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DIVISION OF ENGINEERING SERVICES
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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-001135
Address: 333 Burma Road Date Inspected: 27-Nov-2007
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 630
Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM DepartureTime: 1530
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island L ocation: Shanghai, China
CWI Name: Lu Jian Ping CWI Present: Yes[] No
Inspected CWI report: (] Yes [ No ¥ 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: Yes[] No [J 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: Tower Mock-up and OBG

Summary of Items Observed:

CALTRANS Quality Assurance (QA) Inspector, Alfredo Acunawas present for the fabrication scheduled for this
project at the ZPMC facility in Shanghai, Chinafor the San Francisco Oakland Bay Self Anchored Suspension
Bridge.

Item Description WBS Dwg No. Status
1 ZPMC Unapproved Heat straightening operations
ZPMC was performing heat straightening corrections on Seismic Performance Critical Members (SPCM)that were not
approved by the Engineer.
ZPMC held the platesin position using a 5.5 tons counterweight at one of the ends, lifted the other end of the plate with
a electromagnetic magnet lifting device, held with a overhead crane, applied heat with oxyfuel torch to the weld joint,
while holding the load from approximately 5 to 10 minutes and then rel ease the applied load.
ZPMC was observed heat straighten the followings SPCM members:
1. Weld joint # FB-007-01-026, jointing X46-X46C to X46-X46A
2. Weld joint # FB-007-02-026, jointing X46-X46A-2 to X46-X46C
3. Weld joint # FB-008-01-026, jointing X47-X47A to X94-X94A
4. Weld joint # FB-007-03-026, jointing X46-X47A-4 to X46-X46C
Note: an NCR has been issue on this date because ZPM C performed heat straightening operations that have not been
approved by the Engineer.
The photograph below shows the heat straightening request (HSR)and the location where ZPM C was performing the
heat straightening operations.
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Heat Straightening Request
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ZPMC Changed the weld joint numbers

The QA inspector observed ZPM C changing the weld numbers written on the steel. The QA inspector had a
conversation with ABF representative Peter Ferguson regarding the ZPM C changing the weld numbers. Mr. Peter
Ferguson informed the QA inspector that ZPM C was changing the weld joint numbers because ZPMC want to have the
flexibility to use any panelsthat are alike in the fabrication process. For example, Weld # designated before was
FB-015-W023-026, where W023 is the particular location on the bridge. ZPMC changed to FB-015-02-026; where 02
isthe alike panel section #. Mr. Peter Fegurson added that ZPM C would modify their reports accordanly. The QA
inspector informed Mr. Peter Ferguson that the QA inspectors have been referring the old number on the reports and
some of reports have been submitted to the Engineer. Mr. Peter Ferguson apologized and said that ZPMC now is
marking the steel as per ZPMC's fabrication procedure. The QA inspector had a conversation with Caltrans Task Leader
Robert Cuellar. The QA inspector brought to the attention of Mr. Cuellar that ZPMC were changing the weld joint
previously marked due to the reason explained above. The photograph below shows aweld joint that ZPMC had
changed.

ZPCM changed weld joint #

0951 11 27 2007

UT verifications at shear link connections

The QA inspector observed that ZPMC performed ultrasonic testing (UT) verifications on the shear link spliced plates
for the subassemblies MA-25 (1 web and 2 flanges spliced) and MA-26(2 web and 4 flanges spliced) with the straight
beam transducer and the 70 degress wedge transducer. The QA inspector left the Tower Mock-up shop right after
ZPMC approved QC inspector Mr. Li Li Ming that started the UT verification with the 70 degrees transducer, because
it was the end of the QA inspector shift. The photograph below shows ZPMC performing UT verification with the
straight beam transducer.
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Summary of Conversations:

As noted above.

Comments

This report 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: AcunaAlfredo Quality Assurance Inspector

Reviewed By: Cuellar,Robert QA Reviewer
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