZPMC performed all necessary repairs and submitted required documentation. All work was signed off of first
shipment Punchlist by CT. ZPMC has proposed to increase in process supervision.

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 Jim Simonis, who represents the Office of Structural
Materials for your project.

Inspected By: Simonis,Jim Quality Assurance Inspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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