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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-000612
Address: 333 Burma Road Date Inspected: 26-Sep-2007
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 1330
Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM Departure Time: 1500
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island L ocation: Shanghai China
CWI Name: Ye Yongjun CWI Present: Yes[] No
Inspected CWI report: Yes [ No [J N/A Rod Oven in Use: Yes[] No [J N/A
Electrode to specification: Yes [ No [ N/A Weld Procedures Followed: Yes[] No ] N/A
Qualified Welders: Yes [ No [J N/A Verified Joint Fit-up: L] Yes[J No ¥ N/A
Approved Drawings: Yes [ No [ N/A Approved WPS:; Yes[] No [ N/A
Delayed / Cancelled: L] Yeslvl No [J N/A
Bridge No: 34-0006 Component: Caltrans Mock up

Summary of Items Observed:

CALTRANS Quality Assurance (QA) Inspector, Roscoe Dixon randomly observed the in progress fabrication of
the 77 Meter Mock-up scheduled for this project at the ZPMC facility in Shanghai, Chinafor the San Francisco
Oakland Bay Self Anchored Suspension Bridge. Tower Mock-up 77 Meter Elevation ZPMC, welder Zhai
Qingshan ID # 058026 was observed by the Quality Assurance(QA)Inspector performing welding repairs at the
junction of the longitudina stiffener MA1-5 piece marks MP6 to Sub-Assembly MUSA-MA1 Face E (Skin Plate
E) weld joint # 5 and weld repair designated as weld repair # 4 per the ZPMC weld repair report for skin E. The
ZPMC Certified Welding Inspector (CWI) Ye Yongjun CWI informed the QA Inspector the approved welding
procedure specification WPS-345-SMAW-1G- (1F) Repair was being followed to perform the repair. The Base
metal was designated as A-709 Grade 50. The ZPMC welder was utilizing the Shielded Metal Arc Welding
(SMAW) processin the flat (1G) position with the 5.0 mm diameter electrode. The QA Inspector reviewed the
Quality Control (QC) Inspector Shen Xue Jun records log. The QA Inspector also performed random verification
of the weld parameters and documented them as follows: welding amperage 232 amps, welding voltage 28.7 volts
with atravel speed of 198 millimeters per minuteThe QA Inspector randomly verified the heat interpass
temperature during filler passes with a heat temperature crayon. The QA Inspector randomly observed ZPMC
qualified welder Yang Lei 1D # 040690 utilizing the Shielded Metal Arc Welding (SMAW) process, to perform a
weld repairs toComplete Joint Penetration(CJP) weld joint number 2 of the longitudinal stiffeners piece marks
MP2-3 and MP2-1 to SA MUSA-MA2 Face A (Skin Plate A. Mr. Yang was utilizing ZPMC weld procedure
specification WPS-345-SMAW-1G (1F)-Repair. The QA Inspector observed ZPMC QC Shen Xue Jun
monitoring side B, Skin A repair #2. The QA Inspector also performed random verification of the weld
parameters and documented them as follows. welding amperage 225 amps, welding voltage 26.7 volts with a
travel speed of 189 millimeters per minute with atravel speed of 190 millimeters per minute for Mr. Yang. The
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( Continued Page 2 of 2 )

QA inspector found that the welding parameters recorded after approved Certified Welders Zhai Qingshan, Y ang
Lei and approved ZPMC Certified Welding Inspector(CWI1) Y e Y ongjun appeared to be in accordance with the
contract documents. Weld parameters appeared to comply with the above-approved ZPMC WPS.

Summary of Conversations: As noted above and basic communication between QC Inspector and QA inspector

when and where welding inspections are to be performed.
Item Description WBS Dwg No. Status

1 77 Mockup N/A MUA-MA1 in progress welding

Summary of Conversations:

As noted above and basic communication between QC Inspector and QA inspector when and where welding
inspections are to be performed.

Comments

Thisreport isfor 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.

I nspected By: Dixon,Roscoe Quality Assurance Inspector

Reviewed By: Cochran,Jim QA Reviewer
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