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-000331
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 13-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island ~ NCR # ZPMC-0305

Type of problem:

Welding [] Concrete [ Other
Welding ] Curing 1 Procedural Bridge No: 34-0006
Joint fit-up [J Coating [J] Other [  Component: OBG Segment 1AAE

Procedural [ Procedural [1 Description:

Reference Description: Missed MT Indications by QC, Plate X196S, Segment 1AAE

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAE,
Caltrans Quality Assurance (QA) Inspector discovered two (2) linear indications (35mm and 40mm in length)
located in the base metal (weld removal areq) of Plate X196S at location A013. This area had previously been
tested and accepted by ZPMC NDT personnel.

Two MT linear indications observed in the base metal
(weld removal area) at A013, Segment 1AAE

B ] . :
After grinding thnear indi&ations.
<

%

200906:14 01:27:58
IMG_4746

2009:06:14 02:26:21
IMG_4753

Applicablereference:

Special Provisions Section 8.3 —“Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS D1.5 (02) Section 6.26.2 —“Welds that are subject to M T in addition to visual inspection shall have no
cracks.”

TL-15,Quality Assurance -- Non-Conformance Report Page 1 of 2



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

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Cao Hai Zhou
Time and method of notification: 0130 hours, 06/14/09, Verbal
Name of Caltrans Engineer notified: Stanley Ku

Time and method of notification: 0800 hours, 06/15/09, Verbal
QC Ingpector's Name: Chen Xi

Was QC Inspector awar e of the problem: [ 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

N7 TL-15Quality 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: 22-Jun-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: 05.03.06-000295
Subject: NCR No. ZPMC-0305

Reference Description:  Missed MT Indications by QC, Plate X196S, Segment 1AAE

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: 01
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAE, Caltrans Quality
Assurance (QA) Inspector discovered two (2) linear indications (35mm and 40mm in length) located in the base metal (weld removal
ared) of Plate X196S at location A013. This area had previously been tested and accepted by ZPMC NDT personnel.
See attached NCR No. ZPMC-305 for details.
Action Required and/or Action Taken:
Propose aresolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials'workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future
occurrences. A response for the resolution of thisissue is expected within 14 days.

Transmitted by: Ching Chao
Attachments: ZPMC-0305

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

ol " 05.03.06-000295,NCT

Pagelof 1



American AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

Bridge - FL U O R : PLO. BOY 23223 Oakland, CAG4623

Phorne (5100 4119-01 20 F Fax (51072239 -0666

A JOINT VEMTURE

NCR PROPOSED RESOLUTION

Ta CALTRANS - SAS Superstructure Datect  14-Aug-2009

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

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

Resident Engineser Documnent Ho.: ABF-HPRAO00287 Rev: DO
Ref: 05.03 05-000295

Subject  NCR Mo, ZPmMC0305

Contractor's Proposed Resolution:

Reference Resolution: PMC hasz noted the adionto prevent recurrence by the 88F QCW and has sttached the relative ingection
reports. P MO requests closwe ofthis NCR.

PMC has provided response to MCR ZPMC-0305. Withthizresponse ZPMC has noted the action to prevent recurrence by the ABF QCh
ard has attached the reldive inzpedion reports. ZPMC reguests closure of this MCR.

Subrritted by
Atachment(s):  AEF MNPR-O00287ROC;

Caltrans’ comments: Status: CLO
Date: 20-Aug-2000

The propozed resolution iz acceptable. The welding inspedors have received additional training, and, the weldz in guestion have been
accepted by MT az shown in the attached documents. The Departm ent concursthat Non-Corfarmance ZPMC-0303 is dosed.

Submitted by Wright, Doug Date:  20-Aug-2009

Attachment(s):

Fape lafi

a0



@ No. B-440
LETTER OF RESPONSE

TO: American Br_iiige/Flour
DATE: 2009-8-7
REGARDING: NCR-000331 (ZPMC-305)
With this letter of response, ZPMC requests closure for Caltrans NCR-000331
(ZPMC-305).

We agree what describe in the non-conformance report, and have instructed our QC that

avoid to miss-discover any linear indication:

(n Each NDT operator should be control the conduct speed and provide the
enough light both free hand and on the machine touch.

(2) We calibrated all of the old MT machines and witness the process by ABF.

(3 We purchased some new machine which the type is same with the caltrans used

on site for the inspection.

(4) The ABF FQAM has made a training for all of the ZPMC NDT guy with the
specification provision. The mainly attitude is how to improve the conductor
workmanship that to decrease the miss-discovery.

For the description in the non-conformance report we make the clarify as here: First, please
find the drawing SEG2D with the attachment. At location A13, we can’t find the X196S which
said in the NCR. But the plate X196H is here and we had done MT for accepted.

Second, at that time, after we found the cracks on base material, the CWR559 had been
submitted and approved. Now all the cracks had been removed, and the base material had also
been repaired and verified NDT by ZPMC and CT.

Please reference attached document for acceptance and closure the NCR-000331

(ZPMC-305)

ATTACHMENT:

NCR-000331 (ZPMC-305)

The drawing of 1AAE SEG2

The MT report with the crack after removing the stiffeners. (MT-11633)
B-CWRS559

The final VI/MT/UT report after reparing

The final MT report of the X196H (MT-12568)

7 /M& B £; %w:‘wg /-)36’4/0
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/" DEFARTMENT OF TRANSFORTATION - District 4 Toll Bridge
- 666 Feng Bin Road Room 708, Changxing Island

A Shanghal 201913 PR China
(rdlessris Tel: 021-56856666 ext 207061 Fax:
NON-CONFORMANCE REPORT TRANSMITTAL ”
To: AMERICAN BRIDGE/FLUOR, A IV Date: 22-Jun-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: 05.03.06-000295
Subject: NCR No. ZPMC-0305

Reference Description: Missed MT Indications by QC, Plate X1968, Segment 1AAE

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with a requirement of the contract document a.s
indicated below:
[ Material or Workmanship not in conformance with contract documents.
El Quatlity 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: 0BG : Lift: 01
Remarks:
During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1 AAE, Caltrans Quality
Assurance (QA) 1n5pectm;?2jscuvcred two (2} linear indications (35mm and 40mm in length) located in the base metal (weld removal
area) of Plute%écatﬁn ‘A013. This area had previously been tested and accepted by ZPMC NDT personnel.
See attached NCR No. ZPMC-305 for details.
Action Required and/or Action Taken:
Propose a resolution for the identified recurring non-conformance which constitutes a systematic problem on both
materials/workmanship and quality control issues to remedy the defected work and with revised procedures to prevent future

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

Transmitted by: Ching Chao
Attachments! ZPMC-0305

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

N/ 05.03.06-000295NCT
‘F‘Z 03 Page | of 1



STATE OF CALIFORNIA--BUSINESS, TRANSPORTACTION AND HOUSING AGENCY Armold Schwarzenegger, Gevernor

DEPARTMENT OF TRANSPORTATION A
DIVISION OF ENGINEERING SERVICES 7
Office of Structural Materials e

L

Quality Assurance and Source Inspeclion

Contract #: 04-0170F4
Bay Area Branch
690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13.2/13.9

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Island, Shanghai, P.R. China Report No: NCR-000331
Prime Contractor: Amc;rican Bridge/Fluor Enterprises, a IV Date: 13-Jun-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR #: ZPMC-0305

Type of problem:

Welding O Concrete [1 Other

Welding ] Curing (1 Procedural Bridge No: 34-0006

Joint fitup [J Coating [1 Other [ Component: OBG Segment IAAE

Procedural [] Procedural [1 Description:

Reference Description: Missed MT Indications by QC, Plate X196S, Segment 1AAE

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAE,
Caltrans Quality Assurance (QA) Inspector discovered two (2) linear indications (35mm and 40mm in length)
located in the base meial (weld removal area) of Plate X 1968 at location A013. This area had previously been
tested and accepted by ZPMC NDT personnel.

17 = R s

= A t'\"l‘(.l

T ' . 3 i
» - 5 7 A ]

Two MT lineat ndications pbservad in the base metal
{weld teiovalarea) atACT 3, Segraent 1AAE.

Applicable reference:

Special Provisions Section 8.3 — “Quality Control (QC) shall be the responsibility of the Contractor. Asa
minimum, the Contractor shall perform inspection and testing of each weld joint prior to welding, during
welding, and after welding as specified in this section and to ensure that materials and workmanship conform
to the requirements of the contract documents.”

AWS DI1.5 (02) Section 6.26.2 — “Welds that are subject to MT in addition to visual inspection shall have no
cracks.”

N2, TL-15.Quality Assurance -- Non-Cenformance Report Pgedof 3



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

Who discovered the problem:  Umesh Gaikwad

Name of individual from Contractor notified: Cao Hai Zhou >
Time and method of notification: 0130 hours, 06/14/09, Verbal
Name of Caltrans Engineer notified:  Stanley Ku

Time and method of notification: 0800 hours, 06/15/09, Verbal
QC Inspector's Name: Chen Xi

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

q

Comments: :

This report is for the puf'pose 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

‘j'V TL-15,Quality Assurance -- Non-Conformance Report Page 2of 2
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(ZBMc

REPORT OF MAGNETIC PARTICLE EXAMINATION

RO R RR &
REPORT NO. {442 B787-MT-12568 DATER 1 2009.07.08 PAGE OFW#% 11 Revision No: 0
PROJECT NO. 7P06.787 CONTRACTOR: —
TR%KE: i A e
; SEG2 SEG1 CALTRANS CONTRACT NO.:
HERAWINGHC 04-0120F4
:28=H OBG 1AAE MM ITRRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
222 5 A D TR BFEYS PVE: 2 dnse = el
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2009
EQUIPMENT % -~ |MANUFACTURER fl3&7§ MODEL NO. #.E8 SERIAL NO. #4452
{mMT YOKE PARKER B310S 5395 5617 5620
IMAGNETIZING METHOD Continuous magnetic yoke |[CURRENT .
AL A REAE S i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R R FREH R ] R
MATERIAL TO BE v WELDING #E4 Material & thickness
EXAMINED O CASTING #4f B, IR
Bt E O FORGING i mm
WELDING PROCESS TYPE OF JOINT
NA NA
BT ks Toyit)
ELD 1D DISCONTILIT e A ACCEPT REJECT EMARKS
w R
i LENGTH IN mm
s e INDICATION TYPE R e Elk Fi
B i)
BASE
X196H ACC. MATERIAL
BASE
X193A/B ACC. MATERIAL
BASE
X194A/C ACC. MATERIAL
BASE
X185A ACC. MATERIAL
BASE
X193B ACC. MATERIAL
BASE
X182B ACC. MATERIAL
BASE
X188B ACC. MATERIAL
BLANK
EXAMINED BYX:## REVIEWED BY ##
|Dinq Achen \.W'\ A’ GL@V\ gw"«e" "‘\j ( Lba‘“"”
LEVEL -1l SIGN 2&@ ATEE! m 6% W . & LEVEL-l  SIGN { DATE 7 (5
FitE&3 / QCM . ; [ F FCUSTOMER
[y Vol
%< SIGN/ Bl DATE /% % SIGN / I}l DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

[ERMEE / QCM
Ly ot Bt

35 F SIGN / H i DATE

4

Lved

EF SIGN/ E I DATE

R R U R 5
REPORT NO. {445 B787-MT-11633 DATER 1 2009.06.08 PAGE OFRE 116 Revision No: 0
PROJECT NO. . CONTRACTOR: CALTRA
TESE, : T ALTRANS
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
Ee: 1AAE MAAW o |InHIERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BEMTHRD R BFRS BBBERRA
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2009
EQUIPMENT #% - MANUFACTURER $I3& /i MODEL NO. #RX45 SERIAL NO. &5
MT YOKE PARKER B310S 5395 5617 5620 .
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
L kA LR B
PARTICLE TYPE Dry magnet powder YOKE SPACING 70150
e Tt R B mm
MATERIAL TO BE v WELDING #44: Material & thickness R ———_—.
EXAMINED - O CASTING %4+ B, LHE
B itk O FORGING i 45mm
WELDING PROCESS M& TYPE OF JOINT R0
T b b
O DISCONTINUITY A48t pr— IR
.D. = REMARKS
B E INDICATION TYPE [N e Bl .
famr Egiv]
SEG2E-137 ACC. removed stiff
SEG2D-130 ACC. removed stiff
SEG2E-347 1 CRACK 680mm REJ. removed stiff
2 CRACK 328mm REJ. removed stiff
3 CRACK 170mm REJ. removed stiff
4 CRACK 300mm REJ. removed stiff
SEG2E-429 1 CRACK 240mm REJ. removed stiff
2 CRACK 361mm REJ.  |removed stiff
3 CRACK 70mm REJ. removed stiff
4 CRACK 450mm REJ. removed stiff
SEG2E-044 ACC. removed stiff
SEG2E-227 1 CRACK 170mm REJ. removed stiff
2 CRACK 220mm REJ. removed stiff
EXAMINED BYZE & i 5 o REVIEWED BY ## .
__Chang fang jie = 5‘”‘% FML"T\[“( R b0 Y Tl Lontien 6 05/
LEVEL-1l SIGN%#% / DATER#I ‘7? b LEVEL-l  SIGN ! DATEB# 6{" )
FlJ°CUSTOMER

(FORM# ZPQC-MTO01)




[ 297l

%5 SIGN / Bfi DATE

[ ©
[

REPORT OF MAGNETIC PARTICLE EXAMINATION
g pok LR
REPORT NO. #5435 B787-MT-11633 DATEB i 2009.06.08 PAGE OFHE 2/16 Revision No: 0
PROJECT NO. R CONTRACTOR: —
IRE%S: : J:: %
DRAWING NO. SEG2/5EG1 CALTRANS CONTRACT NO.:
04-0120F4
Ee 1AAE MAAW mMHIBHRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SH IR BEIRE BF&E BB ER R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT # % - MANUFACTURER 3% if§ MODEL NO. 2 #5 SERIAL NO. &4 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT At
ML AR H 3
PARTICLE TYPE Dry magnet powder YOKE SPACING o
MR 2A TRA R0 5E S0me
MATERIAL TO BE v WELDING B4 Material & thickness
AT09M-345T2-X
EXAMINED O CASTING %44 B, A
BEHE O FORGING i 45mm
WELDING PROCESS - TYPE OF JOINT &
BERE ok bkl
WELD | DISCONTINUITY A< a4t p— —
.D. JE REMARKS
e INDICATION TYPE pEL I Ji it
it i)
3 CRACK 130mm REJ. removed stiff
SEG2E-305 ACC. removed stiff
SEG2E-387 1 CRACK 360mm REJ. removed stiff
2 CRACK 280mm REJ. removed stiff
SEG2D-129 ACC. removed stiff
SEG2D-116 ACC. removed stiff
SEG2E-343 ACC. removed stiff
SEG2E-425 ACC. removed stiff
SEG2E-301 ACC, removed stiff
SEG2E-383 ACC. removed stiff
SEG2D-118 ACC. removed stiff
SEG2D-101 ACC. removed stiff
SEGZE-338 1 CRACK 10mm REJ. removed stiff
EXAMINED BY X7 REVIEWED BY
__Chang fang Jie /Lb'vv‘r( g 'g’ (-0 Y /ouh.C/xﬂw We JF é .
3 (5~
LEVEL -1l SIGN%Z% |/ DATEEUW "{ LEVE]. Il SIGN ! DATEB 06 ?
FItEm / QCM F P CUSTOMER

£F SIGN/ Al DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

37 SIGN / Bl DATE

&/r];’r‘w&%

4+

£ SIGN / A} DATE

TEL A0+ W0 30 45
REPORT NO. 1% 45€ B787-MT-11633 DATEHA 2009.06.08 PAGE OFHG 3/M6 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR; i s
TEES: ) oA
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
HEe.: 1AAE AAW nMIBES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
B2 2 11 11 45 5 BRIRE BEFee BB E RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°T 2008
EQUIPMENT # % = MANUFACTURER #3515 MODEL NO. B & & SERIAL NO, E&:iHE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
AL R W R
PARTICLE TYPE Dry magnet powder YOKE SPACING —
R RE TR ey F mm
MATERIAL TO BE vV WELDING 184 Material & thickness
A709M- 0
EXAMINED O CASTING %44 B, A 34512 X
B#HH O FORGING &% 45mm
WELDING PROCESS b TYPE OF JOINT A
B pob eyl
WELD |.D S PN e ACCEPT REJECT REMARKS
. INDICATION TYPE A Bl P
Ew Ei]
SEG2E-420 1 CRACK 210mm REJ. removed stiff
2  CRACK 265mm RELJ. removed stiff
SEG2E-296 1 CRACK 85mm REJ. removed stiff
2 CRACK 30mm REJ. removed stiff
3 CRACK 70mm REJ. removed stiff
4 CRACK 150mm REJ. removed stiff
5 CRACK 60mm REJ. removed stiff
SEG2E-378 ACC. removed stiff
SEG2D-103 ACC. removed stiff
SEG2D-002 ACC. removed stiff
SEG2E-083 ACC. removed stiff
SEG2E-124 ACC. removed stiff
SEG2F-043 ACC. removed stiff
EXAMINED BY & C . -~ 8 REVIEWED BY ## )
__Chang fang jie l’\—"w“"r ( i Aan Ween 9,79 04 oF
LEVEL-1l SIGN%% | DATER#I O f L o6 v LEVEL-l  SIGN | DATER¥I il
JREES I / QCM H FCUSTOMER

(FORM# ZPQC-MTO01)



REPORT OF MAGNETIC PARTICLE EXAMINATION
R B4R

REPORT NO. #4455 B787-MT-11633

DATER ] 2009.06.08

PAGE OFJIHE 4/16

Revision No: 0

/‘fﬂ/)l"wé/um

- SIGN / Bl DATE

L

% SIGN / Bl DATE

PROJECT NO. ——— CONTRACTOR: CALTRANS

IEHE: ) A P

DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:

04-0120F4

e, 1AAE HAAW mMHIBRGS

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE

£EHTEHED BB BRHS BB A 3N

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

EQUIPMENT #% MANUFACTURER {1 MODEL NO. %8 SERIAL NO. Eiise

MT YOKE PARKER B310S 5385 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT g

T Ab iR H 5

PARTICLE TYPE Dry magnet powder YOKE SPACING _—

iR FHH R4 AR mm

MATERIAL TO BE VWELDING #B4&4 Material & thickness

AT09M-345T2-X

EXAMINED O CASTING &4 B, R M-345T

BB E O FORGING 3% 45mm

WELDING PROCESS A TYPE OF JOINT .

BEFE ok Tyil)

WELD I.D o LR s 2 ACCEPT REJECT REMARKS
v INDICATION TYPE 'LE”GE;:'N i I P o
R i)

SEG2F-044 ACC. removed stiff
SEG2E-334 ACC. removed stiff
SEG2F-022 ACC. removed stiff
SEG2D-004 ACC. removed stiff
SEG2F-023 ACC. removed stiff
SEG2F-024 ACC. removed stiff
SEG2F-025 ACC. removed stiff
SEG2F-026 ACC. removed stiif
SEG2D-088 ACC. removed stiff
SEG2F-027 ACC. removed stiff
SEG2D-090 ACC. removed stiff
SEG2E-416 ACC. removed stiff
SEG2C-041 ACC. removed stiff

EXAMINED BY 37 ~ X REVIEWED BY #1

__Chang fang jie é/\’\"“)’ ' '3 i % 7-"“"- C/\""‘U W en™ Q/

LEVEL -l SIGN &% DATEH 3] ff’ o6 ""b/ LEVEL-I _ SIGN | DATEB "? v 6

FiftEE / QCM F APCUSTOMER

(FORM# ZPQC-MT01)



REPORT OF MAGNETIC PARTICLE EXAMINATION

X5 SIGN / Bl DATE

FR2E / QCM
e

R R PR 5
REPORT NO. #4545 B787-MT-11633 DATER ¥ 2009.06.08 PAGE OFT% 516 Revision No: 0
PROJECT NO. . CONTRACTOR: CALTRANS
IE%E: i B
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
Bs: 1AAE J1AAW MMIRES
REFERENCING CODE ACCEPTANCE STANDARD [PROCEDURE NO. CALIBRATION DUE DATE
£A BT ERiRE EBFHg B ER I
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT % - MANUFACTURER #i# 1i MODEL NO. #8 SERIAL NO. #4455
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
AR BAER LY B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
gl Fri# RiSE(R)SE
MATERIAL TO BE Y WELDING R4 Material & thickness
700M-345T2-X
EXAMINED O CASTING #4F B, B8 ATON-34
REiHE O FORGING 4&if 45mm
WELDING PROCESS Sk TYPE OF JOINT ik
1R g AT
WELD I.D CISCONTNUTY ekt ACCEPT REJECT REMARKS
e INDICATION TYPE R 3B P
i Endid]
SEG2E-151 ACC. removed stiff
SEG2E-241 ACC. removed stiff
SEG2E-109 ACC. removed stiff
SEG2E-180 ACC. removed stiff
SEG2C-046 ACC. removed stiff
SEG2E-240 ACC. removed stiff
SEG2C-045 ACC. removed stiff
SEG2E-150 ACC. removed stiff
SEG2E-361 ACC. removed stiff
SEG2C-130 ACC. removed stiff
SEG2E-319 ACC. removed stiff
SEG2E-355 1 CRACK 20mm REJ. removed stiff
2 CRACK 18mm REJ. removed stiff
|[EXAMINED BYZ: 8 N REVIEWED BY W
_chang fang e__CAE G fromsy (£ [ e 108
LEVEL-1l SIGN%4% [/ DATEAM 0‘?-» 76, VY LEVEL-l  SIGN ! DATEBH 570' ° Y
HFCUSTOMER

% SIGN/ Bl DATE

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION

/1///‘!72‘/*»5%»&

%5 SIGN / H i DATE

£-2

RE B B4R &
REPORT NO. {1 %45 B787-MT-11633 DATEH 11 2009.06.08 PAGE OFH# 6/16 Revision No: 0
PROJECT NO. 2P06.787 CONTRACTOR: —
IREE: ) e
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
3= 1AAE [1AAW i TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ E P& H2iFHE BFaY s EAT RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT 4 - MANUFACTURER HI#1 MODEL NO. #3.%% SERIAL NO. B4 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT i
Bi{L M L B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BRER TR Rixm(m
MATERIAL TO BE v WELDING R4 Material & thickness AR BIETR
EXAMINED O CASTING %44 34, 2R
B R E O FORGING i 45mm
WELDING PROCESS i TYPE OF JOINT ik
BEFE pride Eokil)
WELD 1.D DISCONTINUITY Y [rors—  ACCEPT REJECT REMARKS
o INDICATION TYPE e | = 1B #E
3 CRACK 240mm REJ. removed stiff
4 CRACK 250mm REJ. removed stiff
5 CRACK 470mm REJ. removed stiff
SEG2C-148 1 CRACK 20mm REJ. removed stiff
SEG2E-313 ACC. removed stiff
SEG2C-004 ACC. removed stiff
SEG2F-001 ACC. removed stiff
SEG2F-002 ACC. removed stiff
SEG2F-003 ACC. removed stiff
SEG2F-004 ACC. removed stiff
SEGZ2F-005 ACC. removed stiff
SEG2C-002 ACC. removed stiff
SEG2E-214 ACC. removed stiff
EXAMINED BYX# . -~ REVifnyp BY #H#
__Chang fang jie O’ U 1 WJ’LL /%G/\.Ad we.' - ,}%
LEVEL -1l SIGN%#% /| DATEHM ﬁf 0p Y LEVEL-l  SIGN / DATEBM ’7
Fit&3E / QCM ' B FCUSTOMER !

£=F SIGN / Bl DATE

(FORM# ZPQC-MTO01)



R 1 B4R

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 545 B787-MT-11633

DATER I 2009.06.08

PAGE OFI(# 7/16

Revision No: 0

JGREIE / QCM

AV‘?SL&AA&%K

% SIGN / B 1 DATE

L5

Fi/°CUSTOMER

PROJECT NO. — CONTRACTOR: ——
IBRHS: ) A P
DRAWING NO. SEG2/5EG1 CALTRANS CONTRACT NO.;
04-0120F4
HE: 1AAE [1AAW MHIRGRE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EXIMTTRT B bR BRHES 1 B IER RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ,2009
EQUIPMENT 4 MANUFACTURER #li& MODEL NO. {58 SERIAL NO. #&EHE
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT A
RiL B MR R L
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
HHAE T RN R
IMATERIAL TO BE YWELDING #2444 Material & thickness I S——
EXAMINED O CASTING %4 ', R
B e O FORGING &% 45mm
WELDING PROCESS NA TYPE OF JOINT NA
BEE ke Eobiv]
WELD |.D CEEELULIMIRGR L ACCEPT REJECT REMARKS
e INDICATION TYPE [T ™ s 1B P
SEG2E-255 ACC. removed stiff
SEG2F-045 ACC. removed stiff
SEG2F-046 ACC. removed stiff
SEG2C-086 ACC. removed stiff
SEG2E-333 ACC. removed stiff
SEG2E-369 ACC. removed stiff
SEG2E-451 ACC. removed stiff
SEG2C-104 ACC. removed stiff
SEG2E-327 1 CRACK 30mm REJ. removed stiff
2 CRACK 1550mm REJ. removed stiff
SEG2E-409 1 CRACK 110mm REJ. removed stiff
2 CRACK 85mm REJ. removed stiff
3 CRACK 75mm REJ. removed stiff
EXAMINED BY X v REVIEWED BY £
__Chang fang jie CF\"’"‘”}/MJ Ak b.o S/ [an CAas W 2~ . ”8/
LEVEL-Il SIGN%&%£ [ DATER a’(’ oy LEVEL-l  SIGN { DATEBR Jf' i B

%< SIGN / F i DATE

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION

RRZHE / QcM /D‘/){J’L&W M

¥ SIGN / H i DATE

/23

R AR R =
REPORT NO. & 435 B787-MT-11633 DATER I} 2009.06.08 PAGE OFTL# 8/16 Revision No; 0
PROJECT NO. —— CONTRACTOR: CAETRANS
IRES: i =R
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
23R 1AAE MAAW mHIBRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ST ED HZ AR EFEHE {L B E EH HIE
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28° ;2009
EQUIPMENT # % MANUFACTURER 3 1§ MODEL NO. B35%5 SERIAL NO. &35
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
B4k S e b 2 2 HHT
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BB AR TR B AT (3] BB
MATERIAL TO BE Y WELDING ##:4F Material & thickness
AT09M-345T2-X
EXAMINED O CASTING ¥4 B4, LA
R Fi+t 5 O FORGING 4@t 45mm
WELDING PROCESS ig TYPE OF JOINT il
1R it 2 il
WELD I.D DISCONTINUOITY s eRt: ACCEPT REJECT REMARKS
RS INDICATION TYPE 'LENGE};” ™ = - Rt
4 CRACK 90mm REJ. removed stiff
5 CRACK 50mm REJ. removed stiff
6 CRACK 90mm REJ. removed stiff
7 CRACK 230mm REJ. removed stiff
SEG2C-106 ACC. removed stiff
SEG2E-365 ACC. removed stiff
SEG2C-116 ACC. removed stiff
SEG2E-323 ACC. removed stiff
SEG2E-111 ACC. removed stiff
SEG2E-152 ACC. removed stiff
SEG2C-149 ACC. removed stiff
SEG2E-192 ACC. removed stiff
SEG2E-242 ACC. removed stiff
EXAMINED BY X% A REVIEWED BY ##
__Chang fang jie (/\-%clr G‘VE'J AR [ 3? TM&W Wwey . 0. 0»57
LEVEL-Il SIGN%#% / DATEBH il € oL LEVEL-l  SIGN ! DATERH# f '
HJFCUSTOMER

25+ SIGN / Bl DATE

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

% F SIGN / H ¥l DATE

& SIGN / B ) DATE

R R 4R
REPORT NO. #4545 B787-MT-11633 DATEH ] 2009.06.08 PAGE OFT#% 9/M6 Revision No: 0
PROJECT NO. 2P06767 CONTRACTOR: T
TEEE: " iR
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
He: 1AAE J1AAW MHIBGRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
E£EMHELHN BRIrE Py s R L BEEH M
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2877 2009
EQUIPMENT & # MANUFACTURER #3f MODEL NO. #3&% SERIAL NO. &g E
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -
R R3S ek B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R AR TR RS A1 P
MATERIAL TO BE + WELDING #i5:4 Material & thickness m
EXAMINED O CASTING %4 B4, B
R O FORGING &% 45mm
WELDING PROCESS HA TYPE OF JOINT i
REEH magen
WELD I.D L ACCEPT REJECT REMARKS
prysyiye INDICATION TYPE | R I Bl R
Ei-p7 %0
SEG2C-150 ACC. removed stiff
SEG2E-362 ACC. removed stiff
SEG2E-444 ACC. removed stiff
SEG2C-127 ACC. removed stiff
SEG2E-320 ACC. removed stiff
SEG2C-126 ACC. removed stiff
SEG2E-402 ACC. removed stiff
SEG1E-334 ACC. removed stiff
SEG1F-003 ACC. removed stiff
SEG1F-004 ACC. removed stiff
SEG1F-005 ACC. removed stiff
SEG1D-086 ACC. removed stiff
SEG1F-006 ACC. removed stiff
[EXAMINED BYZE# ~. - N REVIEWED BY i
__Chang fang jie CW W { {-,%u ;e Jon chas e ohoof
[LEVEL -1l SIGN%#% | DATER E Tl 2 LEVEL-l  SIGN ! DATER# df
FELHE / QCM [t / F FPCUSTOMER
-(/t/7 Vi ce i Teta
’ 1

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

/7/7”2

% SIGN / i DATE

‘Mﬁwo.
6

2 SIGN / H i DATE

o AR S
REPORT NO. %45 B787-MT-11633 DATER i1 2009.06.08 PAGE OFJ 10/16 |Revision No: 0
PROJECT NO. —— CONTRACTOR: —
IE%E: i A P
DRAWING NO, SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
e 1AAE HAAW MHIBERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIERATION DUE DATE
HH WA BT BFHS L BEEERM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 285 ,2009
EQUIPMENT &% MANUFACTURER #%%§ MODEL NO. #2458 SERIAL NO. #4i4 8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT G
B F B L W 3 B HHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BEAR TR R (7] 7B
IMATERIAL TO BE v WELDING #8:4¢ Material & thickness T T
EXAMINED O CASTING # & B BB
R e O FORGING &% 45mm
WELDING PROCESS NA TYPE OF JOINT ik
HENE bl gl
WELD I.D S N B ACCEPT REJECT REMARKS
. INDICATION TYPE TR s o e
R i)
SEG1D-088 ACC. removed stiff
SEG1E-416 ACC. removed stiff
SEG1E-096 ACC. removed stiff
SEG1E-137 1 CRACK 100 mm REJ.  |removed stiff
SEG1D-150 ACC. removed stiff
SEG1D-128 ACC. removed stiff
SEG1E-347 1 CRACK 1180mm REJ. removed stiff
SEG1E-429 ACC. removed stiff
SEG1D-151 ACC. removed stiff
SEG1E-177 ACC. removed stiff
SEG1E-227 ACC. removed stiff
SEG1E-305 1 CRACK 50mm REJ. removed stiff
2 CRACK 30mm REJ. removed stiff
EXAMINED BY 4R a0 REVIEWED BY ##
__Chang fang jie GWE I‘“’ "? Jj e sl ‘9</ ngf\lw me‘ d’y
LEVEL -1l SIGN %% DATER # 7 g o LEVEL-l  SIGN | DATEH /f ob.
JEE / QCM A PCUSTOMER /

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION

& SIGN / Bl DATE

b&

=

B M &
REPORT NO. #4435 B787-MT-11633 DATEHR# 2009.06.08 PAGE OFTME 11/16 Revision No: 0
PROJECT NO. —— CONTRACTOR: CALTRANS
ITERE: i H F:
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
EHe: 1AAE HAAW mHIBEss
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EX MR HZARAE BFERY BB R
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 ,2000
EQUIPMENT # 4% MANUFACTURER #5]3% ¥§ MODEL NO. ¥ HE SERIAL NO. E4: S
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
B B A :F
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R AT TR B 3 ) PR
MATERIAL TO BE Y WELDING B84 Material & thickness
AT09M-345T2-X
EXAMINED O CASTING #14 L
BRI 5 O FORGING {&i% 45mm
WELDING PROCESS - TYPE OF JOINT kit
Fk i BEAT
ELD I.D e ACCEPT REJECT REMARKS
w .D.
e INDICATION TYPE AL i g
b1 Ec3it)
SEG1E-387 ACC. removed stiff
SEG1D-127 1 CRACK 20 mm RE.J. removed stiff
SEG1E-340 ACC. removed stiff
SEG1E-299 ACC. removed stiff
SEG1D-108 ACC. removed stiff
SEG1E-341 ACC. removed stiff
SEG1E-422 ACC. removed stiff
SEG1E-298 ACC, removed stiff
SEG1D-105 ACC. removed stiff
SEG1E-380 ACC. removed stiff
SEG1D-107 ACC. removed stiff
SEG1E-337 ACC. removed stiff
SEG1D-096 ACC. removed stiff
EXAMINED BYZ#F A REVIEWED BY ¥ #
__Chang fang jie 5/1’\”"")"}:&4"? LR [ TM\ aw Ve s cV
LEVEL-Il SIGN%4£ [/ DATEAM AT it JLEVEL-l  SIGN /| DATEE M 'f '
Fit4E / QCM ik F FCUSTOMER
/- 197 Dentta

& SIGN / H#il DATE

(FORM# ZPQC-MTO01)



REPORT OF MAGNETIC PARTICLE EXAMINATION

[’M/?L'Lflméua

% SIGN / Bl DATE

§ &

AT Ei ke
REPORT NO. {5435 B787-MT-11633 DATEH Ji1 2009.06.08 PAGE OF®#E 12/16 |Revision No: 0
PROJECT NO. —— CONTRACTOR: ey
ITE&S: i R F:
DRAWING NO, SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
[:1R=H 1AAE [1AAW MHIESS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
HH TR BRI BR&ES BB IERRN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%T ;2009
EQUIPMENT # % MANUFACTURER #H3 #§ MODEL NO. #RHE SERIAL NO. ¥&&52
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
ML RiER E B HiL
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
BH R TR Wi A28
MATERIAL TO BE v WELDING {244 Material & thickness P —_—,
EXAMINED O CASTING %1 &4, B
s xl O FORGING 3 45mm
WELDING PROCESS NA TYPE OF JOINT ki
HEEF gt il
WELD I.D Ecoamii e ACCEPT REJECT REMARKS
Jprpi INDICATION TYPE [N s Il s
E1p g <it)
SEG1E-295 ACC. removed stiff
SEG1F-045 ACC. removed stiff
SEG1F-046 ACC. removed stiff
SEG1E-148 ACC. removed stiff
SEG1E-238 ACC. removed stiff
SEG1C-058 ACC. removed stiff
SEG1E-353 ACC. removed stiff
SEG1E-311 ACC. removed stiff
SEG1D-146 ACC. removed stiff
SEG1E-024 ACC. removed stiff
SEG1E-164 ACC. removed stiff
SEG1F-022 ACC. removed stiff
SEG1F-023 ACC. removed stiff
EXAMINED BYE# 2~ " s REVIEWED BY # 8 .
o st Towen Pl o
Changfang e LG JUE 0 9. 060K
LEVEL-II SIGN%% / DATEA# 2 Y90, [LEVEL-I  SIGN | DATER
FREZE / QCM Fi FCUSTOMER /

% SIGN / Bl DATE

(FORM# ZPQC-MTO01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R ARl =)
REPORT NO. #4%5 B787-MT-11633 DATEE i 2009.06.08 PAGE OFFI# 13/16 |Revision No: 0
PROJECT NO. S CONTRACTOR: ——
TRES: ” _ RO
CALTRANS CONTRACT NO.:
DRAWING NO. SEG2/SEG1 SRS
HE: 1AAE [1AAW IMHIEGS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BAHTRT BRI BR&RE BB ERHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 ,2009
EQUIPMENT &% MANUFACTURER #hli #§ MODEL NO. #3{HE SERIAL NO. EHRE
[MT YOKE PARKER B310S 5395 5617 5620
[MAGNETIZING METHOD Continuous magnetic yoke |[CURRENT -
Wi MEAEEE B
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
B AR TR R M PE
MATERIAL TO BE Y WELDING &4 Material & thickness A708M-385T2:X
EXAMINED O CASTING %4 A
R+ R O FORGING 8&i% 45mm
WELDING PROCESS - TYPE OF JOINT A
RN ot sy
WELD I.D DissoRybITehe ACCEPT REJECT REMARKS
ey INDICATION TYPE e | = gL #iE
eI 31t}
SEG1F-024 ACC. removed stiff
SEG1F-025 ACC. removed stiff
SEG1F-026 ACC. removed stiff
SEG1F-027 ACC. removed stiff
SEG1C-001 ACC. removed stiff
SEG1E-214 ACC. removed stiff
SEG1E-255 ACC. removed stiff
SEG1F-043 ACC. removed stiff
SEG1F-044 ACC. removed stiff
SEG1C-088 ACC. removed stiff
SEG1E-333 ACC. removed stiff
SEG1E-415 ACC. removed stiff
SEG1C-090 ACC. removed stiff
EXAMINED BYZ# i REVlE]vyaD BY ##i _
__Chang fang jie CAN“:V?C‘“‘/} L Fse V ‘ . Chen Ve, ol %
LEVEL-1l SIGN#%4# / DATEAM "{ -2 o LEVEL-l  SIGN | DATEEH & 7
RILZ® / QcM / 7 T/ CUSTOMER
'UV)’LI(&,W A M
%5 SIGN / Hil§ DATE b %< SIGN/ Hiil DATE

(FORM# ZPQC-MTO1)



REPORT OF MAGNETIC PARTICLE EXAMINATION

&3 / QCm i
./-z/r,] Pl o ?/t “Tata

45 SIGN / E 3 DATE

5.

% SIGN / H il DATE

B R0 4R 45
REPORT NO. #1545 B787-MT-11633 DATEE #1 2009.06.08 PAGE OFW 14/16 |Revision No: 0
PROJECT NO. i CONTRACTOR: CALTRANS
IREGE: i B oA
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
g 1AAE [1AAW nHIEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EH MR BRiRE &y BB SO
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2000
EQUIPMENT #t 4 - MANUFACTURER ## M MODEL NO. #x45&% SERIAL NO, &8
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
LA RESE A B
PARTICLE TYPE Dry magnet powder YOKE SPACING e
AT TR WA B mm
MATERIAL TO BE v WELDING ##4 Material & thickness
AT709M-345T2-X
EXAMINED O CASTING %1t B# LR oM
g O FORGING {&i% 45mm
WELDING PROCESS Kk TYFPE OF JOINT A
1R poete L¥ic)
WELD I1.D DISCONTINOIT et S ACCEPT REJECT REMARKS
o INDICATION TYPE sl P el
R %R
SEG1C-095 ACC. removed stiff
SEG1E-245 ACC. removed stiff
SEG1C-026 ACC. removed stiff
SEG1E-373 ACC, removed stiff
SEG1E-045 ACC. removed stiff
SEG1E-413 ACC. removed stiff
SEG1C-097 ACC. removed stiff
SEG1E-111 1 CRACK 670mm REJ. removed stiff
2 CRACK 160mm REJ. removed stiff
SEG1E-152 1 CRACK 20mm REJ. removed stiff
2 CRACK 20mm REJ. removed stiff
3 CRACK 340mm REJ. removed stiff
SEG1E-362 ACC. removed stiff
EXAMINED BY £ 5 REVIEWED BY # 8
_Chang fang jie CAang ‘?“M‘}’f'ﬂ'e [ Tan Chao We '
g ! 07.0"’(7 % .-ué_o?
LEVEL-1l SIGN%#% [/ DATERM LEVEL-l  SIGN ! DATEB#
’ A FCUSTOMER

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

R SR
REPORT NO. #1 %5 B787-MT-11633 DATER i 2009.06.08 PAGE OFWI% 15M6 |Revision No: 0
PROJECT NO. I CONTRACTOR: S—
THEES: i B A
DRAWING NO, SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
HE: 1AAE MAAW MM TERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AP TEHRD HE2ARE BR&E R AN L]
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 ;2008
EQUIPMENT &% MANUFACTURER i 7§ MODEL NO. B85 SERIAL NO. #4489
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT i
REAL B i b s 4 T
PARTICLE TYPE Dry magnet powder YOKE SPACING SR
AR FEp WA [F IE Lol
MATERIAL TO BE VWELDING 1284 Material & thickness
AT09M- &
FEXAMINED O CASTING & 4, BLAE M-345T2-X
R O FORGING i 45mm
WELDING PROCESS ik TYPE OF JOINT A
BEhE: BEEAR
WELD I.D PECONTNCIT T ACCEPT REJECT REMARKS
.D. _r_—_— A
Py INDICATION TYPE SR Y 6l pgs)
jgw it
SEG1E-444 1 CRACK 150mm REJ. removed stiff
2 CRACK 100mm REJ. removed stiff
3 CRACK 50mm REJ. removed stiff
4 CRACK 330mm REJ. removed stiff
5 CRACK 160mm REJ. removed stiff
SEG1C-015 ACC. removed stiff
SEG1E-192 1 CRACK 30mm REJ. removed stiff
SEG1E-242 1 CRACK 50mm REJ. removed stiff
SEG1C-050 ACC. removed stiff
SEG1C-128 1 CRACK 20mm REJ. removed stiff
SEG1E-320 1 CRACK 30mm REJ. removed stiff
2 CRACK 30mm REJ. removed stiff
3 CRACK 120mm REJ. removed stiff
EXAMINED BY:#§ Sy REVIEWED BY ##
il \2 I
__Chang fang jie 65““ 7 (F J J‘( -”S/ 7%(’, A/ @
. UT..;C‘ g .Cjé' D;
LEVEL-Il SIGN%#£ /| DATEAH LEVEL-l  SIGN /| DATEBR#i
Hit&aE / QCM W F F"CUSTOMER
/ s Nl
il 7
4 SIGN / Bl DATE L X £ SIGN / H Yl DATE

(FORM# ZPQC-MT01)

L4

[~




REPORT OF MAGNETIC PARTICLE EXAMINATION

& / QCM /M?%M

%% SIGN / Hill DATE

i g

BB RRIHE
REPORT NO. 1% HE B787-MT-11633 DATER i 2009.06.08 PAGE OFW M 16/16 |Revision No: 0
PROJECT NO. N— CONTRACTOR: i —
IR%S: i R F:
DRAWING NO. ‘SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
Bs5: 1AAE [MAAW mMHIESRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
S5 MR R BFES BB EHAM
AWS D1.5-2002 _ AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT &4 MANUFACTURER 3 MODEL NO. &% SERIAL NO. 4L 5
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT .-
ML AR ELE: EL i
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
g i) Fri# miYEmE P -
MATE i i
RIAL TO BE v WELDING 184£44 Material & thickness AR AR
EXAMINED O CASTING #4F B+, R
W O FORGING i 45mm
WELDING FROCESS ik TYPE OF JOINT NA
BENE pure -yt
WELD I.D PISEONTIRUITY A ssidte ACCEPT REJECT REMARKS
iy INDICATION TYPE NS T me il P
R RRY
4 CRACK 40mm REJ. removed stiff
5 CRACK 20mm RE.. removed stiff
6 CRACK 200mm REJ. removed stiff
SEG1C-130 ACC., removed stiff
SEG1E-402 1 CRACK 60mm REJ. removed stiff
2 CRACK 40mm REJ. removed stiff
3 CRACK 80mm REJ. removed stiff
4 CRACK 70mm REJ. removed stiff
BLANK
EXAMINED BYXiF N FREVIE D BY Hi#
o) 1.'_0‘4,,,1
__Chang fang jie C/\’ \I €< Y Aun CM/’(W-QA‘ AV
LEVEL-ll SIGN%#% / DATERM 5069 LEVELMl SIGN  / DATERM © 7
F FFCUSTOMER

%< SIGN / B DATE

(FORM# ZPQC-MTO1}



) [k
XEREBERS :
Z ["'\[‘ 'L@ ﬁ ’[@ Rev, No.:
Critical Welding Repair Re port (CWR) g
HEEH 2= Eip T EAS HERE
SEG1/SEG2
Project Name: SFOBB Drawing No.: Report No.: B-CWR669
£EE '
s il 04-0120F4 I I
o . - f=
E
TE&EE ‘ Item Name: SO SIS NDT Report No.: B787-MT-11633
Project No.: ZPe-787
IR IR
Description of Welding Discontinuity:
MR s BB L AT AEe4 RS, RERIRE
We found sixty-four cracks in malerial afier removed stiffener,
Please see the detall date from MT report!
Fe Jna
WER (Inspector) : Cha fa Hil (Date) : 2000.06.08

BEREUERTE
Draft of Welding Discontinuity:

Please see the detail data from MT report!

Tms ducumenl lsTa.Prhu- £

4EIE OF YRANSFOR
“ﬂﬁﬁnsm n s n5102dte

lmh" rd Spﬂ'.‘-fﬁES‘ZT D(al



FEERE:

Cause:

BT e A+ ot adn, & FMrEAR4RaL o9 A0 F FIEe, SIRE LR AT 28,

Original sliffener was crass sliffener, and siiffeners removed for lhe gap exceeded iechnology requirement, which st
ress released and caused crack.

ZEH|A (Foreman): gﬁl'ﬁﬁ ‘)'\j (-'L-'e"‘i Hi# (Date): ’7 cob L2 6

AEFER .
Disposition :

ILERTENFRA LS.,
PHE—APERMELIS, AASEENMEFEWPS:
IEBBERHTBEMT, FHEMERMELTMHGM :
4B BT, VTHIMTH F A E i K 88 4 3 50
ERIBIERMEFEREETENE

6.7 #i8 E M A~/F100T,
THARHEEHERRABEARE AT 150mm ;
BHEHERABSBHEABHBRRETF

O EHREMVT UT MTER,

1. Remove the crack by means of grinding.

2. Prepare excavation according lo the approved repair WPS.

3. Grind the area lo a smooth and shiny finish, with lapered ends, fo ensure staggered staris and siops.

4. Verily with VT and MT repair areas are crack free before welding.

5. Preheat and weld according to the approved repair WPS. ;

8. Preheat prior lo welding to a minimum {emperature of 100C & Luﬁnﬂ’rlf ]"é’tELﬂYG?{ h Ha
7. The preheal area shall be a minimum of 150mm in all direclions around the repair area. ﬂr?f’-"&
8. Grind the repaired area flush with base metal or the adjacent weld.
9

- Perform VT UT and MT of the repair areas.ﬁ&—-\k\g COnkrach taunrdwpent , LL’FS,
; ol
— Peedb Ry ) " T /5.(,![,)4_
L- f"i")n'\r\ rD‘;'}'/'\J?Ji'I' |"'L ff"q‘_ir,.{;/ ka ;[Lu’ ]I,\J!FS’ / _
—_ ] 3 ! = ’l‘r’" ; o -
e cu shafl e PR‘Sx“"-ﬂ—’; o Taess e of;emh?ﬁ»\ C g *7,
i 744

- e epri work  ghall ke ?t’rﬁrrmegf (s

1 LI PRI -3
T
APPROVED AS NOTED
RETURNED: FOR CORRECTION
Pursuani fo Section 5-1,02
& the Stendard Specifications
State of Callfomia

ENT OF TRANSPOHTK"O#
Dlvision oi 'Englrreering Sarvices

Office 91 Structure WWZ?
T %, _ & 1 [., Iplie Peprosaiatiel: -
Technical Engineer: Ni ali Uf Approved By: Date: d] Y e )

‘V4>’ plrerbin _

#R787-QCP-000 '



§ phr O He B
Critical Welding Repair Report (CWR) 1
BEAH ¥ B AH RS REHS
Project Name: SFOBB Drawing No.: SEGHISEE2 Report No.: B-CWRSS3
&RE
04-0120F4 =
Contract No.: AL TR NDT #HEHS
_ item Name: TARI ARAR NDT Report No.: BTBY-MT-1633
ARRS ZP0G-787
Project No.:
) GE i

Corrective Action {o Prevent Re-occurrence:

P AR ST WPS T IR 2 xS G — M TRER, MRS

SR, TE, TN REUE T I .

Perform repeir according to WPS, and enhence controlling every weld pess, grind the cracks after removing st

iffeners and perform NT to ensure all the Tep

5, AMAAMTEER, FHETITRR, BAERR

air mrea free of cracks, and grind smoothly before assembly sti

ffeners.
#EHAEA (Foreman): O}\F/n P:At\@h-@n H#5 (Date): u7_ o2 8
WPS-FCAW-345-1 4
G(1F)-Repair-1 o Tredeev)
WP S-F CAW-345-2 i Tre 9?
L MMIPSERS G(2F)-Repair-1 IZhR N
Repait WPS No,: WPS-FCAW-345-3 | Technologist: 07- 8§39
G(3F)-Repair
WPS-SMAW-345-4
G(4F)-Repair
B (EAD WHKER B 4 f 6k B
Preheat Temperature Description
Before Gouging: 8‘73 of Discontinuity: Crack
ERWaeREHE BB AR B
Inspection Preheat Temperature
Before Welding: qu, Before Welding: 196}
BAWAEE WAl BK
Max. Depth of Gouge: 3 Total Length of Gouge: ' IBU"O —
i Bk BE4R '
Welder: 0452/{g Welding Type: ‘;,AQ.“/ Position; ?:éﬂ
ﬁ%%iﬁ. Bk BERE (
Current: !\5‘0 Voltagé: 5C Speed: :” =
EEERE
Inspection After Repair: 5__%’?1) l }'\/ 0o °
SMBE Yy R
VT Result: ACC Inspector: &A«K’ Date: ;ﬂ’ﬂ Dod- 0}
NDTE & L | Bt R » hB )
NDT Result: A@ NDT Person: W?"K ate: &C/@gﬁ' g‘z
V'V i ROVED
QUL v . duga?;e%%%%%%ﬂRTAﬂDﬂ
Witness/Review: DEP&%@E{E gaglm_m 0201 he
Bk toitial 2 29ff et [ 1of9
Remark :

#R787-QCP-800




BT 3833

#R787-QCP-603

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

JFE | 92t
=234 _ Noom.ombw
Visual Weld Inspection Report Girder/ 3: OBG Floor Beam
\ﬁ.m%,m% H %\Nm. BRET Tower/ b | NA
Calfrans Contract No. 04-0120F4 Quality Control Representative:
D& 45 YT ivgan. _x.?m fen
Project No.: San Francisco Oakland Bay Bridge CWi: T
Ve S AT RBA: phen st ofe]202]
Project No.: Quality Assurance Manager ~Approval \_
ZP06-787 ‘ f
TEHS : ki [t \\st\\im\e&
_ 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| {4 /EHESa0E
1REERS BTHRAS | & PR R 8L 4L Yol YT | BRI | Gk | War | ESaiEl] BE I
SEGI 045268 3G TL508 J v v v + v v ACC NA NA
SEG2 045268 3G TL508 J J J J ,\ )\ + ACC NA NA
"
_
[1 After root weld [J] After cover pass _,
LY After CWR or WRR No. :B-CWR559 [1 After HSR No. : |00 Others




REPORT OF MAGNETIC PARTICLE EXAMINATION

BRI S
REPORT NO. %S B787-MT-11633R1 DATEHB 1 2009.08.03 PAGE OFTf4 1/4 Revision No: 0
PROJECT NO. —— CONTRACTOR: Bl RS
TEHE: i o
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.:
04-0120F4
B 1AAE [1AAW hMIB%RS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BERTRE BREIFHE BrRY {24 TEHT S0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7,2009
EQUIPMENT #% _ MANUFACTURER |3 MODEL NO. #:&E2 SERIAL NO, &2
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ° -
AL Ak iy sy ::E
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
AR TR iR
MATERIAL TO BE v WELDING ##4 Material & thickness
EXAMINED O CASTING #4+ 4 B AT709M-345T2-X
[eofLrp s O FORGING #it 45mm
WELDING PROCESS SR TYPE OF JOINT -
1B BEpAT
WELD I.D LG LR R o ACCEPT REJECT REMARKS
.D. M
HigE INDICATION TYPE LENGEE;N i B B 25
SEG2E-347 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
SEG2E-429 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
SEG2ZE-227 1R1 ACC.
2R1 ACC.
3R1 ACC.
SEG2E-387 1R1 ACC.
2R1 ACC.
SEG2E-338 1R1 ACC.
SEG2E-420 1R1 ACC.
2R1 ACC.

EXAMINED BY:#§
__Chang fang jie Clﬂ

LEVEL -1l SIGN £4£ /

o lejj‘fﬂ
DATEH

SEL

REVIEWED BY #1#

LEVELl  SIGN ﬁr Dﬁsﬁm P8 05

[RIR=TE / QCM
/ﬂ~7’

1o fotn

%% SIGN / HIji DATE

£3

A F*CUSTOMER

£F SIGN / H}i DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

BEm R s
REPORT NO. §il 458 B787-MT-11633R1 DATEE# 2009.08.03 PAGE OFTR 2/4 Revision No: 0
PROJECT NO. S CONTRACTOR: CALTRANS
IRES: A R
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACTNO.:
[:2E=2 1AAE [M1AAW INHITERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SR EZiRE EBFES {3 8588 IE 7 30
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2009
EQUIPMENT &% ~  |MANUFACTURER #:&T% MODEL NO. X% SERIAL NO. &5 E
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke [CURRENT’ s
BT BTG ¥
PARTICLE TYPE Dry magnet powder YOKE SPACING o
RUM2AT TFRB BRI mm
MATERIAL TO BE VWELDING 4 Material & thickness
AT09M- :
EXAMINED O CASTING #4F B, FH SM-345T2X
B O FORGING &3 45mm
WELDING PROCESS — TYPE OF JOINT -
BT o il
WELD 1.D PESORUIT TS ACCEPT REJECT REMARKS
ey INDICATION TYPE e il el
Ei:fan B}
SEG2E-296 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
SEG2E-355 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
SEG2C-148 1R1 ACC.
SEG2E-327 1R1 ACC.
2R1 ACC.
SEG2E-409 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 -ACC.
EXAMINED BYE# REVIEWED BY W #
1
__Chang fang jie_d@_%] ‘e §LWI (o M
j 7
LEVEL-Il SIGN %% / “DATEEH vP. 48, 05 LEVELNl __SIGN ° _/ DATEEH P08 02
Fit&m / QCM » d F F"CUSTOMER ST
/ M ! Crnlag
% SIGN / Bl DATE £ 3 % SIGN / H ] DATE

(FORM# ZPQC-MT01)




REPORT OF MAGNETIC PARTICLE EXAMINATION

FEEE / QCM [
hﬂ‘ﬁaﬂ.m
P4

£F SIGN | Al DATE

[

g

FJFCUSTOMER

R £ R
REPORT NO. {4418 B767-MT-11633R1 DATER 1 2009.08.03 PAGE OFI# 3/4 Revision No: 0
PROJECT NO. T CONTRACTOR: —
TRES: B r: |
CONTRACT NO.:
DRAWING NO, SEG2/SEG1 CALTRANS —
B e 1AAE [1AAW M TRIGE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
25D B2iFH BFiES B HERFHM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2657 2009
EQUIPMENT # % _  |MANUFACTURER i3 /i MODEL NO. %% SERIAL NO. H&iEE
IMT YOKE PARKER B3108 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT * AC
Ak ST e S HIH
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
-8, kit TR RiFEE PR
MATERIAL TO BE Y WELDING #:44: Material & thickness
AT09M-345T2-
EXAMINED O CASTING %4 B4, BHE = X
o F O FORGING &% 45mm
WELDING PROCESS e TYPE OF JOINT NA
BN put- 3]
DISCONTINUITY T it
WELD 1.D. P sieu]  ACCEPT REJECT REMARKS
VED Tiepe] INDICATION TYPE P =2 1A B
5R1 ACC.
6R1 ACC.
7R1 ACC.
SEG1E-137 1R1 ACC.
SEG1E-347 1R1 ACC.
SEG1E-305 1R1 ACC.
2R1 ACC.
SEG1D-127 1R1 ACC.
SEG1E-111 1R1 ACC.
2R1 ACC.
SEG1E-152 1R1 ACC.
2R1 ACC.
3R1 ACC.
SEG1E-444 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
[EXAMINED BYX:4E \ REVIEWED-BY #
__Chang fang jie f’M FD’MJJ.‘& ‘ @W\ﬂcj!hfngl
ILEVEL-Il SIGNEZ [ *{JATEHM 0P of 05 LEVEL-l  SIGN J ! DATEBJD} 019 . o@ﬂ

& SIGN / Hil DATE

(FORM# ZPQC-MTO1)




REPORT OF MAGNETIC PARTICLE EXAMINATION

%< SIGN / B DATE

-

/. %j‘?‘m‘éu,

TR a =)
REFORT NO. #1442 B787-MT-11633R1 DATEHE# 2009.08.03 PAGE OFTG 4/4 Revision No: 0
PROJECT NO. 2P06.T87 CONTRACTOR: —
IR&RS: 3 B P
DRAWING NO. SEG2/SEG1 CALTRANS CONTRACT NO.: A i
He: 1AAE MAAW mMIBRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ IR BRIE BRERS HBEEREEM
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 ,2009
EQUIPMENT 4% -  |MANUFACTURER #I%57] MODEL NO. #4855 SERIAL NO, #4tEE
MT YOKE PARKER B3108 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
AL F RS A i
FPARTICLE TYPE Dry magnet powder YOKE SPACING ——
R AE FR® R mm
MATERIAL TO BE ¥ WELDING # 4 Material & thickness
EXAMINED O CASTING #%# - A709M-345T2-X
BRHE O FORGING i 45mm
WELDING PROCESS SHAW TYPE OF JOINT ik
BERE 1REEAHY
WELD I.D DissanRT T § TE ACCEPT REJECT REMARKS
prypyay INDICATION TYPE S Sl Bk
EEEn E3it]
5R1 ACC.
SEG1E-192 1R1 ACC.
SEG1E-242 1R1 ACC.
SEG1C-128 1R1 ACC.
SEG1E-320 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
5R1 ACC.
6R1 ACC.
SEG1E-402 1R1 ACC.
2R1 ACC.
3R1 ACC.
4R1 ACC.
AFTER B-CWR559
BLANK
EXAMINED BYE# FREVIEWED BY ##
1.
__Chang fang jie CLW"A ?:&W‘ﬂj e 1 Gwnf) M
ILEVEL-1 SIGNZEE 1 ﬂATEEiUJ of. 0% .04 ILEVEL-I  SIGN J DATEIE ] P o8, o}
FEZE / QCM ! H FCUSTOMER J

%< SIGN / Al DATE

(FORM# ZPQC-MTO1)
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UTHR

REPORT OF ULTRASONIC EXAMINATION

VI e=]

REPORT NO. %8 B787-UT-7302 DATE 2009.0626  PAGE 1 OF 3 l Revision No: 0
PROJECT NO, : L& S ZP06-787 CONTRACTOR: CALTRANS
ITEMS NAME: OBG PLATE PANEL DRAWING NO.: SEGA CALTRANS CONTRACT NO.: 04-0'129__?_:11

B ETR SPLICE me mHIRSS

REFERENCING CODE g

AWS D1.5-2002

ACCEPTANCE STANDARDIEZATE

AWS D1.5-2002(Table 6.3)

PROCEDURE NO. ¥ #S

ZPQC-UT-01

WELDING PROCESS 757 JOINT TYPE g1 CALIBRATION DUE DATE {35 R EH %
NA NA - Dec. 26857 ,2008
EQUIPMENT $.4% MANUFACTURER g MODEL NO. #3R5% SERIAL NO. 58S
071565311, 061488510
N ] ®
UT SCOPE PANAMETRICS EPOCH-4B 061495511, 070152011,
CALIBRATION BLOCK 5 COUPLANT 3557 MATERIALITHICKNESS 1§ R 7
AWS 1IW BLOCK TYPE T cM.C A709M-345T2IF2-X 3B/45/22/28mm
TRANSDUCER #5i3k
MANUFACTURER | ANGLE FREQUENCY SIZE  |MANUFACTURER| ANGLE | FREQUENCY SIZE
il T falk i R HHliE T it e Rt
Changchao 0° 2.5MHz 20mm Reference Level H#REAK 20dB
Base melal inspected per AWS D1.5-2002 Seciion 6,18.5 0" UT OK.
DECIBELS# M DISCONTINUITY FiEir g
i i ®
WELD S 14 |u {ols_lz_|E.ls = #
s |8ul= 2 BzltslasiE 2 LOCATION OF DISCONTINUITY 5 o &5
(jf"n E-—- = i SEESEQE:& T-g LU__;
— AN R e MERAE (mm) 22| «
<m | m Hi1oa c e [ |E S L
U7l oR|E o EF E
IR S E’ E " = Spund | Depth from € ‘%
= Length P From™® | From" 8
alblecld I Path Surface FiX B5Y n
i 7 - o
X183A-1 0 20 ACC. | 100%
X184A-1 0 20 ACC. | 100%
X180A 0 20 ACC. | 100%
X1B1A 0 20 ACC. | 100%
X1798B 0 20 Acc. | 100%
X179A 0 20 ACC. | 100%
PL1465B ] 20 ACC. | 100%
EXAMINE BYEH 3! REVIEWED BY W#
W s .'Lé ,7"/ &
G v ?/1 r?‘ 7 G‘Ll"vu/_gv\_/y gt A, Qalb,fé. ),é
LEVEL - Il SIGN [/ DATE LEVEL -1l CélGN I {gATE
Eft&E / QCM i A CUSTOMER This d“ﬁ’;‘“}% ﬁmg:{aoven
. Le of Callol
NSPORTATION
[ 17 Yl DEPARTHENT OF Toiit 03 of e
S{andard Speuﬁpfgu 5
%< SIGN | B} DATE P %5 SIGN / A} DATE i) kg DAe 1/ 24

(FORM# ZPQC-UT01)




UT#HR GRS

REPORT OF ULTRASONIC EXAMINATION

REPDRT NO. fliRE

B787-UT-7302 DATE 2008.06.26 PAGE Z OF 3 Revision No; 0
DECIBELS# 11 DISCONTINUITY 7Rkt £
e — %
WELD é . g‘""- gﬁ % % s g 2 % C % E LOGATION OF DISCONTIRUITY § x z
IDENTIFICATION | I m% =E|° - CREEA R T R (mm) £2 | &
CTIBE| T | © i EE | E
RIEHRS .% E * H Sound | Depthfrom i E é
- albleld sz:;h Path Surface Fr;Er; A Fr;ﬁ"\tw &
B | mmRm B
PL1465A 0 20 * ACC. | 100%
X194C 0 20 ACC. | 100%
PL1478A 0 20 ACC. | 100%
X1968 0 20 acc. | 100%
X196A 0 20 ACC. | 100%
X194B 0 20 ACC. | 100%
X134A 0 20 ACC. | 100%
PL1455C 0 20 ACC. | 100%
X183A 0 20 ACC. | 100%
X182B 0 20 ACC. | 100%
X183A-2 0 20 ACC. | 100%
X184A-2 0 20 Acc. | 100%
X138 0 20 ACC. | 100%"
X184D 0 20 ACC. | 100%
PL1460A 0 20 ACC. | 100%
PLATZA 0 20 ACC. | 100%
X304A 0 20 AcC. | 100%
X300A 0 20 ACC. | 100%
PLEG2A 0 20 ACC. | 100%
X3008 0 20 AcC. | 100%
X3058 0 20 ACC. | 100%
PLE76A 0 20 ACC. | 100%
PLBG2B 0 20 ACC. | 100%
?7 BY 772 é REVIEWED BY W
Ny "’i 7’“’7 bz ») F 4
LEVEL -1l SIGN DATE .
St &3 / acwm . / FiJ"CUSTOMER This dn&‘:%:-l‘;ﬂ’- 3. -'r.;;mom
2 P btran DEPAngM‘n lio ,%Eg};g& ﬁ g2l the
5 SIGN/ B DATE 6+ I/{ £ SIGN / B il DATE \nmalsda,w . /i’c{ 9

(FORM# ZPQC-UTO1)




REPORT OF ULTRASONIC EXAMINATION
UTHR Gk &

REPORT NO. JR#158 B7B7-UT-7302

DATE 2008.06,26 PAGE 3 OF 3

Revision No: 0

DECIBELS%;

DISCONTINUITY FEEEH

=
e
WELD g |4 |4 e_|8_I5 .15 :
—~ o - L
z (2|9 | & EsleslEsler LOCATION OF DISCONTINUITY g | &
q_n 4 T E a s|P 5|5 A =t ke s
OF 2= Sl |leelgelc BlgF T R (mm) K
IDENTIFICATION E .Inlg- W s g E s g ot E pi | r:; v 'g m & E;E =
ot e = i a :u; ]
aspme |2 [T |E | B s £ |
M BT Z o - " Sound Depth from , . 5 x
= Lepgth From' | From'Y o
a|lb|c)d P Palh Surfaco Sy n
B me | sumsm | F B | B
PL14608 0 20 i ACC. | 100%
PL1472A 0 20 Acc. | 100%
BLANK

REVIEWED BY #i#i

. 56 1A

LEVEL-1I SIGN
. QCﬁ ll;uvf A EFCUSTEMER This documenlg: ﬂPPROVED
alifomia
/M/f\] - DEPARTMENT OF TRANSPORTATiDN
: Pursuanrl}(lia Seé:i:oré ?—é .02 of the
Sk 6 ‘bé 5 SIGNT B ORTE ImilalS‘a i pﬁ! T%D/ﬁ

(FORM# ZPQC-UTD1)




UTHGH &

REPORT OF ULTRASONIC EXAMINATION

AWS D1.5-2002

AWS [1.5-2002(Table 6.3)

ZPQC-UT-01

REPORT NO. R4EE  B787-UT-7301 DATE 2008.06.26 PAGE 1 OF 3. Revislon No: 0
PROJECT NO. : T2 S ZP06-787 CONTRACTDR: CALTRANS
ITEMS NAME: OBG PLATE PANEL DRAWiNG NOD.: SEG2 CALTRANS CONTRACT NO.: 04-0120F4
A7 SPUEE BS WAITiZRS
REFERENCING CODE 41/ ACCEPTANCE STANDARD{ER{RIE PROCEDURE NO. B8 8

WELDING PROCESS #MgAE

JOINT TYPE {85238

CALIBRATION DUE DATE £ B4t IEF 2

NA A Dac. 2857 2008
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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

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

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, P.R. China Report No: NCS-000277
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date 25-Aug-2009
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #: ZPMC-0305

Type of problem:

Welding [] Concrete [ Other
Welding [J Curing ] Procedural Bridge No: 34-0006
Joint fit-up [J Coating L1 Other (]  Component:

Procedural [ Procedural [ Descripton:

Date the Non-Confor mance Report waswritten: 13-Jun-2009

Description of Non-Conformance:

During random verification magnetic particle testing (MT) of the internal components of OBG Segment 1AAE,
Caltrans Quality Assurance (QA) Inspector discovered two (2) linear indications (35mm and 40mm in length)
located in the base metal (weld removal area) of Plate X196S at location A013. This area had previously been
tested and accepted by ZPMC NDT personnel.

Contractor's proposal to correct the problem:

Contractor has acknowledged that this item must be addressed, and the item was added to the Master Punchlist.
Corrective action taken:

Work was completed and item was cleared on Master Punchlist by Caltrans on 6-30-2009. Submittal of
documentation by Contractor being tracked on Documentation Punchlist.

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

If so, name of Engineer providing approval: Date:

| s Engineer'sapproval attached? [ Yeslv] No

Comments:

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

I nspected By: Simonis,Jim Quality Assurance I nspector

Reviewed By: Wahbeh,Mazen QA Reviewer

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