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WELDING INSPECTION REPORT

Resident Engineer:Pursell, Gary

Report No:

WIR-011599

Address: 333 Burma Road Date Inspected: 21-Jan-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 1150
Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM DepartureTime: 1620
Contractor: Goodwin Steel, UK Location: Trentham, UK
CWI Name: N/A CWI Present: 1 Yesl¥l No
Inspected CWI report: (] Yes [ No ¥ 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: Cable Band Castings

Summary of Items Observed:

The following report is based on Catrans METS QA Inspector Mr. Mike Brcic's observations at Goodwin
International (Gl), Trentham, UK on 21 January 2010.

SHOP REVIEW:

~ GG29425-4, 5540-B5-F cable band, is currently having the " Spot face”, area C, identified as such in
Goodwin International's Manufacturing Inspection and Test Plan (MITP 12-02-2009), machined.(see photo)
While reviewing machinist's drawings it was noted that the "assembly" drawings issued to the shop floor were not
approved by the project, and the individual casting shop drawings, that were approved, did not have the stamp of
approval from the State of California. A control stamp, applied and signed by Goodwin International drawing
engineer, was dated 11/20/09. This Caltrans Inspector proceeded to inform Mr. Alan Bentley, QC Director, of the
condition. Without delay, Mr. Bentley and Darren Edwards (Production Supervisor) proceeded to collect all
assembly drawings from the shop. It isthe intent of Goodwin International to initiate an Internal NCR.

WELD PROCESS REVIEW:
Welder, William White (welder ID # W6), was observed depositing weld material (build-up) to satisfy the

approved repair, in ABF-RFI-001947R00, to casting, GG31825-5. Classified asaMajor repair to be welded using
the Shielded Metal Arc Weld (SMAW) process, per WPS04-0120F4B issue 5.
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WELDING INSPECTION REPORT
( Continued Page 2 of 2 )

Preheat was performed using strip heaters covered with thermal blankets. Preheat and interpass temperatures were
verified by welder using Temperature sticks of 170° and 399° Celsius respectively, assuring parameters of WPS
aremet. Actual Amps and Volts during this observation were 228 and 24.6, respectively. Electrode in use was
E7018-1, 5mm. Travel Speed was observed to be 221mm/minute.

Unless otherwise noted, all observations reported on this date appeared to be in general compliance with
applicable contract documents.

GG31825-5

welding repair per RFI A
ABF-RFI-001947R00 i |

' 10mm surface "\

buildup

Ul 721 /2010

Summary of Conversations:
No significant conversations took place that this Caltrans Inspector was a party to.

Comments

This report is for 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 Nina Choy, 1(510)385-5910, who represents the Office of Structural Materials for
your project.

I nspected By: Brcic,Michael Quality Assurance Inspector

Reviewed By: Edmondson,Fred QA Reviewer
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