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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-007244
Address: 333 Burma Road Date Inspected: 11-May-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: Sun Wei / Sun Bo CWI Present: Yes[] No
Inspected CWI report: (] Yes No 1 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 [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] Yes[J No ¥ N/A
Bridge No: 34-0006 Component: TOWER

Summary of Items Observed:

The Caltrans (CT) Quality Assurance (QA) Inspector Charlie Franco was present at the time requested to
randomly observe welding and associated operations being performed for the Tower and Orthotropic Box Girders
(OBG).

ZPMC Weld Procedure Qualification Shop:

The QA Inspector along with Craig Knops of ABF, witnessed Submerged Arc Welding (SAW) from the root pass
through pass 24 in 90 millimeter (mm) thick ASTM A709M GR345to ASTM A709M HP3485 Steelsfor ZPMC
Procedure Qualification Record HP2009300. The QA Inspector observed that ZPMC Welder Jing Rong ID
070301070 performed the welding under the supervision of Shen Da Ming with ZPMC CWI Huang Wei
monitoring and recording weld parameters. The attached photographs provide additional detail.

Outside Yard at Vertical Mill:

The QA Inspector randomly observed that the vertical mill wasidle and that no milling was being performed on
Lift 1 South Tower Shaft. The QA Inspector did randomly observe several ZPMC helpers utilizing angle grinders
on pickupsinside and outside.

Heavy Equipment Shop Bay 11:

The QA Inspector randomly observed ZPMC welder Dai Xi Cheng ID 066602, utilizing the FCAW Process with
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WELDING INSPECTION REPORT
( Continued Page 2 of 2 )

ZPMC WPS-B-T-4332-TC-P4-F in the 2F (Horizontal Fillet) Position to weld the longitudinal stiffeners on Skin
Plate A to 65M Upper Diaphragm in Lift 2 East Tower Shaft. The QA Inspector randomly observed ZPMC QC
monitoring weld parameters. Weld parameters appeared to comply with contract requirements.

The QA Inspector randomly observed ZPMC welder Ni Hai Bing 1D 068923, utilizing the FCAW Process with
ZPMC WPS WPS-B-T-2332-TC-U4b-F in the 2G (Horizontal Groove) Position to weld the long seam between
Skin Plate B and A between 59M Upper and 61M Lower Diaphragmsin Lift 2 East Tower Shaft. The QA
Inspector randomly observed ZPMC QC monitoring weld parameters. Weld parameters appeared to comply with
contract requirements.

Unless otherwise noted, all work observed on this date appeared to generally comply with applicable contract
documents.

15T.2 PASSESIRQOT IT".#. 55)

HPSABSWT2 - 4T . - GR345T2

DIRECTION OF
255 WELDING
RUN OFF TAB

o

Summary of Conversations:

No relevant conversations.

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 150-0042-2372, who represents the Office of Structural Materials for
your project.

I nspected By: Franco,Charlie Quality Assurance Inspector

Reviewed By: Clifford,William QA Reviewer
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