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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-008376
Address: 333 Burma Road Date Inspected: 08-Aug-2009
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 1845
Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM Departure Time: 715
Contractor: Zhenhua Port Machinery Company, Ltd (ZPMC), Changxing Island L ocation: Shanghai, China
CWI Name: See Below 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: L] Yeslvl 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 Fabrication

Summary of Items Observed:
CWI Inspector: Mr. Wang Chuan Qing

On this date CALTRANS OSM Quality Assurance (QA) Inspector, Mr. Paul Dawson, arrived on site at the
Zhenhua Port Machinery Company (ZPMC) facility at Changxing Island, in Shanghai, China, for the purpose of
monitoring welding and fabrication of the San Francisco / Oakland Bay Bridge (SFOBB) components. This QA
Inspector observed the following:

Tower Bay 10

On Friday August 07, 2009 ZPM C issued “ Inspection Notification Sheet” number 3887 informing QA that ZPMC
has completed ultrasonic inspections of South Tower lift 3 corner weld SSTL 3-1BK-85A(B) between skin plate D
and skin plate E, and this inspection is limited to the three locations for a distance of 1200 mm where these welds
are located between the double diaphragms. This QA Inspector visually observed that ZPMC appears to have
performed aweld repair of thisweld between one of the double diaphragms and that the weld repair is visually
rejectable due to having excessive reinforcement, weld spatter and improper transition with the base material.
This QA Inspector issued an incident report to document ZPM C performing ultrasonic inspections of avisually
rejected weld. Today this QA Inspector visually observed that ZPMC ultrasonic personnel have now ground the
surface of the weld repair flush with the adjacent base material and ZPM C ultrasonic personnel have identified on
the base material that thisweld is ultrasonically acceptable along with an inspection date of August 08, 2009. This
QA Inspector performed ultrasonic inspections of approximately 10 percent length of weld SSTL3-1BK-85A(B)
that is between the tower diaphragms. Items observed by this QA Inspector appear to comply with AWS D1.5 UT
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WELDING INSPECTION REPORT
( Continued Page 2 of 3)

requirements. For additional information on these inspections see the TL6027 Ultrasonic Test Report.

This QA Inspector observed ZPMC welder Mr. Zang Song Lin, stencil 057266 is using flux cored welding process
WPS B-T-2332-TC-P5-F to make stiffener plate weld to tower skin plate weld NSD1-7-DSA4-3D/D-49. The QA
Inspector observed the base material had been preheated using an electrical heater element prior to welding. The
QA Inspector observed Mr. Zang Song Lin having awelding current of approximately 320 amps and 30.0 volts.
This QA Inspector observed Mr. Zang Song Linis qualified to make thisweld. Items observed by this QA

I nspector appear to be progressing in compliance with project specifications.

This QA Inspector observed ZPMC welder Mr. Wang Gong Zhi, stencil 050041 is using flux cored welding
process WPS B-T-2332-TC-P5-F to make stiffener plate weld to tower skin plate weld NSD1-7-DSA4-3D/D-50.
The QA Inspector observed the base material had been preheated using an electrical heater element prior to
welding. The QA Inspector observed Mr. Wang Gong Zhi having awelding current of approximately 320 amps
and 30.0 valts. This QA Inspector observed Mr. Wang Gong Zhi is qualified to make thisweld. Items observed
by this QA Inspector appear to be progressing in compliance with project specifications.

This QA Inspector observed ZPMC welder Ms. Cao Xiachua, stencil 051413 is using welding procedure
specification WPS-B-T-3221-TC-P5-S-1 to make submerged arc groove weld NDI-A5012-29-1AV-30-1. The QA
Inspector observed ZPMC Quality Control personnel had recorded a a welding current of 620 amps and 30.2 volts
and this QA Inspector measured awelding current of approximately 600 amps and 30.0 volts. The QA Inspector
observed that prior to welding ZPMC had preheated the base material using electric heating elements and Ms. Cao
Xiachuais qualified to make thisweld. Items observed on this date appeared to generally comply with applicable
contract documents.

This QA Inspector observed ZPMC welder Ms. Wang Y udi, stencil 040268 is using welding procedure
WPS-345-SM AW-2G/2F-Repair to make a shielded metal arc buttering weld to repair bolt holes on South Lift 4
skin plate E connection plate at tower elevation 139 meters. ZPMC QC personnel showed this QA Inspector that
thiswelding is being conducted as directed by weld repair report T-WR1918 which appears to have been approved
by Caltrans Engineering. This QA Inspector observed Ms. Wang Y udi has awelding current of approximately
135 amps and the welding electrodes are being stored in a heated portable el ectrode storage oven. This QA
Inspector observed that ZPMC personnel had used electric heaters to preheat the base material adjacent to where
the welds were being deposited and Ms. Wang Y udi is qualified to make thisweld. Items observed on this date
appeared to generally comply with applicable contract documents.

This QA Inspector observed ZPMC welder Ms. Li Ji Xiang, stencil 053829 is using welding procedure
WPS-345-SM AW-2G/2F-Repair to make a shielded metal arc buttering weld to repair bolt holes on South Lift 4
skin plate E connection plate at tower elevation 135 meters. ZPMC QC personnel showed this QA Inspector that
thiswelding is being conducted as directed by weld repair report T-WR1918 which appears to have been approved
by Caltrans Engineering. This QA Inspector observed Ms. Li Ji Xiang has awelding current of approximately
170 amps and the welding electrodes are being stored in a heated portable el ectrode storage oven. This QA
Inspector observed that ZPMC personnel had used electric heaters to preheat the base material adjacent to where
the welds were being deposited and Ms. Li Ji Xiang is qualified to make thisweld. Items observed on this date
appeared to generally comply with applicable contract documents.
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This QA Inspector observed ZPMC welder Mr. Sun Guang Ping, stencil 053829 is using welding procedure
WPS-345-SM AW-2G/2F-Repair to make a shielded metal arc buttering weld to repair bolt holes on South Lift 4
skin plate E connection plate at tower elevation 123 meters. ZPMC QC personnel showed this QA Inspector that
thiswelding is being conducted as directed by weld repair report T-WR1918 which appears to have been approved
by Caltrans Engineering. This QA Inspector observed Mr. Sun Guang Ping has awelding current of
approximately 175 amps and the welding electrodes are being stored in a heated portable el ectrode storage oven.
This QA Inspector observed that ZPMC personnel had used electric heaters to preheat the base material adjacent to
where the welds were being deposited and Mr. Sun Guang Ping is qualified to make thisweld. Items observed on
this date appeared to generally comply with applicable contract documents.

Summary of Conversations:

See 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 Serge Sinevod phone: 134-8257-0045 , who represents the Office of Structural
Materials for your project.

I nspected By: Dawson,Paul Quality Assurance Inspector

Reviewed By: Carreon,Albert QA Reviewer
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