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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-006442
Address: 333 Burma Road Date Inspected: 29-Apr-2009
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 700
Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM Departure Time: 1900
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island L ocation: Shanghai, China
CWI Name: Luan Zhuo Gang CWI Present: Yes[] No
Inspected CWI report: (] Yes No 1 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: OBG superstructure assembly

Summary of Items Observed:

On thisday CALTRANS OSM Quality Assurance Inspector (QA) Steve Hall was present during the times
noted above for observations relative to the fabrication of the SAS Superstructure being performed by Zhenhua
Port Machinery Company (ZPMC) at Changxing Island, in Shanghai, China. QA observed and/or found the
following:

OBG superstructure assembly west line (2BW, 3AW, 3BW, 4AW, 4BW and 5AW)

This QA observed ZPMC qualified welding personnel identified as 048659 perform SMAW welding on weld
joint identified as SSD25-PP027-047. ZPMC QC identified as Mr. Song Hui was present to monitor the welding
process. The welding parameters as measured using QC'’ s calibrated instruments appeared to bein general
compliance with WPS-B-P-2214-B-U2-FCM.

This QA observed ZPMC welding personnel build up with weld metal (buttering), the outside surface of the
bottom panels at the splice joint of 3AW and 3BW. The buttering was being performed in order to correct
excessive weld distortion at the splice. The contractors QC identified as Mr. Zhong Xiao Ming was present to
monitor the welding process. Mr. Zhong produced a Welding Repair Report (WRR) identified as B-WR4081 for
this QA to review. This QA noted that the repair procedure did not appear to be approved by Caltrans engineer.
This QA notified Caltrans task leader of thisissue. The task leader informed this QA that an incident report had
already been issued for this non-conformance and that the contractor had agreed to discontinue with the buttering
process until aresolution could be reached. Shortly after speaking with the task |eader, Caltrans engineers along
with ABF representatives were at the site where the buttering was being performed. After some discussion
concerning thisissue, Caltrans engineer informed this QA that the contractor would discontinue the buttering
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WELDING INSPECTION REPORT
( Continued Page 2 of 3)

operation at thistime. See attached photos.

This QA noted that the contractor has set crossbeam CB2 into the superstructure assembly today.

During random visual inspection this QA observed cut edges on crossbeam CB2 that do not meet the quality
standards specified in the contract documents. Numerous areas on the north and south ends of the deck, sides and
bottom panels as well as the north end of the deck panel stiffeners exhibit base metal edge irregularities consistent
with faulty / malfunctioning thermal cutting equipment. See attached photo for details. This QA notified ZPMC
and ABF QC personnel that an incident report would be issued for this non-conformance.

Unless otherwise noted, al work observed on this date appeared to bein general compliance with the
applicable contract documents.
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Morth end of deck panel
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Summary of Conversations:

As mentioned above.

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 Eric Tsang (15000422372), who represents the Office of Structural Materials for
your project.

I nspected By: Hall,Steven Quality Assurance Inspector

Reviewed By: Prue,Erik QA Reviewer

Y} TL-603LWelding Inspection Report

Page 3 of 3



	CWIPresentY: Off
	CWIPresentN: Off
	InspectedCWIReportY: Off
	InspectedCWIReportN: Off
	InspectedCWIReportA: Off
	RodOvenInUseY: Off
	RodOvenInUseN: Off
	RodOvenInUseA: Off
	ElectrodeToSpecY: Off
	ElectrodeToSpecN: Off
	ElectrodeToSpecA: Off
	WeldProcFollowedY: Off
	WeldProcFollowedN: Off
	WeldProcFollowedA: Off
	QualifiedWelderY: Off
	QualifiedWelderN: Off
	QualifiedWelderA: Off
	VeriJointFitUpY: Off
	VeriJointFitUpN: Off
	VeriJointFitUpA: Off
	AppDwgY: Off
	AppDwgN: Off
	AppDwgA: Off
	ApprovedWPSY: Off
	ApprovedWPSN: Off
	ApprovedWPSA: Off
	DelayedCancelledY: Off
	DelayedCancelledN: Off
	DelayedCancelledA: Off


