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# 69.28
(707) 649-5453 ' '

(707) 649-5493

WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-000742
Address: 333 Burma Road Date Inspected: 30-Oct-2007
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 630
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: Xu Xianping & YeYongJun  CWI Present: Yes[] No
Inspected CWI report: Yes [ No [J N/A Rod Oven in Use: L] Yes[J No ¥ N/A
Electrode to specification: [] Yes [ No ¥ N/A Weld Procedures Followed: [ Yes[] No ¥ N/A
Qualified Welders: (] Yes [ No ¥ 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] Yes[J No [J N/A
Bridge No: 34-0006 Component: Caltrans Mockup/OBG

Summary of Items Observed:

Caltrans Quality Assurance (QA) Inspector, Mike Hasler was present to observe the fitup, welding and related
activities associated with the fabricating of Caltrans Mock-up, 77M, 89M, 114M and U-Rib Trial Assembly, for
the San Francisco Oakland Bay Self Anchored Suspension Bridge, at Zhenhua Port Machinery Company (ZPMC)

facility on Changxing Island.
Item Description WBS Dwg No. Status

1 OBG NA NA Work in Progress
Orthotropic Bridge Girder (OBG) Building #2: Caltrans QA Inspector observed ZPMC oxy-fuel flame cutting
diaphragm plates using the computer numerical control (CNC) cutting process at Mockup Shop, building #2. The
material isidentified as 12mm X 2900mm X 15400mm; piecemark number X14-X14A 1, identification number
NG070513G044, batch number 072013730502, material type A709M 345T2-X, and piecemark number X15-X15A 2,
identification number NG070513G045, batch number 072013740101, material type A709M 345T2-X. Following
digital picturesillustrate material identification and the oxy-fuel flame cutting of the plate in progress.
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Strut Sub-Assemblies NA NA ZPMCUT
Mock-Up 89M, Strut Sub-Assembly: ZPMC QC Inspector, Mr. Fu Yu hong informed Caltrans QA |nspector that

ZPMC would be performing ultrasonic testing in the Mockup Shop #2 at 1330 hours. The assemblies identified for
testing is strut sub-assembly SA24-1 and SA24-2, complete joint penetration (CJP) corner-joint welds, identified as

weld 9 and weld 10. Caltrans QA Inspector observed ZPMC Quality Control (QC) inspector, Mr. Li Li Ming perform
the UT calibration and partial testing of weld #10 using zero degree and forty-five degree transducers, before having

to leave, to catch the boat at 1500 hours, to travel back to the mainland. Prior to leaving the shop, Caltrans QA

Inspector observed that QC had marked up about 50 percent of the weld while using the forty-five transducer for

repair. American Bridge/Fluor (ABF) QC inspector, Mr. Kevin Carpenter was present during this phase of the testing.

OBG NA NA Work in Progress
Orthotropic Bridge Girder (OBG) Building #3: Caltrans QA Inspector observed ZPMC oxy-fuel flame cutting

(splitting) 21 X57 beams to make tees. The beam webs are laid out with a centerline cut mark down the center of the

beam. The beam web is then cut using a stitch type cut to prevent warpage. The material identification isthen

transferred to the new piece for material traceability. Caltrans QA observed tee’s being cut and identified as PL 38

Bp7 RSOC, PL41 Bp10 RS9D, PL42 Bp12 RSAD, PL40 Bp9 RS9I and PL40 Bp9 RSOC. Following picturesillustrate

cutting in progress and material identification.
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4 Flange Ring NA NA Weld 4 backgouge
Mock-Up 77M, Flange Reinforcement Ring Assembly: Caltrans QA Inspector observed the assembly being
positioned at the workstation for future welding of the splice welds. The assembly isidentified as having five
complete joint penetration (CJP) welds that will be welded out in the vertical position. ZPMC is presently welding
alignment aids around the assembly to hold it in position while welding the CIP welds. These welding aids are being
welded to a platform type work-table which the ring assembly is setting on.

Summary of Conversations:

As identified within the contents of this report.

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: Hader,Mike Quality Assurance Inspector

Reviewed By: Cuellar,Robert QA Reviewer
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