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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary Report No:  WIR-009358
Address: 333 Burma Road Date Inspected: 17-Sep-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: Xu Xian Ping 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: 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: OBG / Tower Subassemblies

Summary of Items Observed:

On this day Caltrans OSM Quality Assurance (QA) Inspector Stefan Holmes was present during the times noted
above for observations relative to the fabrication of the SAS Superstructure being performed by Zhen Hua Port
Machinery Company (ZPMC) at Chang Xing Island in Shanghai, China.

This QA Inspector observed the following work in progress:

SMAW welding of weld joint 7B located on PCMK WD1-A305-77M-2. Welder isidentified as 049769. ZPMC
QCisidentified as Xu Xian Ping. The welding variables recorded by QC appeared to comply with the Applicable
WPS.

SMAW welding of weld joint 01A located on PCMK WD1-A305-77M-1. Welder isidentified as 067707. ZPMC
QC isidentified as Xu Xian Ping. The welding variables recorded by QC appeared to comply with the Applicable
WPS.

SMAW welding of weld joint 07B located on PCMK WD1-A305-77M-1. Welder isidentified as 053753. ZPMC
QCisidentified as Xu Xian Ping. The welding variables recorded by QC appeared to comply with the Applicable
WPS.

SMAW welding of weld joint 07A located on PCMK WD1-A305-65M-2. Welder isidentified as 049709. ZPMC
QC isidentified as Xu Xian Ping. The welding variables recorded by QC appeared to comply with the Applicable
WPS.

FCAW welding of weld joint 001 located on PCMK TR2A-PP080. Welder isidentified as 066064. ZPMC QC is
identified as Li Yong. The welding variables recorded by QC appeared to comply with the Applicable WPS.
FCAW welding of weld joint 003 located on PCMK's TR5B-PP089 and TR5B-PP083. Welder isidentified as
066064. ZPMC QC isidentified asLi Yong. The welding variables recorded by QC appeared to comply with the
Applicable WPS.
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FCAW welding of weld joint 003 located on PCMK TR5B-PP081. Welder isidentified as 068858. ZPMC QC is
identified as Li Yong. The welding variables recorded by QC appeared to comply with the Applicable WPS.
FCAW welding of weld joint 001 |ocated on PCMKs TR2A-PP0O72 and TR1A-PP063. Welder is identified as
068858. ZPMC QC isidentified asLi Yong. The welding variables recorded by QC appeared to comply with the
Applicable WPS.

Ultrasonic Testing:

This QA inspector performed UT of approximately 10% of the area previoudly tested and accepted by ZPMC
Quality Control personnel. This QA Inspector generated an UT report for this date. The members are identified as
OBG Deck Panel Components. The weld designations reviewed are as follows:

OBG

1. DP3044 - 001 - 033

2. DP3041 -001-018

3. DP3047 — 001 - 017

4. DP3030 — 001 — 019-020,071-072,123-124,175-176,227-228,279-280,029-030,081-082.

5. DP3030 — 001 — 133-134,185-186,237-238,289-290,039-040,091-092,143-144,195-196.

6. DP3030 — 001 — 247-248,299-300,049-050,101-102,153-154,205-206,257-258,309-310.

7. DP3030 — 001 — 059-060,111-112,163-164,215-216,267-268,319-320.

Unless otherwise noted, all work observed on this date appeared to be in general compliance with the applicable
contract documents.

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 , who represents the Office of Structural Materials for your project.

I nspected By: Holmes,Stefan Quality Assurance Inspector

Reviewed By: Patterson,Rodney QA Reviewer
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