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Prime Contractor: American Bridge/Fluor Enterprises, aJV Report No: DPJ-000514
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island Dated:  23-Nov-2007
L ocation: Changxing Island, Shanghai, China

Submittals(New / Total): CWR's: 0/ 30 HSR's. 0/10 NCR's. 1/15
Item Title Detail
1 Major component movement OBG Production:

Welding floorbeams.

77m Tower Mock-up:
Welding stiffener plates between diaphragmes.

89m Tower Mock-up:
Welding Longitudinal Stiffener to Skin Plate,
Welding shear links.

114m Tower Mock-up:
Weld Longitudinal Stiffener to interior splice plates.

Deck Plate Mock-up:
No welding observed.

2 Meetings attended Caltrans met with ABF at 1000 to discuss the results of the mechanical
testing performed to determine if an overlap condition existed on the 2nd
Closed-rib Weld Trial. Keith Devonport started the meeting by defining the
intent of the meeting, which was to come to an agreement on the definition
of overlap and how it isidentified. Mr. Devonport stated the intent was not
to either pass or fail the Closed-rib Weld Trial. The group agreed with the
AWS D1.5 definition of Overlap, “the protrusion of weld metal beyond the
weld toe or weld root” and Weld Toe, “the junction of the weld face and the
base metal”. Based upon these definitions Mr. Devonport drew a picture of
the closed-rib PJP weld defining the PJP weld, reinforcing fillet, toe of weld,

concavity and convexity. After these definitions were agreed upon Mr.
Devonport drew overlap on the weld. After some discussion, the group
agreed the condition drawn represents overlap. ABF Fabrication Manager
David Williams asked about the repair of overlap. David McClary
identified the AWS D1.5 requirementsin section 3.7.2.1, “Overlap or
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Excessive Convexity. Excessweld metal shall be removed.” The group
then looked at the samples taken from the weld. The group agreed that the 3
samples with the worst overlap did have overlap and a so, after
measurements of the weld toe, did not have the required 2-5mm reinforcing
fillet weld. The group agreed that the 3 samples identified as acceptable did
not have an overlap condition. The group agreed that of the 3 samples
identified as having marginal overlap, two samples had acceptable profiles
and one sample had overlap.

Caltrans met with ABF and ZPMC at 1300 to discuss issues and the
schedule for the next three days.

ZPMC asked about the status of B-CWR-001, 002 and 003. Caltrans stated
these were approved yesterday. ABF will check and see why their
document control has not sent the approval to ZPMC.

ZPMC asked about the status of material batch 41. ABF is currently
reviewing. ZPMC would like to receive the material this weekend if
possible.

Check Sample Batch 5, which contains the remaining check samples for the
material received, has been reviewed and rejected by ABF. ZPMC is
currently making the required corrections and should re-submit to ABF
today. ABF Fabrication Manager David Williams could not comment on
how long this would take to review, since he does not know the extent of the
corrections required.

ZPMC discussed the wel ding sequence on the 89m Tower Mock-up Skin
Plates A and E. Mr. Lu investigated to seeif their production department
received arevised fabrication procedure. The weld sequencing currently
employed does not match either the current or proposed welding sequences
approved in the Fabrication Procedures. Mr. Williams stated that when
ABF brought this up to ZPM C production they were told this is the method
ZPMC wants to use on the Mock-up, but they intent to use a different
seguence in production. Currently the PJP welds are being welded in the
1G position. The approved procedure shows all welding in the 2G position.
The supplemental plan given to ABF and Caltrans shows the PIP welds
being performed in the 2G position and the CJP welds being performed in
the 1G position. No solution to this issue was reached at this meeting.
Caltrans SMR Ryan Smith stated he had observed ZPMC preparing to heat
straighten a skin plate by setting the skin plate on blocks and placing a 3 ton
weight ontop. Mr. Smith explained that this creates an active force which
is not part of the preapproved heat straightening procedures.

ZPMC informed Caltrans that they will be submitting CWR’son 77m
Mock-up Skin Plate A stiffeners (R-3) and 114m Mock-up Skin Plates A
and D stiffeners (exceeding 10% length).

3 Quality Assurance Inspectors per shift 3 Day Shift (Acuna, Tracy, Viars)
3 Swing Shift (Berger, Dixon, Croff)

TL-6042,Daily Project Journal

Page 2 of 3



DAILY PROJECT JOURNAL
( Continued Page 3 of 3)

2 Graveyard Shift (Franco, Jobes)

4 Critical Weld Repairs (CWRS) NCR-015 Mechanica Straightening of SPCM Shear Link web and flange
I nspected By: McClary,David Quality Assurance I nspector
Reviewed By: Lowry,Patrick QA Reviewer

TL-6042,Daily Project Journal

Page3of 3



