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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

L ocation: Changxing Island, Shanghai, China Report No: NCR-000811
Prime Contractor: American Bridge/Fluor Enterprises, a vV Date: 23-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island NCR # ZPMC-0773

Type of problem:

Welding Concrete [1 Other []
Welding ] Curing [1 Procedural [1  BridgeNo: 34-0006
Joint fit-up [J Coating [J] Other (]  Component: Lift 13, EP3019A, SP3083A

Procedural Procedural [] Description:

Reference Description: Welded cope holes on EP3019A, and SP3083A

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3019A, and
SP3083A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC personnel done welding on Cope Hole area of Edge plate and Side plate, non Seismic Performance
Critical Material (NON SPCM).

-The effected Edge plate identified as EP3019A (PL3213C) and stiffeners (RS3157B, RS3757D, RS3167A,
RS3167B,)

- The effected Side plate identified as SP3083A (PL3264A) and stiffeners (RS3192A, RS3192D, RS3192C,
RS3192N,)

-The welding has been done at all Cope Hole areain both plates, but as per drawing no welding on cope hole
area.

-The Material thicknessis 12 mm.

-This Edge Plate and Side plate are located in Sub assembly Bay#10.

For further information, please see the attached pictures below.
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QUALITY ASSURANCE -- NON-CONFORMANCE REPORT
( Continued Page 2 of 2 )

§ OBGITFEI2 Side Plate.
o OBG Lift 13 Side plate.

* Ld?ati;rifﬂay 10,3

SP3083A.

o

ZPMGperso 8 of€ope hole area.

07.23.2010 15:10

Applicablereference:
Drawing No- Sheet No- EP3019 and SP3083

AWS D1.5-2002 Section 3.1.5; “Welds shall be prohibited on the work except as follows:
(2) All welds detailed on approved shop drawings
(3) Repair welds authorized by this code
(4) Other welds approved by the Engineer

AWS D1.5-2002 Section 6.5.1; “The Inspector shall make certain that the size, length, and location of all welds
conform to the requirements of this code and to the detail drawings and that no unspecified welds have been
added without approval”.

Who discovered the problem:  Shailesh Gaikwad.

Name of individual from Contractor notified: Sen Jian

Time and method of notification: 15:00 hours, 07-23-2010, Verbd

Name of Caltrans Engineer notified:  Laraine Woo

Time and method of notification: 8:30 7-24-10 Email

QC Inspector's Name: Sun Tian Liang

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

Contractor's proposal to correct the problem:

NA

Comments:

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

Inspected By: Devey,Jim SMR

Reviewed By: Wahbeh,Mazen SMR

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



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

Gftrans Tel: Fax:
NON-CONFORMANCE REPORT TRANSMITTAL

To: AMERICAN BRIDGE/FLUOR, A JV Date: 27-Jul-2010
375 BURMA ROAD
OAKLAND CA 95607 Contract No: 04-0120F4
04-SF-80-13.2/13.9
Dear: Mr. Charles Kanapicki Job Name: SAS Superstructure
Attention: Mr. Thomas Nilsson  Project/Fabrication Manager Document No: 05.03.06-000768
Subject: NCR No. ZPMC-0773

Reference Description:  Welded cope holes on EP3019A, and SP3083A

The attached Non-Conformance Report describes an occurrence where the contractor did not comply with arequirement of the contract document as
indicated below:
Materia or Workmanship not in conformance with contract documents.
Quality Control (QC) not performed in conformance with contract documents.
L] Recurring QC issue that constitutes a systematic problem in quality control.
[ Non-Conformance Resolved.
Material Location: OBG Lift: 13
Remarks:
During the Caltrans Quality Assurance in-process observations of the fabrication of edge plate ,EP3019A, and side plate, SP3083A, this
Quality Assurance Inspector (QA) discovered the following issue:
-ZPMC personnel welded on cope hole area of edge plate and side plate, non seismic performance critical material (NON SPCM).
-The affected Edge plate identified as EP3019A (PL3213C) and stiffeners (RS3157B, RS3757D, RS3167A,
RS3167B)
- The affected side plate identified as SP3083A (PL3264A) and stiffeners (RS3192A, RS3192D, RS3192C, RS3192N,)
-The welding has been done at all cope hole areain both plates, but as per the Shop Drawings, no welding shall be done on cope hole
area.
-The Material thicknessis 12 mm.
-This edge plate and side plate are located in Bay No. 10.
Action Required and/or Action Taken:
Propose aresolution for the identified non-conformance with revised procedures to prevent future occurrences. A response for the
resolution of thisissue is expected within 7 days.

Transmitted by: Laraine Woo Transportation Engineer
Attachments: ZPMC-0773

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

Y/ 05.03.06-000768,NCT

Pagelof 1



Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 21-Sep-2010

333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000786 Rev: 00
Ref: 05.03.06-000768

Subject:  NCR No. ZPMC-0773

Contractor's Proposed Resolution:
Reference Resolution: ZPMC is providing NDT of the welded over areas to show they are free of defect.

Per the RFI approved in China, snipes and copes welded on these sub assemblies are accepted "as is". ZPMC is providing NDT of the welded
over areas to show they are free of defect. ZPMC production is aware that welded copes and snipes are not allowed unless with approval from
the Engineer. To prevent future occurrences the ABFJV QCM has met with all lead inspectors on the projects for all areas and it is clear that
welded snipes and copes are not acceptable conditions. Based on this, ZPMC requests closure of this NCR.

Submitted by:  Ishibashi, Joshua
Attachment(s): ABF-NPR-000786R00;

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

TC-RFI 126 does not allow the unspecified welds on SP3083A, another RFI needs to be issued or the unspecified welds shall be removed.

Submitted by:  Woo, Laraine Date: 26-Sep-2010
Attachment(s):

Page 1 of 1
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LETTER OF RESPONSE

TO: American Bridge/Flour
DATE: 2010-9-18
REGARDING: NER-ML’IH]{ZPMGE?H] NCH+B(}UHH{ZPMC4??5]

During the welding, the snipes on stiffeners were welded. As falked with ABF QCM, he agreed to
leave these access holes as they were, And an RFI will be sent 1o department. Based on this and
the attached NDT records, ZPMC is requesting closure of these NCRs.

ATTACHMENT:
NCR-000811(ZPMC-0773)

B787-MT-25163

B787-MT-25640

NCR-000813(ZPMC-0775)

B787-MT-25395

B787-MT-25767

B787-MT-25189

B787-MT-2516

B787-MT-26146

B787-MT-26147

B787-MT-26148

B787-MT-26149

B787-MT-26149 R |

B787-MT-26150 . . -
B787-MT-26154 ) " . -
B787-MT-26156

B787-MT-26158

B787-MT-25396

f’l‘%
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{ﬁ% DEFARTMENT OF TRANSPORTATION - Disirict 4 Toll Bridge =
|r-_.—. 3

433 Aurma Road e =
Oaliland Ca 846p7
Lek; SRS Tol: Fax:
NON-CONFORMA NCE REPORT TRANSMITTAL
Tw AMERICAN BRIDGEFLUOR A Iy Dare: 25-ta2070
ITEBURMA ROAL
OAKLAND CA 05607 Contrael Ma: 0d-0120F4
04-5F-80-13.2 ¢ 139
Dear: Mr. Uharles K ennpichi Job Mame: SAS Supersimicture
Aftention; Mr: Thomas Nilssan Project/Fubrication Mineger Docnment No: 05.03.06-000768
Subjecr: WCE Mo, ZPMC.0773

Reference Deseription: Welded cope holes on EP30184, nod SP3083A

The attached Mon-Canformimes Repont deseribies an ocourence where the contrmctor did npy comply with a requirement of the contmet documion; ps
indicated belaw '
& Material of Werkmanship aot in conformance with contract documents,
I Quality Control (QC) not perfarmed in conformunce with contract documents -
Recurning QC issue tag canstiniles o sysiemalic problem in qunlity control,

Non-Confermance Resolved,
Malerjal Loeation; 0BG Lift: 13
Remarls:

Durlng the Caltrang Crunlity Assuranee In-process abservations of the Fabrization of edge plate EP3019A, and side plate, SPA0SIA, this
Cuaality Assurance Inspector (QA) discovered the following issue:

- The affected aidg plate identified as SR3pgsy (PL3264A ) nod stiffenses (RS31824, RS3192D, RS3192C, RE3 192N
~The welding hus been done atall cope hole ares in both plutes, bui as per ihe Shop Drawings, no welding shell be done oy cope hole
~The Materia) thickness i 12 mm,
~This edge plate and sige plate are located in Bay No, 10,

Action Required und/or Action Talken: ek w T
Propose a resolution for the identified nan-confommmmee with revised procedures o prevent future Dotumrences, A respiifise for the
Tesolution of this jsgue js expecied within 7 days,

Transmitted by: Larajne Wao Transportation Enginesr
Attachments; ZPMC-0773

fe:  Rick Morrow, Gary Pirsell, Peter Siegenthaler, Stanley Ku, Briag Boal, Jeson Tom, Contract Files, Ching Chao, Bill Casey

0202:1504 | Received
2 NCT-000768 27 Jul {0 #aeerer1




STATE OF CAI.IFDHNM—HUSWEBS.TRANSPGRTHCTrUNJﬁ.ND HOUSING AGENCY At frodd thwammuggar, Eﬁﬂqn:rro;-
DEPARTMEHT OF TRAMEFDRTATIDN o
ING SERVICES :

Division o EMGINEER

Ofice of Struciural Maiersls EEY

Quaity Assurarne and Source Inspaclion Ciitil 4 04 01 20F4 Bl

Bay Ares Brancy - =

90 Watnut Ave 51 150 Cty: SF/ALA Rie: 80 PM: 13.2/13.9

Valieju, CA Bdfaz. 1132 e,

(707) B40-5453 File #:  69.25p

(707} 6465403

e QUALITY ASSURANCE -- NUN-CDNFDRMANC‘E REPORT
Locstion; Changxing Island, Shanghai, Ching Report No: NCR-000811
Prime Contractgr: American Bridge/Fluor Enterprises, g Jv Date: 23-Jul-20)¢

NCR #: ZPMC-p773

Submitting Contractop: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Islang

Type of problem:

Welding [ Concrete [ Qgyer O

Welding [ Cwring 01 Procedural [J Bridge No:  34-0006 -
Joint fit-up [ Coating [J Other O Component: Lift 13, EP3019A, SP3083A =
Procedural Procedural [ Deseription:

Reference Description: Welded cope holes on EP3019A, and SP3083 A

Description of Non-Conformance:

- The effected Side plate identified a5 SP3083A (PL3264A) ang stiffeners (RS31924, R83192D, RS83192¢,

-The welding has beey done at all Cope Hole area in both plates, but ag Per drawing ng welding on cope hole
area,

~The Material thickness js 12 mm. i Sy
~This Bdge Plate and Sjde Plate are located in Sub assembly Bay#10. s
Fai p

r further information, please see the attached pictures belgw, '

H7 T2 15, Quetlity dsturemice Now-Conformance Repors Page [ of 7
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QUALITY ASSURANCE NON-CONFORMANCE REFORT P
{ Contimed Poge 2 of 2 J -

Applicable reference:
Drawing No- Sheet No- BP3019 and SP3083

AWS D1.5-2002 Section 3. 1.3; "Welds shall be prohibited on the work except as follows: -
(2) All welds detailed on gpproved shop drawings
(3) Repair welds authorized by this code
(4) Other welds approved by the Enginesr

Whe discovered the problem:  Shailesh Gaikwad.

Name of individual frop Contractor notified: Sen Jian

Time and method of notification: |5:0p hours, 07-23-2010, Verbal
Name of Calfrans Engiueer notified: Laraine Woo

Time and method of notification; 8:30_7-24-10_Email

QC Inspector's Name: Sun Tian Liang

Was QC Inspector aware of the problem: O Yes 4 Ng -
Contractor's proposal fa correct the problem:; = P
NA e

Inspected By: Devey,Jim SMR
Reviewed By:  Wahbeh Mazen SMR.

ﬁz Hfuﬂ‘&rafmfdxm~h’&a-£huhmﬂw Pagedof 2
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REPORT OF MAGNETIC PARTICLE EXAMINATION

—

WA 4 30 45 B
REPORT NO. if ts s w0 BT87-MT-25163 ft:—mrsﬂm 2010.07.22 IFAGE OF S 143 Revision No:-o
PROJECT NO., CONTRACTOR:
ZPDE-787 CALTRANS
TEES: y i
DRAWING NO. EP3018-007 (mmws CONTRACT NO.. |
04-0120F4
&, 13th lifting edge plate i THES
REFERENCING CODE ACCEPTANCE STANDARD |PROC EDURE NO), CALIBRATION DUE DATE ==
B2 0 5t i Birmy LB iy ok
AWS D1.5-2002 AWS D1.5-2002 ]zmc—m—m Dec. 28% 2010
EQUIPMENT 4 MANUFACTURER M@ MODEL NO. st e SERIAL ND. 55
MT YOKE |PARKER B3l0s 5395 5617 5520
MAGNETIZING WETHOD Continuous magnetic yoke |CURRENT e
[ B A W fL
PARTICLE TYPE Dry magnet powder YOKE SPACING icing
TR Fit TS S
MATERIAL To BE Y WELDING # =
WE ot Material & thickness ATOSM-345T2. _
EXAMINED D CASTING # 1t K&, 0 i
HraH O FORGING #y 12M6/125M 4mm
WELDING PROCESS TYPE OF JOINT
FCaAW T-JOINT
HHE Iy sk Mg eay
DiSCﬂNTlNU}TY%‘?HiEEE
WELD 1.0, L'E-"Mm ACCEPT REJECT REMARKS
Higme INDICATION TYPE & s Iy %k
bl B HaY
EF3012-001-018 ACC, 100%MT
EP3018-001-020 ACC, 100%uT
EP3018-001-02¢ ACC, 100%MT
EP3012-001-0ap ACC. 10o%yT
EP3019-001-023 . ACC. o 100%MT
EP3018-001-024 ACC, 1ODBMT
EP3019-001.033 ACC, 100%4T
EP3019-001.034 _ ACC. 100%MT
EP3D18-001-027 ACC, 100%YT
EP3018-001-028 ACC. 100%MT
EP3018.001-037 ACC, 100%uT
EP3018-001-038 ACC, 100%uT
EP3012-001.00% ] ‘ ACC. LO0%AT
EP3019-001-008 ‘ I ACC. 1 00%MT
EXAMINED BY £ REVIEWED BY W&
|_Cal Xinxj /2 P e, rﬁf"-“}- T oz o B .D?-_lz.l’
LEVEL -1l siGN x4 ! DATERM LEVEL-l  sigN {  DATEH i
i / oo FFCUSTOMER

H£F SIGN I Bl DATE

#F SIGN | B DATE

(FORME ZPQC-MTO1)
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REPORT OF MAGNET

IC PARTICLE EXAMINATION
|

e B A 4 B
REPORT NO. i %8 B787.MT-251 63 DATER N 2010.07.22 PAGE OFT# 2ia Inawsiunﬂow
FROJECT ND, CONTRACTOR:
POE-78 CALTRANS
TR, < v, 21 A
DRAWING NO, EP3019.001 CALTRANS CONTRACT NO.-
" 04-0120F4
i 13th lifting edge plate LELNE L
REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NO, CALIBRATION DUE DATE =
Loh 0 aEm fiLe ] Hrge {4 8 B TETT
AWS D1.5-2002 AWS D1,5-2002 ZPOC-MT-09 Dec, 28 2010
EQUIPMENT 3 MANUFACTURER &7 MODEL NO. =g & SERIAL NO. #iEg®
MT YOKE lFARKER Bitos 5385 5617 SE20
MAGHETMNG METHOD c,nn“nuuuﬁ magnetic yoke CURRENT e
B ik - T o - HL
T0~150mm
CEL PR Frs B 4 ]
MATERIAL TO BE VWELDING s B
Hag Material & thickness ATOOM-345T2.% _
EXAMINED O CASTING #44f o iy
e peg ) O FORGING i 121160251 4mm
DING PROCESS TYPE OF JOINT
WEL FCAW T-JOINT
e Ak p5 ]
DISCONTINUITY Fiikth 4
WELD 1.0, RG] ACCERT REJECT REMARKS
WiEig g INDICATION TYPE ki B fE #ik
= #ne
EP3012-001-007 ACC. 1M T
EP3018-001-008 ACC, 100%MT
EP3018-007-000 ACC, LOD%MT
EP3019-004-010 ACC. 100%MT
EP3018-001-001 = = ACC, xng 100%MT
EP3D18-001-002 ACC, 100%MT
EP3018-001-003 ACC, 100%MT
EP30198-001-004 ACC. LO0%MT
EP3019-001-021 ACC. LODSMT
EP3019-001-022 ACC, 1O0%MT
EP3018.001-031 ACC. 100%YT
EP3018-001-032 ACC. 100%IT
EP3018-001-025 ACC. 1 00%MT
EP3o1s.001-026 1 ACC. LO0%MT
EXAMINED BY 3 HE:?NED BY i
_Cai Xinxin_ 21, A r R ::j‘ P ait ‘% ] — L= @ 1 ve
LEVEL-Il SiGN%% DATEH 1 LEVEL-l sig Nq ! DATERN
e — i
IS/ acm M P CUSTOMER
25 SIGN / 81 DATE 2T BIGN / B DATE

(FORMs# ZPAC-MTD1)




1
@ REPORT OF MAGNETIrc PARTICLE EXAMINATION
et A e 4R 25 .
REPORT NO. il BTET-MT-25163 DATER W 2010.07.22 }PAEE OFTI a3 Rmrisiﬂﬂ_ﬁu:.-ﬂ
PROJECT NO. CONTRACTOR:
7 CALTRANS
THEgE. i i s
DRAWING NO, EP3019-n01 CALTRANS CONTRACT NO..
. 04-0120F4
i &, 13th lifting sdoe plate I THE S
EFEHENGING CODE ACCEPTANCE STANDARD PROCEDURE NO. CALIBRATION DUE DATE
£ it Hrgg B EETR
AWS D1.5-2002 AWS D1.5.2002 ZPOC-MT-01 Dec. 28™ 2010
EQUIPMENT #t5 MANUFACTURER & MODEL NO, Hsm i SERIAL NO. :iEge
MT YOKE PARKER Bat0s 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ]
AC
Bk s B e AL
PARTICLE TYFE Dry magnet powder YOKE SPACING
T0~180mm
B FEEH it 4 ]
MATERIAL TO BE v WELDING .
e Material & thickness ATOIM-345T2.%
EXAMINED O CASTING ¢ g 41, I jir
B R O FORGING 5 12M16/2514mm
LDING PROCESS OF JOINT
e % FCAW i N T-JOINT
e AT iE Uk
DISCONTINUITY - itesb it
WELD LD, LENGTH ] ACCEPT REJECT REMARKS
HEnE INDICATION TYFE iR g Ihdi ik
it Ry
EP3019-001.035 ACC, 100%MT
EP3018-001-038 ACC, 100%MT
EP3018-001-030 ACC, 1O0%AT
AFTER HSR1(B)-8785
BLANE -
EXAMINED BY =3¢ REVIEWED BY Wits
|_Cal Xinxi ] = n-‘)r v L = ﬂlij’-—- [o 47 L L
[ - T - [ el
LEVEL- Il SiGN%% DATER i LEVELYl sigN ! DATEEMm
M/ acm HFCUSTOMER
EF SIGN ! Bli DATE S SIGN/ Bl DATE

(FORM# ZPQC-MTOT)
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REPORT

B 040

OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. i &5 5 BT8T-MT-25640

DATER N 2010.08.03

'PAGE OFITEY 110 'Ra\risiun‘N"u: 0

2EF SIGN | B DATE

SEF SIGN / H M DATE

PROJECT NO. CONTRACTOR: —
T, ZPO6-787 i CALTRANS
DRAWING NO. SP3083.001 rEALTRANE CONTRACT NG.:
: 04-0120F4
(S 13th lifting edge plate WM TERGS
REFERENCING CopDE ACCEPTANCE 5TANDARD PROCEDURE ND., CALIBRATION DUE DATE
=R ER T Brme S e
AWS D1.5-2002 AWS D1.5.2002 ZPQC-MT-04 Dec. 28°7 2010
EQUIPMENT &% MANUFACTURER iz MODEL NO. g% SERIAL ND. iEebigw ]
MT YOKE PARKER B310S 5305 5B17 5620
MAG”E“?JNG ME-THDD cﬂﬂtrﬂ Uous ma Eﬂntiﬂ Wkﬁ EURRENT AG
Bk B e s HLj
PARTICLE TYPE Dry magnet powder YOKE SPACING 70~150m §
e S W g
MATERIAL TO BE Y WELDING g Material & thickness A708M-34572: r
EXAMINED O CASTING #if B, 14t
W O FORGING fitig 25M6M12mm
(@)
WELDING PROCESS i TYPE OF JOINT b
Wik ks
DISCONTINUITY Tz eets
WELD 1.D. TENGTH ] ACCEPT REJECT REMARKS
g e INDICATION TYPE ik "'7 e am P
biie o gLy
5F3083-001-004 ACC, LOO%MT
SP3083-001-002 ACC, 100EMT
SPa0e3-001-003 ACC. OO%MT
SP3083-001-004 ACC, 100%MT
SP3083-001-005 =, h= ACC. el 100%MT
SP3083-001-008 B ACC. 100%MT
SP30B3-001-007 ACC, 100%MT
SP3083-001-008 ACC, 1O0EMT
5P3083-001-00g ACC. LOD%MT
SP3083-001-010 ACC, 1o0ET
SP3083-001-011 ACC, 100%MT
SP3083-001-012 ACC, 100%MT
SP3083-001-013 ACC, 100%MT
SP3083-D09-014 ] ACC. ] 100%MT
EXAMINED BY REWE\;&D BY fii#
inx L ‘f - L ‘-".f-/(‘ L %1"‘3{"# 'f}
LEVEL-Il BIGN %% 4 DATER W LEVELAl  sigN ! DATEE
RIS / QoM P CUSTOMER

l

(FORM# ZPQCMTOT)




@ REPORT OF MAGHETIq PARTICLE EXAMINATION
RO B0 o .
REFORT NO. 56 B787-MT-25640 DATEF M 2010.08.03 PAGE OFINTS 2f10 Revision No: 0
PROJECT ND. CONTRACTOR: _
: ALTRA
R ZPOB-TB7 v CALTRANS
DRAWING No. SP3083-001 CALTRANS CONTRACT NO.:
2 04-0120F4
M. 13th lifting edge plate WA TRE S
Eﬁensﬂcme CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION OUE DATE
SHAEEN mEiEn bl (B Er N
AWS D1,5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28*7 2010
EQUIPMENT % MANUFACTURER g MODEL NOD, 0 8 SERIAL NO, b
MT YOKE PARKER Baios 5305 5617 5B20
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
kAo B i e
70—-150mm
40 28 Fn R 1)
Ul G _
MATERIAL TO BE WELDING iR i Material & thickness ATOBM-345T2.X
EXAMINED O CASTING 44 B &
feb kel O FORGING s 25MEM2mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
R TR
DISCONTINUITY Tigst
WELD 1.0, TENCTT ] ACCEPT REJECT REMARKS
Wigaa INDICATION TYPE B iz Ei i
b o L1, ]
SP3083-001-015 ACC. TOOBMT
SP3083-001-018 ACC. LOO%MT
SP3083-001-017 ACC. 100%MT
5P3083-001-018 ACC. 1O0%MT
SP3083-001-010 - |- ACC. = 1O0%MT
SP3083-001-020 L o ACC. LOO%MT
SP30B3-001-024 ACC, 100%MT
SP3083-001-022 i ACC. LOO%MT
SP30R3-001-023 ACC, 100%MT
SP30B3-001-D24 ACC. LO0%MT
SP3083-001-025 ACC. 100%MT
SP3083-001-028 ACC, LO0%MT
SP30R3-001-027 ACC. 100%MT
SP30B3-001-028 ACC, [O0%MT
EXAMINED B‘f.:l-.?. ’)/ HEWE?E BY With
Cai Xinxin JN) /\/, i o péq J aa 1%«"—-:;—- FJ} i ,i
- = R ! [ -
LEVEL -1l SIGN &% DATEE M LEVEL-l  siGN { DATER Wi
SR / oM M CUSTOMER
3= SIGN I A DATE HEF SIGN | B4 DATE

(FORMZ ZPGC-MTDT)
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REPORT OF MAGNETIQ PARTICLE EXAMINATION

REPORT NO. #4449 BT87T-MT-25640

DATEE N 2010.08.03

PAGE OFHi# 30

Revision No: 0

EF SIGN | BN DATE

PROJECT NO. CONTRACTOR: -
c AN
ITEgEe. PRSI, Rl oA HLTRANS
DRAWING NO, SP3083.00% CALTRANS CONTRACT NO.:
04-0120F4
He: 13th lifting edge pinte M TR S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EE R mEine Hirge (0 38 b TEFT 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287" 2010
EQUIPMENT % MANUFACTURER [ MODEL ND. #=ig 8 SERIAL NO. #8iE8
MT YOKE PARKER Ba105 5385 5617 5620
MAGNETFE'HG METH.DD C‘unﬂnugus mﬂﬂnﬂtiﬂ Whﬂ CURRENT
c
R B e i .
PARTICLE TYPE Dry magnet powder YOKE SPACING
2 70~150mm
] FR Y EE
o : -
MATERIAL TO BE WELDING #i24| Material & thickness AT08M-345T2-X
EXAMINED O CASTING ¢ 4, =
Eeiirag o O FORGING #:4 25/16/12mm
WELDIN o0 F JOINT
ELDING PROCESS — TYPE O N o
R i
DISCONTINUITY A7 iz at 41
WELD 1.D. BT ] ACCEPT REJECT REMARKS
s INDICATION TYPE e = a4l i
fiiw ki
SP3083-001-029 ACC, 100%MT
SP30R3-001-030 ACC, 100%MT
SP3083-001-031 ACC. 100%MT
SP30E3-001-032 ACC. 100%MT
SP3083-001-033 i s ACC. | =T 100%MT
SP3083-001-034 ' ACC. 00T
SP3083-001-035 ACC. 100%MT
SP3083-001-036 ACC. 1003MT
SP3083-001-037 ACC, 1O0%MT
SP30B3-001-036 ACC. 100%MT
SP3083-001-038 ACC, LO0%MT
SP3083-001-040 ACC. 100%MT
SP3083-001-041 ACC, 100%MT
SP3083-001-042 ACC. LOOSMT
EXAMINED BY:: REVIEWED BY 'Eff?
) )
Cai Xinxin /ﬂ .-Jw [ Lo Uﬂf J Yf& '14"“— "/'EfL 09. J
LEVEL -1l SIGN %4 DATEB I LEVEL-l  SIGN DATEE N ’
T 7 acm Ji = CUSTOMER

- SIGN 7 B DATE

(FORM# ZPQC-MT01)




C=PMc)

R R RIR

REPORT OF MEGNETIE; PARTICLE EXAMINATION

REPORT NO. 3l 54 ¥ B787-MT-25640

DATEH N 2010.08.03

PAGE OFI[ 4/40

Revision No: &

——

5 SIGN/ B DATE

PROJECT ND. CONTRACTOR: = =
CALTRANS
IRES: ZP0B-7BT gy
DRAWING NO. ESa— CALTRANS CONTRACT NO_;
. D4-0120F4
B 13th lifting edge plate i TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ENNRESN ot i 1 Hlrrige (T
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-04 Dec. 28% 2010
EQUIPMENT &% MANUFACTURER S MODEL NO. Hsligs SERIAL NO. iEd; B
MT YOKE PARKER B310S 5305 5617 5620
MAGNETIZING METHOD Continuous magnstic yoke |CURRENT -
Rk Bl L
. 70—150mm
TS F it B4
LT v HEfT i
MATERIAL TO BE WELDING #1454 Material & thickness ATOOM-$A8T S50 -
EXAMINED O cASTING 4} 04, g =
ol &) O FORGING %8 25M612mm
WELDING PROCESS TYPE OF JOINT
FCaw T-JOINT
e PR £
DISCONTINUITY R iEie it
WELD |.D, G Te] ACCEPT REJECT REMARKS
I H i INDICATION TYPE K ne E2 B #iE
5 sl
SP30B3-001-043 ACC. 100%MT
SP3083-001-044 ACC. 100%MT
SP3083-001.045 ACC. LOO%MT
SP3083-001-046 ACC. 1 00%MT
SP3I083-001-047 = . ACC. B S 100%MT
SP3083-001-048 N ACC. 1 O0%MT
SP3083-001-049 ACC. 100%MT
SP3083-001-050 . ACC. 1 00%MT
SPI0A3-001-051 ACC. 100%8T
SP3083-001-052 ACC. 100%MT
SP30E3-001-053 ACC, [ OD%MT
SP30B3-001-054 ACC. 100%MT
SP3083-001-055 ACC, 100%MT
SP3083-001-056 ACC. 1O0%MT
EXAMINED BYZ# - REVIEWED/BY Wi
? v
Lt.“alxinxin / R . e O{,""‘ ":F S } -“\/?.B M {J‘ . }
T Fo~ = 2
LEVEL- Il SIGN%#Z s DATER LEVELN SIGN | DATEAM
IEALEE f acMm A FCUSTOMER

S SIGN | Hill DATE

(FORM# ZPQC-MTO1)




@ REPORT OF MAGNET IC PARTICLE EXAMINATION
B 4 5
REPORT NO. #ll &4 2 B787-MT-25640 DATEE M 2010,08,03 fmsrs OF T 51D Revision No: 0
PROJECT NOD, CONTRACTOR: =
CALTRANS
TRaE: ZP0B-T87 R ALTRA
BRAWING NO. SP3083-001 CALTRANS CONTRACT NO.:
04-0120F4
Eg: 13th lifting edge plate M TR
REFERENCING CODE ACCEPTANCE STANDARD |FPROCEDURE NO. CALIBRATION DUE DATE
LHEEEE b5 200 Ei {0 B TEAT
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-MM Pec. 2687 2010
EQUIPMENT % MANUFACTURER Ml MODEL ND, # a8 SERIAL NO. EHiG &
MT YOKE PARKER Bitos 6395 5617 5g20
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT S
G
Rk Bidst i e s .
PARTICLE T'f'PE Dr}t magnet Fﬂ'l\-"dﬂf Y’GKE SFJ\.CIHG
T0—150mm
Bl T4 B 44T )
MATERI T W : -
TERIAL TO BE YWELDING Hifet Material & thickness Pr—
EXAMINED O CASTING 44 T, o e =
g Frp o O FORGING i 25/16/12mm
O C PE OF JOy
WELDING PROCESS —_— TYPE OF JOINT T
il A MR
WELD |.D —SCONTINUITY A Rl el ACCEPT REJECT REMARKS
WER T INDICATION TYPE "‘E”G{;m' ' e Tl s
hw iy
SP3083-001-057 ACC. FOO%MT
5P3083-001-058 ACC. 100%MT
SP3083-001-050 ACC, T00%MT
SP3083-001-080 ACC. 100%MT
SP3083-001-081 = = Reg; | v LOORMT
5P3083-001-062 o ACC. LO0%MT
SP3083-001-053 ACC. 100%84T
SP3083-001-064 s ACC. LOD%MT
SP30B3-001-065 ACC, 100%MT
SP2083-001-088 ACC. 1O0%MT
SP3083-001-067 ACC. 1 O0EMT
SP3083-001-068 ACC. 100%MT
SP3083-001-069 ACC. 100%MT
SP3083-001-070 ACC. ] LOORMT
EXAMINED BY X3¢ REVIEWED BY W5
7 /
Cal Xinxin @-’%;ﬂm' s "‘J)- :’j I s [a]-f-.:;i"’ <Fl" )
LEVEL -il siGN %% DATER I LEVELl 516N I DATEE M
HiET 7 QoM Rl CUSTOMER
2F SIGN | Bl DATE HF SIGN [ B DATE

(FORM# ZPQC-MT07)




@ REPORT OF IHIHGHETIL: PARTICLE EXAMINATION
R TR 4
REPORT NO. #1659 B787-MT-25640 DATER W 2010.08.03 PAGE OFII &/10 Revision No: 0
PROJECT ND, CONTRACTOR: | e
. LTRANS
THES- ZP0G-787 i CALTRA
DRAWING ND. 5P3083-001 CALTRANS CONTRACT NOD.:
- 04-0120F4
R 13th lifting edge plate A RE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
A3 R ) ST B e BB TN
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dee. 28%7 2010
EQUIPMENT &% MANUFACTURER W3ty MODEL NO. Bzl B SERIAL NO. GRS
MT YOKE PARKER B3i08 5395 5617 5620
MAGNETIZING METHOD Continuous magnetlc yoke |CURRENT
A
3 AT B ¢
PARTICLE TYPE Dry magnet powder YOKE SPACING
5 T0—~150mm
B0 e T BT
MATERIAL TO Z
BE V WELDING #5:4F Material & thickness ATOIN-345T2-x
EXAMINED O CASTING 4 ) -
Er R Ol FORGING 25M6M 2mm
L G 0 5 F W
WELDING PROCES i TYPE OF JOINT FaniNT
ik P ]
WELD LD CECONTINUITY ittt ACCEPT REJECT REMARKS
Wisg INDICATION TYPE S AL (e iy it
R ki)
SP3083-001-074 ACC, 100%MT
SP3083-004-072 ACC. 100%MT
SPA083-004-073 ACC. 100%MT
SP3083-001-D74 ACC. 100%4T
SP3083-001-075 - = ACC. = 100%MT
SP3083-001-075 o ’ ACC. 1O0%MT
SP3083-001-077 ACC. LODRMT
SP3083-001-078 | ACC, 100%MT
SP3083-001-079 ACC. 100%MT
SP3083-004-080 ACC, L O0%MT
SP3083-001-081 ACC, HO0%MT
SP3083-001-082 ACC. | DO%MT
SP3083-001-083 ACC. 100%MT
SPa083-001-084 ACC. 100%MT
EXAMINED BY 33 . REVIEWED BY i i
Cal Xinxin 2 ) IJ.W Fe va° . ’] N oo B—n :_'/:?L uz? "}
LEVEL-Il SIGN&% | DATEAM LEVELl  SIGN /' DATEE M
WS / Qom P CUSTOMER
HF SIGN | N DATE %5 SIGN/ Bl DATE

(FORMR ZPQC-MTO1)




@ EEPORT OF MAGNETIC PARTI CLE EXAMINATION
4
R 0 2
REPORT NO. {4489 B787-MT-25840 DATEE T 2090,08.03 PAGE OFTIEE 7/10 Revisiono: 7
PROJECT NO, CONTRACTOR;: i |
CALTRANS
s ZPOE-787 - AL
DRAWING NO SPANESS1 CALTRANS CONTRACT NO.-
D4-0120F4
e 13th lifting edge plate MM TER S
REFERENCING CODE ﬁQGEPTANGE STANDARD PROCEDURE ND. CALIBRATION DUE DATE =
B A B (s s AT R
AWS D1.5-2002 AWS D1.5-2002 ZPOC-IAT-01 Dec. 28%7 2010
EQUIPMENT &3 MANUFACTURER ity MODEL NO. H=Lig & SERIAL NO. S e
MT YOKE PARKER B3105 5385 5617 S620
“AGNE"EIHG METHOD Continuo us magnetlc yoke CURRENT g
Bk AU ik
PARTICLE TYPE Dry magnet powder YOKE SPACING ]
T10~—-150mm
R T T B
M T L e =
ATERIAL TO BE | WELDING qﬁ'ﬁ' Material & thickness A709M-345T2-X
EXAMINED O cASTING %4 04, )
BRHH O FORGING i 25/16M12mm
P F |
WELDING PROCESS = TYPE OF JOINT S
i Pk Tl
DISCONTINUITY Tttt
WELD .. Lk Fan TENGTH ] ACCEPT REJECT REMARKS
R INDICATION TYPE i #E B4y i
i
SP3083-001-085 ACC, LOO%MT
SP30R3-001-085 ACC, LO0%MT
SP3083-001-087 AC G.' 100%MT
SP3083-001-085 ACC. 100%MT
SP3083-001-088 = = ACC. - 100%MT
SP3083-001.080 B ACC. 100%MT
SP3083-001-081 ACC. LO0%EMT
SP3083-001-082 ACC. 100%MT
SP30A3-001-093 ACC, 100%MT
SP3083-001-004 ACC. 1O0AMT
SP3083-001-pos5 ACC, 100%MT
SP3083-001-008 ACC. 1O0%MT
SP3083-001-007 ACC. 100%MT
SP3083-001-008 ACC. L (oM
EXAMINED BY=EfR / REVIEWED :}ﬂi&
| Xinxi !:_!‘"HA' _?\rvxpé.xﬂ_ -‘dp} R R"""ﬁ’— 39}
LEVEL-ll SIGN %% DATEEH) LEVELdl  sIGN ! DATEEWM
FAHEE / Qom Rl CUSTOMER
#F SIGN ! B DATE SEF SIGN | B DATE

(FORM# ZPQC-MTO1)




C=PMcH

REPORT

W B 2

OF MAGNETTIQ PARTICLE EXAMINATION

REPORT NO. 4l s i % BTET-MT-25640 DATEAM 2010.08.03 [PAGE QFUIE% 8/10 Revision No: ¢
PROJECT ND, CONTRACTOR: z
CALTRANS
rERe, ZP0B-TR7 o RA
DRAWING NO. SP3083-001 CALTRANS CONTRACT NO.:
D4-0120F4
e 13th lifting edge plate I TH S
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NOD, CALIERATION DUE DATE
5 1 e R R Bras (BB TETT A
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28 2010
EQUIPMENT 4 MANUFACTURER 5 15 MODEL NO. fislige SERIAL NO, i@
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i i
B AT RENE = g
PARTICLE TYPE Dry magnel powder YOKE SPACING
TO0~150mm
e R B
M Ti G i -
ATERIAL TO BE VWELDING #7it:f¢ Material & thickness AT
EXAMINED O CASTING %4 4, 00 -
fertng ol O FORGING i 25M6/12mm
DING PROC PE OF JOIN
WELDING PROCESS _— TYPE OF JOINT i
g AR
DISCONTINUITY gt
WELD 1.0, TENeT ] ACGEPT REJECT REMARKS
g R INDICATION TYPE il ®E Lo ik
T i
SP3083-001-089 ACC. | )AL
SP3083-001-100 ACC. I00%MT
5P3083-001-1D4 ACC. 100%MT
SP3083-001-102 ACC. 100%MT
SP3083-001-103 = = ACC. : 100%NT
SP30B3-001-104 ) ACC. LO0%MT
SP3083-001-105 ACC, 100%MT
SP3083-004-106 ACC. 100%MT
SP3083-001-107 ACC. 100%8T
SP3083-001-108 ACC. 100%MT
SP3083-001-109 ACC, 100%MT
SP3083-001-110 ACC, LOOBMT
SP3083-001-111 ACC. 100%MT
SP3083-001-112 ACC. 1O05MT
EXAMINED BY 35 D{ REVIEWED i?m
Cai Xinxin /_/;;I hz:-r-‘r\_ 1 — ‘-'J ume j | i IEIL-, —-\/“'t"i" ﬂ-—) }
LEVEL - Il SIGN %% DATER 1Y LEVEL-ll  sigN ! DATEH
e/ aom M CUSTOMER
%5 SIGN | 54l DATE 5 SIGN / B DATE

(FORM# ZFQC-MTOT)




I @ REPORT OF MAGHN ETT C PARTICLE EXAMINATION
ok A s 048 o
REPORT NO. #2449 B787-MT-25840 DATEHN 2010.08.03 iPAGE OF &4 oMo Revision lo: 0
PROJECT NO. CONTRACTOR; -
A LTRANS
TERE: ZPOB-T87 s CALTRA
DRAWING NO. TR CALTRANS CONTRACT NO.-
04-0120F4
e 13th lifting edge plata InfH.rEm e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
22 R EE2F Hrge {e R R
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28 2010
EQUIPMENT 4% MANUFACTURER 35T MODEL NO. #slm= SERIAL NO. fsiig = =
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnstic yoke |CURRENT o
Bk il = L
PARTICLE TYPE Dry magnet powdar YOKE SPACING
T0—~150mm
IR FHY 4.4 ]
ALTD B v G ) -
MATERIAL TO BE WELDING #1454t Material & thickness ATOOM-345T2.%
EXAMINED O CASTING 4 4, 0 -
B O FORGING i 25M6/12mm
LDING PRO E JO
WELDING PROCESS =y TYPE OF JOINT vaicd
HiE R
DISCONTINUTTY Aizig 4
WELD 1.0, TENGTTe] ACCEPT BEJECT REMARKS
e INDICATION TYPE i EF 5l %
16R en
SP3DB3-001-113 ACC, 100%AT
SP3083-001-114 ACC. LOOEMT
SP30B3-001-115 ACC. 1O0%MT
SP3083-001-116 ACC. 100%MT
SP3083-001-117 = ACC. T LOORMT
SP30B3-001-118 B ) ACC. 100MMT
SP3083-001-119 ACC. 100%MT
SP3083-001-120 ACC. 100%MT
SP3083-001-121 ACC. 100%MT
SP2083-001.122 ACC. LOO%MT
SP3083-001-123 ACC, 100%MT
SP3083-001-124 ACC, 100%MT
SP30B3-001-125 ACC. 100%MT
SP3083-001-126 ] ACC. 100%MT
EXAMINED E‘raz?- REVIEWED BY Wi i
Cai Xinxin LA ?{ A __.7(1'1, A } o ?%wgf _v'r’o ,?
LEVEL-Il SIGN%4£ | paTERW LEVEL-  sigN { DATERW
MASE /oM RIFCUSTOMER
S5 SIGN ) Hii DATE T SIGN | B DATE

(FORN# ZPQC-MT07)




C=BMc)

REPORT OF MAGNETIQ

PARTICLE EXAMINATION

R o 4R 2
REPORT NO. fli 58 B787-MT-25640 DATEA M 2010.08.03 ‘PAGE OFHIFS 10110 |Revislon No: 0
PROJECT NOD. CONTRACTOR: —
7 CALTRANS
TR el m o
DRAWING NO. SP3083-001 CALTRANS CONTRACT ND.:
04-0120F4
Ma: 13th lifting edge plate mMTERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE o CALIBRATION DUE DATE T
S A b1 Treaga i B AT
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28" 2010
EQUIPMENT 4 MANUFACTURER [T MDDEL NO. fata e SERIAL NO, HEHig &
MT YOKE PARKER B3105 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT - =
Bk Ak 4T P s i1
PARTICLE TYPE Dry magnet powder YOKE SPACING i e
o mm
L3 5 i Tk B
MATERIAL TO BE VWELDING 1542 -
#F Material & thickness ATOOM-345T2.x
EXAMINED O CASTING B I =
EH O FORGING i 25M6/12mm
WELDING PROCESS TYPE OF JOINT
N - FCAW T-JOINT
g GEEET
DISCONTINUITY st
WELD |.D, TENSTH T ] ACCEPT REJECT REMARKS
Rgme INDICATION TYPE e L 1Bk HiE
EITET Eti
SP30R3-001-127 ACC, 100%MT
SP3I083-001-128 ACC. 1 00%YT
SP30B3-001-128 ACC. 100%MT
5P3083-001-130 ACC. 100%MT
SP3083-001-131 - = ACC. - 100%MT
SP3083-001-132 - ’ ACC. LO0EMT
SP30083-001-133 ACC. 100%MT
SP3083-001-134 ) ACC. 100%MT
SP3083-001-135 ACC. 100%MT
SP3083-001-135 ACC. 1O0%MT
SP3083-001-137 ACC. | O0%MT

AFTER HSR1(B)-8858

BLAMK

T SIGN | Bl DATE

EXAMINED E‘L’Eﬁ! 404—/\_ REWErw\laya'r wﬁﬁﬂﬂ

Cai Xinxin x| GJ—— uﬂ'ﬂ} )
LEVEL - i SIGN m; DATEEIM LEVEL-l  sigN ! "DATEB

BT 7 acm i FCUSTOMER

5 SIGN / Bl DATE

(FORM# ZPQC-MT01)




DEPARTMENT OF TRANSPORTATION - District 4 Toll Bridge -

333 Burma Road
: Oahland CA Bag07
lrans Tel: Fax:
NON-CONFORMANCE REPORT TRA NSMITTAL

To AMERICAN BRIDGEFLUOR, A IV Date: 27-Juk-2010

375 BURMA ROAD

OAKLAND Ca 95607 Contract No: 04-0120F4

D4-5F-80-13.2 /13,9

Dear: M. Charles Knmpicki Job Name: 5AS Superstructure
Aftentiom Mr. Thomas Milsson  ProjecuFabrication Mamuger Document No: 05.03.06-000760
Subject: NCR No. ZPMC-D775

Referenee Deseription: Cope Access Holes welded over on Lifl 13 Sub Assembly Componenis

The sitached Non-Conformonce Report describes an occurrence where the contractor did munn-'ml_v with # requirement of the contrat document ps
indicated bejow:
Material or Workmanshin nat in conformanee with conlroe! documents. -
| Chanlity Control (QC) no performed in conformance with contract documents, _
Recuming QC issue that conslitues & systemitic problem in quality contral,
O Non-Cenformunee Resolved.
Material Location: ORG Lift: 13
Remarks:
Quality Assurusice in-process observations of ihe fabrication of edge plates and side plates in Bay No. 10 discovered the following
issue
-ZPMC personnel bave welded over cape hole and sipe areas on various Lift 13 edge and side plates,
~Edge Plates identified are s fallows: EP301EC, EPI025A snd BP0 —
-Side Plates identified are as follows: SPI08 LASPIRA, SRIHIA, BPTTIOA, SRIOTEA and SPSTTOH:
-According 1o the spproved shop drawings, cope hale andfor smipes are required in ihe areas where the panol stiffeners intersect the
panel dinphragms.
~ll above mentioned panels are located in Buy Na 10,
Action Required and/or Action Taken:
Propose & resolulion for the identified pun-conformanee with revised pr_oudumﬁw prevent luture occumences. A respoose for the
resoliition of this issue is expected within T days.

A
e

Tronsmitted by:  Laraine Woo Ti_'ql_m;:onuriun Engineer
Allachments: ZPMCOTTS

cc: Rick Mormow, Gary Pursell, Peter Siegenthuler, Stunley Ku, Brian Boal. Jason Tom, Contract Files, Ching Chap, Bill Casey
File: 05.03.06

B osososco0zsoncr Page T uf |




STATE OF l:ﬂL!FﬂRNIMUSINEEE.THAMBPEﬂTAm ION AND HOUSING AGENCY Ameld Schwarzensggar, Govemor =
_—

DEPARTMENT OF TRANSPORTATION ik

DIVISION OF ENGINEERING SERVICES £, W
Cffece of Structurs! Materials -'i;_ Sy

Quakly Assusance and Snorce Inspeciion e
Contract #: 04-0120F4

Bay Area Branch . e ——

690 Walnut Ave.St. 150 Cty: SF/ALARte: 80 PM: 13/ 13.9

Valleio, GA B4582-1133 ST
(707) B4B-5453 File #: 69.25B

707 ) B43-5493

QUALITY ASSURANCE -- NON-CONFORMANCE REPORT

Location: Changxing Istind, Shanghai, China Report No: NCR-000813
Prime Conrractor: American Bridge/Fluor Enterprises, a JV Date: 26-Jul-2010
Submitting Contractor: Zhenhua Port Machinery Company, Lid (ZPMC), Changxing Island NCR #: ZPMC-0775

Type of probiem:

Welding ] Conerete [0 Other O

Welding O Curing O Procedural [J Bridge No: 34-0006

Jointfitup [0 Coating [ Other L Component: Lift 13 Various Edge /Side Platey

Procedural Procedural [ Deseription:

Reference Description: Cope Access Holes welded over on Lift 13 Sub Assembly Components

Description of Non-Conformance:

Quality Assurance in-process observations of the fubrication of Edge Plates and Side Plates in Tower Bay [0

discovered the following issue:

-ZPMC personnel have welded over cope hole and snipe areas on various Lift 13 Edge and Side Plates

-Edge Plates identified are ns follows: EP3018C, EP3025A and EP3026A.

-Side Plates identified are as follows: SP3081, SP3115A, SP3113A, SP3109A, SP3078A and SP31] 0A.
— ek s =t

-According to the approved shop drawings, cope hole and/or snipes are required in the areas where the panel

stiffeners intersect the panel diaphragms.

-All above mentioned panels are located in Tower Bay#10,

For further information, please see the attached pictures below,

ﬁ'r T T3 Edge Mate

g —
07202010 13400

ﬁ TL-15, Quality Ascurance - Now. Conformance Repori Poge Lot 2




QUALITY ASSURANCE — NON-C ONFORMANCE REPORT . -
f Contined Puge 2 of 5 )

LY

07262010 1405

Applicable reference:
Drawing No- Sheet Na- EP3018C, EP3025A, EP30264A, SP3081, 5P31 I5A, SP3113A, SP3109A, SFE-D'?EA_

and SP3110A. =

AWS D].5-2002 Scetion 3.1.5: “Welds shall be prohibited on the work except a3 follows:
(2) All welds deteiled on spproved shop drawings
(3) Repair welds authorized by this code
(4) Other welds approved by the Engineer

AWS D1.5-2002 Section 6.5.1: “The Inspector shall make certain that the size, length, and location of all welds
conform fo the requirements of this code and to the detail drawings and thal no unspecified welds have been
added without approval",

Who discovered the problem:  Shailesh Gaikwad / Robin Sharma
Name of individual from Contractor notified: Shen Jian

Time and method of notification: 14:00 hours_07/26/2010_Verbal
Name of Caltrans Engineer notified: Laraine Woo

Time and method of notification: 13:30 hours_7/27/10_Emai

QC Inspector's Name: Sun Tian Liang el

Was QC Inspector aware of the problem: O ves4 No
Contractor's proposal to correct the problem:

NA

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
conceming repairs or remedial efforts please contact Mazen Wahbeh,(818) 292-0659, who represents the
Office of Structural Materials for your project.
Inspected By:  Devey,Jim SMR.

Reviewed By:  Wahhch,Mazen SMR

ﬁ_ -1, Quality Assrance — Now-Conformance Report Page 2of 2




PME- o708

(ZPMc)

REPORT OF MAGNETIQFPARTICLE EXAMINATION

2EF SIGN | BYI DATE

R A R 940
REPORT NO. Hi & 4 & B787-MT-25305 DATERM 2010,07.28 'PAGE OFIE 12 Rovision u&‘.{
-
PROJEGT ND. CONTRACTOR;
. ZPOG-787 CALTRANS
TR I6TH i e TRA
DRAWING NO. EP3018-001 CALTRANS CONTRACT NO.:
04-0120F4
e 13th lifting edge plate I TH R S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NOD., CALIERATION DUE DATE
B E2 i ErEd (M EEET SN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT #4 MANUFACTURER 77 MODEL NO. H#3ige SERIAL NO. fiig 8
MT YOKE PARKER B3108 5395 5817 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT ik
B{E A B sk 13 3
PARTICLE TYFE Dry magnet powdor YOKE SPACING
. To~150mm
45 2 1 T B FE
MATERIAL TO BE VWELDING #1484} -
AR Material & thickness ATOBM-345T2.X
EXAMINED O CASTING W B -
ErRiH M O FORGING ik 12M16/25mm
WELDING PROCESS E OF JOINT
FCAW L T-JOINT
A p2t E ]
DISCONTINUITY F sk
WELD LD, eees] ACCEPT REJECT REMARKS
petl i3 INDICATION TYPE £ jEmat M Fir
fitw s
EP3018-001-003 ACC. 100N T
EP3018-001-004 ACC. L00%MT
EP3018-001-009 ACC. 100BMT
EP3018-001-010 ACC. 100BMT
EP3018-001-013 i ACC. T 100%UT
EP30iB-001-014 ACC. 1G0RMT
EP3018-001-015 ACC. LO0%HT
EP3018-001-018 ACC. 100%MT
EP3018-001-021 ACC. LO0%MT
EP3018-001-022 ACC. LOORMT
EP3018-001-025 ACC. 1O0EMT
EP3018-001-026 ACC. 1O0EMT
EP3018-001-027 ACC. LDOEMT
EF3018-001-028 ACC. LO0EMT
EXAMINED BY=: REVI BY ®igg
Cal Einxip £_ga 1 AM__/‘}(M.— {a K] ?‘I % 6 [ II%"V“-J-!' = L ? 1"{
LEVEL-1l SIGN#% | DATEH LEvEL  sioN?  / paTeaw
M ST/ acm M FCUSTOMER

EZSIGN ! A DATE

(FORM# ZPGC-MTOT)




(ZBMc)

REPORT OF MAGNETIC/ PARTICLE EXAMINATTION

BRI
REPORT NO. il #5882 B787-MT-25385 DATEH ) 2010.07.26 PAGE OFTF 2/2 Revisian No: E- '
PROJECT NOD. CONTRACTOR: ==
6-TET CALTRANS
TS S oA
DRAWING NO, EF2016-007 CALTRANS CONTRACT NO.;
04-0120F4
B 13th lifting edga plate Il THRIES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
AT I R AR Erbid ot BIrige BB EF TSN
AWS 01.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT #H4 MANUFACTURER {157 MODEL NO. 68 SERIAL NO. B:ipiga
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Conlinuous magnetic yoke |CURRENT
AC
[ 8L i 2 B E
PARTH:LE TYPE Dry mag nat pnwﬁgr YEKE SPAG:HG
T0-~150mm
Lk bl T R4
MATERIAL TO BE JWELDING #4544 -
| 4 Materlal & thickness ATOSM-345T2.%
EXAMINED O CASTING &4+ U, B -
fedi Ep gl O FORGING ffzily 12M6/25mm
WELDING PROCESS PE OF JOINT
Foaw g i T-JOINT
BE Ak L 20
DISCONTINUITY e ig s it
WELD 1D, TEneTT e ACCEPT REJECT REMARKS
WG INDICATION TYPE e L B ik
fim ERii]
EP3018-001-028 ACC, 100%4T
EP3018-001-030 ACC. LowsMT
EP3018-001-031 ACC. 100%MT
EP3018-001-032 ACC. 100%MT
AFTER HSHA(B)-8788 =
BLANK
EXAMINED BY £ REVIEWED BY Wi E
CaiXindn /0.7 Aonilin 2of» 27,2 A QM.U:L_ 1ofs ), U4
LEVEL-Il SIGN2%£ | DATEBN LEVEL-I  SIGN | DATERI®
5=/ qom /S CUSTOMER
S SIGN / B DATE EF SIGN | BIf DATE

(FORM# ZPQC-MT01)




LA R

S SIGN ) 31l DATE

| REPORT OF MAGNET Ig:' PARTICLE EXAMINATION
(ZPMc Bt
REFORT NO. {1412 B787-MT-25757 DATER M 2010.08.05 ’PAGE OF S 1/3 Revision Ro: 0
PROJECT NO, [cu NTRACTOR; 2
CALTRANS
THES: ZPOB-Ta7 W ALTRAN
DRAWING NO. EP305-001 CALTRANS CONTRACT NO.:
o D4-0120F4
e 13th lifting edge plate A TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO, CALIBRATION OUE DATE
E g TR =D g im Wraga (2B e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28%7 2010
EQUIPMENT 3, MANUFACTURER M MODEL NO. #istagn SERIAL NO. HEpm e
MT YOKE PARKER B310s 5395 §617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT A
(.38 g R TR o it
PARTICLE TYFE Dry magnet powder YOKE SPACING
70~150mm
) e sl Fn AT HE
LTOB ¥ : N
MATERIAL TO E WELDING L E 2 Material & thickness ATOOM-345T2.%
EXAMINED O CASTING &4 i,
BREHEE O FORGING T4 22M8mm
DING P s E OF JOINT
WELDING PROCES i TYPE OF JOIN S
s ek E
DISCONTINUITY ik it
WELD |.D, [EneTr ] ACCEPT REJECT REMARKS
Mg INDICATION TYPE B % L ik
i dE Ry
EP3036-001-001 ACC. 100%MT
EP3016-004-002 ACC. 1 00%MT
EP3026-001-003 ACC. 100%MT
EF3016-001-004 ACC. 1O0%MT
EP3026-001-005 - ACC. i 100%MT
EP3015-001-005 ACC, 1 D0%MT
EP3018-001-007 ACC, 100%MT
EP3016-001-008 ACC. 100%MT
EP3046-001-009 ACC. LO0%MT
EP3015-001-010 ACC, LOOBMT
EP3045-001-011 ACC. 100%MT
EP3016-001-012 ACC. LOOEMT
EP3016-001-013 ACC. 100%MT
EP3016-001-014 ACC, 100%MT
EXAMINED BYE3R REVIEWED BY Wit -
Xu Bing -5 _{'r.r\n_a:"ﬂ- e, -g "ﬂf_ :»"("i_' &“‘_‘f‘_ s “.:IF J
LEVEL-Il SIGN %% DATEE M LEVEL-I  sigN { DATEHEH
SitEE 7 acm R FCUSTOMER

HF SIGN / Bl DATE

(FORM# ZPOIC-MT01)




Mpe=.) )Y
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REPORT OF MAGNETIC| PARTICLE EXAMINATION

b AR o5
REPORT NO. #5442 B767-MT-25189 DATEEM 2010.07.24 PAGE OFWE 11 Revislan y;: 0
PROJECT NO, CONTRACTOR:
THRES: ZPOG-T8T q CALTRANS
ODRAWING NO. EPI026 CALTRANS CONTRACT NO.:
. 04-0120F4

TR THE 13 LIFTING EDGE PLATE IR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBERATION DUE DATE
S Y R Al HS B T
AWS D1.5-2002 AWS D1.5-2002 ZPAC-MT-01 Dec. 28 2010
EQUIPMENT 2% MANUFACTURER /T MODEL NO, i8-8 SERIAL NO, &%
MT YOKE PARKER B3108 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
B I3k Y e i i
PARTICLE TYPE Dry magnet powder YOKE SPACING

TO0~150mm
R 43 B T Al i
MATERIAL TO BE + WELDING Hi§4F : =
i Material & thickness ATOOM-345T2-X
EXAMINED O CASTING 4 B# T =
Hrdsn O FORGING i1 12/16mm
WELDING PROCESS TYPE OF JOINT
FCaw T JOINT
T P ]
WELD |.D TR ACCEPT REJECT REMARKS
0. E
i e INDIGATION TYPE R - ik
fiv EodiH
EP3026-001-023 ACC. 100%MT
EP3026-001-024 ACC. 100%MT
AFTER HSR1(B)-8830
BLANK
- 2t —

Exnmlusyasﬂ / REVIEWED BY Wik
Cai xin xi v.g. ‘:_%.h :?, L'k‘[‘ 3 .J:}L-...-JL n_:' 1'5’;
LEVEL-1l SIGN&% / DATEH LEVELN  sidK 1 DATERN
MiRE3E / oM fi FCUSTOMER
£5 SIGN f Bill DATE EF SIGN ] B DATE

(FORM# ZPQC-MT01)




ML -a )l

@ REPORT OF MAGNETIC| PARTICLE EXAMTNATION
RE A AR 4
REPORT NO. &5 € 8787-MT-25161 DATER WM 2010.07.22 ]FAGE OF LA 1M Revision N&: E‘
PROJECT NO, CONTRACTOR:
-TE7 CALTRANS
TEGE: AR08 o
DRAWING NO. SP307TBC-001 CALTRANS CONTRACT NO.:
: 04-0120F4
LR 13th lifting edge plate T RS
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
5 AN 45 B TRZFHE EHirag e BE AT
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-0 Dec. 28%7 2010
EQUIPMENT &% MANUFACTURER &3 MODEL NO. #st43 8 SERIAL NO. iEhraa
MT YOKE PARKER B3105 5305 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT pr
(= & AT R ik =S
PARTICLE TYPE Dry magnet powder YOKE SPACING ”
70~150mm
Lk ] T filf 4 ]
MATERIAL TO BE ] ING #liE -
I WELD 1 Material & thickness AN
EXAMINED Ol CASTING 1 1#  BLpE -
T O FORGING 35 12/16/25mm
WELDING PROCESS TYPE OF JOINT
FCcaw T-JOINT
A 1 ks
DISCONTINUITY A~ i)
WELD LD. TEnaTT ] ACCEPT REJECT REMARKS
FUL e INDICATION TYPE e o {54d% #it
i i)
SP3078C-001-001 ACC. TEHEM T
SP3078C-001-002 ACC. L O0%MT
SPan7ec-u001-004 ACC. 100%MT
SPa0TBC-001-005 ACC. 100%MT
SP3078C-001-006 = ACC. | = 100%MT
SP3078C-001-007 - ACC. LOOSMT
SPI078C-001-00R ACC. 100%MT
SP3078C-001-000 ACC, 100%MT
SP207BC-001-040 ACC. 100%47
SP30TAC-001-011 ACC. 100%MT
SP3078C-001-003 1 ACC. L 00T
AFTER HSR1(B)-8850
BLANK
EXAMINED I?an REVIEWED BY 5
|_Cal xinkinJ i ?(_u-\ '%-f"r"" Qo ? v L — f:l_r\f"'_ﬁ'" " }- |
= L Y =3
LEVEL-1l SIGN#%#%£ | DATERIN LEVEL-l  BIGN | DATEEM
Wit/ acm P CUSTOMER
£ F 5IGN { Bl DATE ¥ SIGN | B DATE

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

REPORT NO. #4582 9 B787-MT-26148

DATEHN 2010.08.15

PAGE OFITY 1/2

Revision No: -

2 SIGN/ Fl i DATE

PROJECT ND. CONTRACTOR: = rE
06- CALTRANS
TR e o
DRAWING NO. 8P 3413-001 CALTRANS CONTRACT NO.:
) 04-0120F4
Ee: OBG-13 LIFTING RATERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
5 2 0 R i EHiEEe 8 e T
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Pec. 28%7 2010
EQUIPMENT #25 MANUFACTURER iR T MODEL NO. #siy8 SERIAL NO. M4y 8 |
LMT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnotic yoke |CURRENT
AC
8L A g TS HLFL
FARTICLE TYPE Dry magnet powder YOKE SPACING i e
e m
B Fit 4 ) "
MATERIAL TO BE Y WELDING {34} i -
Matorial & thickness ATOBM-345T2-%
EXAMINED D CASTING W R 3, JUL =
HaHe O FORGING 1t 12/16mm
WELDING PROCESS PE OF JOINT
FCAW T T-JOINT
T REENE Y
WELD I.D DECONTINUITYFefk EPT REJECT REMARKS
" ir R s ﬁcc J
e INDICATION TYPE kbl e il &ik
BT i
SP3113-001-001 ACC, LOG%MT
SP3113-001-002 ACC. 1 O0%NT
SP3113-001-003 ACC, 100%MT
SP3113-001-004 ACC. LOD%MT
SP3113-001-005 = = ACC. 2 100%MT
SP3113-001-006 - ACC,. | O0RMT
SP3113-001-007 ACC. 100%MT
SPa112-001-008 ACC, 100%MT
SP3113-001-009 ACC, 100%MT
SP3113-001-010 ACC, 100%AT
SP3113-001-011 ACC. LOO%MT
SP3113-001-012 ACC. 100%MT
SP3113-001-013 ACC. 100RMT
SP3113-001-014 ACC. 100%MT
EXAMINED BY 45 HE}EWED BY iiif _
7 5
Xu Bing f < 20 Ao honr o 1N
LEVEL-Il SIGN#%E#£ [ DATEAW LEVEL-l  SIGH | DATEHEN
MiEEE 7 aom JAFCUSTOMER

5 SIGN | Bl DATE

{FORM# ZPQC-MT01)




C=BMcH

R AR 4

REPORT OF MAGNETIC  PARTICLE EXAMINATION

REPORT NO. il #45 B8787-MT-26146

DATEE M 2010.08.15

IF.&GE OF A 212

Revision No; 0.

5 SIGN / Hi DATE

PROJECT NO. CONTRACTOR: JE———
ZP0 . CALTRANS
TRGS: i A
DRAWING NO. SP3113-001 CALTRANS CONTRACT NO.:
) 04-0120F4
me. DBG-13 LIFTING I TER S
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SN RE fES R Y 2 S dra g g ]
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28%7 2010
EQUIPMENT % MANUFACTURER {15 MODEL NO. B8 SERIAL ND. =ik e
MT YOKE PARKER B3i05 5395 5617 5620
MAGNETIZING METHOD Continuous magnatic yoke |CURRENT e
L 3L A e S = e AL L
PARTICLE TYPE Dry magnet powder YOKE SPACING _——
o m
I Fus R N
MATERIAL TO BE Y WELDING i it =
" Matarial & thickness AT0SM.345T2-X
EXAMINED O CASTING #f1: #, Jr =
EMHE O FORGING it 1211 6mm
WELDING PROCESS TYFPE OF JOINT
FCaw T-JOINT
il it R
WELD |.D ool LU D ACCEPT REJECT REMARKS
= [LERGTH N n
e INDICATION TYPE P sy i ik
e a=m

SP3113-001-015 ACC. L00%4T

SP3113-001-018 ACC. LO0%T

SP3113-001-017 ACC, 100%MT

5P3113-001-018 ACC. 1 COREMT

AFTER HSR1(B)-8B8Y hTg
- -ic A

EXAMINED BY %4} REH‘IEWEZ BY Wi A )
Xu Bing Qé’t rngd- 'f'f 5 s = {_,@b“x’.ﬂxﬂ« ?‘a{" (1
LEVEL-Il SIGN#4E / DATERW LEVEL-l  slgN | DATEB
IS / QoM i CUSTOMER

£ SIGN | Bl DATE

(FORME ZPQC-MTO1)




C=ZBMc)

REPORT OF MAGNETIC| PARTICLE EXAMINATION

5 SIGN / H) DATE

B SIGN ) B DATE

R B R 4
REPORT NO. il 1568 BT87-MT-26147 DATER W 2010.08.15 PAGE OFIIF 112 Revision No: 0
PROJECT NO. CONTRACTOR: a—
787 CALTRANS
TRRE: Ca g o
DRAWING NO. P— CALTRANS CONTRACT NO.:
04-0120F4
mE: 0BG-13 LIFTING I TEEGS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
S HREN B Erias BT
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% 2010
EQUIPMENT ## MANUFACTURER HiiETE MODEL NO. {3k in 8 SERIAL NO. St e
MT YOKE FPARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT
AC
(833 MY e B
PARTICLE TYPE Dry magnet powdar YOKE SPACING
: T0~150mm
B e ay Fa e
MATERIAL TO BE VWELDING #424 =
i Material & thickness A70OM-345T2-%
EXAMINED O CASTING #{f E# =
EMEE Ol FORGING B 121 6mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
i pil EF
DISCONTINUITY T Beteig
WELD |.D, TEnGTH ] ACCEPT REJECT REMARKS
ARk e INDICATION TYPE I == i e
fix £ 31
SP3113-001-018 ACC, LEEMT
5P3113-001-020 ACC, 100%MT
SP3113-001-021 ACC. 100%MT
SP3113-001-022 ACC. A00%RMT
SP3113-001-023 = ¥ ACC. T HOO%MT
SP3113-001-024 - ACC. 1 00%MT
SP3113-001-025 ACC; 100%MT
5P3113-001-025 ACC. 100%uT
SP3113-001-027 ACC, 1O0%MT
SP3113-001-028 ACC. 100%MT
SP3113-001-020 ACC, LOO%MT
SP3113-001-030 ACC, 100%MT
5P3113-001-031 ACC. 100%MT
SP3113-001-032 ACC. LOO%MT
EXAMINED BY % FIEUIEWED—EY i
Xu BING ?C gnw}j’ ) 2w, ".%J ..vv-.:)< A ol | §
LEVEL-Il SIGN%% / DATEB LEVEL-l  SIGN { DATEB
IR/ QoM HlFACUSTOMER

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

REPORT NO. {4185 BT67-MT-26147

DATER Y 2010.08.15

PAGE OFTTi% 202

Revision No: 0.

PROJECT NO. CONTRACTOR: —
CALTRANS
TEEE. ZPO6-TET . TR
DRAWING NO. F— CALTRANS CONTRACT NO.:
04-0120F4
2 OBG-13 LIETING M TEES
REFERENGING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
A RS R B i B I R
AWS D1.5-2002 AWS D01.5-2002 ZPQC-MT-01 Dee. 28%7 2010
EQUIPMENT # % MANUFACTURER 56T MODEL NO. fFsa-2 SERIAL NO. it4biya
MT YOKE PARKER B310S 5385 5617 5620
MA.’GHET’:'HE ME-rHﬂD Eun“nunuﬂ magnnun y‘ahu CURRENT
AC
Bk SR e
PARTICLE TYPE Dry magnet powder YOKE SBPACING ——
B 2Ty —— g i
MATERIAL TO BE V WELDING #4245 =
i Matorial & thickness ATOSM-345T2.X ~
EXAMINED O CASTING 14 4, e -
Hr it O FORGING 12MBmm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
T 1Rgta
WELD |.D LG ———— ACCEPT REJECT REMARKS
L. LENGTH N E
s INDICATION TYPE i Y il ik
1R Eedil]
SP3113-001-033 ACC, LOGsENT
SP3113-001-034 ACC. 1 00%MT
SP3113-001-035 ACC, L00%MT
8P3113-001-035 ACC. 100%MT
AFTER HSR1(E-888Y Ly
BLANK
EXAMINED BYZ: REVI DBY W& .
Xu Bing 4 |%_{-», _i!?‘“f é@\j;{rm J_?éﬂn Jgg'u'
LEVEL-1Il SIGN %% DATEE M LEVEL4l  SIGN I DATEH
Mt S3 / QoM R FCUSTOMER
5 SIGM / Bl DATE 2 SIGN T BN DATE

(FORME ZPOC-MTO1)




C=ZBMc)

REPORT OF MAGNETIC|! PARTICLE EXAMINATION

1
R 4R 4
REFORT NO. il 553 & BT87-MT-26440 DATERAW 2040.08.15 PAGE OF1iE} 1/2 Revision Ng:- 0--
FROJECT ND, CONTRACTOR; -—
POG-7 CALTRANS
THEEE, SPaGTRY .
DRAWING NO. SE3493:001 CALTRANS CONTRACT NO..
_ 04-0120F4
EE. OBG-13 LIFTING M TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
ENXREEM EE i Birag e el
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT i3 MANUFACTURER il MODEL NO. His@s SERIAL NO. EEghi &
MT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetlc yoke CURRENT
AC
LB . i e iy
PARTICLE TYPE Dry magnet powder YOKE SPACING
: T0~150mm
25 Fih 4T 5
MATERIAL TO BE Y WELDING -
g Matertal & thickness ATOGM-345T5.
EXAMINED O CASTING Hf A g =
il O FORGING i 1211 6mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
MR it Ay
DISCONTINUITY A-iZ e
WELD 1.0 TENGTIT] ACCEPT REJECT REMARKS
g e INDICATION TYFE EhE Z {5 ik
[ ol Jam
SP3113-001-037 ACC. LOOSMT
SP3113-001-038 ACC. 100%MT
SP3113-001-110 ACC, 1O0%MT
SP3113-001-111 ACC, L OO
SP3113-001-113 = < ACC. i 100%AIT
SP3113-001-114 - ACC. 100%MT
SP3113-001-118 ACC. 100%MT
SP3113-001-117 v ACC. 100%MT
SP3113-001-055 ACC. 100EMT
S§P3113-001-056 ACC, LO0RNT
5P3113-001-057 ACC. 100%EMT
5P3113-001-D58 ACC, 100%4T
SP3112-001-058 ACC. 100%MT
SP3113-001-080 ACC. 10T
EXAMINED BY % Rﬂi?yan BY §ig
£u Bing .?4»1 B—r‘\/éL i Iy ta:_v{JlW.:%r\. .1
LEVEL-1l SIGN %% | paTERmW LEVELAl  SIGN ! DATER
MiESE /acm HPCUSTOMER
EF SIGN | B DATE 45 SIGN [ HIJ DATE

(FORM# ZPQC-MT07)




C=Bmc)

REPORT OF MAGNETIC| PARTICLE EXAMINATION

i e B4 5
REPORT NO. {44468 BT87-MT-26148 DATEEI N 2010.08.145 PAGE OFTI#4 2/2 Revision No- 6-
PROJECT NO, CONTRACTOR: =
0B-787 \ CALTRANS
TRHE: eF e
DRAWING NO. SP3113.001 CALTRANS CONTRACT NO.:
04-0120F4
me: OBG-13 LIETING Wl TERE
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£ AT B HFHE S {3 48 B SE AT RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Doc. 28 3010
EQUIPMENT 4% MANUFACTURER &1l MODEL NOD, #islisa SERIAL NO. Fiiin e
MT YOKE PARKER B310S 5395 S617 SB20
MAENETFI'“E METHDE Cnnllnuuu: m&gnmi: Fﬂkﬂ CURHENT
AC
Bk oA o, e e H
PARTICLE TYPE Dry magnet powder YOKE SPACING
70--150mm
B Fay =t miE
MATERIAL TO BE + WELDING : -
BMEH Material & thicknoss AT0IM-345T2-X
EXAMINED O CASTING # BH, A =
R O FORGING 4t 12/16mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
ik Mg
WELD |.D AL ACCEPT REJECT REMARKS
AT INDICATION e [SENGHNm e f6 ik
figm Ecki
SP3112-001-087 ACC. LOD%MT
SP3113-001-062 ACC, 100%MT
SP3113-001-067 ACC. 100%MT
SP3113-001-068 ACC. 100%8T
AFTER HSR1(B}-8881 —
BLANK
EXAMINED BY HE‘U[EWED av W
é 40 [7{:-\" \, ﬁ’ﬂ'p [ 3
LEUEL Il SIGN E.ﬁ TEH M LE'U"EL Il EIEH ! DATEEHW
BINETE / acm HFCUSTOMER
% SIGN/ Y DATE X5 SIGN/ B DATE

(FORM# ZPQC-MTO1)




C=PMc

REPORT OF MAGNETIC! PARTICLE EXAMINATION

5 SIGN / BNl DATE

by a . -
e 2 i A 4
REPORT NO. 4 i & BTAT-MT-26149 ODATEH W 2010.08.15 PAGE OF &4 1/2 Fl!avisic:n Mo 0-
PROJECT NO. CONTRACTOR: -_—
G-TBT CALTRANS
THEiE, e Rl Fa
DRAWING NO. SP3113 CALTRANS CONTRACT NO.-
04-0120F4
94 THE 13 LIFTING SIDE PLATE I TEES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDLRE ND. CALIBRATION OUE DATE
Fam U HEEE e (28 E T 2410
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT % MANUFACTURER i35 MODEL NO, #slfn & SERIAL NO, Esea @
MT YOKE PARKER B3105 5385 5617 5820
MAGNETIZING METHOD Continuous magnetic yolte |CURRENT A
Ak it B A FEHL
PARTICLE TYPE Dry magnet powder YOKE SPACING i
s m
R F T "
MATERIAL TO BE | WELDING il i =
N Ei Matarial & thickness ATOOM-345T2-X
EXAMINED Ol CASTING &1 B -
o EEH O FORGING iR 12M6f25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
1R HE R
WELD I.D L TIN AT YA ACCEPT REJECT REMARKS
1D,
e INDICATION TYPE l"E“GE&" "™ s = Bt
i Eadi U]
SP3113-001-098 ACC. LOD%T
5P3113-001-087 ACC, 100%MT
SP3113-001-108 ACC, LO0EMT
SP3113-001-109 ACC. L00%NT
SP3113:001-074 n = ACC. s 100%MT
SP3113-001-075 B ACC. 100%MT
SP3113-001-039 ACC. 100%MT
SP3113-001-040 ACC. 100%MT
SP3113-001-049 ACC, 1003%MT
8P3113:-001-042 ACC, LOCREMT
SP3113-001-043 ACC, 1D0EMT
SP3113:001-044 ACC. 100%MT
SP3113-001-045 ACC. LO0%MT
SP3113-001-048 ACC., 100%MT
EXAMINED BYE REVIEWED BY T -
uB ~Y "Ef-l_"n- AN, A /?(,1"1/"\ wd 1)
k [ Ly = ¥ J
LEVEL - Il SIGN 24 DATEE Y| LEVEL-l  BIGN { DATER
ST / acM M CUSTOMER

EF SIGN | Bl DATE

(FORM# ZPQC-MTO1)




@ REPORT OF MAGNETIC, PARTICLE EXAMINATION
B R B
REPORT NO. il {488 B787-MT-26449 DATEE W] 2010.08.15 PAGE OF TS 2/2 Revision No: 0.
FROJECT ND. CONTRACTOR; L e— T
-7E7 CALTRANS
TEED: ZRo-24 P g
DRAWING NG, 5P3113 CALTRANS CONTRACT WO, :
04-0120F4
. THE 13 LIFTING SIDE PLATE M TESES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
£H TR AR fraE (8 R AT
AWS D1.5-2002 AWS D1.5-2002 ZPOC-MT-01 Dec. 28°" 2010
EQUIPMENT # 4 MANUFACTURER H#iifie MODEL NO. {#a 5% SERIAL NO. S
MT YOKE PARKER B310S 5395 55617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
R - S g it ik
P-IE'LRTIE LE TYF'E Df}' magnet ﬂDWdEr YGHE SFA-GING
70~150mm
EE B TR 4 7] B
MATERIAL TO BE + WELDING 144 ; i -
L Material & thickness AT00M-345T2-X
EXAMINED Ol CASTING 54 BB -
Frg i Fags O FORGING i 12/16/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HRiE A e
DISCONTINUITY Foifibbi
WELD 1.0, TENETTT ACCEPT REJECT REMARKS
Mg INDICATION TYPE e zz (ELd HE
i TET Ha
SP3113-001-047 ACL,. HOORMT
SP3113-001-048 ACC, 100%MT
SP3113-001-045 ACC. LO0%NT
LONGITUDINAL
SP3113-001-050 1 CRACK 60 RE.. Y=40)
AFTER HSR1(E)-8561 it
BLANK
EXAMINED BY 34 REVIEWED /BZ 1]
¥u Bing .'{7/,4 B?ﬁ. \3— .Y K}?A:F b, _‘-m,{}(_,ru—- 0; il
LEVEL-Il SIGN%4% |/ DATEEMN LEVEL-Il  SIGH { DATER
TSI/ QoM R CUSTOMER
EF BIGN | B DATE BF SIGN/ BN DATE

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

B e 4R
REFPORT NO. #4538 BTB7-MT-26149R 1 DATER M 2010.08.27 PAGE OFTIF 14 Revision No: 0-
PROJECT NO. CONTRACTOR: - =
06-787 CALTRANS
TERE: a 8 H P
DRAWING NO. Sp3113 CALTRANS CONTRACT NO.:
04-0120F4
e THE 13 LIFTING SIDE PLATE WM TRES
REFERENCING CODE ACCEPTANCE STANDARD |PROGCEDURE ND. CALIBRATION DUE DATE
g bt i Ty i Erge {e e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2857 2010
EQUIPMENT 2 MANUFACTURER Bl MODEL NO. #=fg& SERIAL NO. B8
MT YOKE PARKER B2105 5385 5617 5620
MAGNETIZING METHOD Contlnuous magnetic yoke |CURRENT
AC
A - RS s
T0=150mm
02 m T AR E
MATERIAL TO BE | WELDING #5444 -
ki Material & thickness ATOOM-345T2-X
EXAMINED O cASTING &4 R, B =
i O FORGING il 12M16/25mm
WELDING PROCESS PE OF JOINT
3 FCAW i T-JOINT
B sy
DISCONTINUITY TiEii
WELD 1.0, T ACCEPT REJECT REMARKS
R INDICATION TYPE T s 1 ik
i bt
5P3113-001-50 1R1 ACC. | 100wy
AFTER B-CWR1B800REVD
BLANK
- s —
EXAMINED BY2:45 RE?IE.y;ED BY Wi )/
Xu Bing ’\/ 4 p_)-}\/'" oj_, 1? ’ b { « P\ »dbu (¥ 7
kLE‘uI'EL -1l 3|t$;l - EIAQEI ] LEVEL-l  sIGN ! DATER M
TR / QoM Rl FCUSTOMER
F SIGN / B i DATE %F SIGN |/ B il DATE

(FORM# ZPQG-MT01)
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REPORT OF MAGNETIC;PARTICLE EXAMINATION

d
A e W
REPORT NO. #5585 % B787-MT-26150 DATEHH 2010.08.15 PAGE DFIE 1/2 Revision No:.0--
PROJECT ND, CONTRACTOR: . -
TAT CALTRANS
THSY: ZP06- oA
DRAWING NO. isaasiion CALTRANS CONTRACT NO.:
- 04-0120F4
- OBG-13 LIFTING TR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
BN REZ I BIFEE {2 T 0
AWS D1.5.2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT MANUFACTURER Ml ¥ MODEL NO. #fshdsa SERIAL NO. #EEEiR &
MT YOKE PARKER B3105 5395 5617 5820
MAGNETIZING METHOD Continuous magnetic yoho CURRENT A
(=Rt ran 2 B e Hegi
PARTICLE TYPE Dry magnel powder YOKE SPACING
TO~150mm
(=2 E THY R4 ] B
MATERIAL TO BE ¥ WELDING -
=M Materlal £ thicknoss ATOOM-345T2.%
EXAMINED DI CASTING & {f (B, 140 -
Bt O FORGING i1 25/ Bmm
WELDING PROCESS TYFE OF JOINT
FCAW ° T-JOINT
BENE bl
WELD I.D SO TNVt ACCEPT REJECT REMARKS
L - ! I
Wik INDICATION TYPE R ) it
i
5P3113-001-051 ACC. 100%MT
SP2113-001-052 ACC, 100MT
SP3113-001-0534 ACC. 100%MT
SP3113-001-054 ACC, LT
SP3113-001-083 = | ACC. - 100%MT
SP3113-001-064 ACC. 100%MT
SP3113-001-0865 ACC. 1005MT
SP2113-001-066 ACC, 100%HT
SP3113-001-092 ACC. 100%3IT
SP3113-001-083 ACC., 100%UT
SP3113-001-094 ACC. 00T
SP3113-001-095 ACC. LO0%MT
SP3113-001-101 ACC, LO0%T
8P3113-001-102 ACC. 100%MT
EXAMINED E‘ri% REVIEWED BY i
e ol B 3 (i o o . 1S
LEVEL-1I SIGN%% '/ "DATERMN LEVELl  SIGN | DATEEMN
ME / QoM Bl P CUSTOMER
% SIGN/ Bl DATE ¥ 5IGN { BYI DATE

(FORM# ZPOC-MTO1)
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REPORT OF MAGNETIC| PARTICLE EXAMINATION

REPORT NO. il i iR & B787-MT-26150

DATEF Y 2010.08.15

PAGE OFHIR 212

Revisian Ng: 0-

PROJECT NO. CONTRACTOR: _—
ZP0B-T87 LTRANS
TR i 1 A
DRAWING NO. SP3113-001 CALTRANS CONTRACT NO.:
04-0120F4
B 08G-13 LIFTING nHTEGS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
3 A ) IR HiriE L B AT SN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 287 2040
EQUIPMENT t## MANUFACTURER i MODEL NO, dfish i & SERIAL NO. i8R &
LMT YOKE PARKER B310S 5395 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
RHEAL BEHE P s B3
= 150m
e TR B4 55 i
MATERIAL TO BE Y WELDING &4, -
T Material & thickness A709M-345T2.%
EXAMINED O CASTING 1k BHH =
kg O FORGING 3 25M6mm
WELDING PROCESS TYPE OF JODINT
FCAW e T-JOINT
PR put L]
DISCONTINUITY Frig it
WELD |.D, —TiEncroe] ACCERT REJECT REMARKS
ks g INDICATION TYPE e g it ik
i A
S5P3113-001-103 ACC, LO0%AT
5F3113-001-104 ACC. 100
SP3113-001-070 ACC. 1 00T
5P3113-001-071 ACC. 100%MT
AFTER HSR1(B)-8881 T
BLANK
EXAMINED BY REVIEWED BY %ig:
u Bi fy/ A .1y 7 A ’A/wx. ol 7
LE na L£X i ¢ M e T = 3,
LEVEL -1l SBIGN %% | DATERMN LEVELJl  SIGN ! DATERAN
AR / QeM HFCUSTOMER
EF SIGN/ B bATE HEF SIGN f BN DATE

(FORM# ZPQC-MTO1)




ATV L— ol F)

C=ZBMc)

REPORT OF MAGNETIC; PARTICLE EXAMINATI ON

B g 4
REPORT NO. {448 & B787-MT-26154 DATER I 2010.08.26 PAGE OFWE 115 Rovision No; 0.
PROJECT NO. CONTRACTOR: -— =
CALTRANS
JTiRs e, ZPoe-rey B P
DRAWING NO. SP3410-001 CALTRANS CONTRACT NO.:
... 04-0120F4
5. 13 LIETING WM TERS
REFERENCING cODE ACCEPTANCE STANDARD |PROGEDURE NO. CALIBRATION DUE DATE
A E2ENE Errigg LS e TR
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT % MANUFACTURER gm0 MODEL NO. e SERIAL NO, EHigm®
MT YOKE PARKER B3105 5395 5617 5620
MAGNETIZING METHOD Conlinuous magnetic yoke  |[CURRENT -
Rk A g g
TO—150mm
i F i ) 43 ]
MATERIAL TO BE Y WELDING : .
i Material & thickness A708M-345T2.X
EXAMINED DI CASTING 41 BT, g -
B O FORGING i 12M16/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
WiEH s bt il
WELD |D DN TNV ACCEPT REJECT REMARKS
fryey INDICATION TYPE ety i kit
{fim -]
SP3110-001-001 ACC LOOENT
SP3110-001-002 ACC 100%MT
5P3110-001-003 ACC FOO%MT
SP3110-001-004 ACC 100RMT
SP3110-003-005 . i ACC " L OO%MIT
SP3110-001-006 3 ACC LO0%MT
SP3110-001-007 ACC 100%MT
SP3110-001-008 ACC 1004 T
SP2110-001-009 ACC 100%MT
SP3110-001-010 ACC LOD%MT
SP3110-004-011 ACC 1O0%MT
SP3110-001-012 ACC LO0EMT
SP3110-001-013 ACC 100%MT
SP3110-001-D14 ACC 100%MT
EXAMINED BYE REVIEWED BY W&
r-,-? A~ o 1L
CaiXinxin ’;_’){‘_M 06?—"'1 f: < — -
LEVEL-Il siGN#% ¢ pafeam LEVEL-l  SIGN I DATEE M
JETERES / QCm P CUSTOMER
HF SIGN/ B DATE 44 SIGN /| BV DATE

(FORM# ZPQC-MT07)
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REPORT OF MAGNETIC|PARTICLE EXAMINATION

REPORT NO. il 4 & B787-MT-26154

DATER Y 20610.08.26

PAGE OFIIR 2/5

Revision No; 0

PROJECT NO. CONTRACTOR: _—
7 CALTRANS
TEES: ZFDB-7H . TR
DRAWING NO. SP3110-001 CALTRANS CONTRACT NO.:
04-0120F4

S 13 LIFTING LEURE -k

REFERENCING CODE ACCEPTANCE STANDARD PROCEDURE NOD, CALIBRATION DUE DATE

B4 EL 2T Pl LB EEN M

AWS D1.5-2002 AWS D1.5.2002 ZPOC-MT-01 Dec: 26%T 210

EQUIPMENT % MANUFACTURER M MODEL NO, f#sl e SERIAL NO. FEsEi S

MT YOKE PARKER Balos 5395 5617 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT

AC

BEE A B = i e BT

PARTICLE TYPE Dry magnet powder YOKE SPACING e i

e TR 4 '

MATERIAL TO BE VWELDING #2324 i |

I Material & thicknoss ATOOM-345T2.X

EXAMINED O CASTING 448 14, I ar -

i E O FORGING i 121 6/25mm

WELDING PROGESS TYPE OF JOINT

FCAW T-JOINT
ek b
DISCONTINUITY RS
WELD LD, TEETT ] ACCEPT REJECT REMARKS
W INDICATION TYPE 0] &2 15 it
{lim #m

SP3110-001-015 ACC 100N T
SP3110-001-D16 ACC | DM T
SP3110-001-017 ACC 100%MT
SP3110-001-018 ACC 100RMT
SP3116-001-019 v = ACC . TODSNT
8P3110-001-020 - ACC L00%T
SP3110-001-021 ACC 100%MT
SP2110-001-022 ACC 100
SP3110-001-023 ACC 100%MT
SP3110-001-024 ACC LooemT
SP3110-001-025 ACC LogEaT
SP3110-001-026 ACC 100%MT
SP3110-001-027 ACC 100%4T
SP3110-D01-028 ACC LOOPEMT

EXAMINED BY 3§

REVI D BY Wits

W T X4

CalXinxin @ DL s, D<J" o é'

LEVEL-Il SIGN %% DATEHR I LEVEL-l  SIGN 9 ! DATEE W
SIS 7 QcM P CUSTOMER

A SIGN / Bl DATE 25 SIGN / BIji DATE

(FORM# ZPOC-MTOT)
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REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 459 BY87-MT-26154

DATEE M 2010.08.26

PAGE OFTIM 3/s

Revision No: 0-

PROJECT NO. CONTRACTOR: -
ZP0G-TET CALTRANS
TEge. s i
DRAWING NO. SP3110-004 CALTRANS CONTRACT NO.:
04-0120F4
J51 13 LIFTING MATRGRS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
A IRFHM RN Birge e e RN
AWS D1.5-2002 AWS D1.5:2002 ZPQC-MT-01 Doc. 268%" 2010
EQUIPMENT % #% MANUFACTURER #iif MODEL NO. #:He SERIAL NO. fil:ig 5
MT YOKE PARKER B3105 5395 5617 5820
MAGNETIZING METHOD Ceontinuous magnetic yoke |CURRENT N
kA R s ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
e Fdn B EE
MATERIAL TO BE + WELDING #7456 _
i Matarial & thickness AT SasTa:
EXAMINED I CASTING 41 [, g =
i O FORGING i 12M8/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
i 19 e
WELD 1D SECONTINUF it ACCEPT REJECT REMARKS
- n I
fovee INDICATION TYPE i "l P . ik
= S
SP3110-001-D29 ACC 1D0%IT
SP2110-001-030 ACC LODSRMT
5P3110-001-031 ACC 100%MT
SP3110-D01-032 ACC LOteMT
SP3110-001-033 = ACC - 100%MT
SP3110-001-034 ACC 100%NT
SP3110-001-035 ACC LO0WAT
SP3110-001-036 ACC 100%MT
SP3110-001-037 ACC [ D0%UT
SP3110-001-038 ACC 100wt
SP3110-001-039 ACC 1003MT
SP3110-001-040 ACC 100EMT
SP2110-001-041 ACC LOREM T
SP3110-001-042 ACC LO0AMT
EXAMINED BY 35 REVIEWED BY Wi /
Lc:amnxin é‘ JZ }( B -f;& 4 5 i . )¢
LEVEL-1I SiGN DATEEM LEVEL-l  SIGN | DATERM
T fEEE / Qcm B P CUSTOMER
£ SIGN / B DATE #£F SIGN | B )Yl DATE

(FORM# ZPOC-MT01)
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REPORT OF MAGNETIC/ PARTICLE EXAMINATION

B R 5
REFPORT NO, #4549 BTE7-MT-26154 DATEH 1 2010.08.26 IPAGE OF R 4/5 Revision No: 0-
PROJECT NG, CONTRACTOR: o
POG-78T CALTRANS
THES: =GR WAt
DRAWING NO. EPA110.004 CALTRANS CONTRACT NO.:
. 04-0120F4
B 13 LIETING i TS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
20 A TEE {Fiie Rl LS e
AWS D1.5-2002 AWS D1.5-2002 ZPRC-MT-01 Dec. 28% 2040
EQUIPMENT it & MANUFACTURER Bfg: MODEL NO. Hishas 2 SERIAL NO. e S
MT YOKE PARKER B3alos 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT 45
e 4k ok BT ik
PARTICLE TYPE Dry magnet powder YOKE SPACING
= T0—150mm
R T F T4
MATERIAL TO BE + WELDING i -
SR Material & thickness ATOOM-345T2-%
EXAMINED O CASTING 9 4, P =
i O FORGING @il 1211 6/25mm
WELDING PROCES TYFPE OF JOI
g FCaw . NT T-JOINT
M Pk ]
DISCONTINUITY R izhei
WELD .0, Ene el ACCEPT REJECT REMARKS
tdsk e INDICATION TYPE K 3 e ik
[k A
SP3110-001-047 ACC LO0EMT
SP3110-001-048 ACC 100%0
SP3110-001-053 ACC 1O0%MT
SP3110-001-054 ACC 1O0%NT
SP3110-001-058 - = ACC B 100%MT
SP3110-001-060 ACC 100%MT
SP3110-001-043 ACC 100%MT
SP3110-001-044 ACC LO0sMT
SP3110-001-045 ACC LOCANT
SP3110-001-046 ACC LOUEMT
SP3110-001-040 ACC 100%MT
SP3110-001-050 ACC ATy
5P3110-001-051 ACC 100%MT
5P3110-001-052 ACC 100EMT

EF SIGN | I DATE

EXAMINED BYZ:5 REVIEWED BY i &

A -7
CaiXinxin (,Q«.) _7{du"1"'““ _./{-.E““- . of L[ }E?E“'_ }%"_""L u‘EP (
LEVEL-1l SIGN%% | DATEEM LEVEL-l  SIGN ! DATERW
W3 / acm AlFCUSTOMER

S SIGN / )i DATE

(FORM# ZPQIC-MTOT)
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REPORT OF MAGNETIC;PARTICLE EXAMINATION

1{
LA A AR 4
REPORT NO. i %45 % B787-MT-26154 DATEE N 2010.08.26 PAGE OFT & 5/5 Revision No:_ 0..
PROJECT NO, CONTRACTOR: I
ZP0B-787 CALTRANS
THEEE, POSIS P
DRAWING NG, SP3110-007 CALTRANS CONTRACT NO.:
= 04-0120F4
Ee: 13 LIFTING T T e
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
5205 1AL 6 L3 Eirme (S E T2
AWS D1.5-2002 AWS D1,5-2002 ZPOC-MT-01 Dec. 28%7 2040
EQUIPMENT 2% MANUFACTURER Hi3m MODEL NO. f23i 42 SERIAL NO. iEEi s
MT YOKE PARKER B310S 5385 5617 5620
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT i
AL ARSI i it
w40 20 TR Y i
MATERIAL TO BE VWELDING {7484 -
1 Matorial & thickness ATOM-S4ETA.
EXAMINED O CASTING 8t B, =
BREHE O FORGING R 12/116/25mm
WELDING PROCESS PE OF JOINT
FoAw L T-JOINT
AT ek ]
WELD |.D MTINUT T ACCEPT REJECT REMARKS
0. LENGTH I El]
i e INDICATION TYPE 1 B {Eill HEE
Elie ZEl
SP3110-001-056 ACC LO0ENT
SP3110-001-057 ACC 100%MT
SP3110-001-058 ACC 100%MT
SP3110-001-080 ACC 100%MT
SP3110-001-061 = s ACC - 1D0RMT
SP3110-001-062 ] ACC L00IT
5P3110-001-083 ACC 1 00T
SP3110-001-064 ] ACC 100%MT
AFTER HSR1(B)-8860
BLANK
EXAMINED BY= RE\FI’%IE? BY WiE /
CalXinxin g VAL {9'<U~x_, o ¥ 4 & I ;Jﬂ ::P [
LEVEL-Il SIGNE£ | paTEAN LEVEL-l  SIGN { DATEBW
FiitE® 7 aom FPCUSTOMER
25 SIGN / Hill DATE #5 BIGN | 5 )i DATE

(FORM# ZPOC-MT01)
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REPORT OF MAGNETIC/ PARTICLE EXAMINATION

3 SIGN f Bl DATE

B B4 5
REPORT NO. i #5289 B787-MT-26158 DATEH 11 2010.08.26 lPAEE OF T 17 Rovision No: 0-
PROJECT ND, CONTRACTOR: —
= 06- CALTRANS
TR EPas-rey el
DRAWING NO. SP3109-001 CALTRANS CONTRACT NO.:
D4-0120F4
TER 13 LIFTING UL RE L
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
NS T e Brie s R EET R
AWS D1,5-2002 AWS 01.5-2002 ZPQC-MT-01 Dec. 287" 2010
EQUIPMENT & & MANUFACTURER fhlifivs MODEL NO. fsige SERIAL NO, e
MT YOKE FARKER B310S 5385 5617 5B20
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT o
R AL Ak RV s 5
PARTICLE TYPE Dry magnet powder YOKE SPACING
70~150mm
R ] TR WA 52
MATERIAL TO BE Y WELDING #7424 i <
Material & thickness ATOBM-345T2-X
EXAMINED O CASTING W4 Hi =
B#EAE O FORGING i 12/18/25M 4mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
B bt i
WELD LD IR ACCEPT REJECT REMARKS
WeAG INDICATION e [ENETRNem e e it
1R o
SP3109-001-001 ACC AT
SP3100-001-002 ACC LO0%AT
SP3108-001-003 ACC 1DEAENT
SP3108-001-004 ACC | DT
SP3108-001-005 ot 3 ACC s L00%NT
SP3109-001-006 - ACC 10D
5P3109-001-007 ACC LO0%MT
SP3108-001-008 ACC 1O0%MT
SP3109-004-008 ACC LO0RMT
SP3108-001-010 ACC 100%MT
SP3109-001-011 ACC 100%MT
SPI108-001-012 ACC 100%M T
SP3109-001-013 ACC 10087
SP3108-001-014 ACC 100%MT
EXAMINED BY#:#§ REVIEWED BY 4 f;f
. .
CaiXinxin {,ﬁ’“-f o — ',vhf ::1—'5 j}jll £ _‘_’,:?_ q€ b
LEVEL-1l SIGN%£#" |/ DATERAN LEVEL-Il  SIGN | DATERMN
RIS / QoM HFCUSTOMER

5 SIGN 1 B DATE

(FORM# ZPOC-MTD1)
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REPORT OF MRGNETIC; PARTICLE EXAMINATION

f
i B4R &5
REPORT NO. #5184 B7B7-MT-26156 DATEE W 2010.08.26 PAGE OFMIY 217 Revision No; 0.
PROJECT NO. CONTRACTOR: -— =
0B-787 CALTRANS
T ZRUa-Te i
DRAWING NO. SP3109-001 CALTRANS CONTRACT NO.:
I 04-0120F4
g 13 LIFTING WAL RGS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBERATION OUE DATE
SRR ERIiEm fniga e
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28" 2010
EQUIPMENT 4 MANUFACTURER i 1§ MODEL NO. fislisa SERIAL NO, Ezigs
MT YOKE PARKER B310S 5385 5617 5620
MﬁGMETmN:E METHOD Conlinuous magnelic yoke CURRENT Ae
4k A 7 Ml L
FPARTICLE TYPE Dry magnet powder YOKE SPACING
TO~150mm
R a4 i 41 i EE
MATERIAL TO BE VWELDING 734 2
i Material & thickness ATOSM-345T2:X
EXAMINED O CASTING ¢ e TlUsg -
B O FORGING {1 121161254 4mm ]
WELDING PROCESS TYPE OF JOINT
FCaw T-JOINT
B h ik PR EgL
DISCONTINUITY TRasisi 4t
WELD 1.D, — IEneTa el ACCEFT REJECT REMARKS
i INDICATION TYFE e fgaz 16 i
7 #iny
SP3108-001-070 ACC 100%MT
SP3108-001-071 ACC 1DO%EAT
SP3108-001-072 ACC LOO%MT
SP3108-001-073 ACC LO0%MT
SP3109-001-074 - = ACC oL St HOORMT
— Y r
SP3109-001-075 ACC 100%MT
SP3109-001-076 ACC 100%MT
SP3108-001.077 ACC LoosuT
SP3109-001-078 ACC 100%EMT
SP3109-004-079 ACC 1O0%MT
SP3108-001-080 ACC LOOEYT
SP3108-001-081 ACC 1 DO%MT
SP3106-001-082 ACC 100%0T
SP3109-001-083 ACC L00%MT
EXAMINED H}iﬂﬂ ; . REVIEWED BY it ¢
& ” 'b_
CaiXinxin | .,}J g __?<p-=. u‘f } '{: ¥ I%]"/‘,:!' .:r;f
LEVEL-Il SIGN %4 DATEH M LEVEL-l SIGN ! DATERIH
WIHESE / acm Fi 7 CUSTOMER
S SIGN f B paTE B SIGN/ B DATE

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

REPORT NO. {4185 B787-MT-26156

DATEH I 2010.08.26

'F‘AGE OFTTI 377

Revision Ne: 0.

#F SIGN / Bl DATE

PROJECT NO, CONTRACTOR: —
G- CALTRANS
T okl ili B =¥
DRAWING NO, SP3109-001 CALTRANS CONTRACT NO.:
04-0120F4
My 13 LIFTING CLURE S
REFERENCING CODE 1ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
SRR EFE Brige (o B TE 77 1)
AWS D1.5-2002 AWS D1.5-2002 ZPRC-MT-01 Dec. 28" 2010
EQUIPMENT #H 4 MANUFACTURER fllifer MODEL NO. {48 SERIAL NO. EiEig S
MT YOKE PARKER B3108 5305 5617 5620
HA‘GNETE!NG METHOD Contlnuous magnetle yoko CURRENT Al
b A B RisEsik et I
TO~150mm
1 g Fris B 4] 0
MATERIAL TO BE  WELDING 441 =
il Material & thicknoss A708M-345T2-X
EXAMINED O CASTING # 13 =
B B FORGING iy 121 6/25M14mm
WELDING PROCESS TYPE OF JOINT
FCaw T-JOINT
AR Hakaen
WELD |.D SOy RS TEeT ] ACCEPT REJECT REMARKS
L, [}
LR T INDICATION TYPE Tmm ™ g i il
1 ES i
SP3108-001-084 ACC Loo%T
SP3108-001-085 ACC TO0%MT
SP3108-001-086 ACC 100%MT
SP3109-001-087 ACC 100%MT
SP3109-001-088 ry - it ACC L LT
$P3106-001-088 | e ACC LOORMT
SP3108-001-080 ACC 100%MT
SP3105-001-081 ACC 100RMT
SP3108-001-002 ACC 100%MT
S5P3108-001-083 ACC 100RMT
SF3108-001-094 ACC 100%MT
SP3108-001-085 ACC 100%MT
SP3109-001-006 ACC 100%MT
SP3108-009-087 ACC 100%MT
EXAMINED BY 3y |REVIEWED BY Wit
d 2N i
CaiXinxin . 21 ) X [ ’_\,(_F - V'i U e ;g{ : L [
LEVEL-1l SIGN%£4£ | DATEEM LEVEL-l  SIGN ! DATERM
MftEEE / Qom P CUSTOMER

5 SIGN T Hil DATE

(FORM# ZPQC-MT07)
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REPORT OF MAGNETIC; PARTICLE EXAMINATION

REPORT NO. itt154 B767-MT-26156

DATEH | 2010.08.26

PAGE OFITES 4/7

Revision No; &

kﬁ—? SIGN | Bl DATE

[FROJECT NO. CONTRACTOR: -
06-7 CALTRANS
TRE il A
DRAWING NO. e CALTRANS CONTRACT ND.:
i 04-0120F4

e 13 LIFTING Ml TEEE

REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION OUE DATE

SR fEgiEnE Erstgs {3 B8 M T e

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

EQUIPMENT 4% MANUFACTURER i MODEL NO. {5 SERIAL NO, #ifdis4

MT YOKE PARKER B310S 5395 SE17 5620

MAGNETIZING METHOD Continuous magnetic yoke |CURRENT -

ML AT R ST R o it

PARTICLE TYFE Dry magnet powder YOKE SPACING

TO0~150mm
T i stt aid TR B 4 ) pE
MATERIAL TO BE V WELDING #1354): -
# Material & thickness ATOOM-345T2:X

EXAMINED DO CASTING #f {it &, JNLAF -

B O FORGING 44 12/16/25M14mm

WELDING PROCESS PE OF JOINT

FCaw s T-JOINT
TR s
WELD LD L EeT T ] ACCEPT REJECT REMARKS
Erey LENGTH 1N mm
Mg INDICATION TYPE i e Bl ik
iR 2

SP3109-001-098 ACC LOD%MT
SP3105-001-058 ACC LOO%MT
SP3108-001-100 ACC 100%MT
SP3108-001-101 ACC 100%MT
SP3108-001-102 o =] ACC e LO0%MT
SP3109-001-103 R ACC 100%MT
SP3108-001-104 ACC 100%0T
SP3108-001-105 ACC LO0%NT
SP3109-001-106 ACC 100%T
SP3108-004-107 ACC 100%4T
SP3109-001-108 ACC 100%MT
SP3108-001-100 ACC 100%4T
SP3109-001-110 ACC TOFMT
SP3108-001-111 ACC LOCSMT

EXAMINED a*r;ﬁ REVI BY i

Lr:alxmxtn e [7& o U{ ],(:p s n P E:ff ,ff' J {

LEVEL-Il SIGN 222 DATER ) LEVELl  SIGN { DATEEN

MiftS / acm AP CUSTOMER

®F SIGN | B DATE

(FORM# ZPQC-MT01)




@ REPORT OF MRGHETIE; PARTICLE EXAMINATION
Lt
e b R 2
[REPORT No. 11 #4489 BT87-MT-26156 DATEF I 2010.08.26 PAGE OF T 57 Revision No: 0.
PROJECT ND, CONTRACTOR: — =
POB- CALTRANS
TR rprer M
DRAWING NO. EE— CALTRANS CONTRACT NO..
04-0120F4
. 13 LIFTING i TRE S
REFERENCING CODE ACCEFTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
MR e T Hirge f S b AT B
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% 2010
EQUIPMENT #% MANUFACTURER #8H 1 MODEL NO. 8 SERIAL ND. i e
MT YOKE PARKER B3105 5385 5617 5820
MAGHNETIZING METHOD Continuous magnetls yoke |CURRENT .
ek iRt iERE HLHL
PARTICLE TYFE Dry magnet powdor YOKE SPACING
70~150mm
B 2 A Frs B s
MATERIAL TO BE V WELDING #4t :
e Material & thickness ATOOM-345T2-X
EXAMINED O CASTING Wit B4 ot -
¥ O FORGING i 12M16/25/(14mm
WELDING PROCES TYPE OF JOINT
5 FCAW T-JOINT
i paids gl
WELD 1.D e NIV ACCEPT REJECT REMARKS
D, LEMGTH 1M mi] 2
G INDICATION TYPE P 1t ik
{i7 -]
5P3108-001-112 ACC LOrRMT
SP3109-001-113 ACC 10084 T
SP3108-001-114 ACC 1005MT
SP3109-001-115 ACC L00AMT
SP3106-001-030 e - ACC = 100ENT
SP3109-001-031 = ACC L00%MT
SP3109-001-034 ACC 1 CCSEMT
SP3109-001-035 ACC LO0%MT
SP3108-001-044 ACC 100%8T
SP3109-001-045 ACC 100%MT
SP3105-001-046 ACC 100%MT
SP3108-001-047 ACC 100%MT
SP3108-001-048 ACC LOEMT
EFP3109-001-049 ACC 100%M7
EXAMINED BY L5 Iﬂawewr;}u BY #igs M
CaiXinxin IXA""“— D(.N\_ Lﬁ.{ . i-vd Fala pb-;x.b':.;ﬁ-- r/ip
LEVEL-Il SIGN %% DATEH ¥ LEVEL-  SIGN ! DATEERM
Hit&E / acm FFCUSTOMER
WS SIGN | Bl DATE 225 SIGN | B DATE

(FORM# ZPOC-MT01)
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REPORT OF MHGNETIC; PARTICLE EXAMINATION

WA IR
REPORT NO, $il{58€ B787-MT-26155 DATEE ] 2010.08,28 'PAGE OFTIEY BI7 Revision No: 0.
PROJECT NO, CONTRACTOR: — =
: ZPOB.787 CALTRANS
TRRS: L e
LDR AWING NO. SP3108:001 CALTRANS CONTRACT NO.:
. 04-0120F4
(158 13 LIFTING MM TERRE
REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE ND. CALIBRATION DUE DATE
ol i g HEERE B G 88 4 T 2
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28% 2010
EQUIPMENT # 3% MANUFACTURER (i MODEL NO. Bzt s SERIAL NO. #uiGw
MT YOKE PARKER B3105 5385 5617 5620
HAGNET‘?.ING M.ETHGD Cuﬂﬂnuuus magnatlc }"U‘kﬂ CURRENT e
[ A BT ST e i HLHE
PARTICLE TYPE Dry magnet powder YOKE SPACING
70-—150mm
(HE sl TR T 4 ]
MATERIAL TO BE J WELDING #5484 o
R Material & thickness ATOSM-345T2.X
EXAMINED O CASTING 5 4 JUL I a
Hae s O FORGING g 12/16/25M14mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
PR BUtte ki
DISCONTINUITY FiEis g
WELD 1.0 mm ACCEPT REJECT REMARKS
g INDICATION TYPE it o {Eu &k
7 Hu
SP3108-001-050 ACC 100%MT
SP3108-001-051 ACC [ O0EMT
SP3108-001-052 ACC 1 00%MT
SP3108-004-053 ACC LO0RMT
SP3108-001-054 - o ACC = LO0%MT
SP3108-001-055 i ACC 100%MT
5P3108-001-058 ACC LODEMT
SP3108-001-057 ACC L00%MT
SP3109-001-D58 ACC 100%MT
SP3109-001-054 ACC 1 00T
SP3108-001-060 ACC LOOEMT
5P3109-001-051 ACC 00T
SP3108-001-062 ACC L00%MT
SP3108-001-063 ACC L OO

EXAMINED BY %35
CaiXinxin

@ Ao plm

d 16

REVIEWED BY #it#

lLeveLy  sion

L6

T SIGN ¢ B DATE

LEVEL -1l SIGN%% / DATEEN I DATEEW
BiftESm / aem M CUSTOMER

4 SIGN / Bl DATE

(FORM# ZPQC-MT01)




@ REPORT OF MAGHETIC[ PARTICLE EXAMINATION
BB B3
REPORT NO. $L4 4§ & BTE7-MT-26156 DATEFl B 2010.08,26 ‘FAGE OFJiM 717 |Revision No: o
PROJECT NO. CONTRACTOR: _— =
A NS
- ZP0G-787 .y CALTRA
DRAWING NO. ST CALTRANS CONTRACT NO.:
04-0120F4
LS 13 LIETING T EE S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
LA MR &k Birias {8 2 s
AWS D1.5.2002 AWS D1.5-2002 ZPAC-MT-01 Dec. 2877 2010
EQUIPMENT BLar MANUFACTURER WIi} MODEL NO. FR &R & SERIAL NO. 5 & T
MT YOKE PARKER B3108 5385 G617 5620
MAG”ETIIING HETHGD CDI'IHT'UI;IUE magnnuc ygkﬂ BUR‘R-E”T -
R AL e W 1 i
PARTICLE TYPE Dry magnet powder YOKE SPACING
T0~150mm
[ EFi) T i 44 7
MATERIA BE ) ] i =
ERIAL TO WELDING #fdsq Material & thickness A708M-345T2.%
EXAMINED O cASTING #4) HHi g -
B O FORGING kit 12/16/25/1dmm
WELDING PROCESS TYPE OF JOINT
FCaw T-JOINT
MR Ak b
WELD 1.D CERENTING TV ACCEPT REJECT REMARKS
Ty GT
peen INDICATION TYPE | il itk
i s
5P3108-001-084 ACC 100%MT
SP3108-001-065 ACC LODEMT
SP3108-001-068 ACC LO0%MT
SP3108-001-067 ACC 1O0%AT
5P3108-001-068 3 ] ACC Yo 100%MT
SP3109-001-060 - ’ ACC LO0%MT
SP3109-001-018 ACC 100%MT
SP3108-001-043 - ACC 1O0%EMT
AFTER HSR1(B}-BESS
BLANK
EXAMINED BY 125 RE‘WE‘;?IE BY Wit
CaiXinxzin @%ZM_ é b‘f ‘1,.( _." La ﬂn :,.51—- U‘é‘m L{
LEVEL-Il SIGN%%& | DAT E’,}f LEVEL-l  SIGN I DATEB
EALEE / QoM M FCUSTOMER
EF SIGN/ AN DATE FF SIGN 7 B DATE

(FORM# ZPQC-MT01)
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REFPORT OF MAGNETIC| PARTICLE EXAMINATION

REAh S 3
REPORT NO, 5% % B787-MT-26158 DATEF Il 2010.08,26 PAGE OFTIf& 14 Revision No; ¢
PROJECT ND. CONTRACTOR: -
-7 CALTRANS
TGS <PUGHT T
DRAWING NO. SP3115-001 CALTRANS CONTRACT NO.-
04-0120F4
1 13 LIFTING I TR %
REFERENCING CODE ACCEPTANCE STANDARD  |PROCEDURE NO. CALIBRATION DUE DATE
MR B BrEye L 4t 7 97 )
AWS D1.5-2002 AWS D01.5-2002 ZPOC-MT-01 Dec. 28% 2010
EQUIPMENT & MANUFACTURER &iiEm MODEL NO. &85 SERIAL NO, &8s
MT YOKE PARKER B3105 E305 5617 5620
MAGNETIZING METHGD Continuous magnetie yoke |CURRENT - ]
B AT e AT =, e HiFL
PARTICLE TYPE f}w magnel powder YOKE SPACING
; T0—150mm
B 45 81 Tl B4
MATERIAL TO BE Y WELDING #} -
£ Material & thickness ATOOM-345T2.X
EXAMINED O CASTING B 8L 50 -
EREHEE O FORGING Wi 25/16/12mm
WELDING PROC TYPE OF JOINT
N OCESS S PE —
iy A AR s
DISCONTINUITY it ke
WELD LD, LENGm ACCEPT REJECT REMARIKS
MRS INDICATION TYPE e ez iR &
i Ei
SP3115-001-023 ACC 100%MT
SP3115-001-024 ACC 100%MT
SP3115-001-028 ACC 100%MT
S5P3115-001-028 ACC LO0EMT
SP3115-001-030 ACC LOOEMT
$P3115-001-031 =l E= ACC i LDORMT
SP3115-001-035 =" ACC L00%MT
SP3115-001-038 ACC LO0RMT
5P3115-001-037 s ACC 100RMT
SP3115-004-038 ACC LoosmT
SP3115-001-001 ACC 100%MT
SP3115-001-018 ACC LOO%MT
SP3115-001-025 ACC 00T
SP3115-001-032 ACC LOO%MT
SP3115-001-039 ACC LO0%MT
EXAMINED BYZ:35 |REVIEWED BY 8 .f/
e
CaiXinxin 6&/? GZ:.F. e DJ - ‘/ R—:‘Z’!}_ '-ép z
LEVEL-Il SIGN%£ | pATEEMN LEVEL-!  SIGN ! DATERM
MASE / aem fHPACUSTOMER
5 SIGN/ HYI DATE EF SIGN 7 HY) DATE

(FORMR ZPQC-MTD1)




CZBMcH

AR 10 TR 45

REPORT OF MAGNETIC PARTICLE EXAMINATION

REPORT NO. 1 #84 B787-MT-26158

DATE R IF 2010.08.25

PAGE OFFIRS 2/4

Revision No: 0

S SIGN ) Hill DATE

FROJECT NO. CONTRACTOR;: -
- CALTRANS
TR, ZP0B-787 W TRA
DRAWING NO. $P3115.001 CALTRANS CONTRACT NO.:
04-0120F4
. 13 LFTING M THRiES
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
EHIWTRE EELg Tl Eirigs S BEHE TE A7 2% 1l
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28*" 2010
EQUIPMENT 4 MANUFACTURER &7 MODEL NO. ¥islins SERIAL ND. #isig e
MT YOKE PARKER E310S 5395 5817 SB20
MAGNETIZING METHOD Conlinuaus magnetic yoke |CURRENT 4
B4k ik e HLHL
PARTICLE TYPE Dry magnet powder YOKE SPACING
: . T0~150mm
H g Futs) 45 ]
MATERIAL TO BE J WELDING : -
LDING #& {5 Material & thickness ATOBM-345T2.%
EXAMINED O CASTING BEH it -
R H O FORGING g4 25M16M2mm
WELDING PROCESS PE OF JOINT
s Eeaw 1 T-JOINT
M Ty
DISCONTINUITY T it
WELD .0, TENGTT o] ACCEPT REJECT REMARKS
M INDICATION TYPE e 2 it firi
it
SP3115-001-040 ACC 100%MT
SP3115-001-041 ACC 100%M7
SP3115-001-042 ACC 100%MT
SP3115-001-043 ACC 100%MT
SP3116-001-044 il ACC = 1 00%T
SP3115-001-045 1 ACC 100%MT
SP3115-001-046 ACC LOO%MT
SP3115-001-047 i ACC LOO%MT
SP3115-001-048 ACC 1O0MT
5P3115-001-040 ACC LO0RIT
SP3115-001-050 ACC LO0%IT
SP3115-001-051 ACC 100%MT
SP3115-001-052 ACC 1 00%MT
SP23115-001-053 ACC 100%47T
EXAMINED BY L REVIEWED BY Wiz
7 B o ik
CaiXinxin (g )<m _7<‘=r'\ of. 1 ¢ 9{.“ B .__,vf'-}-- y -
LEVEL-Il SIGN%4% |/ DATEHN LEVELl  sIgN | DATER M
MitEa / acm M P CUSTOMER

5 SIGN | Bl DATE

(FORM# ZPQC-MTO1)




(ZBMch

REPORT oOF MAGHETIC: PARTICLE EXAMINATION
REER 10 i &

REPORT NO. ¢t & B7BY-MT-26158

DATEH I 2010,08.28

rF‘AGE DFW& 304

]Rwis!_un No; @

3EF SIGN / B DATE

PROJECT NO. CONTRACTOR: < -
ZP06-787 T CALTRAN
IT#EYNS: i ope
DRAWING NO. SP3115-001 CALTRANS CONTRACT NO.:
. 04-0120F4
1443 13 LIFTING LR
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION OUE DATE
SRR Eifd oy e (ot 2 T 9 2 1
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 26" 2010
EQUIPMENT 2% MANUFACTURER flzET MODEL NO. Big SERIAL NO. 8RS
MT YOKE PARKER B310S 5395 S5B17 5620
HnGNETIZINE HETHDD cununuous ma_gnnlJL‘: yuke CURRENT
AC
b L E TR e HIH
PART":[E TYFE nw mﬂﬂngt pqwd‘ﬂr ?GKE SPA.C’NG
T0-~150mm
5 ey F Rt # K e
ATERIAL TO BE Y WELDING {4z 4 =
MATER o WE G g4 Matorial & thickness AT0BM-345T2.X
EXAMINED O CASTING B M7, gty -
BRHH O FORGING i 25M6M2mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
HRE A7k Uk 2]
DISCONTINUITY Figskat
WELD LD, ST ACCERT REJECT REMARKS
WE S INDICATION TYPE i1 =g i it
i -]
5P3115-001-054 ACC 1 CORMT
SP3115-001-085 ACC 100%YT
SP3115-001-056 ACC L00%MT
SP3115-001-057 ACC L0D%8T
SP3115-001-058 < = ACC VT= 100%MT
SP3115-001-058 o ' ACC 100%NT
8P3115-001-060 ACC LO0EMT
SP3115-001-084 ACC LO0MT
SPAa115-001-082 ACC LO0EMT
SP3115-001-063 ACC LO0%MT
SP3115-001-064 ACC 100%MT
SP3115-001-065 ACC 100%MT
SP3115-001-002 ACC 100EMT
SP3115-001-003 ACC 100%MT
EXAMINED BY£R REVIEWED BY Wig
CaiXinxin é,l_ } .,?C'V“- %ﬂ c"'cf 1,{ &ML.%{- U‘ﬁ{ i 1-"{
LEVEL -l SIGN 22 | DATER LEVEL-ll  SIGN ! DATEHN
M1 / oM Fi P CUSTOMER

3 SIGN | B DATE

(FORM# ZPQC-MTOT)
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REPORT OF MAGNETIC| PARTICLE EXAMINATION
R 4 5

REPORT NO, {1 #%43% B787-MT-26158 DATEH Wi 2010.08.28 PAGE OFI[F 4 Revision Ne: 0.
PROJECT NO. CONTRACTOR: ) -
87 CALTRANS
TR P08 i
DRAWING NO. SP3115.001 CALTRANS CONTRACT NO.:
D4-0120F4
I 13 LIFTING MATERS
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE NO. CALIBRATION DUE DATE
FA IR RS BErrge Bk b EFT RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 2877 2010
EQUIPMENT 25 MANUFACTURER filigi MODEL NO. #isti e SERIAL NO. iH:{Ee
MT YOKE PARKER B3105 5395 5617 5620
Iﬂ.ﬂGN‘ETIZING METHDQ 'C“I'IH“UUUB magl’lﬂtjﬂ yﬂl‘iﬂ‘ CURHENT
AC
Wik B M g ik
PARTICLE TYPE Dry magnet powder YOKE SPACING - 70—150
. ) mim
e THEH TE3EmEE
MATERIAL TD BE J WELDING #iLig43
MLE Material & thickness ATOUM-345TRX
EXAMINED DI CASTING #ifi &, "
REHE O FORGING il 25116/12mm
WELDING PROCESS TYPE OF JOINT
FCAW e T-JOINT
PR i g
DISCONTINUITY F st
WELD |.0. e ] ACCEPT REJECT REMARKS
UE INDICATION TYPE e e L &k
ihiE Sy
§P3115-001-010 ACC | DO%AT
SP3115-001-020 ACC LO0%MT
SP3115-001-026 ACC 100%MT
SP3115-001-027 ACC HOOSEMT
SP3115-001-033 - ACC TN L OORMT
SP3115-001-034 o 2 ACC 1 OURMT
SP3115-004-004 ACC LO0%MT
SP3115-001-005 ACC 100%MT
SP3115-001-008 ACC 10087
S5P3115-001-007 ACC LOD%
5P3115-001-0249 ACC 100%MT
SP3115-001-022 ACC 100%RMT

AFTER HSR1(B)-8862

BLANK

e e
EXAMINED BY 4
CalXinxin

é&-ﬁ i DMEEIM -

2l

H
Rwﬁyﬁhiﬂﬂf sk, }{

LEVEL-l  SIGN

! DATEEN

M SIGN / Bl DATE

Ml FCUSTOMER

25 SIGN | B i DATE

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

REFORT NO. il # %2 B787-MT-25396

DATEEI 2010.07.28

rPAEE QFITEY 142

Revision Na: o

T SIGN | BN DATE

PROJECT NOD. CONTRACTOR;
ZF06-7B7 CALTRANS
THRE: - i opee
DRAWING NO. EP3025-001 CALTRANS CONTRACT NO.:
D4-0120F4
154 13th lifting edos plate i TEER %
REFERENCING CODE ACCEPTANCE STANDARD |PROGEDURE ND, CALIBRATION DUE DATE
2 400 6 ) g T BEirigs {2 B IEFT RN
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28*" 2010
EQUIPMENT % MANUFACTURER SiETm MODEL NO, a5 SERIAL NO. EEET
MT YOKE PARKER 83105 5385 5617 5620
MAGNETIZING METHOD Contlnuous magnetic yoke |CURRENT ”
AL P UIE
PARTICLE TYPE Dry magnet powder YOKE SPACING _—
| [y mm
PR TR T8 45
MATERIAL TO BE VWELDING 4 -
= Material & thickness AT0BM-385T2:X _
EXAMINED O CASTING %4 i,
tEE RS O FORGING il 12M6/25mm
WELDING PROCESS TYPE OF JOINT
FCAW T-JOINT
Pk pO b ]
DISCONTINUITY it
WELD |.D., TENGTH N mm] ACCEPRT REJECT REMARKS
Wi w INDICATION TYPE s % 1tk i
i #id
EP3025-001-004 ACC. 100N
EP3025-001-002 ACC. 1005
EP3025-001-007 ACC, 100%MT
EP3025-001-008 ACC. 100%MT
EP2025-001-008 5 ACC. . LODXNT
EP3025-001-010 ACC. 100sMT
EP3025-001-071 ACC. LO0RMT
EP3025-001-012 - ACC. LODEMT
EP3025-001-017 ACC, 1008MT
EP3025-001-018 ACC. 100RMT
EP3025-001-010 ACC, 100%MT
EP3025-001-020 ACC. 1C0RMT
EP3025-001-020 ACC. 100%T
EP3025-001-030 ACC. LO0%MT
EXAMINED BY - _ : [REVIEWED BY Wi &s
EaIEFExln (_E-\.J ]{_;V\_ﬁ{f\f\_... II-I' R '?. '\_é = N ;I-{f,y;_g,.__.— !:b -;I‘J‘ 1‘/‘
LEVEL - Il "SIGN &5 DATEE LEVELl  SIGN { DATEHM
MRS f Qom Fii FCUSTOMER

5 SIGN / Bl DATE

(FORM# ZFQC-MTD1)




| G_EJQB REPORT OF MGNETIF PARTICLE EXAMINATTION
=S ol i A 5
REPORT NO. it 4 ¥ B787-M7.25300 DATEEHI 2010.07.26 |PAcE OF3im 22 |Rovisron ffo: .0
FROJECT NO. ]cGMTRM:TDR:
ZPO6-T87 CALTRANS
LTRSS = i R
DRAWING NO. EP3025.001 CALTRANS CONTRACT NO.:
. 04-0120F4
[HESE 13th lifting edge plats WA TE%S
REFERENCING CODE ACCEPTANCE STANDARD |PROCEDURE ND. CALIBRATION DUE DATE
S e 2N Errtge (R R0 IF Fag 0
AWS D1.5-2002 AWS D1.5-2002 ZPQC-MT-01 Dec. 28°7 2010
EQUIPMENT # & MANUFACTURER ik i MODEL NO. W58 SERIAL NO, &
MT YOKE PARKER B3tos 5385 5617 5520
MAGNETIZING METHOD Continuous magnetic yoke |CURRENT "
L RS0 3 e B §E
P‘.R‘HGLE TYPE Drr magnet powdear YOKE SPACING .
T0~150mm
R B Fag 1 50 1
MATERIAL TD BE ¥ WELDING ] =
L . = Matorial & thickness ATOSM-345T2.X _
EXAMINED O CASTING S 4 fEf, mr
R O FORGING s 12/16/25mm
WELDING PROCESS TYPE OF JOINT
Foaw T-JOINT
HAdE Wi
DISCONTINUITY Figsh g
WELD 1.0, e o]  ACCEPT REJECT REMARKS
ki 8 INDICATION TYPE K b= 1L ik
il #an
EP3025-001-027 ACC. 1O0%MT
EP3025-001-028 ACC, L OO%MT
EP3025-001-025 ACC. 100%MT
EP3025-001-025 ACC. 100%RMT
AFTER HSRT(B)-8a38 oz
BLANK
I
|
EXAMINED BY £ REVIEWED BY W &
Cai Xinxin {&‘&Mm 10,2024 B /= }L{
LEVEL-Il siGn %%z DATEE Il LEVEL-l  siGN ."C%ATEEHE
HRSE 7 Qom MPCUSTOMER
£ SIGN | B DATE = SIGN | B DATE

(FORM# ZPQC-MTOA ]




Ameri[}aﬂ d AMERICAN BRIDGE/FLUOR ENTERPRISES, a JV

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

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

A JOINT YENTURE

NCR PROPOSED RESOLUTION

To: CALTRANS - SAS Superstructure Dated: 29-Sep-2010
333 Burma Road Contract No.: 04-0120F4

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

Resident Engineer Document No.: ABF-NPR-000786 Rev: 01
Ref: 05.03.06-000768

Subject: NCR No. ZPMC-0773

Contractor's Proposed Resolution:

Reference Resolution: See attached email approval to leave the welded snipes in SP3083A as is. Based on this, ZPMC requests closure
of this NCR.

See attached email approval to leave the welded snipes in SP3083A as is. Based on this, ZPMC requests closure of this NCR.

Submitted by: Ishibashi, Joshua
Attachment(s): ABF-NPR-000786R01,;

Caltrans' comments: Status: CLO
Date: 12-Oct-2010

Per the latest discussion in TC-RFI126R0 as well as the provided documentation, this NCR is considered closed.

Submitted by:  Woo, Laraine Date: 12-Oct-2010
Attachment(s):

‘E}' Page 1 of 1



From: Chiris Havel [chris_havel@dot.ca.gov]

Sent: Tuesday, September 21, 2010 2:48 FM

Ta: Joshua Ishibashi

Ce: Gang Jiao: Gens Rosamilia; Steve Lawton; roman_granados{@dot.ca.gow;
isimonis{@sasbridgpe com; devey@rsasbridge com

Subject: Re: TC-RFIl: Snipes Closed by Welding

It is acceprable to leave the snipes as-is on a fit for puopose basis.
Chrds

"1 don't know, don't really care
Lar there be somgs to fill the air”

Folrert Hunter

Chris Havel, PE
Commact 04-0120F4 - 5AS

China Call 15§-21=21-4371

"Toskma
Ishibazhi”
<jishibazhigpzb 1o
fiv.com= “Chriz Havel"
=rlirs havel@idotca sov=
09152010 0707 o
PRI “zene Fosanuliz”
“grosanuliz olcm abffv.com™, "Fang
Ttao" <gliaouicn sbiv oo "Seve
Lawton™ <slaweonimon. abfiv.com™
Subject

TC-EFIL: Snipes Closed by Walding

Chris,

Snipes arthe incersacrion of the panel stffensrs and panel dizphragms
have besn closed by over welding on the following panels:

SP3083A
SP30E1

SP3115A
SP3113A
SP3109A
SP30TEA
SP3110A

Feguests thar theses smipes be left “as-is” on a fir for purpose basis.



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

DEPARTMENT OF TRANSPORTATION
DIVISION OF ENGINEERING SERVICES

Office of Structural Materials

Quality Assurance and Source Inspection

Contract #: 04-0120F4
Bay Area Branch -

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

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

(707) 649-5493

QUALITY ASSURANCE -- NON-CONFORMANCE RESOLUTION

Location: Changxing Island, Shanghai, China Report No: NCS-000804
Prime Contractor: American Bridge/Fluor Enterprises, a vV Datee  13-Oct-2010
Submitting Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing IslandNCR #. ZPMC-0773

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:  23-Jul-2010

Description of Non-Conformance:

During the Caltrans Quality Assurance in-process observations of the fabrication of Edge Plate EP3019A, and
SP3083A, this Quality Assurance Inspector (QA) discovered the following issue:

-ZPMC personnel done welding on Cope Hole area of Edge plate and Side plate, non Seismic Performance
Critical Material (NON SPCM).

-The effected Edge plate identified as EP3019A (PL3213C) and stiffeners (RS3157B, RS3757D, RS3167A,
RS3167B,)

- The effected Side plate identified as SP3083A (PL3264A) and stiffeners (RS3192A, RS3192D, RS3192C,
RS3192N,)

-The welding has been done at all Cope Hole areain both plates, but as per drawing no welding on cope hole
area.

-The Material thicknessis 12 mm.

-This Edge Plate and Side plate are located in Sub assembly Bay#10.

Contractor's proposal to correct the problem:

Per the latest discussion in TC-RFI126R0 as well as both the provided documentation in ZPMC-0773 and
ZPMC-0775, the issue can be closed.

Corrective action taken:

The concern has been addressed and the fabricated member is fit-for-purpose.

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

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

Thisreport is for the purpose of determining conformance with the contract documents and is not for the
purpose of making repair or fit for purpose recommendations. Should you require recommendations
concerning repairs or remedial efforts please contact Jim Devey, (86) 150-0002-6784, who represents the
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Office of Structural Materials for your project.

I nspected By: Tsang,Eric Quality Assurance | nspector
Reviewed By: Wahbeh,Mazen QA Reviewer
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