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WELDING INSPECTION REPORT

Resident Engineer:Siegenthaler, Peter Report No:  WIR-018136
Address: 333 Burma Road Date Inspected: 10-Nov-2010
City: Oakland, CA 94607

Project Name: SAS Superstructure OSM Arrival Time: 630

Prime Contractor: American Bridge/Fluor Enterprises, a vV OSM Departure Time: 1500

Contractor: American Bridge/Fluor Enterprises, a Vv L ocation: Job Site

CWI Name: See below CWI Present: Yes[] No

Inspected CWI report: Yes [ No [J 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: SASOBG

Summary of Items Observed:

The Quality Assurance (QA) Inspector, Rick Bettencourt was on site at the job site between the times noted above.
The QA Inspector was on site to randomly observe the in process welding and inspection of the weld joints
identified as 8E/9E-A1-A5, 3E-23.5-E5-NE, 2E-ppl3.5-E2-LS-W (485hps), 1E-ppl0.5-E2-L S-W (485hps) and
the following observations were made:

8E/9E-A1-A5
Upon the arrival of the QA Inspector at the above identified location it was observed the above identified weld
joint appeared to be approximately 50% completed. The QA Inspector randomly observed both of the ABF
welding Superintendent Dan leraci was the ABF welding operator performing the work. The QA Inspector
randomly observed Mr. leraci utilizing both submerged arc welding (SAW) machines. The QA Inspector noted Mr.
leraci would utilize one machine to perform welding from A3-A1 and another machine to perform welding from
A3-A5. The QA Inspector noted it appeared Mr. leraci was instructing two apprentice iron workers on how to
perform the SAW. The QA Inspector randomly observed Mr. leraci continued performing the SAW cover passin
the center of A3 and weld to the end of section A1. The QA Inspector randomly observed the SAW parameters
and they were 550 Amps, 32.5Volts and atravel speed of 400mm/min. The QA Inspector noted the SAW
parameters appeared to be in general compliance with ABF-WPS-D1.5-4042B-1. The QA Inspector noted the
ABF welder did not complete the SAW cover pass on this date.

3E-23.5-E5-NE
The QA Inspector randomly observed the American Bridge/Fluor (ABF) welder Mick Chan setting up to continue
performing the shielded metal arc welding (SMAW) root pass. The QA Inspector previously performed random
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WELDING INSPECTION REPORT
( Continued Page 2 of 3)

visual testing and dimensional verification of the bevel angle and root opening of the above identified fit up. The
QA Inspector randomly observed the fit up appeared to be in general compliance with ABF-WPS-D1.5-1030.
Upon the arrival of the QA inspector, it was noted the SMAW 4G back weld had been previously completed and
the weld joint had been back ground from the top side of the deck plate. The QA Inspector randomly observed the
SE QC Inspector Pat Swain was on site monitoring the in process welding. The QA Inspector randomly observed
the SMAW parameters were 125 Amps while utilizing 1/8” E7018 low hydrogen electrodes. The QA Inspector
noted the SMAW parameters appeared to be in general compliance with the contract requirements. The QA
Inspector randomly observed the weld was approximately 30% complete upon the end of the QA Inspectors shift.

2E-pp13.5-E2-LS-W (485hps)

The QA Inspector randomly observed 1 ultrasonic testing reject had been previously excavated for repair. The QA
Inspector noted the excavation dimensions were as follows, 85mm long X 25mm wide X 25mm deepanda’Y
dimension of 50mm. The QA Inspector randomly observed the ABF welding representatives were setting up the
induction heating blankets in preparation of performing the SMAW EQ018 repair. The QA Inspector randomly
observed no welding was performed on the QA Inspectors shift (see summary of conversations).

1E-pp10.5-E2-LS'W (485hps)

The QA Inspector randomly observed 1 ultrasonic testing reject had been previously excavated for repair. The QA
Inspector noted the excavation dimensions were as follows, 75mm long X 25mm wide X 20mm deepandaY
dimension of Omm. The QA Inspector randomly observed the ABF welding representatives were setting up the
induction heating blankets in preparation of performing the SMAW E9018 repair. The QA Inspector randomly
observed no welding was performed on the QA Inspectors shift

The QA Inspector performed a survey of the production and NDT status of the 485HPS longitudinal stiffeners.
The QA Inspectors observed al locations in conjunction with the QA Inspector Danny Reyes to accurately log and
track all production and repair status of the longitudinal stiffeners.

Summary of Conversations:

The SE QC Inspector John Pagliero informed the QA Inspector, Asfar as heis aware ABF isrequired to install the
induction heat blankets for the SMAW repairs of UT rejects. The QC Inspector went on to inform the QA
Inspector he is making sure the three hour post weld heat treatment is performed after the repairs are completed at
all of the 485HPS longitudinal stiffeners.

The QA Task Lead Inspector Bill Levell informed the QA Inspector Rick Bettencourt the third time repairs
identified as R3 were approved for welding at 1E-pp11-E4-4 and 1E-ppl1-E3-3. Mr. Levell informed the QA

I nspector the repairs were approved per the Structures Material Representative Patrick Lowry.

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 Mohammad Fatemi (916)-813-3677, who represents the Office of Structural
Materials for your project.
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I nspected By: Bettencourt,Rick Quality Assurance Inspector

Reviewed By: Levell,Bill QA Reviewer
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