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MEMORANDUM FOR: R. Baer, Chief, Reactor Engineering Branch, DR&RRI, IE

THRU: R. M. Gallo, Chief, RPS 1A, DRPI, RI

E. J. Brunner, Chief, Projects Branch 1, DRPI, RI

FROM: A. C. Cerne, Sr. Resident Inspector, Seabrook, RI

SUBJECT: Torch-Cut Slotted Holes for Structural Steel
High-Strength Friction Type Connections

REFERENCES:

liance 80-10-01 (Enc 1 1)(1 PSNH Response (12/2/80) to NRC Noncomp(Enc 1 2)
(2 NRCResponse(1/8/81 to PSNH Letter
(3 UE&CLetter(2/25/81 with A/E Position (Enc 1 3)
(4 PSNHLetter(3/16/81 with current Licensee Position (Enci 4)

The high-strength bolted connections of the friction-type for the containment
annulus structural steel at Seabrook Station, Unit 1, are being installed
in structural members in which the slotted holes have been burned and left(G. undressed by the steel fabiicator, Cives Steel Company. While the licensee!

has agreed to prepare the final surface of all bearing-type connections,#

they maintain that notches up to 3/16 inch deep will have no adverse
effect upon the performance of friction-type connections.

The attached four enclosures document this issue from the original NRC
noncompliance (443/80-10-01) and original licensee response (Enclosure 1)
to the revised licensee response (Enclosure 4). While the licensee is not
committed to that portion of ANSI Standard N45.2.5 which states that,
" Burning of bolt holes is not permitted," the resident inspector's telephonic
communications with personnel in the NRC Office of Standards have indicated
that the acceptance of undressed, no:ched slots, even on friction-type
connections, is a matter for evaluation. The licensee's evaluation is
based primarily upon the UE&C, the Architect / Engineer's, position included
as Enclosure 3. The main question, as I can determine, is whether the
potential areas of high hardness created by the burning process might
react adversely under load and enlarge the slot such that the requirements
of the AISC Specification for " Structural Joints Using A3?S or A490 Bolts"
are being violated.
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Request that the resident inspector be informed of the NRC position regarding
'

this matter in order that corrective action, if necessary, be initiated
prior to the erection of safety-related piping and supports on the
questionable structural steel.

''
L-

Wk d4t< ,
Antone C. Cerne
Sr. Resident Inspector
Seabrook, Region I

4 Enclosures as stated
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Rev Neult Efe. Primary Equipment Engineering. uaseca.>aavo
GQ6T6CT7 g rg,ttp Reactor Vessels and Piping 8/8/80.

, w ' g gcA rgg3 DATEtM Of I HIP

?

. ecok Site Seabrook, flew Hampshire July 28-29, 1g30
* ~*'""^"''*'"*'a^"'*'''

'" 5" Inspection of Seabrcok Unit tio. 2 reactor vessel outlet nozzle ~

safa ands to determine if sufficient length of stainless steel is pre-
cant c: tha 0.0. to facilitate field welding. S gggoc*'g

a ao *
)g

(UMMAMY. ACTION *
Each of tha four (4) Unit 2 reactor vessel primary outlet nozzles were visually examined.
Etchjne was not necessary since the stainless steel and inconel were distincoishable cn
the r.acnined surfaces of tre sate end cue to tne contrast in colors in linht. The incenel
(coearec curler than the stainless when licht muck the safe end from an aceropriate an_gle.
Tha lengtn of tne stainless steel on the 0.0 of each of the four (4) outlet nozzle safe
e.ds was measured. The minimum length of stainless steel was fcund to be 19/32 inches
(resulting length dicensions at the approxicate locations on the nozzles are shewn on the
at achea sheet). Therefore, all of the safe ends were longer than the required one-half
inch (1/2") minimum length and are considered to be of sufficient lengths to facilitate
sr.v.isfactory field welds if normal welding precautions are taken.

Savarsi fion-conformance Report (tiCR) items were also inspected. FDR's will be required
cn tha damaged safe end weld prep land and the pitted support pad on the "down" outlet
nozzle. The flange cover was not removed so that the gouge in the vessel mating surface:

could be examined, but an FDR was also requested for that def.iciency. Location and size
Of 3he gouge should be available from inspection reports.
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| PERSONS PREsENT (NAME/ TITLE /ORGJDIV./DEPTJGROUP)*

S. L. Abbott / Reactor Vessels and Piping / Westinghouse ffED .

C. Walker /Nestinghouse Seabrcok Site Start-up Engineer / Westinghouse NSD
J. W. Rogers, Jr./ Project Engineer /Cc bustion Engineering, Inc. ,

,
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,

o in se is

NOTMNG IN THIS REPORT SHALL SE CONSTPUED TO CHANCE ANY "h,h f N k '3/k Mgp
?p. . 2. ccNcmONS, RECU1REMENTS.SPECIFtCATIONS. OR PRIOZ

.g (,' Abbott, Engineer 8/8/S0T
Y WRtTTEN AGREEMENT. ,y

V DISTRibuT10N'

R. M. Beer /MNC-466 .i. T. Dressel/PC#2, 222 W. E. Wright /:C;C-522
n. A. Sepp /M::C-3523 F. B. Davis /PC!2, 225 W. G. Jord=/ MMC-522 ;

R. E. T:ce/:0:C-353 T. R. Mager/FH A, 300 C. Walker /Seabrook

C. L. Gotshall/F..NC-410 E. H. Williams /FH A, 300 g
raceio,3 -
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n-RVP-2507 Trip Repor: . Page 2 of 3~

*
E/8/80

Ccabustica Engineering reported by letter on 3/6/80 that the required one-half.

iach (1/2") minimum length of stainless. staci could not be guaranteed on the
4-loop reacter vessel outlet nozzles fabricated after a design change in 1970.
?ce to tolerance stack-ups, the length of the stainless steel on the outlet
nozzle safe end 0.0. could be signift:antly less than one-half inch (1/2").
The NCH vessel, as well as SAP, TCX,GAE, GBE, DDP, PBJ, NAH and NEU vessels
hr.ve the outlet nozzle design in question. The SAP, TCX, GAE, GBE, DDp,-

P3J and NCH vessels have now been inspected at their respective sites to determine
the lccation of the interface between the stainless steel safe end forging
and the inconel transition weld. Plans have been made to inspect the NAH
and NEU vessels during the week of August 18-22.

The Seabrook site was visited on July 28, IC80 in order to inspect the Unit
Po.2(NCH)safeends. The Unit No. 1 vessel is presently in storage at
iradan Point in Massachusetts and was not available for inspection at this time.M

Mzer removal of the nozzle covers and the coating of Tectyl 505 in the areas
to be examined, the four (4) outlet nozzle safe ends were visually examined.
Etching was not necessary since the stainless steel and inconel were distinguishable'

on the machined 0.D. surface of the safe ends due to the contrast in the
appearance of the two materials when light struck the nozzles at an appropriate
angle. The inconel appeared duller than the stainless steel on these machined
surfaces. This phenomena had been seen previously on the Georgia Power Company
Vcgtle Unit No.1 vessel where in each case the etch line appeared at the-

,

( iscations where the color change occurred. Since the use of scid on the NCH
safe ends could be avoided while obtaining the ceswee cmensions, ne
.aca rac.e.n . e.m. ..u wa vec. ine sen p as or the stainless steei trem the
color cnange to tne enc or the safe end on the 0.D. were measured and recorded
using a metallic rule. The recorded results are attached. All of the lengths
have bean reviewed by W and CE, and are considered to be of sufficient length
to facilitate a satisfictory field weld with normal welding precautions.

'The safe ends were subsequently to be recoated with Tectyl 505, and the nozzle
covars were to be replaced.'

While at the sita,'W and CE personnel also inspected two items:which had been
reported en Non-conTormance Reports (NCR's). The land on the safe end weld
prep of the "dewn" cutlet nozzle (as the vessel is oriented in storage-

on the shipping skid) had apparently been damaged prior to shipment and will
,

ra;; ire a repair. The land is bent inward in an irregular pattern and appears ;.

;' :o have been hammered upon. One of the upper outlet nozzles has several notches ,

cut into the I.D. surface of its weld prep land in a sawtcoth pattern. This |
condition was not repcrted on an NCF., but this land could be " cleaned up" !

at the same time that the other one is repaired. i

'

Tha second deficiency noted on an NCR which was inspected was pitting on the

79
bti RPV dro twed. visud sde ed e.A% .J NOTE:
coduded @ on (B/20/80.I ha*'c rquedd.
Rg.d.
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PAGE 1 OF 1'

SEABROOK STATION*

NO. 032'

REQUEST FOR FOLLOW-UP ACTION
'- NRC INSPECTIONS

- . ... .

TO: J.,F. Uoaght" ." [,. - DATE: 6/22/81 .
' ~

.

. , . . . , .. ... .,,.

Inspection item Description: Clarify Cross-Over Restraint Requirements UNIT: #1 ~ - -

(Dwg. F101482)
.. .

- - . . . .. . .

. . . ..
Ref: RFI 73/1442

.
.

~

Field Instruction F1-92 Rev. 1 . .

: .. . . .

- As a resul' "of'NRC In'spection 81-08 by Inspectors Reynolds and Sanders," the '' ' '
,

,- - - t

; - .

following preliminary questions need response.
.

.iustkficationfornotstressrelievingfieldwelds(materialbeingsusceptibleto1.
'

laminar tearing, underbead cracking, etc.).

2. The elimination of NDE after weld buttering in field.
-

- 4
( ,ective Action Required: As indicated above. UE&C's response should include the shop

. . ,

fabrication requirements (Cives).
-

SAA,.
. ..~~' ..

A N dt. d e c) ke+gteh (se Lho kPM k., b || 45 o,~
.

(1 G& c, h% kssw/ecs relE<c " X'- ove- Le, welds.a.a.

| < v
YOtt 96U O . U t Lt h t'C 9(4Cf' tent' WtfCA NYf CMed Y

Ekes L & l.ce u ce % us+c 96evs! ' .s o'arc
t

i
_

/F
| , , ' 'MI

d
Date Required: 6/29/81 Approved By: J. W. Singleton

muesummuquspun

' - - Requested By:

YAEC FOAE M

NOTE: Contracter is requested to respond by memo referring ident. number of this report.
'

!- ,

-
'

m. --. . .- r
. a . _ . _ .r . ..

- - - - - - --- -- -
.
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PRDJECT CH ANGE *
1442 0 T .EJ

oir NuuSEn
'SE ABROOK STATION L

03/11/81 J O 9 7 6 3 013 Mcf 'R F I $'BER 73 1442 A*

..
i ,a 3 4 s e rlaIo ty,Eca.ren, sac ,o ,, ,, ,3 ;,, ; ,,,,,;,,,,, ,,

. DATE 2-18-81*

leo T E: ALti E N T ait s iN-CoLuums wiL L -G o .He T O CouPUT E R-sf oR AGE FoA C H A N G E. L O S ANo oTMEn ACPoRTs
- - -... .--.;

DET STION OF CHANGE / REQUEST ASME YES XX _NO SAFETY RELATED - YES XX NO I

---

-
.

i
n CI1 N S'Ai , X -O V E R LEG R E S T R A I N T- ,W E-lid I.NIG! iRtE!Q T;S; } !

z e lt r ir s | r 4 | r s ] rs l e r Ir e iro l sols e l s r i s si s4| s s [ ss | s r [ se l s s I4o |4 : [4r le s lu le s las le r l e e le s i sol s e l sz l ssl se lss i ss is ti ss f ssi so l s:Iszlssiselssissro
=OTE: E N T av snout o ,incEvoE,@ STst E u Awo/on susL olNe otsiGNAf foN IN riRsf rEw CoLuuNs @ unit ANo sMoRT oEscRIPfloN,,

or cN AxeE in nEuAimins coLuuns. Aurtir True INroRu ATioN cAN BE ENTEREo IN s P A C E B E L o w. ]*' * t"' *1
* +p'**-

,
,

1. A) Pullman-Higgins is responsible as directed by Resident Construction Manager.
'

B) Yes.
C) Send sequencing drawing to UE&C for information. g

DhO US2. A) No.
-

B) Filler metal shall be E7018. ..
-

C) Use standard preheat and interpass t,emperature per AWS D 1.1. (cont. sheet 2 of 4)
""''" ""''' "''8 "' " ' * " * " " ' ' Luu=> s ,ss. - A u,Lir v aus inr on u Afion ..c

' R E A STitT FF C H A N G E ~"''': ' ' ' " S " $ '" * $ ' ' ' ' "" ." <, .
. . , ,

.R E-Q M;N T S
''"

' REOUEST FOR INFO
:'L A Il!I F .Y C R 0 5 |S '- 0 V E R ' R E 'S !T R 'A ll :N :T;

. ,

coCuMENT sa |st |ss |s4|ss|ss} sr|se|3s|4o|4:14 r |4 s l4414 s le s }4 r le s |4 s | sol si j sr |ssi s4 | ss | 36|sr |s e lss isol s |s |ss |s e ls slsehEEFENENCE
2o jrrirsireirs|rsirrlieltspo -

- # D' WLGtEg40| 14.4| 8!2. SEE ATTACHED

.. ;__ h{g__ _N ._ _ _.
. .._ ... .

# S;P ElC| |rl| 2|-{ 2|

| # A'W'S Dil!.ill'l I h -

# 1Il IIII!! MAR y ~9 - .

7981
' --

gl, .lR q |!ik
k[[,AgQ

' * ---

7 3|1'4!4!2 A a t v.
comin,n zo ,

t ..-

C.A.Scannell C.F.E.
NA ktE 8MITIATEo ST TITLE

Pullman-HiqqinS ren/ sac /ari
ex Amir AT SON APPRovEoBy

* " * " '""'"''*** # *** "'* "'''*"**"'""*"'##
- wCRKING-COCUMENT-REC'O BY -

2-25-81 5^c/'c" -"'

otscussED WITH
DATE Foli ORIGINATOR FoR cR AF T supt. ron RES. coNsTR. ENGR.

AFFECTED DOCUMENTS PipwG owGs o=Lv { E=TE a SEis aic oocuut=7
ir AreL c Aeo

s e r r.-, NuusEn | s iz E--., NuuSEn | NumeEn , -. sue - sEcTioN

o re tr as 24|rsirslarirelas so ao re zz rs reirs|rsirr|reirs so ao ri er es 24|rsirslarizelzs sol si ao ri er as relmsles|rr|reirsisolsilszl

|||||||||||-|| | S A RW 3 ||| ||.
*

D W G h|| || S P E C

|||| |||||8s W 3 I | || D W G !|| || S P E C | |- |-| | | E R'

8 W 3 | |||! D W G || | !| 5 P E C l | |-| | | + | |||!|||||!
t W @ !| | | | D W G || | !| S D I l + | |||||||I I '

I El

DCN/ECA APPROVALS PR[ PARED BY (I 8C N MECH. SERV /
'

MECH. N/A NUCLEAR N/A
NSC RE GC Hatwal DISCI LINE P N /REVIEW _ gC./ N/AO .E .qt

Y Ut[T
# '" ARCH. N/A STRUCT. GCH 3/118
A
'" SAFETY RELATED APPROVALAPPROVED FROM

PEu on Liaisow ENGn./nts cousin. ENGR. f|[(Q/ gg'

CONTRACTOR APPROVAL Mm REOUIREDuo or vn
"''

A P P YES NO mt 03 11 81 YES OWNER -

DATE rsire ar ire asiso V REVIEW NOT RFntfTmm'
ro as 22 n n "" 4F ALoutALo oar

_._
,

.
' * ' " -- - - . - . . - _ -m._u.,_._ , . _ . , , , ._ , _.
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RFI 73/1442A%
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.

f' RESPONSE TO RFI 73/1442A continued .,

.

s

3. A) & B) See ECA 19/0203A.

4. . A) Yes.
B) Yes. :*

5. A) & B) Regardless of welding process used, all single or double bevel*

| groove butt welds will require radiography and Magnetic Particle
and Visual Examinations on both surfaces. All other single or-

; .

double bevel groove welds.will require Visual and Mag ParticleI

f examinations on both surfaces. .
,

I
' 6. A) & B) All corner and tee joints require buttering.

! 7. Welding continuity as it relates to preheating is based on the thic.aess
of the material and the rgram_ents ,of AWS,. _ ,_, _ _ ,, _, ,_

| ifter at least 1/3 of the joint is completed, preheat and welding; can be
terminated.'

*

Before starting the second or subsequent' welds, a Visual Examination is*

required. Re-establish preheat and continue welding. ,

L ' 8. Method of tightening bolts is, of course, based on the type of bolt
furnished and approved by Construction Managers in our Specifications. Type,

of bolt and tightening method can be determined in the field.'

9. No preservative will be required. Field touch-up and painting will be+

performed by others as directed by the Resident Construction Manager.
.

. e

.

;
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| 1. UE&C drawing 9763-F-101482, note 4, requires sequencing of all field elds in order
( *, to minimize distortion. Pullman Higgins has been informed by the UE&C Welding de-.

partment that sequencing is Pullman Higgins' responsibility..

| v

1
.-- -_

, mA. Please verify responsibility<

i t
'

-B. If responsibility is that of Pullman-Higgins', then will UE&C function as the engin<'

as required by AWSDI.1, paragraphs 1.1.2 & 3.4.3.

C. If item 1.8 is affirmative, then who from and by what means will Pullman-Higgins
obtain UE&C's approval and/or comment.

, -
, .

; 2. UE&C dwg. 9763-F-101482, note 2, indicates all sections and plates are of ASTM A588,
i

grade 50 or A572, grade 50. We have been informed through UE&C Liaison Engineering,
that the material is primarily if not exclusively ASTM A588, grade 50, purchased not,

tempered and quenched nor lamellar free. Experiehce has shown that this material
is prone tq_lar.ne.llar tearing and must be glosely, controlled.

-

|
! A. Extension bars or' run-of'f plates are required to be removed upon completion and cool

,

1 of groove welds per 9763-WS-3. Shall backing strips be removed when used?
-.- .

; . _
8. Shall filler metal be E7018 or is there a requirement to match notch toughness of

base material involving impact loading, requiring E8018 per AWSDI.1, Table 4.11,
,

grdup-II, note 6. _
'

; . .-

C. Have highly restrained joints been identified? Is a standard preheat and inter-
' pass temperature sufficient for all applications or has-a higher minimum preheat -

been established for highly restrained joints per AWS1.1, Table 4.2, note 37. ,'\ -

..

t
..+ .

(M. UE&C hanger engineering has informed Pullman-Higgins that specification 9763-12-2;

applies to this installation and is a contractual requirement.- ,

| A. Please verify that this specification is applicable.
'

! S. please identify how.Pul.1 man-Higgins .is tied.in contractually to 12-2..- .

4. UE&C specification 9763-12-2. paragraph 3.5.7.a. and 3.6.7b., refer to the terms
" Limited" and "Unliinited" thickness per AWS specification. . Research of AWS specific.
leads to Chapter 5. qualification, Part C Welder Qualification. Are we to under-

>

,' . ! stand the following definitions:
,

'

a. Joints of limited thickness shall .be plate, pipe or tube wall to 3/4" nominal .' '

maximum, thickness per AWS D1.1, table 5.26.1,

- ,

. i

|
b. Joints of unlimited thickness shall be plate, pipe or tube wall in excess of

: 3/4" nominal thickness per AWS .D1.1, table 5.26.1,'

5. UE&C specification 9763-12-2, paragraph 3.6.7a, single-bevel groove and paragraph
.

.

3.6.7b, square gr'oove indicate Radiographic Examination if location of weld is
.

critical. Para ~ graph 3.6.7a, single-bevel groove also adds "and Geometry permits".
i

How will critical welds be identified to assure completion of the requiredi a.'

Radiographic Examination?

---b- -What action is required if Geometry does not.-permit Radiographic Examination?,
4

- Who makes the final detennination?
,

6. UE&C specification 9763-12-2, paragraph 3.6.7b,under type of weld, single-Vee groove,
is a note which indicates Corner Joint require buttering.

.
h ,

- - - - - - - - - - -. -.. . . . _ _ . . _ . . . . -
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,

Qqcshow Todd' ' ' ~
'

'a. Do all single-Vee groove corner joints require buttering at the joined face? Doe
this requirement also apply to a Tee connection? Single-Vee and/or double-Vee,

'' -

._.

groove?

/ , b. If all corner joints do not require buttering, who will make this determination?'N

7. UE&C specification 9763-12-2 'does not address welding continuity.
'

..
- -

8. UE&C specification 9763-12-2 paragraph 3.6.5 appears to indicate that the Ccnstructig
, .

.

Manager will specify the method of tightening of high strength bolts.

Of the three methods, which is re' quired? Can one method be used in all cases?
'

a.

If turn-of-nut method is used, will witness of required turning be adequatet b.
assurance of tightening, or will the requirements of paragraph 3.6.5.3'be requirG

,

UE&C specification 9763-12-2; paragraph 3.8.2 requires weld joints be painted. Who-|--~9.
-

will co-ordinate this painting effort? In order to preclude a possibility of missing-

a joint due to inaccessibility, a clean-cut, expedient method should be developed.
Furthermore, in order to prevent corrosion, will Pullman-Higgins be required to coat
the weld area with any type of preservative, prior to painting immediately after
uccessful inspection? --If -sor what -type of preservative should be.used?. _.. __ . .._

. ..

.
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2.0 APPLICABLE 'SPECIF7''ATIONS, CODES, STANDARDS AND DOCLHENTS

The latest issue'of the documents contained below including
all supplements, revisions and addenda in effect on the date'

of award of the purchase order, form a part of this
specification to the extent specified herein, except that
the following issues of the ASME Boiler and Pressure Vessel
Code are applicable:

For design, use the 1971 Code, Section III, witha.
addenda up to and including Winter,1972.

.

b. For fabrication, use the 1977 Code, Section III, with 1'

addenda up to and including Winter,1977.
'

For Inservice Inspection, use the 1974 Cod'., Sectionc.
XI, with addenda up to and including Summer,1975 for
Unit 1; use the 1977 Code, Section XI with addenda
up to and including Summer,1978 for Unie 2.

2.1 SPECIFICATIONSs
'

j a. Unfted Engineers Constructors, Inc. (UE&C)"
30 South 17th Street *

Philadelphia, Pa. 19101

9763-006-44-1 Mechanical Services for Fire Pump
House

9763-006-44-2 Embedded and Underbuilding Piping

9763-006-44-5 Yard Mechantcal Work

| 9763-006-44-8 Yard Sandtary Drafnage System
l

9763-006-45-10 Administration and Services
Building - Mechanical Work

! 9763-006-67-1 Sanitary Lfft Stations

9763-006-238-12 Potable Water Pumping Station

9763-006-238-14 Ffre Pumps and Controllers

9763-006-18-17 Installation of Concrete Expansfon
Anchors

.

V

Spec. No. 9763-006-248-51
Page No. 14

jy
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'
.

.

-

9763-006-246-7 Fire Protection Tanks
,

9763-006-248-1 Shop Fabricated Pioing

'

9763-006-248-2 Soecification for Fabrication of
Cement Lined Pipe and Nonferrous
Pipe

9763-006-248-20 Yard Fire Protection and Yard
Potable Water Piping Installation

9763-006-248-43 Desien Specification for Nuclear
Power Plant Piping Systems

'N 9763-006-263-1 Maior NSSS Ecuipment Final Setting
[

9763-006-263-2 Specification for Mechanical 7auipment

Erection

9763-MPS-1 Materials and Processing Recuirements-

(Nuclear)

9763-MPS-2 Materials and Processing Recuirements

(Non-Nuclear)

9763-MPS-3 Materials & Processing Recuirements
For Bending of Welded Studs, Reinforcing
Bars and Anchor Bolts ,

.3 Plumbine Fixtures and Plumbing0 8' 4.- -

Soecialties
.

s - 9763-006-45-7 Unit Heaters and Heating Accessories

.

_elding and Nondestructive Examination9763-WS-1 W
for Nuclear Pressure Components and

Nucleay Power Piping

9763-WS-1-NF Reautrement for Welding and Nondestruc-

.
tive Examination for Nuclear Comconent
Suneorts

.

- ----- -
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9763-WS-2 Welding and Nondestructive Examination
for Non-Nuclear Pressure Components
and Non-Nuclear Piping

9763-WS-3 Requirements for Welding and Non-
destructive Examination for S tructural
Steel

.

9763-WS-5 Brazing

9763-QAS-1 Administrative and System Requirements
(Nuclear)

9763-QAS-2 Administrative and System Recuirements
(Non-Nuclear)

b. American Water Works Association (AUWA)
2 Park Avenue
New York, New York 10016

C-203 Exterior Coating

l'
\ ') 'C-205 Cement Lining.

-

-

c. American Society for Testing and Materials (ASTM)
1916 Race Street
Philadelphia, Pa. 19103 -

E515-74 ' Vacuum Box Leak Test

Materials Specifications

d. Steel Structures Painting Council (SSPC)
4400 Fif th Avenue
Pittsburgh, Pa. 15013

SP-6 Commercial Blast Cleaning

2.2 CODES AND STANDARDS

2.2.1 Codes

American Society of Mechanical Engineers (ASME)a.
! . United Engineering Center
! 345 East 47th Street

New York, New York 10017

~.

- ;

,

k._./\
-

Spec. No. 9763-006-248-51
Page No. 16

i .

i --
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g),to At / 6-12-80
g Carbon Steel g -

Doc. Dese. Rev. Rev. Oate
'

GWS-III 02 6-25-79
IT1-III-1-KI-12- 03 1-15-80
IT8-III-1-BR-2 04 8-01-79IT10-III-1-08-1 02 8-01-79IT11-III-1-08-2 02 8-01-79IT12-III-1-08-12 02 8-01-79 .

PQR 016-A 00 4-14-78PQR 016-B 00 4-14-78 *

PQR 017-A 00 4-14-78
.

| PQR 017-B 00 4-14-78PQR 019-A 00 4-14-78
_

,

PQR 019-E 00 4-14-78 '

PQR 020-A 00 4-14-78PQR 020-B 00 4-14-78PQR 021-A 00 4-14-78PQR 021-B 00 't'

PQR 028-A 00 4-28-78
4-14-78

PQR 028-B

| StainYessdteef'~
g0 4-28-78-

02 ~ '~ ~
24-III-8-KI-12 02 1-19-79

/ 4 26-III-8-08-2 01 6-05-79( ) 27-III-8-08-12 02 1-19-79
,

-

29-III-8-08-1 03 6-21-79,

| Carpu.Ler*

| 408-III-CARP 20-08-1 01 6-25-79'

-. 409-III-34-08-1 00 -

6-18-79
-

PQR-106 01 2-08-79
PQR-109 00 4-06-79. ~

PQR-llo 01 2-08-79
PQR-121 00 6-14-79
PQR-508 00 2-06-79

-

PQR-509 00 5-09-79.

Dissimilar Metal *

77-III-8/1-KI-12 01 1-19-79 -

79-III-8/1-08-1 01 1-19-79
,

81-III-8/1-08-12 01 1-19-79
'

84-III-8/1-K-12-F43 02 7-25-79
'

PQR-308 01 . 12-7-78
PQR-309 00 4-06-78.

PQR-310 . 00 4-06-78.

PQR-311 00 4-06-78
.

PQR-313 00 4-06-78.

'

Cement t.ineds

d' GWS-CS-CI. 02 9-10-79
6

.

CL1-1-BR-2 00 8-14-78
PQR-013A 00 3-27-78CL2-1-03-2 00 8-14-78
PQR-010 00 3-27-78 #d

-

AWS-I-l ns 1-07-80
. - _ _ _ _ - . - - - - - .- -. - - . - - - . - - -
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o v e m .. . . . . n s- .- 10-1-80.

,.- sD00. NO. REV. NO. REV. DATE TITLE

- II-2 02 1-4-80 NDE PERSONNEL CONTROL AND ADMIN. EXAMINATION,

QUALS. AND CERTIFICATION.

II-3 02 1-7-80 CONTROL AND ADMIN. OF EXAMINATION, QUAL. AND
CERTIFICATION OF NDE LEVEL III PERSONNEL.

II-4 03 5-22-80 INSPEC. AND TESTING PERSONNEL CONTROL AND ADMIN. WP
TRAINING EXAM. QUAL. AND CERTIFICATION.

II-5 04 8-4-80 QA ENGINEERING PERSONNEL. CONTROL AND ADMIN. OF p.
TRAINING EXAM QUAL. AND CERTIFICATION.

II-8 02 10-29-79 WELDER PERFORMANCE QUALIFICATION. vk
I*

III-4 ,08 7-1-80 DRAWING AND DESIGN CONTROL. -
,

- .

III-5 01 12-1-78 FIELD INSTALLATION ISO. PREPARATION.-

.

III-6 00.' 1-30-79 FIELD INSTALLATI N PIPE SUPPORT DWG. PREP.

TIIV-14 02 1 ,30-79 CENTRAL PURCHASING. ,. ,

. _ = '.'

IV-501 03 9-17-79 LOW ALLOY COVERED ARC' WELDING ELECTRODES
| N

( )IV-502 01 9-22-78' CORROSION RESISTING AND CHROMIUM NICKEL STEEL
,

'

'

COVERED ARC WELDING ELECTRODES.-

8-10-79 MILD STEEL WELDING WIRE, ROD, OR CONSUMABLE INSERT.IV-504 02 -
.

( -

! IV-507 02 17-17-79 BARE CORROSION CHROMIUM NICKEL STEEL, FILLER WIRE
AND INSERT MATERIAL FOR GAS TUNGSTEN ARC WELDING.

IV-509 03 9-17-79 BARE WELDING RODS OR CONSUMABLE INSERT OF
SPECIAL CHEMICAL COMPOSITION.

V-2 01 7-17-80 SAFETY TAGGING 0F EQUIPMENT.
,

.

VI-l 03 7-1-80 DOCUMENT CONTROL.

VI-4 01 4-19-79 PIPE SUPPORT DWG. & D0C. CONTROL. ,JC
,

VI-5 04 10-29-79 CONTROL OF PROCESS SHEETS AND WELD STORES REQ.

VI-8 00 11-2-79 USE OF DSR.
.

VII-1 03 1-15-80 VENDOR QUALIFICATIONS.

VIII-l 04 7-11-80 IDENTIFICATION OF MATERIALS, PARTS, CCMPONENTS.

', VIII =2 03 3-13-80 MATERIAL AND SUB-ASSEMBLY .WITHDRNJAL PROC.<

V
JS-VIII-3 07 6-24-80 CONTROL OF WELD MATERIAL.

.

e

>

m--- _ ----m
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.e .:

' DOC. NO. REV. NO. REV. DATE TITLE

/}
IX-1 02 9-13-79 INSTALLATION AND INSPECTION OF CONCRETE

EXPANSION ANCHORS AND WEDGE ANCHORS.

IX-3 01 9-22-78 FABRICATION AND FIELD INSTALLATION SPECS. FOR
NUCLEAR POWER PLANT COMPONENTS, PIPING SYS.

AND APPURTENANCES ASME SECTION III.

IX-5 03 3-28-80- INSTALLATION AND INSPECTION OF ASME III AND
ANSI B31.1 THREADED FASTENERS FOR MECH..'

FLANGED JOINTS.

IX-6 02 4-11-79 INSTALLATION OF PIPE HANGERS.
1

JS-IX-14 02 6-9-79 DEFECT REMOVAL AND REPAIR BY WELDING.

IX-16 01 12-14-78 FIELD BENDING OF 2" AND SMALLER, NUCLEAR AND
B31.1 PIPE.

IX-27 03 5-21-80 COAL TAR PROTECTIVE C0ATING AND LININGS FOR
STEEL WATER PIPE LINES ENAMEL AND TAPE.

IX-29 05 4-10-80 SPECIFICATIONS FOR PURGE DAMS.
, -

t

( IX-30 02 7-10-79 CEMENT LINING REPAIR AND GROUTING.

#- IX-31 00 8-3-78 APPLICATION OF X-PANDO TO PIPE JOINTS.-

IX-39 00 5-3-79 . HANDLING, INSTALLATION, TESTING AND INSPECTION'
SAFETY RELATED EQUIPMENT.-

IX-43 00 5-9-80 PREHEAT, INTERPASS AND POST WELD HEAT TREAT.
.

!

IX-47 00 2-28-80 PROCEDURE FOR CORE DRILLING.-

!

| IX-49 00 6-6-80 HORNFLEX SEALANT OF JOINTS.*

.

X-4 03 . 5-7-80 FINAL INSPECTION PROC. (FIELD)

03 8-26,8a - FIELD RECEIVING INSPECTION PROCEDURE. Nh X-5

X-9 04 8-9-79 IN-PROCESS FIELD INSPECTION PROC.

X-10 04 8-26-80 WELD MONITORING.

X-ll 00 7-13-78 VISUAL EXAMINATION (GENERAL).

XI-1 ~ 04 2-4-80 FIELD LEAK TESTING, HYDRO AND PNEUMATIC.*

XII-2 04 5-15-79 CALIBRATION OF TOOLS, MEASUREMENT AND TEST EG
.,

V XIII-4 03 7-21-80 CLEANING PROCEDURE. (FIELD)

XIII-5 02 1-18-80 FIELD STORAGE PROCEDURE.

E
.

.
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lo_lago
. . . ,, . DOCUMENT INDEX

TITLE _

00C, NO._ R_EV. NO.
REV. DATE

FIELD HANDLING 0F MATERIALS AND EQUIPMENT.05 7 -17-80
XIII-9

STANDARD METHOD OF PROTECTING ENDS OF
FABRICATED PIPE FOR NUCLEAR SERVICE.00 7-13-78

XIII-11

SAND BLAST CLEANING OF CARBON STEEL PIPE.
01 5-20-80

QS-XIII-16
HANDLING OF NONCONFORMANCES (FIELD).06 2-8-80

REPORTING OF DEFECTS AND NON-COMPLIANCE TO
XV-2

02 1-24-80
.

XV-3 NCR 10CFR Part 21.

03 6-24-80 HOLD TAG US, AGE.

XV-4

02 3-26-80 CORRECTIVE ACTION.
XVI-2

06 11-4-79 RECORDS MANAGEMENT.
XVII-3

INTERNAL AUDITING PROC. OF FIELD QA
01 3-1-79.

XVIII-l PROGRAM BY THE QEG.

RADIOGRAPHIC PROC, IR-192 BUTT WELDING PIPE
03 6-8-79

WINTER ADDENDA 1977.IX-RT-1-W77x
( ) NDE PROC. QUAL. RECORD BUTT / WELD PIPE IR-192.v 00 . 8-29-78

PQR-RT-1
N0ZZLE WELDS WINTER ADDENDA 1977.03 6-18-80

k IX-RT-3-W77
N0ZZLE WELDS WINTER ADDENDA 1977.

,

00 8-30-78
PQR-RT-3

LIQUID PENETRANT EXAM TO ASME SECTION-III.02 10-24-79
IX-PT-1-W77

PROC. QUAL. FOR LIQUID PENETRANT EXAM TO
00 9-6-78

PQR-PT-1 ASME SECTION III.

MAG. PARTICLE DRY POWDER CONTINUOUS PROD. ME03 12-18-79
,

IX-MT-1-W77
PROC. QUAL. FOR MAG. PARTICLE DRY POWDER CON00 9-6-78

PQR-MT-1 PROD. METHOD.

ULTRASONIC EXAM OF WELDMENT.
01 10-24-79

IX-UT-1-W77
PROC. QUAL. FOR ULTRASONIC EXAM OF WELDMENTc00 9-7-78

PQR-UT-1
ULTRASONIC EXAM 0F WELDMENT OF SEAMLESS AND

01 10-24-79 WELD TUBULAR MATERIAL WINTER ADDENDA 1977.IX-UT-2-W77

PROC. QUAL. FOR ABOVE UT-2 TITLE.
I' ' i PQR-UT-2'

00 9-7-78"

ULTRA THICKNESS MEASUREMENT WINTER ADDENDAV 00 7-18-78

PROC. QUAL. ULTRA THICKNESS MEASUREMENT
jIX-UT-3-W77
;

00 9-7-78
( PQR-UT-3 WINTER ADDENDA 1977. |

.

- __, --- - .-
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PULLMAN-HIGGINS

SEABROOK, NEW HAMPSHIRE

'

JOB # 7035

!

!

i

l i
i !

l !

1

I UE&C NO. EMPLOYEE NO. NAME JOB TITLE

6511 25048 Agresta, Peter W. Construction Eng.

6516 25005 Corcoran, John J. Administrative Assistant

I6502 16875 Davis, Richard G. Q.A. Manager

!

6515 25019 Hughes, Cecil H. Field. Eng. I

6510 25035 Levan, Bruce A. Draftsman II

65[ h Jones, David R. Q.A. Controller I

| \s ,s/
| 6503 10761 Nicholson, William T. Welding Supv.

|6501 10538 Puzo, Louis P. Construction Supt.

t

* 6513 25049 Romania, Frank L. Field Eng. I

i 6508 60439 Rowley, James P. Res. Const. Manager

| 1

I 6504 18443 Sinclair, Harold M. Chief Field Eng.

6514 Toole, Curtis F. Construction Eng.

6506 24992 Waldman, Emil E.J. Draftsman II

6505 25022 Walsh, Stephen Field Eng. I

i !

6509 01508 Yearick, Marvin J. Field Admin. Manager

6517 25079 Butler, James N. Craft Supervisor I

1
'

.

J

t

! ; --

'
I |

\ /[

1

|

[ \, Jr
-

,

r
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- - - CARBON AND LOW ALLOY STAINt.ESS AND DISS.
||

SOCKET OR FILLET WELDS 0.B. 0.B. 0.B. KI B.R. .0.B. 0.B. KIWelders qualified for
grr' ' welds are also

SMAW|GTAW GTAW-SMAW|GTAW-SMAW SMAW GTAW
GTAW-SMAW|GTAW-SMAWqu .ed to make fillet

welas of any size on all
thicknes,s,and pipe O C Ny g g g

diameters within the. ya ~ gf a NTN y y4~ C4" N4Nwalding variables. 4? gj? N$? yjy4Ng ung a?d N4?d N4y4.
'

TT d?T EST TTdTdd TEED 7 ?C? E?Cid dTCTE70 ?c ?? 2c4CTT ETTAs Oii ?cii
dT TTT TTT AT TTT ATT 4 "Z: ?" "? Tc""?

i" :"
"O TTS TTO 474777 17744 TTT 77777 77777
C SRC 0"C 4Xt:3" aSadd RRR22 28 :RRZA

IWELDER STEN L S XL L L S H L S H L S H XL L L S H L S H

L.A. BROCHU B4 X+ X* X+ X* X+ X* X* X+ X*
U.0. CHANDLER CO X* X* X*
J.R. BOLDUC D7 X* X* f Y" X+ X*
G.R. CURTIS F6 X* X*

R.G. ROBERTS B/M G3 7 Y
E.F. DONAHUE B/M H4 X Y
B. FOSTER H7 X* X* X*

S. GALLEY H8 X* Y X* Y
G.( .ORIDINO J1 X+ X* X+ X* X*

R. HEMOND J5 X* X* X*

J. LOBIKIS J7 X* X* X* X*
D.P. GUAY K3 X+ X* X*

'

X* X* X*-
'

_

M. GOULET | KS X* X* X* X*

G. BELL K6 X* X* |X*
,

J.F. SILVA K7 X* X* X*
N $R.J. TANGUAY K8 X* X*

D. SEIPEL L3 ! X* X*,

M. SOUTRA | L6 | | | j | X* | |X*| | ) I,

i XL = FROM " NPS TO MAX. DIA., 1/16" to 294" WALL
|

L = FROM 3/4" NPS 1/16" .436" WALL
.

S = FROM 2 " NPS to MAX DIA., 1/16" to .864" WALL
a H= FROM 2b" NPS to MAX DIA., 3/16" to MAX WALL

NOTE 1: For 408-1-Carp-20-0B-1; 408.-III-Carp-20-OB-1 only to .560"[UALL
40TE 2: Plate only: Limited to .750" WALL V
40TT ' For 39-I-8-BR-2 only

} Qualified for following thickness:For 408-I-Carp-20-0B-1; 408-III-Carp-20-0B-1 to .308" wall only01.q'
10TE Y. GTAW 1/16" to .176" Max. SMAW 3/16" to Max to be welded

g=COMBINATIONTESTSQUALIFYFORTiiEFOLLOWING: GTAW; .176" WALL, SMAW; .688" WALL

- = COMBINATION TESTS QUALIFY FOR TIIE FOLLOWING: GTAW; .176" WALL, SMAW; .260" WALL

lb:
_
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-OCKET OR FILLET WELDS O.B. O.B. O.E. | KI B.R. 0.B. O.B. KI
-

. iders qualified rorc

.roove welds are also SMAW|GTAW GTAW-SMAW|GTAW-SMAW|SMAW |GTAW
GTAW-SMAW i GTAW-SMAW

:ualOd to make fillet
' eld any size on all N

.hickness,and pipe 2 D'

y g y -
N2g

liemeters within the na ya f 272 7 4, *gaC
,gayJ

D a ? A ;8 i x - u. m
gi? Ng? s jg 8 22- ,,gg 404

A ?.,
salding variables.

.e o %.w o. ro .-< o
o, . m . ,e . w~i x : i meiin, .N. $s o ,- i s. - is- .

mm, imm- x M
.n - o-- oo- ~ ~ s .m g u mmmam .m m e o .m m e z .m m m N

- .f1 8 B % $ 3EQ I N 1 4 8N
- , I N CQ

I
e, m - o, e, m, -

i
M %.n, -< :8 .n, .4 - 8N B 4 - m.--. .n , - .,ri-, , e, , ,. m, , , ------- -,a

7 7. n.7 y":1 TTS TTC 8.74777 47744 777 77777 7.

.

a oms .-4 m s e e s -:r m aomaa mee r - .8 c m 4 nnn.r-

- -n- D-- An-nce occ-u mnN INDeNm m m

WELDER STEN L S XL L L '; H L S H L S H XL L L S H L S H
j

R.J. DORIN Z3 X* Y*
'

J.F. BEAUPRE B/M Z5 X
,

W. HUTCIIINSON Z6 X* X*

A. MALLEY Z7 X* X*

D. REILLY Z8 .
X* X* -

V.L. EBERSOLE S/F AB X* X

- W.B. YORK AC X* K*
.

E. GREGG AE' X* K*

W. f 'SRTZ AG X* X*

J.G. udOZA AH X* (* *

*

i
i

| H.O ALERS AL X*' X*.

R.P. ALLEN AM X* X*
,

F.W. SYKES S/F 'AN X
\ Noh

T.J. C0YER AP. X* X* i X* Y* 5

- L.J. THAXTON AS X* X* k

R.A. SHUFFLETON AT l X* X*'

| | |X | '/| ! ! IO.W. DUPONT S/F |AV | | |

KL = FROM "'NPS TO MAX. DIA., 1/16" to 294" WALL

L = FROM 3/4" NPS 1/16" .436" WALL

FROM 2 " NPS to MAX DIA., 1/16" to .864" WALL5 -
.

3 = FROM 2 " NPS to MAX DIA., 3/16" to MAX WALL

j NOIE 1: For 408-1-Carp-20-0B-1; 408-III-Carp-20-OB-1 only to .560"s"UALL
$0TE 2: Plate only: Limited to .750"' WALL

30TF ~~ For 39-I-8-BR-2 on1
40TI For 408-I-Carp-20-CB-1; 408-III-Carp-20-0B-1 to .308" wall only

. ioThN. Qualified for following thickness: GTAW 1/16" to .176" Max. SMAW 3/16" to Max to be we:

.* = COMBINATION TESTS QUALIFY FOR Tile FOLLOWING: GTAW; .176" WALL, SMAW; .688" WALL

;F = COMBINATION TESTS QUALIFY FOR Tile FOLLOWING: GTAW; .176" WALL, SPAW; .260" WALL
t

4

y v.-
.------g..+.

- -+ f., ,---m,- .,---p, . y.- y,,,,,--._g,e.--,-7, . . , _ . . - _ , , , , - , , . - - - . , . - - , . - - . _, _ _ _ _ - - - - - - -

. - + _ , 4

-
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;0CKET OR FILLET WELDS 0.B. | O.B. 0.E. KI B.R. [I0.B. 0.B. KI
Telders qualified for

GTAW-SMAW GT'AW-SMAW:roove welds are also SMAW|GTAW |GTAW-SMAW|GTAW-SMAW|SMAtJ|GTAWluaf Md to make fillet
icli any size on all
:hickness',and pipe y C. N

y g, y y

liameters within the ya af f 07N , ,4 y N4g 3g
*N N

iciding variables, a? g f ?.-< Og? yfgjNg nyg A?f gi?4 'O4yJ
oa e o. i i- -wex: i ~iein o .-v o a o .-< o N ix xo

8 I N 0e i CQ l I cQ su i 8 8 . 4 8 M N' 8MMee1 8% 8 cc 8 N 1

"HTO7i$70 iCC ?? CMTT $7715 C77 iCTTh
7:04'37 TTT TTT 47:117 .',T104 70 7700=

T.4 m sTC41.'.777 17744 777 7 7. 7 7 7 7777f"d 7TS
. i.as em e oms. mme r- - -4 ms r- r- as o mse m e e- e m ,e.-< r w~m a r-o.e- a .a co m e m u r - e- m moonm ns

WELDER STEN L S XL L L S H L S H L S H XL L L S H L S H

Me
D. SMITH M/W AY 2

'

R.A. McGANN < BA X* X*

R.J. CORRADINO BB X* X*

G.W. TRAVIS BC X* X* |
..

E.J. ARSENAULT BD
' X* X*

!J.E. DUMONT BE X* X*

J.P. KELLEY BF X* X*
.

E.A. COULSTRING S/F BG X
< s

I
- - Wet

J.N. .ALLENBERG B/3 BK X 3
.

R.L. POWERS B/M BL X

M.J. LEBLANC BN X* K*
*

.

T.M. JONES BP X* K*

R. CARVER BR X* K*

E. PURINGTON BS X* K*

P.A. LACOPOLIS BT X* ;<*

J.M. KNIGHT BV X* X*

| | | | | | 1 1 1 I Ii

(L = FROM " NPS TO MAX. DIA., 1/16" to 294" WALT

= FROM 3/4" NPS 1/16" .436" WALL,

i = FROM 2 " NPS to MAX DIA., 1/16" to .864" WALL
I = FROM 2h" NPS to MAX DIA. , 3/16" to MAX WALL

40TE 1: For 408-1-Carp-20-0B-1; 408-III-Carp-20-0B-1 only to .560"s"UALL
10TE 2: Plate only: Limited to .750" WALL

10TE. '' N For 39-I-8-BR-2 only ~
10TE ) For 4 08-I-Carp-20-0B-1; 408-III-Carp-20-0B-1 to .308" wall only
!0 TEN._,/ Qualified for following thickness: GTAW 1/16" to .176" Max. SMAW 3/16" to Max to be ue:

_

' = COMBINATION TESTS QUALIFY FOR Tile FOLLOWING: .GTAW; .176" WALL, SMAW; .688" WALL

- = CCMBINATION TESTS QUALIFY FOR Tile FOLLOWING: GTAW; .176" WALL, SMAW; .260" WALL

.

- - - .
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' Weld Only.

.

("s -

.

.

^

CARL. 6 CHP.V.! S / S & DI SS .
i

-

SM.W | GTAWS.".WWELDER STEN. GTAW

L.A. BROCHU B4 | lXX Y Y .

.W. CHANDLER CO X X X X

J.R. BOLDUC D7 X X X X

G.R. CURTIS F6 X X -

.

| R.G. ROBERTS B/M G3 X X .. .

~
*

; E.F. DONAHUE- H4 X X ..,

B. F STER H7 X X X X

S. GALLEY H8 X X
i

G. FLORIDINO J1 X' X X X

R. HEMOND J5 X X X X

- C. LOBIKIS J7 X X X X

( ,b.P. GUAY K3 X X X X- j

M. COULET K5 X X X _X_ _,__
i

* *
G. BELL K6 X X X Y

,

- J.F. SILVA K7 X X X- Y
*

*

R.J. TANGUAY K8 X X
,

D. SEIPEL L3 X X

M. SOUTRA L6 X X
"

G. COCHRANE LO X X X Y
.

B. QUINLAN M1 X X

D.E. SCHAEFER N1 X X X X

R. DESJARDINS N2 X X X X*-

J. CHASSE- N7- X X X X

L.D. MORSE P2 X X

W.H. NEWMAN P3 X X X X

,/ '(T. AHERN P6 X X N N
. V R. ALTROCK P7 X X

l
i J. CORMIER S4 X X X X

. :W. DEVEREAUX [[ T4 X X

W. MILDON T8 X X

i
*
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p- am m .
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O
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~

.m. t cHrai s/S c mss.4 .

.

srEN. I GTm | Sm | GTm I s= |
-

yEtDEr.

!I I X YW. PRUNIER TO

R. BLANCHETTE I X2 X X

,
E. DABRIE0 X7 X Y

i

P. IVERY Y4 X X -

.

R. LAFLAMME - YO X X .. .

'

E. JOHNSON Z'2 X X .. ' --

__ ,

R.~DdRIN
~ ~

Z3 X X .

' '

W. HUTCHINSON Z6 X X
,

.

A. MALLEY Z7 X X

D. REILLY Z8 X X

8[p-V. EBERSOLE AB X X
-s

jW. YOEX | AC X X
~s..

E. GREGG AE X X

| W. MAN 11ERTZ AG X X - -

I J. GN0ZA AH X X

.

H. ALERS AL X X

R. ALLEN' AM X !X ! '

F. SYKES S/F AN X-

T. C0YER AP X X X X
.

L. THAXTON AS X X
t

| 4
R. SHUFFLETON AT X X

0. DUPONT S/F AV X

D. SMITH M AY X

R. McGANN BA X X

- R. CORRADINO BB X X

G. TRAVIS BC X X,
.

E. ARSENAULT BD X X

. J. DUMONT BE X X
!

*

: J. KELLEY BF X X
-_

.

- - - , - . - - - , . - - -.._,-,,w, , y- , , , , ,y ._.-., m -- - .--.-,c,m, - - , - - , --



. .

. - -- - - - - - - . . _ . . . . .

. s .r -

a , )* ~ Tl' Li.: A:d 5 0 0.;. .**

p- .
. Um ea .,

,m

.

.

h A Pl. 6 C:i P y.! S / 5 & D 1 5 S .|

STEN.|GTAV SMAWlGTAV SM.WWELDEI.

BG | | X |E. COULSTRING 8[F ,
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i J. KALLENBERG B/M BK X X

R. POWERS B/M BL X -

M. LE3LANC BN X X . . , . , .

- T. JONES BP X X ,,
,

R. CARVER BR X X

E. PURINGTON BS X X.

P. LACOPOLIS BT X X

J. KNIGHT BV X X

N.
'

|
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/ MED PE-RVP-3507. .

Primary Equipment Engineering. 0 4 , , ,, , ,. . ,. o,m,

Reactor Vessels ar.d Piping 8/8/80- .4

jwCATION QAfGWQFIRW-wro

Seabrook Site Seabrook, New Hampshire July 28-29, ISSO
^ " ''^"""" "'"^"'"" ~5'* Inspection of Seabrook Unit No. 2 reactor vessel outlet nozzle*"

a.fa ands to determine if sufficient length of stainless steel is pre-
sant at the 0.0. to facilitate field welding. S$CYhlG5P'"

~

suMMAMV. ACTION.
Each of the four (4) Unit 2 reactor ~ vessel primary outlet nozzles were visually examined.t

Etching was not necessary since the stainless steel and inconel were distinguishable'en
the machined surfaces of the safe end due to the contrast in colors in light. The incenal
gpeared duller than.the stainless when light struck the safe end from an appropriate angle.
The length of the stainless steel ca the 0.D. of each of the four (4) outlet nozzle safe
ends was measured. The minimum length of stainless steel was found to be 19/32 inches

'(resulting length dimensions at the approxiciate locations on'the nozzles are shown on t'he
cttached sheet). Therefore, all of the safe ends were longer than the required one-half

.

inca (1/2".) minimum length and are considered to be of sufficient lengths to facilitate
catisf,actory field welds if normal welding precautions are taken.

Saveral Non-conformance Report (NCR) items were als inspected. FDR's will be required
ca the damaged safe end weld prep land and the pitted support pad on the "down" outlet
nozzle. . Tha flange cover was not removed so thatLthe souge in the vessel mating surface
coC 4 be examined, but an FDR was also' requested for that def.iciency. Location and size

' gouge should be available from inspection reports. .
' c{ /
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'..S. L. Abbott / Reactor Vessels and Piping / Westinghouse NED ,
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Cf. Walke3 Westinghouse Seabrook Site Start-up Engineer / Westinghouse NSD'. -
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Y '
; J. W. Rogers, Jr./ Project Engineer / Combustion Engineering, Inc. ,, ,,
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T( sONDITIONS. REQUIREMENTS. SPECIFICATIONS,OR PRICC *$. L. Abbott, Engineer 8/8/80
.NGRITTEN AGREEMENT.
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R. E. Tome /MNC-358 J. R. Mager/FH A, 300 C. Walker /Seabrook
C. L. Gotshall/MNC-4TO ,E. H. Williams /FH A, 300 0'
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Ccmbustion Engineering reported by let cr on 3/6/80 that the required one-half
/

inch (1/2") minimum length of stainless steel could not be guaranteed on the
4-loop reactor vessel outlet nozzles fabricated after a design change in 1970.

/ Due to tolerance stack-ups, the length of the stainless steel on the outlet
nozzle safe end 0.0. could be significantly less than one-half inch (1/2")./ .The NCH vessel, as well .as SAP, TCX,GAE, LE, DDP, PBJ, NAH and NEU vessels

,

have the outlet nozzle design in question. The SAP, TCX, GAE, GSE, DDP,'

PBJ and NCH vessels have now been inspected at their respective sites to determine
the location of the interface between the stainless steel safe end forging
and the inconel transition weld. Plans have been made.to inspect the NAH
and NEU vessels during the week of August 18-22. -

The Seabrook site was visited on July 28, 1980 in order to inspect the Unit
No. 2 (NCH) safe ends. The Unit No.1 vessel is presently in storage at
3raden Point in Massachusetts and was not available for inspection at this time.

.

. After removal of the nozzle covers and the coating of Tectyl 506 in the areas

. to be examined, the four (4) outlet nozzle safe ends were visually examined.
Etching was not necessary since the stainless steel and inconel were distinguishable
on the machined 0.0. surface of the safe ends due to the contrast in the
appearance of the two. materials when light struck the nozzles at an appropriate
angle. The inconel appeared duller than the stainless steel on these machined

/ surfaces. This phenomena had been seen previously on the Georgia Power Ccmpany

(]~ Vogtle Unit No. 1 vessel where in each case the etch line appeared at the
locations where the color change occurred. Since the use of acid on the NCH
safe ends could be avoided while obtaining the desired dimensions, tne
requirement to etch was waived. The lengths of .the stainless steel from the
color change to the end of the safe end on the 0.D. were measured and reccrded-

using a metallic rule. The recorded results are attached. All of the lengths
have been reviewed by W and CE, and are considered to be of sufficient length-.

to facilitate a satisfactory field weld with normal welding precautions.

'The safe ends were subsequently to be recoated with Tectyl 506, and the nozzle
covers were to be replaced.-

While at the site,'W and CE personnel also inspected two items:which had been
:

reportedonNon-conTormanceReports(NCR's). The land on the safe end weld'

prep of the "down" outlet nozzle (as the vessel is oriented in storage
on the shipping skid) had apparently been damaged prior to shipment and will
require a repair. The land is bent inward in an irregular pattern and appears

One 'f the upper outlet nozzles has several notchesto have been hammered upon. o
cut into the I.D. surface of its weld prep land in a sawtooth pattern. This'

condition was not reported on an NCR, but this land could be " cleaned.up"
at the same time that .the other one is repaired. .

-
,

The second deficiency noted on an NCR which was inspected was pitting on the
.,

,
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Amendment 5,

i
The austenitic stainless steel welding materials used for forming applica- I

tions are described in Section 5.2.3.1 of RESAR 3. All fabricated or coated '

weldin; material conforms to ASME wcld metal analysis A-7, type 308 for alJ
applications except type 308L wcld metal analysis may be substitut(d for
consumable inserts when used for weld root closures. Bare weld filler metal, :
including consumable inserts, used ,ia inert gas welding processes conform I

to ASME SFA-5.9 and are procured to contain not less than 5 percent delta !
f,,ctrite. Weld filler metal materials used in flux shielded welding processes I

conform to ASME SFA-5.4?or SFA-5.9 and are procured in a wire-flux combina-
tion to be capable of providing not less than 5 percent delta ferrite in
the deposit.

,"

As a part of the architect engineer's scope of supply, the following comments
pertain to the program of delta ferrite control.

-

For any welding procedure that utilizes either a consumable insert or more
than one welding process, it will be impossible to comply with Regulatory
Position C.4 which requires individual welds to be completed with a single
heat and lot of filler material. It is not possible to obtain filler '
materials in different product forms which are from the same heat of weld -

metal. Thus, the regulatory position in this matter is difficult to comply
with. In order to fulfill the intent of position C.4, we will institute
an alternate program which specifies that a wcld pad'be required as part of
eceiving inspection or purchase speciHeations to be non-des.tructively

ekamined with a magnetic _territe measuring device. The pad will be controlled 5
ld~such a manner to produce reliabic results with use of MIL-I:-0022200/2D
(SilIPS) or URC Bulletin 132 to provide this control. These measures will be
in addition to those already required by NS-2430, which require that each
heat and lot of covered electrodes and each heat of bare rod and consumabic
insert be subjected to chemical analysis in accordance with NB-2432, mechanical i

tests in accordance with NB-2431, and delta-ferrite determinations in accordance
with NB-2433. This additional test would verify by means other than by
constitution diagram that the weld metal actually has greater than 5. percent
delta-ferrite in the undiluted as-deposited condition. !

In recard to speed of travel in weldine and consecuently heat of input, it |/ is our Tntention to control heat innut thrnuch procedure and welder cualitica--

gfinn by limiting electrode size and weld bead width. Smaller electrodes
~

:

will reduce tne required amperage and voltage and limited weaving will control
the speed of travel sufficiently to produce a realistic and workable solu- ,

,

i tion. A procedure will be qualified in a manner to limit the heat of welding
| and welders will be trained to limit weaving and will be qualified in this

;technique. These means can adequately be controlled through present quality ,

assurance procedures.
;

The quality control program for production weld delta-ferrite measurement
both in the shop and in the field will be established prior to the fabrica-
tion of stainless steel piping and primary system components. It will be .

'ased cn the results of the ongoing ANSI and Welding Research Council Task
.orce technical research programs in this field and will comply with thes
intent of Regulatory Guide 1.31.

.
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Question 5.6

For all austenitic stainless steel used for components that are part of:

!

(1) systems required for reactor shutdown, i
!
t

(2) systems required for emergency core cooling, g

| (3) reactor vessel internals relied on to permit adequate core cooling for
any mode of normal operation or under postulated accident conditions. .

''

i
'

Provide the following information:
,

5.6.1 Describe the procedures that will be used to assure that the mate-
rial is suitably cleaned and protected against contaminants capable
of causing stress corrosion cracking throughout the fabrication,
shipment, storage, construction, testing, and operation of compon- !
nets and systems. !

5.6.2 Provide a description of materials, process, inspections, and tests :

that will be used to assure freedom from increased susceptibility to
intergranular stress cerrosion caused by sensitization. This should
include the following:

5.6.2.1 If special processing or fabrication methods are used that subject
the material to te.aperatures between 800 and 1500 F, or involve slow
cooling from temperatures over 1500 F, provide justification that

,

such treatments will not cause increased susceptibility to intergran-
ular stress corrosion.

,

I

5.6.2.2 Indicate special requirements on chemical analysis for any meterials |>

that during normal operation will be exposed to water environments ;

containing over 0.10 ppm dissolved oxygen when a temperatures over
200 F. ,

,

E

5.6.2.3 If the presence of delta ferrite is relied upon to prevent sensiti-
zation of welds or castings, describe the methods that will be used
to ensure the presence of at least 5% delta ferrite.

^

5.6.3 Describe the procedures and requirements that will be employed to
avoid hot cracking of austenitic stainless steel pertaining to filler
metal compositions, welding procedure qualifications, and methods for

.

'

ensuring adequate delta ferrite content of production welds.

Answer 5.6

[ a. Cleaning and Contamination Protection Procedures

\'
It is required that all austenitic stainless steel materials used in the fab-
rication, installation and testing of nuclear steam supply components and

,

systems be handled, protected, stored and cleaned according to recognized and
-

I

- - . - . . ._. . S S- .4 _ _
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accepted methods and techniques. The rules cover'ing these controls are stipu-
.

|lated in the Westinghouse Electric Corporatien process specifications. These
process specifications supplement the equipment specification and purchase
order requirements of every individual austenitic stainless steel component i

or system which Westinghouse procures for a nuclear steam supply system, re- *

gardless of the ASME Code Classification. They are also elven to the archi- f
tect and to the owner of the nnuer n1nne for use within their scope of sucolv

iTod activity to assure compliance with the ANSI 45 committee specifications.
E

t '
c
I To assure that manufacturers and installers adhere to the rules in these speci-

fications, surveillance of operations by Westinghouse personnel is conducted
either in re,sidence at the manufacturer's plant and the installer's construc- I

tion site or, when residency is not practical, during periodic engineering and
quality assurance visitations and audits at these locations.

.

The discovery of any deviation from these rules, whether it be during the "act" |or as the result of a subsequent " material-reaction" requires corrective mea- ;

sures to eliminate the condition or replacement of the material and/or compon-
ent.

,

The process specifications which establish these rules and which are in com-
11ance with The American National Standards Institute N-45 Committee speci-

.ications are as follows:

Process Specification Numbers

E2560HM Requirements for Pressure Sensitive Tapes for use on Austenitic ,

Stainless Steels. .

83336K Requirements for Thermal Insulation Used on Austenitic Stainless i

Steel Piping and Equipment. |

83860LA Requirements for Marking of Reactor Plant Components and Piping. [
..

84350HA Site Receiving Inspection and Storage Requirements for Systems, {
Material and Equipment. i

- i

84351NL ' Determination of Surface Chloride and Fluoride on Austenitic Stain- [
| less Steel Materials. ;'

\
|

85310QA Packaging and Preparing Nuclear Components for Shipment and Storage. {
'

f

292722 Cleaning and Packaging Requirements of Equipment for Use in the
NSSS.

597756 Pressurized Water Reactor Auxiliary Tanks Cleaning Procedures.

97760 Cleanliness Requirements During Storage Construction, Erection and
Start-up Activities of Nuclear Power Systems.

.

S5-5
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b. Austenitic Stainless Steel !
!'

The unstabilized austenitic stainless steel material specifications used for
the (1) reactor coolant pressure boundary, (2) systems required for reactor '

shutdown, and (3) systems required for emergency core cooling are listed in i
Supplement Tables 5.3-1 and 5.3-2 in the response to questions 5.3 and 5'.4. |
The unstabilized austenitic stainlese steel material for the reactor vessel |

'

internals which are required for emergency core cooling for any mode of normal
operation or under postulated accident conditions, and for core structural
load bearing members are listed in Supplement Table 5.6-1.4

I
All of the above tabulated materials are procured in accordance with the speci- i

fication requirements and include supplemental requirements of the ASME Code,

' Rules in the 1971' Section III, plus Addendas and Code Cases, as are applicable
,

to meet Appendix B of 10CFR50 in the Federal Register, Vol. 35, No. 125.
.

1. Solution Heat Treatment Requirements
,

All' of the austenitic stainless steels listed in Supplement Tables 5.3-1,
5.3-2 and 5.6-1 are procured from raw material produced in the final

,

heat treated condition required by the respective ASME Code Section II :

material specificaton for the particular type or grade of alloy. |
,

2. Material Inspection Program |1,

i ,

All of the wrought austenitic stainless steel alloy materials are corro- ;

l sion tested in the final heat treated condition. Thess tests are per-
formed in accordance with ASTM A 262 as amended by Westinghouse Process
Specification 84201MW.

3. Unstabilized Austenitic Stainless Steels '
,

| The unstabilized austenitic stainless steels used in the reactor coolant
~

boundary and components are listed in, Supplement Table 5.3-1 and 5.3-2.

I All of the austenitic stainless steel and nickel-chromium-iron alloy base j
materials with primary pressure retaining applications are used in the |
solution anneal heat treat condition. These heat treatments are as re-
quired by the material specifications. During subsequent fabrication,
these materials are not heated above 800 F other than instantaneously

! and locally by welding opera.tions. The solution annealed surge line ma- !}
terial is subsequently formed by hot bending followed by a re-solution .e

annealing heat treatment. Corrosion tests are performed in accordance ;

- with ASTM A 262 Practice E as amended by Westinghouse PS 84201 MW. All ,

other pipe bending is outside of Westinghouse PWR Scope.

( 4. Avoidance of' Sensitization

All of the unstabilized austenitic stainless steels used for core struc-
tural load bearing members and component parts of the reactor coolant

I

SS-6 ;
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pressure boundary are processed and fabricated using the established j

methods and techniques to avoid partial or local severe sensitization. i
IAfter the material has been heat treated, the material is not heated

above 800 F during subsequent fabrication, except as mentioned previously
'

in paragraph b.3.

Methods and material techniques that are used to avoid partial or local
severe sensitization are as follows:

'

1. ozzle Safe Ens
Weld deposit with Ni-Cr-Fe Weld Metal F-Number 43 (safe end ,a.

,

after final post weld heat treatment).
, ,

b. Use of a stainless steel weld metal analysis A-7 containing |
1esjiAintr-0;fd percent carbon]or more than 5 percent ferrite, ;

crb6thh ;

t-
Use of Ni-Cr-Fe Alloy safe ends on small (less than 4 inch IDc.

and/or wall thickness not greater than 0.531 inch) nozzles.
.

2. All welding is conducted using those procedures that have been ap-
- proved by the ASME Code Rules of Section III and IX.

I
.

3. All welding procedures have been qualified by non-destructive and
destructive testing according to the ASME Code Rules of Section III'

and IX.
| -i

When these welding procedure tests are being performed on test welds j

that are made from base metal and weld metal materials which are j

from the same lot (s) of materials used in the fabrication of com- |

ponents, additional testing is frequently required to determine the !'metallurgical, chemical, physical, corrosion, etc. characteristics
of the weldment. The additional tests that are conducted on a tech-
nical case basis are as follows: light and electron microscopy,
elevated temperature mechanical properties, chemical check analysis, ,

fatigue tests, intergranular corrosion tests or A373, or static and '

dynamic corrosion tests within reactor water chemistry limitations. ,

r

The following welding methods have been tested individually and in '.
.

multi-process combinations as outlined in (3) above using the fol- [
'

lowing energy input ranges for the respective method as calculated
by the following formula. .

;s

(E) (I) (60) .

. g .
S

[ Where: H Joules /in.=

VoltsN E =

I Amperes -=

Travel Speed in in./ min.S =

.

| - - SS-7-- - - -- .-.>
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ENERGY INPUT RANGE' '

| WELDING PROCESS METHOD (Kilojoules/ inch)

l

Manual Shielded Tungsten Arc 20 to 50 4- W ; '

;

Manual Shielded Metallic Arc 15 to 1203 .-
! . ~' Semi-Automatic Cas Shielded

Metal Arc 40 to 60'
<

Automatic Gas Shielded Tungsten,

I , Arc-Hot Wire 10 to 50 ,

Automatic Submerged Arc 60 to 140
' Automatic Electron Beam-Soft
1

';'

Vacuum 10 to 30 1

[
- .

5. The,interpass temperature of all welding methods is limited to |,

350 F maximum.- .

6. 'All-full penetration welds require inspection in accordance with
Article NB5000 of the ASME Section III Code rules. Welding mate- i,. ,

i rials are required to conform and are controlled in accordance with ;
> .

,

Subarticle NB2400 of the ASME Section III code rules.' -

| 7. Hardsurfacing, when required, is performed using controlled tempera- t

tures to prevent severs sensitization of the base materials. Where jL

feasible, separate seat rings are used in valve design to preclude :
-

- ', any degree of sensitization of the pressure boundary wall. Allharg
surfacing is performed using preheat tageraturgs not exceeding 350 F
and the interpass temperature is limited at 500 g maximum. Compon- j

j ants are not subjected to temperatures above 800 F after hardsurfac- :
ins has been completed. !.

) .

! Ratesting Unstabilised Austenitic Stainless Steels Exposed to
Sensitizing Temperatures

,

! ,
m

| Tha'unstabilized austenitic stainless steels are not exposed to the sensiti-
' zat1on range of 800 - 1500 F during fabrication into cogonents, except as de-'

scribed previously.
.

! In general, it is not feasible to remove samples from fabricated production
[ i .. components to prepare specimens for ratest to determine the susceptibility to

' ' inter-granular attack using the methods prescribed in ASTM Specification A262,
Practica E. These types of tests are only performed on test welds when mean- ,

ingful results would predicate production material performance and are as |
!described above.

Special Requirements for Chemical Analysis of Materials Subjected to High
, ,

Oxygen and Temperature Levels

During normal operation, the oxygen concentration shall not e::ceed 0.1 ppm,
' *

as stated in theLTechnical Specifications.-

Therefore, there are no special requirements on chemical analysis for any
materials..

,

j _ _ _. . . . ._.
SS-8
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Control of Delta Ferrite

.

The austenitic stainless steel welding material used for joining applications
is described in response to Comment 5.3.

The welding material conforms to ASME Wald Metal Analysis A-7, Type 308 for
all spplications. As an option Type 308L weld filler metal analysis may be
substituted for consumable inserts when this technique is used for veld root
closures. Bare weld filler metal materials, including consumable inserts used
in inert gas welding processes, conform to ASME SFA-5.9 and are procured to
contain not less than 5 percent delta ferrite. All weld filler metal ma.te-
rials used in flux shielded welding processes conform to ASME SFA-5.4 or
SFA-5.9 and are procured in a wire-flux combination to be capable of providing
not less than 5 percent delta ferrite in the deposit.

All welding materials are tested by the fabricator using the specific pro- |
cess (es) and the maximum welding energy inputs to be employed in production { |

welding. These tests are in accordance with the requirements of ASME Sec- .

tion III, NB-2430 and in addition,' include delta ferrite determinations. The j'

i delta ferrite determinations are made by calculation using the "Schaeffler or i

Modified Schaeffler Constitution Diagram for Stainless Steel Weld Metal".
,

I

When subsequent in-process delta ferrite determinaticas are required and since -i '

the welding material conformance is proved by the initial material testing de-
i scribed above, any of the recognized methods for measurement of delta ferrite :

! are acceptable by mutual agreement. In these instances, sound welds (as de-
,

termined by visual, penetrant and volumetric examinations) which display more [.
'

than 1% average delta ferrite content are considered to be unquestionably ac- !i

| captable. All other sound welds are considered acceptable also, providing !

| there is no evidence of deviation from qualified procedure parameters or use
of malpractices. If evidence of the latter prevails, sampling for chemical
and metallurgical analysis is required to determine the integrity and accept-

,

ability of the weld (s) . The sample size is required to be 10%, of the welds, j
'

but not less than 1 weld, in the particular component or system. If any of
these weld samples are defective, that is; fail to pass band tests as pre-
scribed by ASME Section IX or the chemical analysis deviates from the mate- !I

'
rial specification, then all remaining welds are sampled and all defective
welds are removed and replaced.

|
-

t

The qualification of welding procedures is discussed under the discussion of ;
Aioidence cf Sensitization.

Question 5.7
.

Describe the design of the equipment to maintain and monitor the chemical
,

analysis of the secondary water to provide assurance that the water chemistry(, control is adequate to prevent stress corrosion cracking of tubes under all
' conditions of steam generator operation.

Mf
'

.- -. - . - . _ _ _ - . - _ _ _ _ -. .- __ _

!
. _ . _- _ _ _ . - ~ - _ _ _ _ . . _ . _ - . _ _ _ _ . . _ __ _ _._. _ _ _ _ _ . _ _ _



. . - . . - - . . - . /?Cj T * ' ..gg ACC) / AA
.

1, ,
* , '

:
*.

|
-

ParIx DESCnITTIO:t P & I. D.

'

A/J{ AD:ID:/SPR ELDC. AIR it!DLC...SD $9'^ ,

AB AUX. IOILD1 (EXC. 70) . . .SD 03 202098,099,100, ,

AR CO iDE SER AIR LYACUATIO: ...SD 02 202093 -.,

AS AUX. STE'Ji. . .SD 03 805032.

ASC AUX. STE."i C0:3E: SATE. ..SD 03 805032.
-

XSH AUX. STE!;IIEATE!G...SD 03
, 3RS 30R01: RECOVERY SYS...SD 31 80561h Sirr. 1

'
*

*

805615 SIG. 2
805616 Sirf. 3

~

*

805623 S:"'. h
80562h SIG. 5,

805618 PDT DEGAS
- 865626 P.DR T/d:ES

CAH CO:iTAR:Q:T AIR H!l:DLE:G... SD h8 60h128 .

CAP C01:T/.E C2 AIR PUECI...SD h6
C3A CC:: TROL 3LDG. AIR EldGLE!G. . .SD hl 60h091 -

CES CO::TAE;C 2 3LDG SPRAY... SD 20 805023'

CC COEP C00LI::G L'ATER-PRE *ARY. . .SD 23 805018 SET. 1
*

805016 SITT. 1.

805028 Sirr. 2
' 805029 SIIT. 2

CD ','ClSECI! DIOXIDE (ALL PLA12)...SD 52 -

CD CAR 20~.i DIC::IDE ( ALL ?L120).. .SD
CGC CO:GUSTIILE GAS CC"In0L...SD 29 805022,

CO C0:3E*IATE. . .SD 01 202077 4 202078.

. CP ROD C01 TECL & POSITIO!!... SD h7
'

L

[ ) CSL CHEIICAL & VOLE!E ColiT20L... SD 805011 PURIPICATIO:I
*

/ 605012 CELEGE G,

805013 TRI C L RECE!.
's 80501h 30RIC ACID

805037 Lua0Mi DEGAS.-
.

CT CEDiICAL TREAT:C2. . .SD' 03 .

. CV CURCYEATU2G '..*ATER. . .SD 07 202hS1
! CVA Ci!. PE~P ECUSE AIR ECLG. . .SD 50 60hh53
! CG CO:~PR. GASIS (EX E2,II2,. CO2). ..SD 36
|. CCV CH1LLED C0iDEISATE...SD 59 - -

'

DG DIESEL GEr. SYSTE:S... SD 10 202101,102, 103
DGA D1ESIL GCI 1A (E';UL) PEG)...SD 10,

,
DG3 D M EL GE; 13 (ECUIP PEG)...SD 10 ~

D/dl DIESEL GE AIR h!dQLIl;G... SD 47 - 202101, 60h096
DP DRAE:S FLOOR...SD 25 60h063, TUR3 ELDG.

60h06h, OII,'..TR, SEP.
1%1 DE4EE'd,IZED '..'ATER. . . SD 28

.

805030
DR DRAE:S 200P...SD 57 -

DS DRADIS S'A"IT/JiY. . .SD 58 .

EAH C01 TA12:C'T E:CL. AIR E DLC. . . SD 53 60h108,116
ED ELECTRICAL DISTRII*JTIO;...SD 70
EDE ELEC. DISTR.GUTIO:i E"F.30E!. . .SD 70 -

.

HIC TUID ELEC' E01.TDRAULIC STS. . . SD 09
EPA E.Qt M| P li3E AIR E!DLG. . . SD 61
ES P.7,ICTRICAL SYSTE:S...SDe ,

,

J EX "J.TRACTIO:: STE!Ji... SD 01 202000
.V '

.

p.-

,. .

l .

-
.

'*
..- .. .

c , wv "
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PRCPIX DESCRITTION
- s. .

'

P. /c I. D.
. '

'
. .w

FAH FUEL STOR. DLDG /.IR ID!DLG... SD h6 60h108,116
'

TH FUEL 11tJIDLE:G IIEACIOR... SD
.

.,

''!
-

i p F0 TUEL OIL (ALL SYSTU:5)...SD 10 .

-

FP TIRE PROTECTIO:... SD 52 60h070 TUR3 stro
: 60h068 YARD.

60h069 YARD & F.P.H.FPA
FIRE PU:IP HOUSE AIR RITDLC... SD $2 60h059'

W FEED'.!ATER (I*C FC). . .SD 01 202079CSC
GETER/SCR STATOR C00LA1:T...SD 09IID EATER DRAES. . .SD 01 202082. 033*

EF H D::AULIC FLUID 703 ?.EC... SD 09
}!G llYDIO0EI! GAS...SD 09 805038WH HOT UATER EATE G RLTUMT... SD h3 60h093 D.C. ELDG

60h117 PA3 & 75DIn!S EDT VATDt HEATEG SUPPLY...SD L3 60h103 D.C. BLDG
60hll7 PAG & FSBIA ESTRU'21:T AIR...SD Oh 80503hIC II: Cord: E STRUT /:T'SIO ... SD

-

LO LURE OIL (ALL ATPLIC.'.TICUS)...SD 06 20210h
.

LD LEAK DETECTICII SYSTO ...SD 91
IID MOIST SED h ?c).TER DRAE*S...SD 01 2020S1 & 202096

*
,

i@! HISC Er,UIP (EOT'SYS ORlr.a. RID)
MS IET ST;i (E C TUZD 3? PASS ST'*).. .SD 03 20207h, 075

,

I"SD IIAIH'STElJ DRAL*S...SD 03 202086, 057
MSS ECH. SEAL 80562,7,

* IT.T iIISC V.!!:TS & DRAEi3...SD 03 .
- 202086, 085-

'

NG KITR037.li CAS. . .SD 36 '. , *y __s 805020/
-

} PAH EUCLEAR IESTRU:~_E:TATIO:!. . .SDHIs

\'

PAR AIR EAI DLE:G. . .SD h3j '
5 60h108 & 116Fil POTA'.?AELE UATER CITY VATER. . .SD $6 60h076'

RC REACTOR COOLANT...SD 805002 EACTOR VESSELt

;-- 805003 Lc0P no. 1~

80500h LCCP 1:0. 2.. . . .

805005 LCc? no. 3, .

805006 LCOP ro. h.
- *

805007 PEESSURIZER'

'IGI RESIDUAL EAT EDIOVAL. . .SD , . 805008
~

IC1 RADIATION Moli! TORE G...SD 90
ICT.1 REACTOR ;UJ L UP VATER...SD 26 805021RS IESH: SLUICIi:G...SD 35 805613SA SERVICE AIR SYSTC3. . .SD Oh 80503h, 202105, THRU ic4 SAA SEINICE AIR C-hA (Z3.UIP PK ...SD Oh
SAB SERVICI 1.IR C-h3 Z:UIP PI; ...SD Oh

.

SAC SERVICE AIR C-1A IQUIP PK . . .SD Oh
,

i SAD SEINICE AIR C-13 EO.UIP PK ...SD Oh
SAE SERVICE AIR C-1C (L' quip PK ...SD Oh
SAN St. HIT /.RY SIOC:2...SD 58 .

SB STEAII CHIERATOR DL0i|D0'.ST. ..SD 21 80502h STEA|i GEI dRATOR'

005039 E'U.PORATOR PAC 1'ASCC' SECO:TDARY CO:IPONETP CLG LTR...SD 05 20209h, 095
1

! ! SC'.! SCic:.J UASii UATE1...SD 2h 202h82
. SP SP;c:T IV..L PCOL COLLE:C. . .SI) 27 005017

(QI' ( ' SCA UOII-I'SSI.T. S'.;CR AIR 1:I:DLG...SD 62,
-'

SI SAFr.TY Ii!JECTICI!. . .SD 005009 !.CCIT-:ULATORS
-

805010 UIC:I EKD;
-

.
.

>
, , , . ..
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- -

! P. & I. D.
,

.
..* -

. *._u..,..
..

i SO SEAL OIL CI':~:R.5. TOR. . .SD 09 - - '

.| . SM
SL'IS:~.IC I:0:lITO!iI'!G SYSTEI... SD 92 '' ' _f.

..... .

''' *'
-

SS S/J'PLE:G SYST:~*. . .SD 30 805025
~

j,.-. SSS TUIG ST:i SEAL SYST3-:I...SD 09 . . ' '

.
.

'

SIO STOPJi SES:!!...SD 57 -
-

SV SEII7 ICE VATElt.. SD 214 , 805019 SEIriICE VATIR
*

.

.

*

*3 805033 SI:rtIC: VATza'

g ,SVA SV PIIP IISE AIR 2CDLG...SD 51 605453SY SWITCITYARD...SD 81
TAII TUIG BLDG AI?. IIAIOLI: 0. . .SD h5 60!080TDA SGFP TUIG DRDI -.A (E;:7T FY.)...SD 01
TDB SGFP WID DRIVD-3 (E':TT PI:)...SD 01TR BORO i TICitJL .:CGr;I?lTIOI!. . .SD 31

-

TSI TURD SUPEi!?ISD.'.! I::STmT;;.. .SD 09
,j V/3 V/.ST2 PROCESSII:G AIR ISDLG...SD k!4

, VG VERS. . .SD 3h 805622 IQU." T*I''72 SYS2'

805635 EYII.:GI:AT 3
-

BC5636 AZP.AT E
. EG

VASTE PIIGCESSIi!G GASEOUS...SD 33 805611,
*

~ RADIOA0TEC GAS VASTI @
. SET.' 1

805612,
-

R.OIOACTE'E CAS VAST 2 -:
SI:?. 2' VL- UP LIRUD. ..SD 32 605619 LIO.TD *. TASTE S..
G05620 LIiC3 '.'AZII S-. , .

'

805621 LI;.T.C .:AST3 SI.VLD VP-LIQU.LD DIO:S (ALL ' TYPES)...SD 32 ? . 80L992 PA3 FLR. DRADI,
,

,... .,\

' .{D./
,

*,

SU;iP "A & "3".
.

' '
'

80L993 FLR. D C G?iVITY; -.
'

*

!
- s -

80L99h C01:7. 3LLG. RER~ * ' - - -
i PS 3LDG sis:PS-

.

; c. . . .' 80L995 RCA i!AIJ2 AY TU aa
-

.
..-

8050ho 20DT.'
''-

. -

805617 FLR. 4 I;UIP.,.*
.

DRAni .l. P. 3LDG..
,

,

805633 TLR 20.u s. DRAr:
-

I t '. , . .

.

WP 3LD3+ 1 -* ...
*

805632 :ISC. CI IICAL DR.

- WS WP-SOLD'. . .SD 22 805630 VASTE SOLDITICAt*
-

SYS. SHT. 1
805631 '.*ASTE SOLDIFICA*

' SYS. SIIT. 2KT VATE'.l TRFJJ.E:IT...SD 08'

XI PROCESS I;ST11UI'-1TATIO7...SD 90
VB VIBRDI i 0:??R SYS (E:C TSI)...SD 93

*

,e
*

.
p. )::( . j gyc ,;t; - O W 4/ 4 Y.' ' '** C- -

;. . 2 *. C w'3 ' '' ' ' ' '
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:. f each onsite organization with QA (including QC)
*

,onsibilities relative to reactor coolant pressure -

\ i
,

boundary piping (except welding), ascertain whether .

quality assurance plans, instructions, procedures, and
schedules have been established, and whether they conform
to the facility QA program as described in Chapter 17 of
the SAR. Accomplish this by completing the inspection ,

requirements of Procedure No. 351003. relative to reactor I

coolant pressure boundary piping. j

?. D:termine whether appropriate and adequate procedures are ;

include or referenced in the QA manual to assure that i

the following specific activities are controlled and per- |
formed according to NRC requirements and SAR commitments: ,

fa. Procedures which require that the purchase documents
identify the appropriate material specifications :

'-

and any special requirements, and that these doc-
'

uments require material test reports / certification
of the following-

I

.

(1) Chemical composition

(2) Physical characteristics

f (3) Nondestructive examination results ,

w (4) Heat treatment history (if applicabe) -

b. Inspection procedures which cover receiving inspections
and contain provisions for the following:

(1) Piping material in conformance with purchase I
specification

(c) l'.arking and identification

(3) Cleanliness at time of receipt

|
(4) Surface protection, closures and packaging

c. Inspection (QC) procedures which cover storage and
issue of the piping and related appurtenances and
materials, and contain requirements to verify the
following:

(1) Segregation of sizes and materials

[2) Storage identification

( (3) Storage conditions / protection
s

1 (4) Confirmation of issue of specified material

(5) Storage and issuance records n r-
,,,_,,,
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.
. .

'edures which cover handling of the piping and.

;ed appurtenances and materials, and contain
p,. visions to assure protection from physical damage
or contamination while handling during receipt, -

storage, issue to the field, and installation. * '

Inspection and/or work performanc'e procedures which.

cover installation of the piping and related ap-
purtenances and materials, and contain provisions
for the following:

(1) Location,

|

| (2) Clearances

(3) Type, size, location and adjustment of hangers,
bellows, restraints, snubbers

.

(4) Type and thickness of insulation and covering

(5) Nondestructive examination and inspections (where
applicable)

(6) Hydrostatic testing
* Cold spring

Installation records generated during workv.,
performance

Inspection and/or work performance procedures for -

post-installation cleaning of the reactor coolant
_ . pressure boundary piping systems which cover the

following activities, and contain provisions for
the following:

.

l (1) Cleaning materials - conformance to specifications
|

(2) Cleanliness criteria and measurement methods
-

'

(3) Use of cleaning materials - concentration and
temperature

(4) Record keeping requirements.

|

|

/

w

e
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Foreachonsiteorganizatho with QA (including QC) responsibilition- ..

y* -tve to safety related piping activities outside the reactor
i : boundary (except welding), ascertain whether quality assurance .

p instructions, and procedures have been established, and whether
,

they conform to the QA program as described in Chapter 17 of the facility
SAR. Accomplish this by completing the inspection requirements ofs

Procedure No. 35100 B relative to this piping.

:. Determine whether appropriate and adequate procedures are included 4

, 'er referenced in the QA manual assure that the following specific
, cativities are controlled and performed according to NRC require-

menta and SAR cosmitments:

c. Inspection (QC) and work procedures which identify the items,
including hold points, where witnessing or inspection is

; ,

required
__

| [. Receiving inspections which contain provisions for assuring thatt
1

(1) Piping material in conformance with purchase specificationsi
.

' *including any special requirements'

.

(2) Marking and identification as specified
i .

(3) Aa received cleanliness and protection meets requirements

(4) Receiving inspection reports generated as required

f. Inspection (QC) procedures which cover storage and issue of ,

the piping and related appurtenances include: I
, ,

i''
(1) Segregation of sizes and types,of material

7 (2) Storage identification

( ) Storage conditions / protection .

(4) Confir: nation of issue of specif$sd material f
(5) Stor:ge and issuance records generated as specified

'

.d. Procedures which cover handling of the piping and related sppu'rtenanha ~

,r
- ~ -

*
include provisions to assure protection from physical damage or .

* * *

contamination while handling dur'ng receipt, storage, issue to thei

field, and installatiou i

| [ Frocedures which cover installation of the piping and related i

|
spportenanccc and materials contain provisions to verify that the
fo13owing meetf.n3 applicable requirements: .

I
.

(1) Location
i

(2) Clearances 4

(3) Type, size, location and adjustment of hangers, bellows,
restraints, snubbers

'(4) Type and thickness of insulation and covering

(5) Fondestructive examination and inspections j
_

(6) Hydrontatic testing

(7) Cold spring
L. --

(B) Insta11stien records generated during work performance
_. ...

f/ poction (QC) and/or work performance procedures which
4 ar po::t-installation cicaring of safety related piping
k , stems, including the following

(1) Types of c1 caning materials and use of thece acterials
-

(2) Clearliness criteria catablished and adhered to-

(3) Record keeping requirements adhered to.
,

t . - . - - .__ :- .. . . _ . _._ _ _ _ _ _ . _ _ _ _ _ _ . .
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'l . In two systems listed in Section III of this procedure,

[Aerve five different piping activities such as:
111ng; protection; installation of pipe spools,

. . tings, bellows, hangers, snubbers and restraints;
nondestructive examinations; and quality related in-
spections.

2. Ascertain whether the following activities and/or re-
quirements, for the activities selected above, meet
applicable requirements and established procedures:

j a. Inspection (QC) and/or work performance procedures,
t including specified frequency of inspections

b. Record keeping requirements

Construction / installation specification require-; c.
't ments

,

i d. Issuance and use of specified materials

Utilization of quali,fied inspection personnele.

tv
,l . If NDE activities ar erforming.on piping and relatedn
! components in the two ystems selected above, ascertain

whether the following requirements are met:

. (m'ferformance of prescribed NDE activities

b. Calibration and use of proper measuring and test
equipment

!

c. -Qualificationr of NDE personnel,

!. For two locations or " runs" between major components within
i the reactor coolant pressure boundary, where piping in-

stallation has been completed or essentially completed,.

t _ ascertain whether the runs are installed as specified.
,

1
;

..

! U

. . . - -
__
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1. Observe five different piping activities in two piping
/ ' ems listed in Section III of Procedure No. 49053B,

ias: handling, protection, installation of pipe spools,
fittings, bellows, hangers, snubbers and restraints;
nondestructive examinations; quality related inspections.
Ascertain whether the following requirements, as applicable,
are met:

,

a. Inspection (QC)and/orworkperformanceprocedures,
including specified frequency of inspections,

i b. Record keeping requirements

I c. Construction / installation testing specification-

j. requirements

d. Issuance and'use of specified materials

e. Utilization of qualified inspection personnel.'

2. For two locations or " runs' between major components within
-- the reactor coolant pressure bounery, determine whether

piping runs are installed as required by applicable spec-
ifications.

3. If. HDE cctivities are performed on piping and related com-
( ';nts in the two systems selected above, ascertain whether'

,

V following requires are met:

a. Performance of prescribed NDE activities

b. Calibration and use of proper measuring and test
,

equipment
,

: c. Qualifications of NDE personnel.
.

, _
_ ...

t

i

i

I

e

q.'

.
.

|

'
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I C. ,1 e the pertinent quality related records of five
,,onents(e.g.,pipespools, fittings, bellows, hangers.v

snubbers, restraints) in the reactor coolant pressure*

boundary piping system - no more than three components
of any one size and including at least two of the systemst .

listed in Section III of Procedure No. 490538. Ascertain-

whether the records are inconformance with established
: procedures and whether the records reflect material /,
- component characteristics consistent with applicable

, .

requirements in the following areas: -

*

a. Material Test Reports / Certification Recorg,

i .(1) Chemical composition

(2) Physical characteristics
,i

-j (3) Nondestructiveexamination(NDE)
' -

*

', b. Vendor Shop Manufacturing and NDE Records and
Certifications

,

;
.

c. NSSS Manufacturer's Quality Release Foms
'

,

d. Vendor Insoection/ Receiving Inspection Reports ..
,

i' (1) Physical condition - damage, cleanliness.
surface protection, closures, packaging

(2) Conformance to requirements

i r ,e -'lonconformance/ Deviation Reports
i I ,

. .<
P ( ,1) Established procedures followed .

,

(2) Records are legible, complete, reviewed / approved *

,

i and controlled
,

| (3) Records identify specific component, material
or activity invcived .

! | , 2. Selectively review the storage inspection records relative
| l' to reactor coolant pressure boundary piping and ascertain
, i! whether:

'
a. Inspection of stored piping made at required frequency

.

'

p* b. Records confirm that storage requirements were main-
tained

.

3. Review in detail the installation inspection records of
,

[ five pipe spools and ascertain whether: '
I

,

a. Required scope of inspection was performed and !
recorded

.

1
!- b. Records confirm that specifications and installation ,[ '

procedures, including cleanliness requirements, were' * ;.

j j met |
,

} 4.. Review the records of two recent QA audits associated: ,

; . w1U reactor coolant pressure boundary piping and as-
certain whether applicable requirements were met in the
following areas:

'ecords confirm that the audits performed were of!

- the scope and frequency specified
,

; b. Deficiencies identified during the audits were cor-
'

rected (or being corrected in a tir.cly manner) and
documented. Ascertain, also, whether corrective,

action was such that rcpetition of the deficiency,
.'

'

or similar deficiencies, would be precluded.,

__ . - - . . - . . - - - - -
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1. Oct six components (e.g., pipe spools, fittings, bellows
,

Jers, snubbers, restraints) in the reactor coolant pres-.

'sure boundary piping system - no more than three components
of any one size and including piping in two of the systems
listed in Secticn III of Procedure No. 490533. Review the
following records for each component selected and ascertain
whether applicable quality requirements here met: ''' '

a. Material Test Reports / Certification Records,
,

| (1) Chemical composition

(2) Physical characteristics,,

| (3) Nondestructive examination

| b. Vendor Shop Manufacturing and NDE Records and
; Certifications

c. NSSS Manufacturer's Quality Release Forms

d. Vendor Inspection / Receiving Inspection Reports
,

| (1.) Physical condition - damage, cleanliness, surface
;

, protection, closures, packaging

i (,,j(2) Conformance to requirements

| e. Records of Disposition of Nonconforming Material

1 (1) Nonconformance reports

! ~(2) Tag log

(3) Repair / return to vendor documentation
j

,
f. Storage-Inspection Records,

i

I (1) Inspections made at required frequency

(2) Records confirm that storage requirements were
met

,

; g. Installation Records

(1) Installation checklists
_

| (2) Alignmer.t
_

_

; 13) Cleanliness
/ ~

.-
.

4

4

.

en.
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; 1. Observe ten piping activities relative to safety related piping varying
by system and type of work performed, such as: handling protection and -

installation of pipe spools, fittings, bellows, hangers, snuhbers and
,

restraints; nondestructive examinations; hydrostatic testing; quality j
related inspections.

2. Ascertain whether the following requirements, as applicable, are met for
the ten piping activities selected:

Conformance with inspection (QC) and work performance proceduresa.
~

b. Conformance with record keeping requirements
-

, .---
~

-

^'c. Conformance with construction / installation specifications

d. Issuance and use of materials as specified
,

--

c. Performance of prescribed inspections-

f. Performance of prescribed NDE activities
5

' '
g. Calibration and use of proper measuring and test equipment

..

h. Utilization of qualified inspection '(QC) and NDE personnel,

- 3. For one location (or run) in each of two safety related piping '

systems outside the reactor coolant pressure boundary, determine
j whether piping runs are (or being) installed as required by,

'

i applicable specifications, field drawings and procedures. -

.

i .

. . ,

8

! |
;

I

|
h

t O v j
.

..

.
.

- - _ _ _ _ _ - _



e em+-ee a wee eh e
,, e

2.

I YYDio 3 |T go 3'<!ne/c /
I .O

'Pg PE
AA NVORO 4%4ng,

b 19-IS' 1s-tr

l? setvict rgoeg

d waren warte

e.

3. .

f ",

.
, ...

I

.

O

*i .

e
*

*

.

1 ,-er ww



, _ _ _ . . _ _

. . ,
_ . - - - -- - - - - . - -- - - - - - - - - -

$0('[W$f ' YV6&E ?JA A// =~'
-

1. Select ten components (e.g. , pipe spec 1s, fittings, belloa,
.

,/ ^ers, snubbers, restrafnts) in safety related piping systems -
. ore than three components of any one size and including at

least two of, the systems listed in Section III of Procedure No.
+

49063B.

!. Review the following records for each component selected to ascertain
whether these records meet established procedures and whether these ''

records reflect work accomplishment consistent with NRC requirements
and St.R commitments in the following areas:

, g . ,y,

Material test reports / certification records R 0 .tMu- '; ~ '
a.

(1) Chemical composition f
i (2) Physical characteristics

(3) Nondestructive examination (NDE)
'

b. Vendor manufacturing, inspection and NDE records and certifications
.

,

NSSS manufacturer's quality release formsc.

'
d. Receiving inspection reports

(1) Physical condition - damage, cleanliness, protection,f. ,,T closures, packaging
,

i

(2) Confornance to reouirenents,

Records of disposition of nonconforming material> e.
*s

(1) Nonconformance reportsi
_

{ (2) Identification and records
.

! (3) Repair / return to vendor documentation
}.;-. -- . -- - -,- - . a. . _ . . . . . . . _ _ . . . _ . . _ _ _ .

-

[ef. Installation records

(1) Installation checklists, isometrics, etc. , which
document that piping was installed in conformance with'

applicable requirements,

: (2) Nondestructive examinations and inspections (where applicable)
!._

(3) Hydrostatic testing (where applicable)

(4) Clccnliness'

,-

,
":); Qualifications of inspection (QC) personnel.:

(
,

,

| 'Q _. . . . . . _'

I
,

i
As.

,

* p

.
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Procedure' No.~: 55071B
'

g g---|
r

1. p ea.ch onsite organization with QA (including-QC) re-
.sibilities relative to welding of reactor coolant

pressure boundary piping, ascertain whether quality h

assurance plans, instructions and procedures have been
established, and whether they conform to the QA program
as described in Chapter 17 of the facility SAR. Ac- ,

complish this by completing the inspection _ requirements
,

of Procedure No. 351008 relative to this welding.
'

2. For each welding contractor and/or other organizations
responsible for the subject welding activities, selectivelyi

examine quality related procedure that cover applicable
$

welding, NDE, and inspection (QC) activities..- Review
I these selected procedures in detail to determine whether.

required and adequate procedures are included or referenced
in the QA manual. Specific areas to be reviewed include:'

,

,

!

Procedures relative to welding activities which identif)a.
:

the items, including mandatory hold points, in,theI

applicable codes, standards, construction specifications,

'

and site procedures, where witnessing or inspection .
,

i is required
1 -

-

! b. Provisions to assure that welding procedures are pro-
i perly qualified in accordance with applicable require-

(~', tents

cdrovisions to assure that welding personnel are pro-
- perly qualified'

'

d. Provisions to assure that nondestructive examination
-

'

; techniques conform to applicable codes and standards,,

!
: j and have been qualified '

) ' e. Provisions to assure that nondestructive examination ~-

personnel are qualified to applicable standards
f. Provisions to ' assure that equipment being used (welding,

NDE, etc) is of the proper and specified type, within
current calibration, and that periodic checks assure -

, that the equipment is properly maintained and used
! as requiredj ~

' g. Provisions to assure control of contaminants in NDEI equipment (UT couplants, PT solvents, etc.)

i h. Provisions to assure control and documentation of :
j the following:
:
1 (1) Weld location - system, weld number !
._ ,.

[( .) Welder (s) name or identification '
.-

| (3) Weld procedure (s) used, including repair
procedures

.

.

.-,_mw,, ,ev.,-e -.r- - , , - - . - - - -..._:.., ,--,.-.----..-_-----,.m - - - . - - - - - - - - _ _ - - - - - - - - - - - - - * . - - ---.-_ - - =-
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Procedure No.: 550719-

(4) Weld filler material used and traceability
g' s where applicable

~

g5) Nondestructive examination (NDE)

(6) NDE technician's name or identification

(7) NDE results-

,

(8) Inspection requirements
..

1. Inspection (QC)and/orworkperformanceprocedures
|

which cover the following heat treatment activities,i
'

' where required:

(1) Preheat
'

(2) Interpass temperature

(3) Post weld controlled cooling

(4) Stress relief
Inspection (QC) and/or work performance procedures.

,| j. which cover the following NDE activities, where
.j required: ,

-.
.

V) Evaluation.of. weld quality by the use of specified
/ 4

NDE procedures'

j

| (2) Evaluation of radiograph quality

. ' k. Inspection (QC) and/or work performance procedures| -

|
which cover defect repair.-where necessary:"

1 ?'

| |
(1) Defect removal technique (s) i

(2) Defect ~ removal verification ..r

'
(3) Stress relief of repair

J

: (4) Acceptance of repair

1. Inspection (Q'C) and/or work perfonnance procedures
.which provide control / surveillance / inspection of.

welding material (welding rod, . flux, electrode,
consumable inserts and gas): k

}
(1) Receipt verification of identity and conformance j
~ wf_t.h spect fications |

| 9) Cohtrol of pre-issue storage conditions - all |
1 locations used for this welding |j(

i '
(3) Storage identification and issue control - so i

I that only acceptable material is issued and used |
.

i (4) Post-issue control regarding identification,
. ,__ __ _ _ tamnara turn and mnieture

.

__ __
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Procedura No.: 55073B. ?LA NY.
Obs,erve field welding on reactor coolant pressure boundary

. ,

-

pir ' at various stages of weld completion. Determine whether
the .|uirements of applicable specifications, codes, standards,
work performance procedures and inspection (QC) procedures

_ are being met, as follows:

1. Select one weld in each of three pipe sizes, where joint
preparation and alignment are complete, and welding has,

not started. Detennine whether the following meet ap-
! plicable specifications and procedures:

I a. Weld identification / location

b. Joint preparation and alignment

c. . Evidence of QC verification
,

2. Select two welds in each of two pipe sizes, where the
root pass (only) has been completed. Determine whether
the following meet applicable specifications and pro-
cedures:

| a. Weld identification / location

| b. .Specified weld procedure used in root pass,

| [] Physical appearance of weld-

d',' Welder identification and qualification !|
.

: e. Evidence of QC verification of root pass |
i 3. From two reactor coolant pressure boundary piping sizes |
: over 8", select for detailed observation one pipe to pipe ;

| and one pipe to fitting weld where welding beyond the
i root pass stage is in progress. Ascertain whether the
' following meet applicable specifications and procedures:

a. Weld identification / location ~

b. Use of applicable weld procedure |

Welder performing the welding currently qualifiedc.
for positions being welded 1

d. Interpass temperature |
e. Use of specified weld material |

:

f. Use of specified purge (if applicatle) l

'

Starts, stops and undercuts ground
_.

h. Procedures used to remove and repair defects (if
applicable)

:-
i 1. Physical appearance of the weld
e-__ . ,

- - _ - _ _ _ _ _ _ _ _ _ _ _ _ _ - _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
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Procedure NJ.: 55073B-
-

'

Periodic checks made to assure that welding variables..
are within specified limits

4. Select ~ one weld in each of two pipe sizes where the welding
and surface preparation are complete, and testing is in
progress. Ascertain whether: -

.
,

! a. Surface suitable as required by applicable code. .

q, including merge angle, surface condition for NDE, etc. ;

I| b.' Proper NDE being perfonned - and at proper state of
fabrication'

5. Select one weld in each of two pipe sizes where welding !
'

,- is completed and heat treatment is in pregress. Ascertain
whether heat-treatment is within the specified range for'-

the weld and adjacent base metal.- -
,

, 6. At each welding material issuing location for this welding, |
f observe the following for conformance with the require- ;
4 ments of applicable . procedures: ~

1
|

| . a. Storage of materials - identification, segregation, i
| , cleanliness and storage temperature

\ m/ . Issue records - approval, amount withdrawn, identity
,~

of withdrawer, dates, fdentification with weld-

location
F

c. Handling of returned materialsj
' ,

1

' 7. During observation of welding activities, determine l

. whether any unused (uncontrolled) filler material is
| { present in welding areas. ;

, ' 8. During observation of welding activities, determine
l'~ whether a sufficient number of adequately qualified QA !

and inspection (QC) personnel are present at the work !

,

site--commensurate with the work in progress'.
.

.

-

'
;.
' 4

!
<

i

!
'

! 1
! J

! .

.
,

*

.

. _ _ _ . _ _ _ - - _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
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. Procedure No.: 55074.B; f.gg-- .,
,

Observe field welding on reactor coolant pressure boundary
pi i Ascertain '

wh, O at various stages of weld complet on.the requirements of applicable specifications,
-

s

codes, standards, work performance procedures and inspec-
tion (QC) procedures are being met, as follows: ,

,

1. Select one weld in each of'three pipe sizas, where
joint preparation and alignment are complete, and

] welding has not started. Determine:

I Wald identification / locationa.

f b. Joint preparation and alignment |

'

-
| c. Evidence of QC verification'

.

'
't 2. . Select two welds in each of two pipe sizes, where the

root pass (only) ~has been completed. Determine: f-

'

a. Weld identification / location

b. Specified weld procedure used in root pass

c. Plysical appearance of weld

d. Welder identification and qualification
., . ,. 3

,

, Evidence of QC verification of root pass {)'
s

c-3. Fromtworeactorcoolantpressureboundarypipingsizesf
over 8", select for detailed observation one pipe to |

pipe and one pipe to fitting weld where welding beyond {
the root pass stage is in progress. Ascertain whether
the following meet applicable specifications and estab j|

!:

| lished procedures: -

. a. Weld identification / location ,

=

b. Use of applicable weld procedure
. .

;

c. Welder performing the welding currently qualified i
for positions being welded 1

; ,
.

|
'

d. Interpass temperature
i :
'

|, e. Use of specified weld material

f. Use of specified purge (if applicable) {

[ g.' Stads; stops and undercuts ground i

I
| A Procedures used to remove and repair defects (if
| ( ) applicable) |

-

1. Physical appearance of the weld
"

j. Periodic checks made to assure that welding variables <

!!
.|

are within specified limits.
,,. ,, , , . , ,,

- - - _ _ . . .- -_
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Procedure No.: 550748
.

4.r''' lect one weld in each of two pipe sizes where the welding
~ . surface preparation are complete, and examination is

in progress. Ascertain whether:

a. The surface is suitable as required by applicable
' code, including merge angle, surface condition for'
NDE, etc.

_.

b. Proper NDE is being performed - and at proper state.

of fabrication-

'5. Select one weld in each of two pipe sizes where welding
is completed and heat treatment is in progress. Ascertain
whether heat treatment is within the specified range for

. the weld and adjacent base metal. .

-

.,,

' 6. At each welding material issuing location associated with
this welding, observe the following for conformance
with the requirements of applicable codes and procedures:

.

'

Storage of materials - identification, segregation.a.
cleanliness and storage tenperature-

p.....
'b. Issue records - approval, amount withdrawn, identity'- '

~

of withdrawer, dates, identification with weld
~.

/ h location.
N 'c.- j '

Handling of returned materials -

,

7.' During observation of welding activities, determine whether
;

| any unused (ungontrolled) filler material is present
i in welding areas.,

. . . . . . . .

i

I
i

e

i

,

i

e

=

: , .
! ~.

*
,

b
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- Frois*ure No.: 55075,B, -

1. Select five field piping walds within the reactor coalent
pressure boundary - no more than two welds in any one * '-

-

p.ipe size - where welding, NDE and inspection activities
( t,been completed.

2. . Review the following' records for each weld selected to
ascertain whether the records are in confomance with
established procedures and whether the records reflect
work accomplishment consistent with applicable require-
ments in the following areas:

t

a. Inspection records covering visual and dimensional !.

| inspections ,

i b. Weld history records }
!

'

Heat treatment. records covering preheat and interpass !
Ic.

temperature, post weld control, stress relief and
total time at temperature, as applicable { .

| d. NDE records covering evaluation of quality of welds
(by RT, MT, etc.), including correlation of recordsi

to specific weld-

.

Weld repair ~iecords covering defect removal technique I! e.
i used, defect removal verification, nondestructive

examinations, heat treatment, and final acceptance j
-

:
.

of repairs, as appropriate'
.

| VWelding material (welding rod, flux, electrode and j
! gas) control records covering: ;

-

.

(1) Receiptverificationofidentityandconformance{
'

-

i with specifications i

| j (2) Control of pre-issue storage conditions !

( (3) ' Storage identification and issue control !

| (4) Post-issue control regarding faentification,
,

[ temperature and moisture

.

(5) Disposition of issued but unused materials '.
.

g. Welder qualification records
e

.

h. Inspector qualification records relative to }
| welding inspection

i

'3. i
In the area of welding of reactor coolant pressure boundary ipinioc, selectively review records of audits by QA per- i

t

sonn@ and records of management review of these records.
|In particular, select one deviation identified during

( jely and adequate corrective action was taken.F'1 audit in 'the abcve area and detemine whether proper,i
i

'

4. Review in detail 10%, but not to exceed eight, deviation
(nonconfomance or deficiency) reports. Determine whether
the records are complete, legible, retrievable and pro-;
perly closed out.g a

. - . . - _ . _ - - . - . - - - . - . - . . _ - . - . - - _ _ - .
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frocedure No'.: ' 55076,B, '
~PLA A)T.'

'

-

1,0'slect six field piping welds within the reactor coolant
'

pressure boundary - no more than two welds in any one pipe
size - where welding, NDE and inspection activities have
been completed.-

2. Review the following records for each weld selected to
ascertain whether the records are in conformance with
established procedures and whether the records reflect

;

: work accomplishment consistent with applicable require-
f ments in the following areas:

i a. Inspection records covering visual and dimensional
inspections'

b. Weld history records
,

.
c. Heat treatment records covering preheat and interpass

.!. temperature, post weld control, stress relief and
}

total time at temperature, as applicable :

d. NUE records covering evaluation of quality of welds .

..
3

|* (by RT, MT, etc.), including correlation of records
to specific weld

,,m. Weld repair r,ecords covering defect removal technique
i., used, defect removal verification, nondestructive -

'| examinations, heat treatment, and final acceptance
,

L: of repairs, as appropriate-

'

f. Welding material (welding rod, flux, electrode, and
gas) control records covering:

| 5 (1) Receipt verification of identity and conformance
! | with specifications

! (2) Control of pre-issue storage conditions

(3) Storage identification and issue controlj ..

| : .

1 I (4) Post-issue control regarding identification, '

temperature and moisture
'

(5) Disposition of issued but unused materials
,.

) L g. Welder qualification records j

} h. Inspector qualification records relative to welding *
.j.1spection i

'

3,~ Review in detail the six most recent ncnconfonnancei .

; ( 'devistion or deficiency) reports relative to reactor'
'

| | ( 2 colant pipe wolding activities. Determine whether the
l nonconforming activity or component is specifically
) ! identified or described and whether the records are
: complete, legible, retrievable, and (if applicable)
| , properly closed out.

,

__ __ . .-
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~ Procedure No.:' 55581'B'
~ bar: * *

. _ _

l. for each onsite organization with QA (including QC) responsi-' ties relative to field welding of '.afety related piping '

side the reactor coolant boundary, ascertain whether quality' '

assurance plans, instructions and procedures have been established,
and whether they conform to the QA program as described in
Chapter 17 of facility SAR. Accomplish this by completing the
inspect' n requirements of Procedure No. 35100B relative to
this welding.+

2. For each welding contractor and other organizations responsible
for the subject welding activities, selectively examine quality.

related procedures that cover applicable welding, NCE and inspec-
tion (QC) activities. Review these selected procedures in detail' *

i to detemine whether required and adequate procedures are included
,

or referenced in the QA manual.,
.

| Specificareastobereviewedare:
a. Performance procedures relative to welding activities which .

identify the items, including mandatory hold points, in i

the applicable codes, standards, construction. specifications :
. and procedures where witnessing or inspection is required. '

t

! b. Provisions to assure that welding procedures are properly |.
qualiffed in accordance with applicable requirements. i,

.

'

| / T. Provisions to assure that welding personnel are properly
j Q qualified ;

l d. Provisions to assure that nondestructive examination -

t techniques confom to applicable codes and standards, !
'

,

and have been qualified j
c .

; e. Provisions to assure that nondestructive examination |

| personnel are qualified to applicable requirements'

,

f. Provisions to assure that equipment being used (for welding
NDE, etc.) is of the proper and specified type, within
current calibration, and that periodic checks assure that
the equipment is properly maintained and used as specified

g. Provisions to assure control of contaminants in NDE
.

; equipmentandmaterials(UTcouplants,PTsolvents,etc.)
.

! h'. Provisions to assure that the following activities and
j records meet requirements:

(1) Weld location - system, weld number,

| (2) Welder's name and identification
,

|

| | ( .(3) Weld procedure (s) used, including repair procedures

! #(4) Weld filler material used and traceability where applicable

(5) Nondestructive examination (NDE)
,

|
. . ..-
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.

Procedure No.: 55081B
.s

'

,6) NDE technician's name or identification
'

(7) NDE results
'

(8) Inspection requirements-

i. Inspection procedures which cover the following heat treat-
; ment activities, where required:

| (1) Preheat .
.

!_ ,(2) Interpass temperature
'

'

| (3) Post weld controlled cooling

i_ . (4) Stress relief >

' j. Inspection (QC) and/or work performance procedures which cover i
: i the following NDE activities, where required:

'.
t (1) Evaluation of weld quality by the use of specified ,

; NDE procedures {
'

~ (2) " Evaluation of weld quality by visual examination -
, ,

.._ . .. , . ,-._

[ )(3) Evaluation of radiograph quality
,

'"j* '
.

.

''

k Inspection (QC) and/or work perfonnance procedures which ~" 4'

' provide control / surveillance / inspection of welding material '

; (welding rod, flux, electrode, consumable inserts and
,,

gas): '-
.

,

. . <
-

-

. (1) Receipt verification of identity and conformance i| ',

! with specifications

(2) ' Control of pre-issue storage' conditions - all E
locations used for this welding -

I

! .. (3) ' Storage identification and issue control - so that

| |- only acceptable material is issued and used

! (4) Post-issue control regarding identification,
'

'

,

! temperature and moisture .

|- (5) Disposition of issued but unused material ,;.

Inspection (' C) and/or work performance procedures which1. Q

.
cover defect repaJr where necessary:

I

p (l) Defect rema: val technique (s)

! '(2) Defect removal verification |

(3) Stress relief of repair
i

(4) Acceptance of repair. .p 2-..

.. _ _ _ _ . _ _ .

- _ - ,~. - ,,. ,- - ---, _- -r - -- - +-
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Procedure No.: 55083B
*

aw.--
-

~m . ---

0f e field welding of safety related piping outside the reactor
cow ..it pressure boundary at various stages of weld completion. -

Determine whether the requirements of applicable specifications,
codes, standards, work performance procedures and inspection (QC)
procedures are being met, as follows:

,

.1

: 1. Select one weld in each of five safety related piping systems
there joint preparation and alignment are complete and welding'.si 1as'not started. Determine whether the following meet applicable

: specifications and procedures:

_

Weld identification / locationa.

[ b. Joint preparation and alignment
,

' c. Evide'nce of QC verification

2. Select one weld in each of five safety related systems where root
pass (only) has been completed. D6termine whether the following

; meet applicable specifications and procedures.: |

a. Weld identification / location '

b. Specified weld procedure used in root pass *

[ ) Physical appearance of weld j
-

I Welder identification and qualification
.

''e. Evidence of QC verification of root pass
.

, . . _ - - . _ . _ . _ _ _ . _ _ , . . _ _ . _ . . _ . _ . _ . . _ _ . . . .

3. Select one pipe to pipe and one pipe to . fitting weld where .
j welding is beyond the root pass stage in three safety relatdd : ,

piping systems. For each of these six welds, ascertain whether
|

.

j ,the fnllowing meet applicable specifications and procedures:
I

! a. Weld identification / location
'

t. Use of specified weld procedure

i ! c.- Welder performing the welding currently qualified
I i for positions being welded ,

j '
j d. Specified pre-heat, interpass temperature and post-weld
! heat treatment requirements met (where applicable)

|

! e. Use of specified weld material I

| f. Use of specified purge (if applicable) j

j Starts, stips and undercuts ground |

| h. Procedures used to remove and repair defects and fit-ups
| clips (if applicable)
'

fd
..

_
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~

_ Procedure No.: 550,838.
1.

1-

0 - .

' '

Physical appearance of the weld (e.g., under cutting,'

i.

_

.;urface imperfections)
,

#J. Periodic checks made tio assure that welding variables.

are within specified limits
_.

I

4. Select one weld in each of two safety related piping systems'

-
where the welding and surface preparation are complete, and
testing is in progress. Ascertain whether:

a. Surface suitable as required by applicable code, including
merge angle, surface condition for NDE, etc.

b.- Proper NDE being performed - and at proper state of
fabrication

I'

5. At each welding material issuing location used for this
welding, observe the following for conformance with the,

requirements of applicable codes and procedures:,

a. Storage of materials - identification, segregation,
cleanliness and storage temperature--

'

,_b. Issue records - approval, amount withdrawn, identity of
(~ withdrawer, dates, identification with weld location.

..

4 'c. Handling of return materials-

.

,

__

-6. During observation of welding activities,' determine whether
any unused (uncontrolled) filler material is present in-

C welding a:eas. E-

; . . . . - . -.. . . . . . . . . . . . . . . ,

|

!

i

l '.
.

4

h

!

i --
,

|
'

i

,

__ -- _
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Procedure No.: ST08K p4prJ7'| ~

.

Sr'' tenfieldweldsinsafetyrelat$dpipingsystemsoutsidethe
. coolant pressure boundary (no more than two welds in any onre e

system) where welding, NDE and inspection activities have been com-
pleted. Review the following records for each weld selected to
ascertain whether these records meet established procedures and #
whether these records reflect work accomplishment consistent with
tjRC requirements and SAR commitments in the following areas:

,

1. Inspection records covering visual and dimensional inspections

: 2. Weld history records
:

3. Heat treatment records covering preheat and interpass tempera-
ture, post weld control, stress relief and total time at
temperature, as applicable

4. NDE records coveri.1g evaluation of quality of welds (by RT,
MT, etc.) including correlation of records to specific weld -

5. Weld repair records covering defect removal technique used-
defect. removal verification, nondestructive examinations, heat -

treatment, and final acceptance of repairs, as appropriate.
_

6. Welding material (welding rod, flux, electrode and gas) control
, records covering: -

k j Receipt verification of identity and conformance with
~

specifications-

b. Control of pre-issue storage conditions
.

c. Storage identification and issue control
ad. Post-issue control regarding identification, temperature

'
,

! and moisture

e. Disposition of issued but unused materials,

7. Welder qualifcation records

1. Inspector qualification records relative to welding inspection.,
i,

<

|
- i

4

!

t

_

"

| (J
l

.

_.. _. -_I_ - . . . . . . _
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|PULLMAN POVER PRODUCTS P.P.P. | ANI
"

,

Std STATION Opr. Proc. t10LD :10LD Ina , a-
*-

_EIELD_WEIA .0 CESS _SilEET __ A bPPRATTON- 'HlA_ No. ANI P. P. P. Oper. Date_
. 1ns. & {

Date
10 . 7035 Cust. Public Service Co. NH Haterial Description

'

p g)II

[ ~)
'

.f _Tur /Tsn un _ TO

.11 o . PC. HARK OR HT. NO. L LVg ,

P8 CodeASME ITTClass 1 To

2 REV 8
Thk. Insert NA VISUAL INSPECTION X-9 y

lo. 251-III-8-BR-Al Clean & prepare end REV
3 preps for LP examination FI-132Wire FR308 Electrode.

ist Renge "F Hin. 60" REV4'rpass Temp "F.Hax. 350 LP examine end preps IX-PT-1-W77 H !

,

'
Temp "F NA Fit for baseline REV i5 Ra'iograph FI-132 i

'

dTime Hrs. NA
iRate "F/hr. NA REV !

'
'

-

Rate "F/hr. NA .6 Visual inspect X-9 H
of Joint: Circumgroove Base Line Radiograph REV7
of Purge Dem: NA (for info'only) [X-RT-1-W77 H.

'

' IED ACCESS WELD YES NO / g REV 1 - '
,

iComplete the fit-up 251-III-8-ER- Al t

~ ,

REV -

9ared By: Date: Pieheat ?7-III-8-08-: 2 H !
,' pprnve A nacer to Install & tack REV

ring & blocks (backingFI 132) ?7-III-8-08-: 2 ; jpevfeu:. Dater
"

Mark & initial measure REV I
WELD RECORD "for weld shrinkage FT-132er(s) Symbol - Root -Final 12 REV' rt/ Backing Ring HT. No. Vi.sual inspect X-9 H

trade tot No(s) dj@trackF;IEfM"" REV3 weld head placement FI-126
Chart No. ',

.

,

14 REV
iPre. heat ?51-III-8-BR. Al H j.

Final Check Partial r00t pass weld REV15*
Date: around blocks -!51-II'I-8,B R-A1

!
2

16 REV
inntor Code PX-52 Vi.sual inspect X,9 H

,
'

' rd Type 41-S-03-006 ;i
17 Partial hot pass weld REVIndex Number around blocks 251-III-8-BR-Al '

,

hREV
TION: 18 Visual inspect X-9 H

_ _ _ '



. .. . . . . . . . . . .

. . . . _ . . . . . . . . . . . . . . . . .. . . . . . . .......A. . .

.. . . . . . . . . _ . . .. . . _._

.-=3-- ruct. nan ruwar. ritvuut.ts
- -

Sheet'2 of 3
~

f P.P. ANL. .

hr SEABILOO4 STATION Opr. Prcc. [10LD 10LD Ins.Jnd Inn. &
*

. ,.s

>..__ _F IE LfL EI 20 CESS _SilEET _H a. OPPR ATlf 't 'N/A No. ANT P. P. P. Oper. n- . ~ D.i t. .-

i . No. 7035 L .. Public Service Co. NH (/ REV [ f
u-ttur /Tsn nn. '19 Remove blocks FI-132

,

I_d No. Prep removal area REV

:'l P8 Code ASME IIIClass 1 20 for LP examination IX-PT-1-W77

LP examine removal REV -

21 area IX-PT-1-W77 H'
! i No. 251-Tii-8-BR-Al Prepare stops & startt REV |
| re Wire ER 308 Electrode 22 for contiruance of welding FI-132 - i

thent Range "P Min. 60" REV

,terpass Temp "F Ha'x. 350" 23 Visual inspect X-9 g
~

]iTTemp"F NA ' Complete root pass REVi

24 weld 251-III-8-BR- Al
*

REV*

25 Visual inspect X-9 H |
I

Complete hot pass REV
26 251-III -8-B R- Alwe,ld -

,

. Measure for weld REV

, her: 27 shrinkage FI-132 H

REV h
28 ' Visual inspect X-9 Hepared By: Date:

; Annrnvad* Dnre. Complete (5) layers REV
29 p' prox. 5/16" to 3/8" 251-II I-8-B R- Al |'I itevieu:. Date:

'

a
"

Measure for weld REV

|
WELD RECORD 30 FI-132 Hshrinkang

| Ider(s) Symbol - Root Final Continue welding unti.1 REV

| sert / Backing Ring HT. No. 31 end of 20 hr. shift. 251-I II -8-BR-Al |

! ectrode 12)t No(s) REV-

32 ' Visual inspect X-9 H
'

list. Chart No. KLV

|33 Radiograph (info only) [X-RT-1-W77 H

Finni Check Complete approx. h REV-

,t Date: 34 weld thickness ?51-III-8-BR-Al- *

| Measure for weld 7EV
| -ininntor Code PX-52 - 35 shrinkage FI-132 y

!scord Type 41-S-03-006 Continue welding until REV

iS Index Number 36 end of 20 hr. shift .?51-I II-8-B R-Al
REV

,

3 CATION: 37 Visua.1), inspect X-9 H.

, , f93-
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~~ PULLMAH~ POWER PRODUCTS P.P.P. ~/.:;t
4

,

eet 3 of 3', SEA)L200K STATION Opr. n Prec. Il0LD riOLD Ins..and Inn. &
"

ElELILWT 3 CESS _SilEET __ M n . APRR ATT( ' 'N/A Ho, ANI i'. P. P. Oper. D: : D.i t e '
'

No. 7035 L.'. PL,blic Service Co. NH V REV / '

_ -1.Tur /Tsn un _ 38 Radiograph (info only). IX,RT,1,W77 H 3
d No. Complete approx. J/4 KtV
'l P8 CodeASME IIIClass 1 39 weld thickness 251-III-8-BR- Al

-.

Measure for weld REV -

40 shrinkage FI-132 H<.

No. 251-III-8-BR-Al Continue welding until REV
e Wire Ep so n Electrode 41 end of 20 hr. shift 251-II I-8-B R- Al--

theat Range "F Hin. 60 REV
:erpass Temp F Max. 350" 42 Visual inspect X-9 H

,IT Temp F A)A REV,

43 Radiograph (infoonly) :X-RT-1-W77 H
- '

3 REV .

| 44 Complete weld 151-III-8-BR-Al
1

Measure for weld REV
4 -

45 shrinkage FI-132 H ..

1 REV
!Ter: 46 Interpass temp 251-III-8-BR-Al

Prepare surface for REV
epared Ev: Date: 47 ISI examination EPS-1

*

'

Annrnved; napp; Visual inspect final REV'

48 weld 0.D. X-9 H|I Review Date:

REV,

| WELD RECORD 49 Remove backing ring FI-132
; ider(s) Symbol - Root Final Prep removal area REV
i prt/ Backing Ring HT. No. 50 fo'r LP examination IX-PT-1-W77
ectrode Lot No(s) Visual inspect final REV51 weld I.D. X-9 H

,

Iat Chart No. LP examine removal REV.2a area 1 X-PT-1-W77 H
.

*

Final Check LP examine final weld OD REV
'

53*
Date: I X-P T-1-W77 H

Radiograph final weld REV
ininntor Code PX-52 54 (required for ASME III) IX-RT-1-W77 H

*

cord Type 41-S-03-006

.S Index Number
.

6 CATION: . . i
'

i
f; '

n. -]
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! Transmittal No. (FQAP-46)
.g.

Binder No.-

Public Service Co. of Few Hampshire
Seabrook Station

Index of UE&C Field Ouality Assurance Procedures i
i

March'22, 1982 k

,

'

TAB DOCUMENT
|KO. KUMBER TITLE

l
Management Statement .;

* QA/QC Glossary ~ " Jun'e 23, 1975
~

_

. -

1 QCP-2 Quality Assurance Program 4 Jan 26, 1981

2 QCP-4 Procurement Document Control 0 Feb. 16, 1982

3 QCP-7 Control of Purchased Material, vendor 0 Feb. 24, 1982
Evaluation and Selection

4 *** QCP-7-1 Receiving Inspection for UE&C Purchased 6 Jan. 16, 1981.

*Items

i 5 ** QCP- 7-2 Receiving Inspection of Westinghouse 2 March 2, 1981
' NSSS Items

6 *** QCP-7-3 Receiving Inspection of UE&C Purchased 0
- March 2, 1981

Non-Safety Items

7 **** QCP-8 Material Control 4 Sept. 28, 1979

8 QCP-10-1 Site Surveillance 4 Jan. 30,1981

9 QCP-10-2 3urveillance of Blasting Operations '1 Sept. 5, 1979

10 ** QCP-10-3 Fire Protection Surveillance 1 May 26, 1980

! 11 QCP-12 Surveillance of UE&C Gauge Facility 1 Jan. 16, 1981

12 ** QCP-13 Bandling and Storage Control 11 March 9, 1981
,

13 * QCP-17-1 Records Review 3 Oct. 20, 1980

14 * QCP-17-2 Quality Assurance Records 4 Oct. 20, 1980

The Quality Assurhnee Program for site activities
associated with Criteria 1 through 6, 9, 11, 12,**

14, 15, 16 and 18 of Appendix B to 10CFR50 is
|

covered in the corresponding Seabrook Station
Quality Assurance Procedures Manual

i

* ACN-38 dated 5/31/81 supplemer.ts Rev. 11 of QCP-13
* ACN-39 dated 7/9/81 supplements Rev. 11 of QCP-13
* ACN-40 dated 7/9/81 supplements Rev. 4 of QCP-17-2
* ACN-41 dated 7/9/81 supplements Rev. 3 of QCP-17-1
* ACN-42 da'ted 7/9/81 supplements Rev. O of QCP-7-3

(Continued. . .).

.

- - - - , - , , - - - - .



.

Transmittal No. (FQAP-46)
- ,

'-
Binder No. C-

* ACN-43 dated 7/9/81 supplements Rev. 6 of QCP-7-1
* ACN-44 dated 7/9/81 supplements Rev. 2 of QCP-7-2
* ACN-45 dated 7/9/81 supplements Rev. 4 of QCP-8

** ACN-48 dated 8/11/81 supplements Rev. O of QCP-7-3
. ** ACN-49 dated 8/25/81 supplements-Rev. 6 of QCP-7-1

* ACN-50 dated 10/7/81 supplements Rev. O of QCP Glossary
** ACN-51 dated 9/2/81 supplements Rev. 4 of QCP-8

*** ACN-52 dated 9/21/81 supplements Rev. 6 of QCP-7-1
** ACN-53 dated 9/21/81 supplements Rev. 2 of QCP-7-2

*** ACN-54 dated 9/21/81 supplements Rev. O of QCP-7-3
*** ACN-56 dated 9/24/81 supplements Rev. 4 of QCP-8

**** ACN-58 dated 12/22/81 supplementa Rev. 4 of QCP-8
* ACN-61 dated 1/15/82 supplements Rev. 1 of QCP-10-3

** ACN-64 dated 2/1/82 supplements Rev. 1 of QCP-10-3 .

.
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-W UNITED ENGINEERS & CONSTRUCTOR 9 INC.

MANAGEMENT STATmENT

!

The entire United Engineers & Constructors (UE&C) organization is
committed to the UE&C Quality Assurance Program to assure that the Seabrook
Station Project is designed, engineered, procured, manufactured, fabricated,

| installed, erected and constructed in a safe, reliable and efficient manner.

It is the policy of United Engineers & Constructors Inc. to ensure
the highest degree of functional integrity and reliability of piping systems,

i

| materials, components and structures of the Seabrook Station in strict
accordance with the requirements of the ASME Code, engineering specifications
and AEC Regulatory Guide requirements.

The total responsibility for UE&C's activities on the Seabrook Project
|

I rests with the Project Manager who reports to the Vice President of Power
Engineering. Responsibility for Construction activities rests with the'

Construction Manager who reports to the Vice President-Construction. The
Manager of Reliability and Quality Assurance is responsible to the Project
Manager for all Quality Assurance activities on the project. The Manager
of Reliability and Quality Assurance reports directly to the Vice President,
Administration and is responsible for planning and in lementing, management-

I approved QA policies and procedures.

It is incumbent on all concerned to support and adhere to the
provisions of this Procedures Manual in an objective and cooperativa manner..

/

41 v1F

$[t [ReliabilityandQualityAssurancew . B. Silverwood, Manager|

|

+

}>il \>. u

. Dmytryk
'~

truction Manag

G. F. Cole

/ Project Manager
L. -

.
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QA/QC PROCEDURE ADVANCE CHANGE NOTICE.. 3.,,,3
' cue. wD.( PUBLIC SERVICE CO. OF NEW HAMPSHIRE - SEABROOK STATION Er cTiVEg g

PROCEDURE TITLE Quality Assurance / Quality. Control Glossary oA Glossary

ocP Glossary
See BelowPREPARED 3Y '!. E. O'Connor DATE 9/28/81 REv. _

CHANGE [ . i; - :. I
'

: DATE See B'elow i-
(

~

(1) QA Procedure Glossary .Rev. 1 8/31/76, Page 1 of 29) *

2nd Item: Accent As-Is
,

Present: A nonconformaace review board disposition indicating material discrepancies

j do not substantially affect safety performance and maintainability; and that the
material can be used for its intended purpose.

Change 1st sentence to read: A disposition bv the responsible eneineer indicating
material discrepancies do not substantially aff'ect safety performance and maintain-

ability; and that the material can be used for its intended purpose. ,,h...%V. - - . .

..
, , __ .

,

) QC Procedure Glossary (Rev.'O 6/23/75, Page l'of 26) ' NOV 301981
'

2nd Item: Accent As-Is-
_ _ _ ___ _ r_em
STATION

Pre sen't : A nonconformance review board dispositon indicating material discrepancies
do not substantially affect safety performance and maintainability; and that the

material can be used for its intended purpose.

Channe 1st sentence to read; A diseosition bv the resconsid a enc N e* indicating

| material discrepancies do not substantially affect safety performance and maintain-
-

ability; and that the material can be used for its intended pupgspy y}
e' P Y ON N ska

: .nn nTWi R T h Wi W""
kNI MkdOA

'

-

.

1,L) 6 "~

REASON FOR CHANGE To delete NRB action for items " Accept As-Is" and to be compatible
with the site NQAM.

(

REVIEWED BY REVIEWED BY APPROVED APPROVEDDA E DATE DA E APPROVED DATEFSQA PROJ c7 OAE , ,, , ,, , g g g

/JtLid a %%AL % J. M W k 4J,Hhw % % %
. ' ([

''
/ ' y I |

_ . --_. - -_ - _- ___ . , _ _ _ - - - _ .- _ _ _ _


