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|/
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PART I. -- INFORMATION RELEASED
No additional agency records subject to the request have been located.

Requested records are available through another public distribution program. See Comments section.

APPENDICES Agency records subject to the request that are identified in the listed appendices are already available for
M public inspection and copying at the NRC Public Document Room.

APPENDICES

Agency records subject to the request that are identified in the listed appendices are being made available for
N public inspection and copying at the NRC Public Document Room.

Enclosed is information on how you may obtain access to and the charges for copying records located at the NRC Public
Document Room, 2120 L Street, NW, Washington, DC.

APPENDICES .
N Agency records subject to the request are enclosed.

DE 08 O&E |00

Records subject to the request that contain information originated by or of interest to another Federal agency have been
referred to that agency (see comments section) for a disclosure determination and direct response to you.

We are continuing to process your request.

See Comments.

PART LA -- FEES

$

AMOUNT * D You will be billed by NRC for the amount listed. D None. Minimum fee threshold not met.

D You will receive a refund for the amount listed. I:] Fees waived.

* See comments
for details

[]
[

L]

PART L.B - INFORMATION NOT LOCATED OR WITHHELD FROM DISCLOSURE

No agency records subject to the request have been located.

Certain information in the requested records is being withheld from disclosure pursuant to the exemptions described in and for
the reasons stated in Part Il.

This determination may be appealed within 30 days by writing to the FOIA/PA Officer, U.S. Nuclear Regulatory Commission,
Washington, DC 20555-0001. Clearly state on the envelope and in the letter that it is a "FOIA/PA Appeal.”

\ T~

PART I.C COMMENTS (Use attached Comments continuation page if required)
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NO. DATE

1. 08/14/95
2. 09/13/95
3. 09/13/95
4, 04/24/98

Re: FOIA-2000-0014

- APPENDIX M
RECORDS ALREADY AVAILABLE IN THE PDR

ACCESSION
NUMBER

9508180291

9509130191

9509130197

9804300006

DESCRIPTION/(PAGE COUNT)

Letter from L. J. Callan, Regional
Administrator, NRC Region IV, to L. E.
Pardi, MK, subject: Notice of Violation.
(6 pages)

Letter from T. Zarges to USNRC,
subject: Reply to a Notice of Violation.

(1 page)

Letter from L. E. Pardi to USNRC,
subject: Reply to a Notice of Violation.

(8 pages)

Letter from Scott Patulski to USNRC
regarding Reply to Apparent Violation.

(6 pages)



NO. DATE

1. No date

2. 06/09/88
3. 09/16/88
4, 07/17/96
5. 08/01/96
6. 01/14/97
7. 01/22/97
8. 01/23/97
9. 01/24/97
10. 01/27/97
11. 01/28/97
12. 02/28/97
13. 03/10/97
14. 03/13/97
15. 03/13/97

. Re: FOIA-2000-0014

APPENDIX N

RECORDS BEING RELEASED IN THEIR ENTIRETY

(If copyrighted identify with *)

DESCRIPTION/(PAGE COUNT)

Drawings and charts. (25 pages)

Field Welding Procedure (8 pages)

Field Welding Procedure (13 pages)

Fax to D. Yeston and R. Couldstring from A. Artayet. (24 pages)

Memorandum to E. Gorden from A. Artayet, subject: Delegation of
Authority for the Point Beach SGRP. (1 page)

Exhibit 18 to Ol Report 3-97-013: Memo from A. J. Walcutt to Max
Bingham, subject: Draft of Open Issues Under. (9 pages)

Memorandum from A. Artayet to A. Walcutt regarding Concerns
About MK’s DC Cook WPSs. (5 pages)

M-QM-97-004 (Determination Checklist for 10 CFR Part 21
Applicability) (5 pages)

Quality Assurance Instruction. (1 page)

Memorandum to Andy Walcutt from Lou Pardi, re: |IOC M-QM-97-
004 (1 page)

Memorandum to Tom Zarges from Andy Walcutt, re:1996
Management Review (2 pages)

Memorandum to File from A. Walcutt, subject: Evaluation of
Potential Part 21 as Described in IOC No. M-QM-97-004. (2

pages)

Memorandum to Wayne Kropp from Donald E. Funk, re:
Additional Information Received Regarding AMS No. RIll-97-A-
0035 Employment Discrimination, Inadequate Weld Procedures at
Point Beach and D.C. Cook (17 pages)

Allegation Action Plan (4 pages)

Memorandum to Wayne Kropp from Jay Hopkins, re: Additional



16.
17.

18.

19.

20.
21.
22.
23.
24,

25.

26.

27.

28.

29.

30.

03/18/97
03/20/97

04/22/97

05/19/97

07/24/97

08/04/97

08/05/97

08/05/97

10/20/97

10/29/97

11/10/97

2/7/98

02/24/98

03/24/98

3/25/98

Information Regarding Employment Discrimination and
Inadequate Welding Procedures at Point Beach and D.C. Cook
AMS No. RIII-97-A-0035 (3 pages)

Memo from A. J. Walcutt to File. (1 page)
Conversation Record (1 page)

Memorandum to Geoffrey Grant from Jay Hopkins, re: Ol report of
Interview Morrison Knudsen: Alleged Discrimination Against a
Corporate Welding Engineer for Raising Welding Concemns (Ol
Case 3-97-013) (AMS No RIII-97-A-0035) (1 page)

Memorandum to Jay Hopkins from Jerome Schapker, re: Ol
Report of Interview Morrison Knudsen: Alleged Discrimination
Against a Corporate Welding Engineer for Raising Welding
Concerns (O! Case 3-97-013) (AMS No RI!-97-A-0035) (3 pages)

Follow-up ARB ( 2 pages)

Allegation Action Plan (5 pages)

Letter to S.A. Patulski from John A. Grobe (2 pages)

Letter to E.E. Fitzpatrick from John A. Grobe (2 pages)
Memorandum to J. Gavula from Jay Hopkins, re: Additional
Information Regarding Part 21 Applicability for Weld on D.C. Cook
U-2 S/G Replacement, AMS No. RIll-97-A-0035 (1 page)

Memorandum to J. Hopkins from M. Holmberg, re: Review of
Licensee Investigation Report for Allegation No. Rill-97-A-0035 (1

page)
Exhibit 32 to Ol 3-97-013: Conversation Record (2 pages)

‘Memorandum to J. Grobe from Jay Hopkins, re: Alleged

Discrimination Against a Corporate Welding Engineer (Ol Case 3-
97-013) (AMS No RIil-97-A-0035) (1 page)

Memorandum to Jay Hopkins from John Grobe, re: Review of
Morrison Knudsen Corporation (MK) Investigation for Allegation
No. RII-97-A-0035, Ol Case No. 3-97-013 (1 page)

Memorandum to Jay Hopkins from James Gavula, re: Morrison
Knudsen Corporation (MK) Investigation Review, Identification of
Additional Concerns (1 page)

Letter to S.A. Patulski from John Grobe, re: Apparent Violation of
Employee Discrimination Requirements (U.S. Department of



Labor Case Nos. 97-ERA-34 and ARB 98-016) (4 pages)

31. 04/21/98 Memo from R. Paul to B. Clayton, subject: MK: Alleged
Discrimination Against a Corp. Welding Engineer. (1 page)

32.  05/07/98 Follow-up ARB (4 pages)

33. 05/7/98 Memo from J. Hopkins to J. Gavula regarding Follow Up ARB for
New Conce4rns Identified During ESB1’s Review of Ol Transcript.
(1 page)

34. 10/22/98 Handwritten faxed note from Chuck Weil to Mike Stein with
attachments. (7 pages)

35. 12/28/98 E-mail from M. Stein to C. Weil regarding MK. (1 page)

36. 01/28/99 Letter from R. Edmister to C. Weil enclosing overheads. (8
pages)

37. 02/8/99  EA Request & Enforcement Strategy Form. (1 page)

38. 03/01/99 E-mail from M. Stein to C. Weil, H. Clayton & J. Lieberman. (1
page)

39. 03/03/99 E-mail from M. Stein to J. Lieberman. (1 page)

40.  03/04/99 E-mail from J. Lieberman to C. Weil regarding Release of
Morrison Knudsen Material. (1 page)

41. 03/11/99 E-mail from M. Stein to C. Mohrwinkel & E. Baker re allegations
question. (1 page) :

42,  03/15/99 E-mail from M. Stein to E. Baker. (1 page)

43. 03/18/99 Letter from R. Paul to M. Connors. (1 page)

44, 03/19/99 Memo from M. Stein to C. Weil. (1 page)
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MK-FERGUSON
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. (@ wm-FERGUSON COMPANY Rev. 0
. A MO RO COMPARY M/Q(’WELD DATA CARD

gt e

Convactto. 2669 CardNe{S31A-40 B it 77 "ot £ I,
W.P.S. No. Rev. Joint Type . Pipe Diameter Weid Thickness 2 'ﬂ%
‘M-1-1-AB . / Weld Build-up 32" *NTE 2"
WELDERS / DATES REVIEW / APPROVAL
Tack Roat Balance T/ 5287 Waiding Engineer Dats
p-9 Klhe) 7-20-58 €unsnne Hoaelin 3-23-88
PY S5 7-32-8% Quatly Review Date
P2 7 2/-B8 ¢ Kheset - m \J- 2¢-88
2Y S L2 >-37-% b/ | Others Review Osts
P-7- 6T o Q.1 -5 P—+788)]
PCD REQUIRED Q.C. |OTHER]  CONST. QUALITY CONTROL OTHER
STEP | CONDITIONS | HSLD | ESa | RELEASE RELEASE DATE RELEASE DATE REMARKS
eanliness V274 — v7 Z F-/-33 |
1 prior to weld H -ﬁg{” W"‘a’ 7- 2955 o g
inal VI 1”4 Zd//b@/mf Y
;ﬁ A3 | (Note 2) H 9-/3 CF |9 rspiu- ~31{2~’{/'
7 Te—-heat M b <ZL 1S A4GD K7 §-/-¥Y
§ Z2 | Note 3 ) H égc—se 7-30-55 KF.00% 270°
ST, T 3-2 -3
nk F 285~ a!o£
FILLER MATERIAL
Bare Wice Filler Metsi Coated Elect Rod Other
ER70S-2 W02 E7018 WOl //4
1.D. NUMBERS NOTES / SPECIAL INSTRUCTIONS Repairs
LB 1. SEE FWP-9.3 FOR
wa//aa/ Y. 2% 7-30-F8  wolfood £VT ADDITIONAL REQUIREMENTS
L4 - Juw
k)a//aa/ /'5513 5"74, $-s-7 2. Inspection to be performed Af%
2- brolfeal é’:"ar after machining of weld preg “"*™
ez 2-
wo/éal MY 5.2/ 5F juordes BT | 3. Pre-heat per heat treat re- /
8_( cord 1531A-40. AR
LJJI//ao/AS’ 2-3C * Not to exceed NCA No.
wes /o003 OS 7-3~ 8y (ASME Class 2) ,{//4
FINAL REVIEW FINAL REVIEW FINAL REVIEW
Wty Date M&W—M Date Others
\ MQ@ 12-23-§%

Nwe O g 7-A <63y



. - (@ M- FERGUSON COMPANY - Aav.
ABORRION 1OMOSEN CoumaY WELD DATA CARD
Contract No. -v - Weid No, Page 2
3669 T331a-20 N/A Vot 7
W.P.S. No. Rev. Joint Type Pips Dismeter Waid Thickness
_ lgoﬁ'f‘
M-1-1-AB / Weld Build-up 32" *NTE 2" '
WELDERS / DATES REVIEW / APPROVAL
[ Tack Root aaum?f-f-—(,‘ﬂ_'} -3 Waeiding Engineer Date
ff o 99 P9 _&ﬁ‘m‘g&ﬂ.d.%— 3-2.3-8%
H PR W ,,ga_ Qualit} Review Date
P g ‘%ﬂ w. Looerecs) 5 24-88
{6% {9{ :é -& Review Date
' ‘5 WR I A Eoss |
PCD REQUIRED Q.C. |OTHER} CONST. QUALITY CONTROL OTHER
STEP | CONDITIONS | boel | i | RELEASE RELEASE DATE RELEASE DATE REMARKS
c+ g-3-8% s -
1 iprior to weld H oA eurz 1353
inal VT
B *LZ sy %5; ‘e 3
42, ) (note 2) - ;—/3«@' Z/ Ly et g0 B3I -80-3-0-0
re-heat KW J-3-¥8 ;lrr.ry-:-!
2Z (Note 3) H 220 *F m/cF.zo‘oY
ye s < E 2458
R20°F gxfF225 24-54£-0
S/ I §96- 89 oo 0
300 f MUL 208 ot ~11-§-6
- (188 !
a‘?sv'"_%fﬁ_aﬂf 1531 -A-§0~2-0-0
Tl F-iTF g
290 wif 3eS ol 081 1-4-F-0
LTSRS Lol o
« | sakE 208 1531A-30-2-F-O
2 ¥0°F ErtRe-1-68 .
MEF 3OS 1531R-30-2-0-0
gy s’ W
270'F EYR Rre-3o-S8
M(cE -0 0 & I531R-B-2-0~0
FILLER MATERIAL
Bare Wire Filler Metal Coatsd Bect Rod Other
ER70S-2 w02 E7018 wol ,4///%
1.D. NUMBERS NOTES / SPECIAL INSTRUCTIONS Repairs
SEE FWP-9.3 FO
| Lo //Jd 2 W“zé’ 458 ! ROBITIONAL REGUIREMENTS /
\-tx,\(c.c3 L\ R-\s- 8 AM/A
Yoy 2. Inspection to be performed [Thoe
Twn 21769 after machining of weld preg
wotfvod twi ¢-i?-9¥ 3. Pre-heat per heat treat re-
woe foo s S B-18-€D cord 1531A-80 "//A
oy fee = Yk -7 NCR No.
woifoos I—0-11-0¢ * Not to exceed ,(//ﬂ’
wWo/oex IR &-20=2 (ASME Class 2)
FINAL REVIEW FINAL REVIEW FINAL REVIEW
ity Contral Gote Guality Enginee: - Rec Dote Others
\M o F Brsee . Sereniiz-23-41




U . ""-‘(\\3 COMPANY N
R 4 e spasobiit ke WELD DATA CARD

Contract No. ' Card No. .
e " 3669 15314-250 ™™ 1-3 (note 4) o 1
’ W.P.S. No. Rev. Joint Type Pipe Dismeter Weid Thickness
M-1-1-AB / Open Butt 32" 1 1/8"
g WELDERS / DATES REVIEW / APPROVAL
Tock pyjn Root K 270, 1-5 /ul g 9] Welding Engineet Date
f} ///%’/:f/?’ Vi wev- 1A ;,c ;ﬁ” 13 83 s ’j, 3 "
L S A o ny PR L %%M‘MLW Ban
<] fSZ fng 7182 J" Paf% w. m I-2¢-88
ﬁ-/’ PIO LT 1 L
v M ‘Qﬁ‘«‘m bee
B : 2 Pmﬁs -s3{ Db hcoes
PCD REQUIRED Q.C. |OTHER| CONST, QUALITY CONTROL OTHER
3 | sTeP | cONDITIONS | oy | fomy| RELEASE _ RELEASE DATE RELEASE DATE REMARKS
P “’7’7}
1 |Pre Fit-up | H 2 /2 95_'?” i )
. XANIT | £FC o Salhy 31043 1;174.- V77
2 |Fit-up H H_|4++9 (4 =350 =2-F=0
Q Pre—heat
\\'2 3 P‘(Jg%te 2) q;a .57
e
§ 4 | (note 3) 99” 371 _
- 7 ".d. ‘t
b Final VT H D,J ' /p;//-z.ro-f er o iy iq R R 7 Yo LeoS
AP ta.?M-:go.‘ F-.r WsrasiEd o
Q_ 6 IRT B |ofihe jp-5-¢F |6 R 02788 I 2 ST 00
6 # b4 (Bomy 0T THE 33 / FhcLny
5A FIIJA[ MT H 10-$-£% /825 5R-F=/ rlewinxa-f
»
[ 4 .
g
FILLER MATERIAL
Bare Wirs Fillor Metal Coated Elect Other
ER70S~2 W02 o8 WOl A
1.0. NUMBERS T NOTES / SPECIAL INSTRUCTIONS Repairs
. we(/¢a4 P 245
- 1. SEE FWP-9.3 FOR
1002/06/ 77,3 %?/ff’ o ool vT 7L ADDITIONAL REQUIREMENTS
Coiloe L7M 9383 Wy eoeAIKIA LS 2. Pre-heat per heat treat rect /A
T ey M"'N"' Y]] oL cord 1531A-250.
Mor/osl EVT T3V  worfuss7HK n-2-73 3. PWHT per heat treat record
. Noz/oo ) gnt ;un/—ﬁ” 1531A-250 ,(/A
Wo YO0 g 9- ~<¥ Oléﬁw_tdﬁ_ ‘ NCR No.
M’/y‘ fo TP sy w‘nr‘w 104% 4. See Dwg. # ‘27—001-(: /
wolfsov gvr 70588 wd\foasSLT (0.4-5% (ASME Class 2) MR
FINAL REVIEW FINAL REVIEW FINAL REVIEW

Oate Quaiity Engineer - Recor Date Others
\%&n) Iagsl&@u.u. e ) |12-23 -6




/.

(@ mx.FERGUSON COMPANY A - s
e A ORI KIRSEN vty WELD DATA CARD .
Contract No. Card No. Weid No. Poge
3669 1531A-255 FW_1-4 (note 4) | 10ty
W.P.S. No. - Rav. Joint Type Pipe Diametes Waeid Thickness
M-1-1~-AB / Open Butt - 32" 11/8"
$ WELDERS / REVIEW / APPROVAL
Teck Root Welding Engineer Dats
D | 7w it P//ﬂ”'?ﬁ” P32 @'9-/3-353 M//Pf— i‘f" Eon Hend 3'_! L .p0
= rz,\"—fl ?-‘I?f-:‘);}' A3 P‘?qwa! Quality Review Date
a¥y 4} M - -
1] 49,730, /—zs"ﬂ/ P 35%’ & i;z‘;‘ L
PZ.l P32 ot~ B
3 i PP P# ‘)# - e -3 .
PCD REQUIRED ac (o CONST. UALITY CONTROL OTHER
Q STEP | CONDIMIONS | BSil | HD | ReLease RELEASE DATE RELEASE DATE REMARKS
2 L&W Lz
* 1 |Pre fit-up | H 2305 FIRIT mﬁﬁf?: ‘é )
FANIL gt Jz_d-&a, ?-175% 7717‘- -85
2 |Fit-up H H £-4-8% |55t 20270
Pre-heat
w 3 | (note 2) YL
X% PWHT /P
¥ 4 | (note 3) Q-xs4 : :
% -%a,—u‘;»w/ﬂrﬂr T ek wdrrey
§§ 5 | Final VT H foj( -¢7 /4-235 - 52F-/ ﬂvn»co“/’ Le3
M‘ W /r:-n-' WIITNESSED ~ oK -
6 |RT ‘"’M ,ﬂo‘?{vﬂ’ s, /ﬂ;&?‘;b"';pf%w?t,o Y /gg .
) oy s IA% SR, M ;»cﬁw
5A | Final MT | H 059 VoHR-2555n 7] Ay oy £ou /52>
FILLER MATERIAL
Bare Wire Filler Matal Coatad Elect Rod Other
ER70S-2 W02 E7018 WOl LA
1.D. NUMBERS NOTES / SPECIAL INSTRUCTIONS Repairs
1. SEE FWP-9.3 FOR
Jw:n/oa/ Y7 2% q/@ff/ coatlose el ADDITIONAL REQUIREMENTS W /
&/f 61/006 .
tioa.,i’:{%Q}B 6 wei/e 2?19 2. Pre-heat per heat treat rec A
! evl. %142 - _ Cutouts
ord 1531A-255.
sor/ost. ELT /01T oot
" 3. PWHT per heat treat record ///*
“O oo GV G T arl -z 1531A-255
. w;l//oav gar orvy  kolfeed w053 NCR No.
&ioijo0e T G./6F5 4. See Drwg. # W-001-C
::/00; m‘a_,‘ 28 (ASME Class 2) ///A
FINAL REVIEW FINAL REVIEW FINAL REVIEW
Kty Date Quality Engineer - Records Dets Others
L D D ol v T 1228




9@& Yo 81568

(B WK-FERGUSON

"
v

3 WELD DATA Coaidd

XN S/ E3/4 -0 -ooJ

— g & on /[ é 716182‘:
Conwest NS, Card Mo, Weid Me.
3669 1531A~-290 FW ~1-5 (note 2) '“ 1
wr.S. Ne. fav., ° Jornt Type Pips Crarnoner Weois T -
—_ M-1-1-AB I Open Butt 14" 374"
WELDERS / DATES ____REVIEW ! APPROVAL
"Bis 4% Fas 4t ear3E | e\Z CaL 8168 e (e e eta
- - - -q" - -,
Rt suT- PR 4 P~ 1~ A4 9-1-38 —&%ﬁgm&&m_n*
M 6/28/8%
pcO REQUIRED aC | &0 | QUALITY CONTROL AN ! OTHER
sTer | comomons | RS | MRS | vea ) e RELEASE DATE REL DATE | RELDATE REMASKS
C- 2 #35-§
1 tb., /v, A<Calpe Pc
1 |Pre Fit-Up | H F’ MS& A oy ?
ANII -d ¢ fusss IS 314-270-/-F-3
2 | Fit-Up H | H 3-3\- ;% g-1-& I
(Note 3) 1 i 9“# g 7
Pre-Heat g | ' .f A PWPPPN . |
| tHete—n i -9-2-88 ,
——-BWHT: it l| rdd &% 8%l E
| e Y g ;{E&% :
Final VT H A4 u-m-s-e-z; , §-2-5% |
1531 A~290- 6- F §BABN
6 RT H 19| % 9-5. 66 LI A % 428 B
n ; @ :.3“W
SA \Final MT | H nd w/o;ﬁ:fg-r-/
" FRLER MATERIAL
Beve Wire Fller Mo Costes Sost fee Ot
ER70S-2 w02 E7018 wol1 Y77/
1.0, NUMBERS i NOTER | SPECIAL INSTRUCTIONS Aesers
woz/eol 2-31-58 1. SEE FWP-9.3 FOR
woz,bz.:"ﬂt -3 ADOITIONAL ‘//p

wodfool Evre P-/~TF¥
wel- oo, Bﬂ‘l- o.i-18

2. See dwg. #W-001-C
3. Pre~Heat Per Heat Treatment Cuteus
Record 1531A-29Q

: W/
“M: 7 NCA Ne.
(”ZSRLET Clas K9-1-33 ///A
FINAL REVEEW AINAL REVIEW -

£

!
“""Z.’%i }'.;.'-'zs-frl -




-a Yo

‘#(

Page No.
10/11/88

MK-FERGUSON COMPANY, INC.
COOK NUCLEAR PLANT - UNIT # 2 - SGRP
REVISION #14

~ FIELD WELDING PROCEDURE

=FWP-2.1

FWP-7.1
FWP-7.1
FWP-9.1
FWP-9.2

FWP-9.3
FWP-9.4
FWP-9.5
FWP-9.5
FWP-15.1
FWP-15.2
FWP-15.3
FWP-15.4
FWP-15.5
FWP-15.6
FWP-15.7
FWP-15.8
FWP-15.9
FWP-15.10
FWP-15.11
FWP-15.12
FWP-15.13

FWP INDEX
ISSUE FIELD WELDING PROCEDURE
REV DATE TITLE
m———=
s

2 09/19/88 Draft Welder Qualification e
1 08/04/88 Filler Metal Control

2 10/10/88 Filler Metal Control

1 08/04/88 Control of Welding

0 02/16/88 Controlled Preheat and

Post-Weld Heat Treatment

0 02/05/88 General Welding Requirements
0 02/16/88 Control of AWS Welding

0~ 10/01/88 STUD WELDING

1 10/10/88 Stud Welding

1 06/09/88 WPS N-8-8-A

o'”;os/os/aa WPS M-8-8-BF

1 06/09/88 WBS M-8-8-AB

1 06/09/88 WPS M-1-1-AB

0 05/25/88 WPS M-1-1-BF
(3 10/01/88 WPS M-3-3-AB

1 06/09/88 WPS N-3-3-C

0 05/09/88 WPS M-1-1-AS

1 06/09/88 WPS M-3-1-AB

1 06/09/88 WPS M-8-8-AS

1 05/09/88 WPS M-1-1-B (AWS)

0 05/09/88 WPS N-1-1-C (AWS)

o 05/09/88 WPS M—-1-8-AS

A w6 A - 9 A- 03"
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Page No. 2

e 10/11/88 .
MK-FERGUSON COMPANY, INC.
COOK NUCLEAR PLANT - UNIT § 2 - SGRP
REVISION #14
FWP INDEX
“ FIELD WELDING PROCEDURE ISSUE FIELD WELDING PROCEDURE
NUMBER REV  DATE TITLE
- p—— —— 1
=FWP-15.14 VOoID / / WPS M-3-1-B

FWP-15.15 : 1  06/09/88 WPS M-1-8-AB
FWP-15.16 0 05/09/88 WPS M-1-8-ABF
FWP-15.16 1  10/06/88 FWP M-1-8-BF
FWP-15.17 DRAFT ,/ / WPS M-1-1-A
FWP-15.18 ; DRAFT / / WPS SPOT-1
FWP-15.19 1 06/09/88 WPS M-8-8-A
FWP-15.22 ’ 0 09/16/88 WPS M-1-1-BA

FWP~15.23 o 09/16/88 WPS M-588-B



@nmcrenguson

PAGE___ 1l o 3
Procedurs Title Contract No.
3669
Procedure Type
Field Welding Procedure
WPS M-1-1-AB Number
FWP-15.4
Rev. Issue Date
1 6/9/88
Set1.D, # %
Concurrence:
PWE fmguz C Hoadin, £-9-2%
EM W % /Q/M C/ 9/"8
e
PQM // /% s T
PGS Qﬂ/ £ M é -5 59
pu (0 b & 1 St & -G-57
Title Signature Date
Client Client
Tré?\r;mmal No. A;.;groval Status Approved
Change Status/Remarks: o
Added Joint Design Details.
Procedure Approval:
PWE Cugupnie ¢ Hondi 6-9-28
EM . 3 L 4/ Wff
POM //4,/ 4'/4/4* ./ ol
PGS / o / 755
PM /é;.o/{mﬁ /? /L),{/%W‘— ~'}”‘/ 7
Title Signature Date 4
NEWS/24060  10/02/84
AAs RO - 99 A-ce3s



aTS.wae0t
@Mx-maeuson - St1oan
Page Welding Procedure Specification
Weiding Procadure Specificanon Na. Oate Supporong PR No. Revsion Oate Supporang PQR No.
M-1-1-AB 6/9/881 1 - 124 4 10/86‘1 - 117
Revimion Date ISuopomng PQR Ne. Revision Date ! Supporting POR No.
3 10/87 |
WELDING PROCESS(ES)
EGTAW T FCAW ZSMAW (O GMAW
Z OTHER A mMaNuAL o MACHINE  SEMLAUTOMATIC
O ASME SECTIONI % ASME SECTIONII = ASMESECTION VIl X ANSIB31.1 O ANSIB31.3
O OTHER
GROCVE DESIGN {QW-402)
@ VEE ZCOMPOUND & OPENBUTT ~— BACKINGRING = FILLET/SOCKETS C CONSUMABLE
T OTHER
BASE METALS (QW-403)
P No. Backing Matenal Diameter Range
1 to 1 N/A Unlimited
THICKNESS |ASME ANSI " Other
RANGE .187 to 8" .187 1o 8 to
FILLER METALS (QW-404)
F No. A No. Spec, No. ANS Na. Size of Filer
5 1 SEA_ 5. 18 ER708§=-2 3/32 - 1/8
F No. A N9 . AWS No. Size of Filer
4 1 SFA S .1 EZ018 3/32 ~- 1/8
CONSUMABLE INSERT
Spec. No. ANS No. Sizs
N/A
Flux Compositon Partical Size Electrooe Flux Composoon
Cther
THICKNESS OF DEPOSITED WELD METAL
Min. Per Pass Max. Per Pass Total Min. Per Pass Max. Per Pase Totad
1/16" 1/8" 1/2" 1/16" 1/8" 7 3/8"
Process Procsss
GTAW SMAW
POSITION (QW-406)
Posmon ot Groove Weiding Progression
Al & UPHILL T DOWNHILL
PREHEAT (QW-408)
Preneat Temp. Min, Interpass Temp. Max. | Prehest Muntenance Montonng *Temp. Other ~"Rel. LWP=Y.3
20° to 250° 500° @ FLAME (R ELECTRIC| indicating device |See note 2 next page
POSTWELD HEAT TREATMENT (QW-407)
Temperature Time Range Thickness Cther
1125° +325° See FWP-9.2 ASME 1.5, ANST .75
GAS (QW-408)
Stueiding Gasies) Flow Rate Backing Flow Rate Percent Composmon  ; Cther
Argon 15 - 35 CFH N/A N/A Welding Grade '




QTS-W001.2

!VlK-FEHGUSON . . . Rev. 0 (10-23)
— Welding Procedure Specification ASME
NoO. M-1-1-aB
ELECTRICAL CHARACTERISTICS (QW-409)
Page 2
C"P':'g:,'"'y"d Amperage | Voitg | Trave Speed Flgus Mumber Process | Size in.
NCSP, 80 - 12010 - 141 3.0 Min, {1, 2 GTAW 3/32
DCSP. 90 -~ 135112 ~- 16! 3.5 Min, |}, 2 GTAW 1/8
DCRP 85 =120 120 - 24 2,5 Min, 11, 2 ('3 %00 SMAW_| 3/32
DCRP 115 = 1451 22 - 274 3.8 Min. 11, 2 b e SMAW 1/8
Puisating Current - GTAW SFAJAWS - 5.12 - EWTH - 2 - 2% Thonated Tungsten Sizes
T YES T NO EYES CNO T3/32" X 18" T s132
TECHNIQUE (QW-410)
String or Weave Bead QOscitlation Dwell Time Frequency Gas Cup Size
Both as required 1/2" Max. N/A N/A 4 - 12

Contact Tube to Work Distance
N/A

Initiat & Interpass Cleaning

Mechanical and/or Chemical

Other

Muttipass or Single Pass (Per Side)
Multiple

Single or Muttiple Electrodes
Single

Method of Back Gouging
Mechanical/Thermal

TYPICAL GROQVE DESIGN

-

INotes:

IO:; .

W Ml reoT erey | Pee—

&2
T \3%
« 2 Ces
. - 0 L MAX
1 A

‘—l%— KR \'.?]'

MIN.
FIGURE NO. 1
37.5¢
+2.9
34 Max. 2
;- __:O.D(n MAX.
! | 0.5 = 'R ]
o, [ - 3 !
—y X :'é;_
FIGURE NO. 2

1. See FWP 9.3 for additional information and requirements.
2. Preheat 50° for welds not requiring PWHT 250° with PWHT.




QTS wess.1a
@yx-mcuson meneen
—— ASME
ree Procedure Qualification Hecord ’
Weiding Procesates) Type(s)
PQR No.: : .
1-124 i CTAW-SMAW ‘ Manual l
1-1244/ 1-124B CTAW-SMAW / cuw Manual
(QW-402) GROOVE DESIGN USED BASE METAL (QW403)
7-uT*22- 12 ! | Type or Grace:
Qe 18 | P No. (Go. Na.x:
1 Go. 1 to L Go. 2
[ | Thickness festea: 1 Diameter Tesreg (QO):
I 0.906" , 8.625"
I [ 0.1875" Lis) Lt.812"
w— ' Cther:
L : N/A
wig*
FILLER METAL (QW-404) ANO ELECTRICAL CHARACTERISTICS (QWet0a!
Fiiter Metat Current | | Trave: inter
su‘:‘.'hoeaansu,.sa| -~ | A 1 & | ana Amps Volts Speed ' Pase |
° ! In. : Spee.: No. ' No. | Na. 1 Polanty ' ' i 'Tum.'
1 | GTAW | 1/85.18 | ER=705=2 | 1 1 6 locse ! 90-105 | 12-14 1 2.0 |200 °F
2-4 | GTAW | 1/85.18 | ER-705-2 | 1 | 6 locse | 105-120 | 13216 | 2.5 lagg °F
5-9 | SMAW | 3/3215.5 i £-7018-a1 | 2 | o tocre !120-125 | 20-23 | 3.9 lago *F
Bal. | SMAW | 1/815.5 & £-7018-al | 2 1 « [ocRe ©125-135 | 25.27 | 4. Issq °F
N/A © N/A ' N/AIN/A /A | nvadnsal via !ysa | 8/a_ | wsa N/a °F
N/A ° N/A "N/A iN/A ©N/A | NIA‘ N/A | N/a '.V/A | N/A ‘ N/A lWA °F
Puisanng Cumrent - GTAW SFNMS 5.12- EWTH - 2 - 2% Thonates Rungsmen ;Su-
ZYs 2No ﬂﬁ. < Neo S I Ty
mmorommumammmn POSITION (QWeiS)
Min.: Max. Por Pase ,Tau: Posmen ot Groove Tesea:
(GTAW) 0.0625" 0.125" 0.375 6C Fixed
Min.: Mex. Per Pass: lu YWeid Progreemon:
(SMAW) 0.0625" Q.375" 1.437¢ I Uohit T Downnit
PRIEHEAT & INTERPASS (QW-408)
Mlmmm Meomum Temp.: Morsmonng: Maintsnance
50°F $30°F Contact Pvromecer X Pame = Bectric
WMWM m«:w-«m
None N/A LToroh = Gun Type of Gas or Gases Argon . N/A '
Other: Gas Cuo Sirs: Lt:cmc.uauubuno 99.99% N/A
N/A 6-8 | Fow Rate. em 1 15-25 P N/A
TECHNIQUE (QWed 10
Sthng or Weave Geaa: Cscianon: Singie or Mukioie Elecroces: Mution or Singie Pass (Per Sicey:
Both 0.625" Single Multiple
N/A N/A ) Grind, File No Peening
Rev. 1 i 2 3 4 '3:_':,"‘0.1:" MK-Ferguson —]
. a .
Checxea OH RD Rs X/ Rial2a . jOuee ’
Oate 8/83 5/86 8/86 70 /ac ; /%/1/84



Tr-manep
L X 1"

U HFERoUToN  Progadure Quaiification Record
NO. 1-124 . ASME
maa.xm-rmiw; g
Soscamen No. ] Wieth " Thickrees ' Ares , Ml.nu l Unit Srees ' Charscwr of Fature
| w sy I ans Locsuon
A5595-1  10.750" | 0.793% 10.5948 sq." | 46.450 | 78.100 | BMZ
45595-5  'o0.747" | 0.698" '0.5214 sq.” ! <o.950 | 78.500 | BMZ
NA | NA I NA | NA | Na | Na | NA
NA | NA | Na | NA | wNa | Na | NA
GUIDED BEND TESTS (QW-180)
Type ano Fgure Mo, RAesunt Type ana Figure No. [ Yomp
Side QW-462.2 Sactisfaccory Side QW-462.2 i Satisfaccory
Side QW=462.2 ! Sactisfaccory Side QW-462.2 Satisfaccory
TOUGHNESS TESTS (QW-170)
. . ! imosct Laserss Orop wetgr
Soscamen No. . Nosch Locaton MNowch Type Test Termp. Velues gr.
. ! FootPounaos | % Shear | Wil Breax No Sreex
g Mz JO°F' 118.0 " 50 T Ti0 i wa N
2 g Mz , v 30°F! 103.0 ! 50 70.0 | Na | NA
3 s P WMz Py JOF! 121.0 50 ., 75.0 | ya | wNa
- 0H-1 | HAZ ; v i 30°F! 1100 | 50 . 71.0 | na | Na
2 108-3 | Haz ! v |_30°F] 99.5 | 50 | 62.5] wna NA
3 1CH-5 ! HAZ ! v | 30°F] 109.0 | 60 6.3 | Na | Na
- 118-1 |  BMZ ! v i 30°F! 33,0 | 10 28.5 | Na | Na
2 1:8-¢ | pMz ! v | 30°F! 51,5 | 20 42.0 | NA | Na
3 1138-5 ' BMZ ! v b 30°F' 0.5 | 10 30.5 | Na b oNa
M ARecs Lone save - T MO Lore Mve -l.u&-nu
. 126.0 Fc. L5. (Gp.l) 116.0 Fe. Lb. [ 41.5 Fe. Lb. (Gp. 1)
FLLET WELD TEST (QW-180)
[Aemat « Sacmtacrory + Ferarman ews Pirem wes Irn--au—----
NA | NA NA
| Masreremas- Oter
NA l NA
OTHER TEST
s ot [y
Acceptable Acceptable l NA
jOwer
NA
‘ py~re— Qe 0. Simp e ;
John Cooley NA ’ 100
Tamg Carveucen Oy | LASraRSrY” Tomt g
Robert Adrian Koon-Hall ‘ 3019-PG-169

requirsments of Secton IX of the ASME code.
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Procedure Qualification Record ASME
" No. 112

TOUGHNESS TESTS (Q¥-170)

: Laceral Excansion
Specimen No.  Notch Location Notch Type  Test Terp. Impact Values ™ Shear il

) HAZ v 302? 113.0 fc. lb. .0 £8.0

1284 HAZ v X°F 127.5 Z&z. b, 0.0 T7.0

1285 HAZ v 30°F 6.5 £2. b, 70.0 3.0
(Cr. I Side)

IB-1 BZ v 0°F 4.5 f=. b, 10.0 5.0

12B-2 BZ v 30°F %2.0 fz. 1b.  10.0 35.3

1734 2™z v 0°F 3.5 5L s, 3.0 gt

{Gr. < Zide)

HAZ Ave. = 1:19.0 fo. b, -l 2
Z Ave. = 13.53 fz. lb. = 30l 2

—

mmmmomnmmmmmmmmmmmmmnmmm
recquarements ot Section 1X of the ASME cooe.

Rev. 1 23 .
T = , MK-Ferguson Company
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@MK— __IEI_GLJ_‘:},ON Rev. @ (104s)
e— ASME
raoe Procedure Qualification Record
Weiding Process(es) Type(s)
PQR Na.: B
1-117 GTAW/ MW Manual
WPS No.:
1-117a GTAW/SMAW Manual
{QW402) GROOVE DESIGN USED BASE METAL (QW-403)
37-172°22-112° Matenal Spec.: Type or Grade:
~ f—332" 10 18~ SA~-516 to sA-S516 Gr. 65 0 Gr. 70
. 10%2 1° P No. (Gp. No.J:
16,1 o 1cp. 2
Thickness Testsq: Diamater Tested (O0):
1 2.5" N/a
", j Thicxness Range Qualified:
4 0.1875" to g.o"
L 118" N/A
FILLER METAL (QW-404) AND ELECTRICAL CHARACTERISTICS (QW-409)
Besd Fiiter Metal Current Travel inter
No. | Process | sue | sra ANS A F and Ampe Volts Spesd Pass
) In. | Spec. No. No. | No. | Polarty IPM Temp,
1-2 |GTaw  13/32|5,18! ER~70S-2 1 6 | Dcsp | 85-95 9-12 | 1.15 | 200°F
3-4 IGTAW |1/8 {5.18! FR-708-2 1 6 DCSP | 90-100 10-12 3.0 200°F
5-9 |SMAW 3/32(5.5 E=-7018=-21 2 4 DCRP | 85-9§ 18-22 3.0 300°F
10-15sMAW |1/8 (5.5 | E-7018-Al 2 4 | DCRP | 120-145| 22-2¢ 4.0 416°F
Bal.|sSMaw |S5/3215.5 E-7018-A1 2 4 DCRP | 140-175 24-28 4.0 380°F
N/A [N/A N/A |N/A N/A N/A | N/A| N/A N/A N/A N/a N/a’F
Puisating Current - GTAW sm»ws-s.rz-swm-z-z%rmmrm Sizes
—Yes ZNo RYes ONo S g us 0Osm32-
THICKNESS OF DEPOSITED WELD METAL QUALIFIED (QW-451) POSITION (QW-405)
Min.: Max. Per Pass: Total: Position of Groove Tested:
0.0625" 0.375" 0.625" (GTAW) 3G
Min.: Max. Per Pass: Total: Weid Progression:
0.0625" f 0.375" 7.375" (SMAW) & Uphilt O Downhiit
PREHEAT & INTERPASS (QW-408)
Minmum Temp.: Maximum Jemp.: Monitoring: Maintsnance
200°F. 416°F Contact Pyrometer & Flame (] Blectric
POSTWELD HEAT TREATMENT (QW-407) GAS (QW-408)
Temperature: Time: Extermnal Intermnat
1150°F -3 Bours STorch CGun_ |Typeof GasorGases |Argon N/A
Other: Gas Cup Size: % Comp. of Gas Mixture| 99 . 9% N/A
3 cycles 6-8 Flow Rate, cih 15-25 N/A
TECHNIQUE (QW-410)
Stnng or Weave Beaa: Osciilapon: Singie or Multipie Electrodes: Muitipie or Single Pass (Per Side).
Both 0.625" max. Single Maltiple
Dwaeit Time: Frequency: Cleaning: Cther:
N/A N/A Grind, File Brush
Rev. N 3 4 POR Pat. Test MK-Ferguson
Checked P1-117 8y ale:
X | o = 10728782 4/3/55
Oate 8/83 ' 4/85 10/87 A~ |

P
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Rev. 8
@MK-F‘ERGWM Procedure Qualification Record -
No. 1-117 ASME
TENS:LETES?(OVMSG) Poge 2
Uttimats Uttimate
Specimen No. Width Thickness Aree Tom;l;.d Unit :S:m “ﬁ"‘l °'|’,‘““"
98259-2A 0.502" N/A 0.1979 sg." | 13.600 68,700 BMZ.
98259-28 0.499"  N/A 0.1956 sq.*| 13,400 68,500 BMZ
98259-2C 0.504" N/A 0.1995 sg." | 13,550 67,900 EMZ
98259-5A 0.499" N/A 0.1956 sg." | 13,300 68,000 BMZ.
GUIDED BEND TESTS (QW-180)
Type snd Figurs No. Result -- Type and Figure No. Resuit
Side QW-462.2 Acceptable Side QW-462.2 Acceptable
Side QW~462.2 Acceptable Side 462.2 Acceptable
TOUGHNESS TESTS {(QW-170)
Impect® Lateral Exp. Orop Weight
Specimen No. Notch Location Notch Type Teat Tomp. F“\:um. oy P No
- TW-1 Mz v 0 °F 32.0 10 20.0 N/A N/A
22 w2 W2 \'4 0 °*F 32.0 10 21.5 N/A N/A
> W3 Wiz \'4 0'F| 20.5 10 15.0 N/A N/A
- gw-1 w2 v +30°F| 9.5 20 49.0 N/A N/A
2. gw-3a WMz \'4 +30°F|  74.0 40 53.0 N/A N/A
3 gw-4A WMz v +30°F| s57.5 30 43.0 N/A N/A
- N/A N/A N/A N/A °F| Nn/aA N/A | N/A N/A N/A
22 N/A N/A N/A N/A °‘F| wNn/a N/a | N/A N/A N/A
& N/A N/A N/A N/A ‘F| wn/a N/A | N/A N/A N/A
Hast Altected Zone Ave.: Weid Metal Zong Ave.: Base Metal Zone Ave.:
N/A 67 at +30°F / 38 at 0°F N/A
FILLETWELDTEST(QVMM
|Resuk - Savstaciory: Panecranon 1o Parert Metat: Type and Chanscier of Fasurs:
N/A N/A N/A
Macro-resuits: Oeher:
N/A N/A
OTHER TEST
AT Ut Oepost Anesysa:
Acceptable Acceptable N/A
Otner:
N/A
| Waicer's Name: Clocx No.: Slamg No.:
Don Huffstodt N/A 101
Tests Concucieda By: Latorstory: Tost Mo
Robert Adrian Koon-Hall Testing 2912-PG-02]1 |

We certify that the statements in this record are correct
requirements of Section IX of the ASME code.

and that the weids were prepared, weided and tested in accordancs with the

Rev. 1 2 3 4

Checked DH oH DH MK-Ferguson Company

ose | 8/83] 4/85 | 10/87 o m/ /5/

POANa.: Aeterence Teet No.: &
1-117 2912~PG-021 d 5@ ; /3

Mdmdmnwmwmumum-ﬁ“mwd.amwuoo:n.
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MK-FERGUSON

A HOARYEON HRUOSEN COBPLIT PAGE L ot
Procedure Title Cantract No.
3669
Procedurs Type
‘V I\ Sl Sl St
PS M-1-1-BA Field Weldlinz Procedure
Number
FWP 15.22
Rev. . _<’ , . lssue Date
; 2N T 9-16-88
o4
Sets. # A
Concurrence:
PWE é.uq]m&—(_. Hordorn 8{8]6%
7 / . -
PGS w f 955
PM ’ m}ﬂ/// : - ‘,V',-’ff’
Title 7 / Signature Date
Client Client
Transmittal No. DC~1307 APPROVED

Approval Status

Change Status/Remarks:

Procedure Approval:

M17/88 3

PWE Eonuns . Hondunn—
o ! . — -
EM 7 =5 «,(4/
PQM £ 807
PGS P/E55~
- >
ou Dne- 5
Title K Signature ' Date
7
NEWS/2406Q  10/02/84
Nrs A A= o4 RS
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MK-FERGUSON ‘oniosn
o Welding Procedure Specification
ge 1
Welkding Procedure Specification No. Date Supparting PQR No. Rewision Date Supporting PQR No.
M=1-1-BA , 1-124 4 10/86 1-117
Revision iDate Supporting PQR No. Revision Date Supporting PQR No.
3 | 10/87
WELDING PROCESS(ES)
ZGTAW T FCAW (ISMAN — GMAW
— OTHER QX MANUAL I MACHINE T SEMIAUTOMATIC
T ASME SECTIONI X ASMESECTION it — ASME SECTION Vil X ANSIB31.1 = ANSIB31.3 .
C OTHER
GROOVE DESIGN (QW-402)
R VEE I COMPOUND T OPEN BUTT XBACKINGRING T FILLET/SOCKETS < CONSUMABLE
Z OTHER
BASE METALS (QW-403)
P No. Sacking Matenat Diameter Range
1 to 1 : Pl Uniizmited
THICKNESS [ASME ANSI Other
RANGE .187" to 8" .187" to 8" to
FILLER METALS (QW-404)
F No. A No. Spec. No. AWNS No. Size of Filler
4 1 SFA 5.1 l E7018 3/32, 1/8, 5/32
F No. ANb. Spec. No. [»ws No. Size of Filler
CONSUMABLE INSERT
Spec. No. AWS No. Size
N/A
Flux Composmon | Partical Size ‘E}ocuooo Flux Composition
Other
THICKNESS OF DEPOSITED WELD METAL
Min. Per Pass Max. Per Pass Total Min. Per Pass Max. Per Pass Total
1/16" 1/8" 8"
Procass Process
SMAW
POSITION (QW-405)
Poxton of Groove Weiding Progression
All X UPHILL T DOWNHILL
PREHEAT (QW-408)
Preheat Temp. Min. Interpass Temp. Max. | Preneat Maintenance Monrtonng Lemp . Other Ref. FWP 9.3 *
50° to 250° 500° L FLAME X ELECTRIC [ndicating Device. *|See Note 2 Next Page
POSTWELD HEAT TREATMENT (QW-407)
Temparature Time Range Thickness Cther
1125°+25° See WP 6.2 ASME->1.3" A.\'SI-Z_.?S" N/A
GAS (QW-408)
Stueiding Gas(es) Flow Rate ' 8acking Flow Rate Percent Compostion | Other
N/A

2400008



QTS-wee1.3

2. Preheat 250°

NOTES: 1. See FWP 9.3 for additional information and requirements.
for welds not requiring PWHT, > 250° with PWHT.

MK-FERGUSON - ASME
Welding Procedure Specification SME
NoO. _¥-1-1-8a
mmmmwm
Page 2
Current and Travel Speed Figure Number
S Amponq. Voits fipm.) (Bedow) Process Size In.
DCRP 85 - 120 20-22 12.5"M{n. 1 SMAW 3/32"
DCRP 115- 145 | 20-27 [3,3"Min, 1 SMAW | 1/8"
DCRP 140- 175 22-28 13,5"Mip, 1 SMAW 5/32"
Puisanng Current - GTAW SFAVANS -5.12 - EWTH - '7’-2% Thoriated Tungsten Sizes
~“YES TNo N/A ZYES "No N/A 23/32° O 18" C 5/32-
TECHNIGUE (QW-410)
String or Weave Bead Cacillation Owell Time Frequency Gas Cup Size
Both as required 1/2" Max N/A N/A N/A
Contact Tube to Work Distance Intiai & Interpass Cleaning
N/A Mechanical and/or Chemical
Muitipass or Single Pass (Per Side} Singie or Multie Electroces Method of Back Gouging
Mulitple Single Mechanical/Thermal
TYPICAL GROOVE DESIGN
—_— ll+ ys .
ne, Hox h
;{m
__r:““ max
—»4 i Nomte: }sn e~
FIGURE NO. 1

reasg4
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@MK-FERGUSON Ao reem
ASME
pece s Procedure Qualification Record
Welding Processres) Tyoets)
PQR No.: . !
1-124 ! CTAW-SMAW , Manuai
WPS No.: : l |
1-1264/ 1-12643 [ GTAW=SMAW / GTAW Manual i
(QW40) GROQVE DESIGN USED ' BASE METAL (QWdon)
I7-12922-112° IMSO.C... «Typ® ot Grace: |
V3 10 us . SA-106 1o 3A-1C06 1 3 to ot I
W% 1 1P No. (Gg. No.x:
’l | 1 Go. i 10 - So. 2 l
' Thickness festea: Qiametsr Testaa (O0):
. : [ 0.906" 3.625" ' I
Thmnuwowﬁoc |
: J.1875" 0 t.812" {
I’ Cther: ;
L) N H
; L e NIA ;
FILLER METAL (QW-404) ANO ELECTRICAL CHARACTERISTICS (QWea0g)
Fier Metad wl . Trave: I :
Seaq | ) : , Intee
No, TOCESS | Sizg | SFA | s ; A1 F 1 sna Amos Voits Spesd | Peme
“ In, - Spee. | No. No. | Ne. : Polamy . ] . Temo, |
L STAW : 1/815.181 ER=-70S-2 | 11 6 locse | 90-105 | 12-14 ' 2,0. |200°F
2-4  STAW  1/815.18 | ER-705-2 | 11 6 locse ! :05-120 | 13-16 ' 2.8 l300 °F
5-9  SMAW | /3215.5 | £-7018-a1 | 2 | « iocrP ! 120-125 | 20-23 3.3 laoo °F
Bal. c:MAW 1/815.5 ' £-7018-al 2 ! & | OCRP - :25-135 | 2527 4.0 'ssg °F
N/A  N/A N/AIN/A G NJA L nsai wrai nra ' ysa L N/A _N/A lysa °F
N/A /A NJAIN/A ' N/A Lyral wsalra Fowa I n/a _N/A 'yya oFd
Puisaong Curent - GTRW ,SFNMS +5.12- EWTH - 2- 2% Thonmaes Tungsten  « Sizes ‘
ZYs 2No - TYes C Ne 2 s T umae
THICXNESS OF OEPOSITED WELD METAL GUALIFED (QW4s1) POSITION (QWut8)
Min.: Max. Per Peax: j Totat: Foson ot Groove Teswc:
(GTAW) 0.0625"! 0.125" I 0.375 6G Fixed
Min. Max. Per Peax: e Weid Progresson:
(SMAW) 0.0625" 0.375" ‘ 1.437" X Uphilt C Downewtt
: PREMEAT & INTERPASS (QW-408)
anl’«ma' Ma:nuahrm. Mormonng: Maintsnence
S0°F 550°F Contace Pyromezer - X Peme = Bectrie
POSTWELD HEAT TREATMENT (QW-4GT) GAS (QW-408)
Termperature: ’T'h't L ! Externm {rvimerat
None N/A ZToreh  “Oun  Tyoeof Gasor Gases . Argon N/A
Other Gas Cuo Sz [ Como. ot Gas Mbure: 99,997 N/A
N/A 6-8 | Fow Ree, om I 15,25 CONJA
TECHNIQUE (QW-410)
Sting or weave Seac: Cscalignon: Singie or Multiie Elecroces: Muttices or Singee Paes (Per Side):
3och 0.625" Single Multiple
Owed Time: 'th IG"""" IO“' -
NIA N/A i Grind. File No Peening
Rev. ) 4 |PRne Tem MK-Ferguson
Checxea oH RO ' ss X/ m‘e . joue
Oaze 3/83 5/86 ' 8/86 o/ /o/’/f/’
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QYHECERGLson Procedure Qualification Record e enee
No. _:-tze ASME
TENSLE TEST row 180y —
| Uirmeee Usivnans
Soscumen Mo, | Wieth .' Thickrses Ares ! Totat Loed Unit Stress Character of Feiure
| ' : W | ) ans Locsuon
A3595-1 - 0.750" ! 0.793%  0.5048 sq. 46,450 I 78,100 BMZ
A5595-5 a.747" 0.698" 0.5216 sg." ' 40,950 . 78,500 BMZ
NA . NA ©NA | NA NA I NA NA
NA ! NA I NA | NA ©NA boNa NA
GIROED BEND TESTS (Qw.160)
Type ara Figure no. Resurt ! Type snd Figure Mo. Aseun
Side OW-462.2 Satisfactory i Side QW-462.2 ; Sacisfactory
Side QW-462.2 ! Satisfaczory - | Side QW-462.2 Satisfaccory
TOUGHNESS TESTS (QW-170)
mpect® [
Soscumen Mo MNown Locsoon Nowen Typs Tont Tome. : Values Exn. Oroo weignt
| FootPounas | % Shear | Uiy Breas No Breex
o TWeg WMZ ICCF' 180 50 710 NA N&
2 Tul? WMZ : 3J0°F j03.0 ! g0 0.0 NA NA
S wMZ : 30°F'  121.0 50 . 73.0 NA | Na
- 10H-1 HAZ : v i 30°F! 110.0 | S0 ! 71.0 NA I Na
2- 10H-3 HAZ i v ' _30°F! 99.5 | 50 | 62.5 i wa | Na
3 10H-5 HAZ ! v | 30°F' 109.0 | 60 | sa.3 NA [ Na
- 11B-1 3MZ ! v I 30°F' 33,0 | 10 28.5 ¢ Na | NA
2 1:1B-4 BMZ ; v f30°F' 51,5 ¢ 20 42.0 © NA NA
3 1iB-3 BMZ ! v ' JOo°F ! £0.5 ! 10 30.5 NA NA
e Atecem Lore ae - Vg M Lore ave + Sans aovem Lore ave
-26.0 F:. L:. (Gp.l) 116.0 Fe. Lb, 41.5 Fe. Ld. (Go. 1)
FILLET WELD TEST [aw- 180
| Raman « Saamtacsory  FORET I Twe Farem wew .rv-naw_-n-n
NA ! NA : NA
{Mdaere-remens | Car
NA i NA
OTHER TEST
AT 1'14 COupase ararven
Accepcable Accepcable NA
}Owar-
NA
{Ytser ¢ nows Cnx oo - 1 Samp . :
John Coolev NA ' 100
oo Cansumsag 9y | LaBerasery ,h-a-.
Robert Adrian I Koon-Hall 3J019-PG-1569

Mmmwwnmmm

mmmmmmm.mmmnmmm

rexrrements of Secton IX of the ASME coas. _
Rev. 1 : 2 . 3 4
Checrear  CH RD RS 0% . MK-F«mGommny
Dets 8/83 3/84 . 8/84 Lo /wg & 7% Z’ J =
POR Mg Aotwrarmy los - : |
1-124 P1-124 10/28/82 | 7 ;/a///yé




' (i MKFERGUSON enes

Procedure Qualification Record - ASME
NQ. .—_1"12“ —

TCUGINESS 12513 (e=173)

Lacerai Zxoansion
Sceciren No. toten Locatien  “oteh Tyve  Tast Tamw. Tmpace Values Y Shear - Mils
1782 zo;F 113.0 &2, i3, %0.0 £8.0
1245 JO°F 18,3 2. 5. 0.0 3.0

‘e

(Ge.

s sl
in
boe
A

::3_1 30 F ;lns 5:. .::c ::- :3-0

HAB EEE

1:.3_2 S 0°F 0. k. 20 i3.5
334 ’ Rlent BETS B3-S VR do e RO
'S5 . Zided

R B e O - -
LSS

- -
cave - LR (Y

222 Ave. = 1L
22 Ave. = T3 1zl it - nL l

We carmty that (Ne SIAEMENtS N M rCOrS 458 COMICT ANa NET 116 WEICS WI'S DrIcRIud. weced And testad m ACCOrSancs wim
reouirements of Secoon 1X of the ASME coos. e

e, 1 2 3 4 :
= . MK-Ferguson Company

Ascusd) Y 20

R ””’“WMJ - [Tensse

Y I TIRETA cmtna ran



i QTS woer1a
@MK-FERGUSON Rev.0 1o4n
-~ Procedure Qualification Record
Wekding Process(es) ' Type(s)
PQR No.; | ;
1-117 ? GTRW/ SMBW ; Manual
WPS No.: i
1-117a GTAW/SMAW ' Manual
(QWA402) GROOVE DESIGN USED | BASE METAL (QW-403)
37-12%22-112° Matenal Spec.: Type or Grace:
332 10 g SA-516 10 SA-516 | Gr. 65 to Gr. 70
e 10 £ 19 P No. (Gp. No.):
1l Go. 1 0 1 Go. 2
-f' Thickneas Testea: | Ciameter Testaa (QD):
i 2.5" I N/a
Thickness Range Quaiified:
3"‘ ! 0.1875" to g.0"
Lme" /A
FILLER METAL (QW-404) AND ELECTRICAL CHARACTERISTICS {QW-409)
Bead | . . Fliter Metad Current | : Traved inter
No. Frocsss ! Ske | SFA ANS © A F and Amps | Voits | Speea Pess
i In. | Spec. Ne. ' No. | No. | Polarity , I 1PM Temp.
. . N | ' .
1-2 'Graw  13/32 5.18l ER-705-2 ‘1 " 8 pCcsSp §5-95 | 9-12 I 1.1%8 200°F
3-4 :GTAW 178 |s.18] =R-705-2 h 6 | DCSP | 90-100 | 10-12 | 14 200°F
. i
5-9 igew [3/32]5.5 | E-7018-a1 !> 4 | DCRP | gs-os 18-22 ' 3.9 300°F
10-159MAW _i1/8 5.5 E-7018-a1 |3 4 | DCRP | 120-145| 22-26 | 4.0 | 416°F
Bal. S !5/3215.5 | E-7018-A1 2 | 4 | peme 140-175| 24-28 ° 1.0 | 3g0°F
N/A N/A  N/A In/Aa | N/ wal wal wa | wa | wm  owm ] n/a°F
Pulsatng Current - GTAWV ISFNMS-S.Q-EWTHQ-Z%WTW Sizes
ZYs ZNo R Yes I No Q32° Qs < saae
THICKNESS OF DEPOSITED WELD METAL QUALISIED {QW4ST) POSITION (GW-40%)
Min; [ Max. Per Pass: | otk Pesbon of Groove Testea:
0.0625" 0.375" ~ 1 0.625" (GTAW) 3G
Min.: Max. Per Pass: i Yotat: Weid Progression:
[ 0.0625" 0.375" |'7. 375" (SMAW) R Uphill C Downhit
PREHEATUNTERPA.SS(QM)
Minimum Temo.: Maximum Temp.: l Monutonng: Maintenance
200°F. - 416°F '___Contact Pyrameter R Flame C Electric
POSTWELD HEAT TREATMENT (QW407) GAS (QW408)
Temperature: Time: External Intermat
1150°F 3 Bours STorch (Gun | TypeotGasor Gases |Arcon N/A
Other: Gas Cup Sizs: % Comp. of Gas Mixture: 99. 9% N/A
3 cveles 6-8 Fiow Rate. cih [15-25 N/A
TECHNOOUE(QW-MO)
Sinng or Weave Beaq: QCscillanon: Singie or Multile Electrodes: Mulupis or Singie Pass (Per Side):
3oth 0.625" max. Single Miltiple
Dwei Time: Frequency: iCI“nmq; Cther:
N/A N/A l Grind, File Brush
Rev. © 4 2 Pa . POR et Test MK-Fergusan
Checkea | ; | P1-117 |8y ate:
® ox | oo 0/28/82 M/g/gg
Cate ' 8/83 4/85 ' 10/87 ~ j
P Prysy



R 7:_\.;}“ eoe QT'S-“;MJ
(@)merErausoN  Procedure Qualification Record e
No. 1-117 ASME
TENSILE TEST (Qw.150) Prce 2
" . Ultimate l Ultimats ; of Fail
Specimen No. : Wiith Thickness i Area Tomwltood | Umpilm ! u“‘m"“'mu;n“"
98259-2A 0.5020 N/A  0.1979 sq.v | 13,600 | 68,700 EMZ
98259-2B . 0.499"  N/A [ 0.1956 sq.v | 13,400 | 68,500 = mmz
98259-2C i 0.504" N/A ' 0.1995 sg." 13,550 | 67,900 BMZ,
98259-5A | 0.499"  N/A ! 0.1956 sq.° 13,300 | 68,000 ' mmz
GUIDED BEND TESTS {QW-180)
Type and Figure No. i Resurt - _Type and Figure No. i Resuit
Side QW-462.2 | Acceptable Side QW-462.2 | acceptanie
Side QW-462.2 | Acceptable Side QW-462.2 | Accentable
mUGHNESSTESTS(QWJTO)
; i _, Impect® | Latersi Exp, | Crop Weight
. T Tost T .
Specimen No. Noteh Locstion ] Notch Type ‘sat Temp, FMM.. ™ i ] ™
- Teel WMz | v 0°F| 32,0 ! 10 i20.0 | wa | N/A
22 -2 WMZ I v 0°Fl 32.0 10 121.s N/A N/A
: W3 we | v 0l 205 | 10 liso | wa N/A
- gw-1 R v #3071 695 | 20 las.0 | wm | wp
2 gw-1n | iz v I +30°F] 4.0 490 !s3o N/A N/A
3 gw-qa ! WMz v I +30°F] s57.5 30 43.0 N/A N/A
- N/A N/A N/A in/a °F| N N/A | n/a va | wm
2 n/a NA_ | Na A Fl wa N/A ‘N/A L oNnA L
> N/A : NA | na iva Fl owa T wma I | wa | N/A
Heat Altecied Zone Ave.: j Yowia fdec Zorw Ave.: i Bane Metat Zone Ave.:
N/A l 67 at +30°F / 38 at 0°F , N/A
FH.I.ETW&DTEST(QVI-IQ)
Assun - Saustaciory: Penewmnon v Parent Metat lfmumahan:
N/A , N/A i N/A
N/A N/A
QTHER TEST
AT R vt Deoostt Araiyees:
Acceptable Acceptable N/a
Caner:
N/A
Weiaer § Name: CcK Mo.: Slamo ma.;
Don Huffstodt N/A , 101
Tosts Conaucied By: iLm-ry: ,T-un.:
Robert Adrian Koon-Hall Testing 2912-pG~021 _
We caruify that the statements in this record are correct and that the weids were prepared, weided and tested in accordancs with the
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| QTI-w-001
@MK-F&RGUSON Wisriveei
4 o e G ASME
o Welding Procedure Specification
ge 1
Waeiding Procedure Specificaticn No. Date | Supporting PQR No. Revision jOate . Supporung PQR No.
M-588-B } 1-126 0 ' 8/31 73
Revision Date |Suppomng PQR No. Revision iDate iSuomﬂmg PQR No.
WELDING PROCESS(ES)
—GTAW T FCAW X SMAW T GMAW
— OTHER L MANUAL T MACHINE T SEMLAUTOMATIC
 ASMESECTIONiI I ASMESECTIONIlIl Z ASMESECTIONVIIl — ANSIB31.1 Z ANSIB31.3
X OTHERASME Section IX
GROQVE DESIGN (QW-402)
X VEE T COMPOUND T OPENBUTT XBACKINGRING — FILLET/SOCKETS T CONSUMABLE
— OTHER
BASE METALS (QW-403)
P No. - Bacxng Matenat ; Diameter Range
A588 0 2588 A36 I Unlimited
THICKNESS |ASME ANSI 1 Other
RANGE | .187 to 8" N/A 0 l N/A to
. FILLER METALS (QW-404)
F No. A No. Spec. No. ANS No. Size of Filler
4 1 SFA 5.1 E7018 3/32", 1/8"
F No. A No. lSpec. No. AWS No. lSi.ze of Filler
CONSUMABLE INSERT
Spec. No. AWS No. I‘Slzs
N/A . !
Flux Composmon lPuﬁw Size Electroce Flux Compositon
Cther
THICKNESS OF DEPOSITED WELD METAL
Min. Per Pass Max, Per Pass Total Min. Per Pass Max. Per Pass Totad
1/16 1/8 a"
Process Process
SMAW
POSITION (QW-405)
Posion of Groove Yeiding Progression
All A UPHILL T DOWNHILL
PREHEAT (QY%-406)
Preheat Temp. Min. Interpass Temp. Max. Preheat Maintenance 4 Monroring Temp. Cther
SO°F .__S00°F Z FLAME [ ELECTRIC Indicating Device * {*raf TWP-9,3
POSTWELD HEAT TREATMENT (QW-407)
Temperature Time Range Thickness COther
N/A ‘
GAS (QW-409)
Stueiding Gas(es; . Flow Rate Backing IFbw Rate Percent Composon  ; Other
N/A ; i




QTS-w-001.2

MK-FERGUSON . P
e Welding Procedure Specification ASME
NoO. _-sss-p
ELECTRICAL CHARACTERISTICS (QW-409)
Page 2
1
C t and ! Travel Speed Fi Numbe
“P'::m‘yn Amperage Volts dprm.) g‘;gelo‘:v';‘ ’ Process Size in.
DCRP | 85-120 [20-22 . 2.5 1 ISMAW | 3732
DCRP | 115-145 [22-27 ' 3.8 1 isMay [ 1/8
|
I
Pulsating Current - GTAW SFA/AWS - 5.12 - EWTH - 2 - 2% Thoriated Tungsten Sizes N/A
ZYES ZNO N/A T YES Z NO N/A =3/32" st =532
TECHNIQUE (Qw-410)
String or Weave Bead Oscillation Dwell Time Frequency Gas Cup Size
| _Borh as required 1/2" Max N/A N/A N/A
Contact Tube to Work Distance Initial & Interpass Cleaning Other
N/A Mechanical/Chemical N/A
Muttipass or Single Pass (Per Side) - Single or Multiple Electrodes Method of Back Gouging
Multiple Single Mechanjcal/Thermal
TYPICAL GROQVE DESIGN
Lo 1, o
ZZ?— - 2 z /
ROOT CEEMING —=i  —
; ASREQUIRED BY |
| FIELD  CONDITIONS | /
| (. AN / (
{ N l
\ g
B N L |
l ] ‘ - "
. 4 — 3/32" MAX
X2
FIGURE il

“arsgds
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MK-FERGUSON Rev.0 1045y
age Procedure Qualification Record
Welding Process(es) Type(s) _
PQR No.: i o
1-126 SMAW ! Manual
WPS No.:
M-1-1-AB SMAW Manual
(QW-402) GROOVE DESIGN USED BASE METAL (QW-403)
2 25° Material Spec.: Type or Grade:
AS88 10 A588 A 1o A
-\7/ P No. (Gp. Noy:
T ROOT OPENING —w| § be— N/A to
; | / Thickness Tested: ) Diameter Testad (OD):
| 1.5" N/A
/-‘ \ Thickness Range Qualified:
/ . S .187 to 8"
’ .“L' Other:
T 3/32 MAx A36 Backing Strap used.
FILLER METAL (QW-404) AND ELECTRICAL CHARACTERISTICS (QWL409)
Besd | , Filler Metal Current Travei Intee
No. | Process | size | spa Aws A F and Amps Voits Speed~ | Pase
in. | Spec. No. No. | No. | Polarity _PM-_ | Temp.
1 SMAW 1/8] 5.1 E7018 1 4 DCRP 135-140 |20-23 3./)85 ~ 300°°F
2-4| SMAW 1/8] 5.1] E7018 1 4 |DCRP |140~145 |22-25 5.53—?,’;“‘-5 320 °F
5-7] SMAW 1/8| 5.1{ E7018 1 4 DCRP 140-145 |20-25 6.0 350 °F
Bal| SMAW 1/8] 5.1 E7018 1 4 DCRP 140-145 [20-25 6.0 450 °F
°F
| l l | °F
Pulsating Current - GTAW SFA/ANS - 5.12 - EWTH - 2 - 256 Thoriated Tungsten | Sizes N/A
ZYes T No N/A ZYes T No N/A C 332" Zust Osm2
THICKNESS OF DEPOSITED WELD METAL QUALIFIED (QW451) POSITION (QW-405)
Min_: I Max. Per Pass: Total: Posttion of Groove Tested:
1/16" l 1/8" 8" 1G
Min.: i Max. Per Pass: Total: Weid Progression:
l - C Uphill OJ Downhilt N/A
PREMHEAT & INTERPASS {QY¥-408)
Minimum Temp.: Maximum Temp.: Monitoring: Maintenance
70° - 450° Pyrometer Z Flame (] Electric N/A
POSTWELD HEAT TREATMENT (QW407) GAS (QW-408)
Temperature: Time: External internal
N/A N/a Cloreh CGun _ (Type of Gas or Gases N/A N/A
Cther: Gas Cup Size: % Comp. of Gas Mixture 2
N/A Flow Rate, cfh
TECHNIQUE (QW-410)
String or Weave Bead: Osciltaton: Single or Multipie Electrodes: Muttipie or Single Pass (Per Sidey:
Both /2" Single Multiple
Dweil Time: Frequency: Cleaning: IOther
N/A N/A Grind and File No Peening
Rev. | 1 |2 I P Rot. Test MK-Ferguson
Checked | . i 1-126__ |8y Oate:
t - ~-26-88 . . R
Date I : oo e C Pu Y e 12131 fEC
3 2490008
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: QTS-w002-2
g - Rav. 0
@!‘ME&G&EON Procedure Qualification Record e
No. 1-i2 ASME
TENSILE TEST (QW-150) Page 2
Ultimat Ultimate .
Specimen No. ; Width Thickness Area Totalniao:d UnitStress | Character of Failure
i . PS! 1 and Location
9381 Q.503" N/A 1987 16,750 84,1300 WMZ
|
G7938-2 :0., 504" N/A 19895 17,550 383,000 M7
M "
G7941-1 |0.501 N/A .1971 ! 16,550 84,000 .= WMZ
G7941-2 IO.SOO" N/A . . 1964 I 17,450 i 88,800 | WMZ
GUIDED BEND TESTS (QW-160)
Type and Figure No. Result Type and Figure No. Resuit
Side QW-462.,2 Satisfactory Side QW-462.2 ‘Satisfaccory
ide W—-462.2 Satisfactrov Side QW 462.2 Satisfactory
TOUGHNESS TESTS (QW170)
: i Impact® .
SpecimenNo. | Noteh Location Notch Type Test Temp. | Va‘l’ues Lateral Exp Drop Weight
: - FootPounds | % Shear 1 Mils Break No Break
67943-1  lumz +30 *Flior.s i so ‘77.5  w/a P N/A
267943-2  |wmz v +30  *Fl129.0 | 80 i79.5 wa N/A
° i H v
¥67943-3  |wmz +30 Flis0.5s ! 80 'so.o  wa | w/a
Y67944-] HAZ v +30_ °Fl4g.5 | 40 lae.s * wya N/A
2679442 HAZ v +30_ Flss.0 | 30 j33.5 N/A N/A
%67944-3  luaz v +30  °Fls4.0 | 30 fas.0  wa N/A
“e7945-:  lmmgz v +30  “Flus.g <10 34,0 N/A | w/a
] 1
267945-2 BMZ v +30  °F| 36.0 i< 10 26.5 N/A I N/A
$67945-3  Ipmz v +30  °Fl4s.0 <10 34,5  w/a | N/A
Heat Altociea Zone Ave.: Weid Meta) Zone Ave.: . Base Metat Zone Ave
48.5 ‘ i25.5 42.0
FILLET WELD TEST (Qw-180)
Resunt - Saustacrory : Penetraton mto Parens Metal: : Tyoe ana Character of Failure:
N/A i N/A N/A
Macro-resuns: Othar:
N/A ’ N/A
OTHER TEST
AT -UT | Oeposnt Anaryses:
{
Acceptabie : N/A l N/A
Qher
N/A
{Weioer s Name: :Clock No.: “Stamp No.:
Lindsev Royce/Merriell Wahwassuck | N/A B31/B29
Tests Conductea By tadoratory: Test No.:
Robert adrian Koon Hall Testing 3669-301-2826
We certity that the statements in this record are correct and that the weids were prepared, welded and lested in accordance with the
reguirements of Section IX of the ASME coge.
Rev, 1 ! 2 3 4
Checred) MK-Ferguson Company
Oate | 3y Oate:
PQR No.: ;Rnfomnoo Test No.: )
1-126 67940 Coaiwe C Tondn | 8l3ilgs

Dcluelncauolnmmw:mmomywmnyooMfcmtonnrcwtym 81T NUMDer O/ tests reduwea Oy iNe O, r49480-43
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S THIS DOCUNENT IDENTIFIES
oo AN ALLEGER

TDornreea i o LotlTiciy
TO: NAME R A

AL/

DATE

COMPANY M- TEZ
CITY Lo Rrvets— I NesT Haes Myss
FAX /7575 -2547

FROM: Morrison Knudsen
MK:-Ferguson Plaza
1500 West 3rd Street
Cleveland, OH 44113-1406
Fax: 216-523-5612
NAME AN AT AT
PHONE S/l ~523—6678

NUMBER OF PAGES (INCLUDING THIS PAGE) __ /=2

MESSAGE TO ADDRESSEE: (72 /o-uJ il e Tt e
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FACS‘ M“—E %))9- . Nucloar Projaats Office

THIS DOCUMENT IDENTIFIES  Sosecse  s25747810
AN ALLEGER

TRANSMIT MESSAGE TO: FROM:
BILL
W. A. Fisher
ame Name
X/ I=T Nuclear Projects. Pengacola
Company Name of (W] Division [ccation and Department
2/6~SAT~ 5612

Telephone Number
WIN: 474-4384
(904) 474-4384

Locaticn

Westinghouse Pensacola Plant (WPP) Facsimile Numbers:
Projects Office (904) 474-4519
Engineering Department  (304) 474-45Q9

Comments: A4/ /ék/k

£ (s2Fco/
J N
SLez” ¢ (:' LT A_/_ Atk / 7. At LeF Lo . ,.,-';-_";
. / P - Js
WALV EAAP AL ALkeZd 2] ELr o~ A ara” > A Pt Z /F \f & '

Time
Sent

Date Sent

Vi

Operator

THIS DOGULi s IENTIFIES
CIA:Form:FAX:ge/5.5.93 AN ALLEGER

C e en e



A

AT A M
FREER R

AT

N

70,

Prd
L

.

L.

KT M

R
il N

ST

i

'. -APPROVAL

.NCD

.
. .

AR spscmcmcm NO cosscoz

TITLE

'MATERIAL SPECIFICATION
_NUCLEAR COMPONENTS, DIVISION

REVISION NO - B

_ch Auoy smx nactroda sm 5.8 Claie molsﬁ

Por " Q\i.elded Heul Are Ueldlu; (SHMO

. AUTHOR : .

VERIFIER

1 snamsenme

Q.A.ENGRG..

‘MFG. ENGRG."

GN_ENGRG.| .
- MANAGER

REVISION : :
NO DATE DESCRIPTION
8 01/28/88 tnitial iss8é to replace Tanpa dvp. 265SA71

Complies with ASME Sectten IIT

WCATINOHOUSE oM an) £.17984

PG.

il




_NGHCL e -

- CO0S8C02 Rev. B

WESTINGHOUSE ELECTRIC CORPORATION ,

:, NUCLEAR COMPONENTS D{VISION
: | PENSACOLA, FLORIDA
|

* WELDING FILLER METAL PROCUREMENT SPEC“'ICATION
Low Alloy Steel Electrode SFA 5.5 Class X9108M E‘MI?M

e

¢ e et} e e T
\l_,o‘.!. Y

For Shielded Metal Arc Weldlag (SMAW) 0.;_7” _ i .
g 10 SCOPE; )
. 1.1  This specification for SFA 8.5 Class E9013-M covered weldlng 3
.o electrodes establishes the testing and other requirements for
e compliance to ASME Section ItI Division I Slbuctln NB ) N
. . paragraph 2400 and Sectioa IT Part C, . S
. 1.2 The applicable ASME code editlon and addenda for Sectlion III asd
- for Section IT are as stated ia the purchaze order. ' P
— 1.3 The electrode diameter, leagth and quastity are as stated In the

. pnchnu order.
20 APPLICABLE DOCUMENTS: - NONE
v e '
: 3.0 !ASIS..QEMQHA&E! .
N .
N 3.1 um_smmn « Electrodes aad u"lm shall meat the o . .
. © .- vequiremests of ASME Section III Division | Subsections = - T P
i . 'NB«2400, and NB-2600. Ta sccordadce with schedule K ° o PR
e e .. classiflestlon C4 of Saction 11 Part C SFA 5,01, each lot mu Y
s « T be tested for compliancs to’ ASME Bectlon !I! Submllon R Do T
.. e NB-2432.2 asd 2431.1. . Do L ',

'_"."3 ¥, '.:_'!b,k':'r"‘ ;

' '-“;‘-1 S.z- -. Asm_s_:ﬂm_u . Eleenodu shall mdet fhe. uqnln-nu of ASMt

& ‘ ‘Sectlo- I1 Part C, SFA’ s [ 4 Chn tDOIl-M uned lo lehehh .f ol‘
.F"g._: SFA 501.~ L . : . .
.é; . et v - : ) ' [l

LWt ¥
'~
-t

S
’

t-lzm o Q
LR
P
..
I S '
<t .
v .
F 4
.
-~

R

‘weMteagiooarg, o i T en e S
. 'SFCC- No.' cossc /R.v. ) " . . .- . . . ‘ . ) ._' .- -.| R e ..- A;.- . -1 L
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3.21 Chemical Requiraments: The chemlical composition of the
weld depesit shall be In sccordance with SFA S5 and -
additional elemental analysls as llsted below. The test
method shall also be specified In the certification,

Compotition, WL Percent®
Chemical Element (Undilated Weld Deposit)

Carbor-C C : 0.10
Manganese-Mn c 0.50 - 1.28%
Phosphoras-P . " '0.030
- Sulfur-8 ' R 0.030 .
 Slltcon-St" . e , - . 080 . .
‘Nlekel-Nl C © 140180 -
e« . . ChromlumsCr - .- .. 018 - -
oo - .MolybdenrmeMo, -~ = | 7. 038 - -
" . < -, Vasadlum.V . AT " 008 . .
27 . .+ . Copper-Cu . N ' lnfnrnaﬂu Olly Lo
SN Cobslt-Co L U hfonmlol Only, ST

.
« e

«*
.,.-.

..

e . Slnle nl-ei are nlxinin pereeingu, . '- . " N

33. mmmnmnmm Tlu teehn!ul uuplo weldc el
: shall be made n sccordance wiih SFA'S.S Class E9018-M . BRRL
“except that preheat temperature shall be. zso . 275‘!’ wlth .
-a maximam Ilterpuu tempenun cf 500 F. T e st

343 gmuzgxmn.nmmu Spee!ncu for nechn!eal
T properly lenl lhall be PWHT'ed as follcwa L
' '(:j :::onge specrneu lato a flrnee nt axe«dllg

(b) Heat to uzs'r e zs‘r ata huﬂng rate aot
exceeding 100°F per hour above 800°F asd kold at
temperature for 24 hours (#1 hes <0 hea); ' ]

1
.

(c) Cool lu the furaace (o 300°F at a eoollu rate sot
exceeding 100°F per hour;

(d) Cool waniformly at any rate to room temperalure.

3.2.4 Fracture Toughness: The PWHT wcld sample shall be tested -
according to ASME Section lll Sebsection NB-2330 as
follows:

(2) Prepare lour (4) weld metal drop weight uuplu and
six (6) weld metal charpy °V* notch specimens.

WPI‘H“Z/OOMRZ
Spee. No, C0SSCO /l!ev.

Page Y of 6
' )ﬁtz-tns‘

P R S . T
.
.




v - .
‘.

" K ..

& S INET . - (8. Test twe (2) drop welght samples at ~10°F matimum. TR
RN o . tg-geu(in and theee (3) Impact specimensnt .. - . .- T ,,“ﬁ
S0 - #40°F maximum, 10 this test suecessfully .. - - R - 13X

S .0t 7 establishes dm RT/NPT refircace temperature of - I A

T e «200F thea fun the: ind set of (2) drep welght i PR

O ©t . . '+ specimens at--20°F maximsm and the second set of

Wy Lt L L T (3) impact specimens.at +30°F maximum, . However,

U «+ 11 the flrst et of specimens falls, then ram the: - .

+ second set of (2) drop weight speclmens at ¢20°F . -

S .+ 7t maximes'sed the (3) lmpact specimeny at:$70%F- . .. . .
oo -« maximum. The criteria: for passing any env of the

T T.oe . abovetedts are twa (2) mo-breaks for the drop e T
weight tests and SO ft-lbs-minimum impact eatigy - = - e T
with 35 mlls mialtum lateral expansion for the I ;
|mpact specimens, . - | a

¢ L.

The lowest reference fcupcnliu achleved lil;li be
reported la the certification and shall not be .

greater than RT. = $10°F ta be acceptible to
this specltlutlogu '

3.2.8 Poat weld
heat treated all weld metal test speclmens shall meet the
. followlags . : ~

Tenslle Strength, Mll.'- §0.000 st ’ _ - '
Yield Strength, 78,000 - 90,000 psl ’ '
Eloagatior, Min, - 24%

40 [DENYIFICATION MARKING:

4.1  Electrodes: In additlon (0 the electrode identification
requirements of ASME Section II Part C SFA 8.5, each electrode
shall be Impriated at the grip ead at least once with the
electrode lot aumber. The Imprintiag shall appear immedtately
after or adjaceat (o the electrode classification and shall be
of the same block type, location and size,

4.2 LUnlt Containers: Shall be identifled with the laformation
required by SFA 8.5, snd be herwetically sealed.

43 Orverpacking of Unit Containers: Each box shall be plainly
marked with the same Information required on the ualt contalners
in rddition to the Westinghouse Purchase Order aumber and this
tpecification and revision letter.

WPS7164Z/0004RZ ~ . SR . e T
.Spec. No. COS5COY/Rev. B . T L _ E

z 16';.34_":15 =

Pgu dof 6.
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£ ":-. ' .'-,; 50 WSWM K
T : 5,i The weldixg electrode suppller shall -ut the uuln-olts of. A7 :f:
* ASME Sectlon III Subsection NB-2600, o
" 82 No change shall be -alo In the quality of swecessive shipments - N
. ' of materlal furaished under this specification without flret
" obtalulug the approval of the purchater,

6.0 SCERTIFIED TEST REPORTS:

Cartifled test reports shall be submitted to \'Iuthgho:u peior to or
during shipment of (he electrodes and shall include:

L ol
A .

o FU e 0T -.“._' -

6.1 Reference to the applicable ASME code edition and addenda.

6.2 Statement of co-pnanec to ASME Sectlon II Part C, SFA !.3 Clams
ES018-M. - :

6.3 Results of tests required by ASME Sectlon 111 Subtection NB-2400
.as follows:

1) ci:cnlcal auslysls of undiluted weld metal and test method,

2)  Toenslle, yleld and eloantlol of pou weld heat tulted
B lpcelnu._

' . 3) ' Feacture touhnen test of post weld heat mmd
' . o lpeclmen. .

S 64 . Prehut and lnternn mapeutlre uml In pir. 6.3.

' ' .3.3_ - ‘Post weld hut tn:!melt Ilcl-dlu hutlu nd eoolln ri!o,
BT ., - Hholding time at mlp. . : P L
6.6, Siatesent of. eonplln« to ASME Seetln I Subucﬂu NB-2606~ N

- and NCA-“DO. SR . : "

-.‘6.?':' Stau-nt of eonpllnu te t!u nrehnc orm n'd thll 5 , AR
o tpoclﬂutlo- and nvlllo- Iemr.._ - _ , AR I

v'

-

. . .
- . - H -
. - R . . . . .

WPra7164Z/0004R2Z
Spec. No. COSSCOY/Rev. B

¢ - ' |
Page S of § rzfd‘bﬁf .
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WESTINGHOUSE INTERNAL REQUIREMENTS ONLY;

R 71  Recelving Inspection Dept. shall assign c.!: haat code to the

- o . material wpoa receipt. If additionas lu-house testing Is

S0 . 7. - required as Indicated below, the requisitloner shall be wotified

upon recelpt of the weldlag material. A QR shall not be lssued
untll documentation of satisfactory test results Is recelved by

Recelving Inspection. A copy of the Quality Release and 3

Certification Report shail be forwarded to the requlsitioner and %

& copy of the QR shall be sent (o the weld wire cage. %

' Weld In-House \

R 3/3° 200281 SMAW No &

R 1/8* 200043 SMAW No 5

R s/32¢ 200084 SMAW No P

R 3/16" 200044 SMAW No i
_. R e 200112 SMAW Mo :
) 72 Recelving iupec(lou Department shall enter the !ollbwlrig late :

the W computer system: o

! (2) W hest code , ~ -

- . . (b) Vendor heat/lot Bumber
. o (e) Y materlal category
- (d) "')!'ctqu sumber

. ..(€) Al of the weldlng processes applicable or ute with
© .. purchased material.’ - | prealy Tor e |

. WPB7164Z/0004RZ
Spec. No, C0SSCOY/Rev. B

Page 6 of 6 Z ?M‘”_

-~
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WPP | MATERIAL SPECIFICATION [t >t

TITLE | Low Alloy Steel Filler Metals SFA-5.28 Clase ER1008-1, for
Gas Tungsten Arc Welding (GTAW)

WESTINGHOUSE ELECTRIC CORPORATION
PENSACOLA PLANT
PENSACOLA, FLORIDA

% e |3/ /% %

VERFIER | 2 2. 4.3; s
ENGINEERING | }.8. Pl |3/1414¢

- [7]
QA ENGRG. ' 3109
MFG. ENGRG 2-/E-%,
ENGRG. MGR. w2

APPLICATIONS
Rev. A : Not Issued
Rev. B Initial Release
Rev. C. Complies with ASME -

| Sect. III E1986; E1986A87
THIS DOCUMENT CONTAINS PROPRIETARY ' /

INFORMATION OF THE WESTINGHOUSE ELECTRIC
CORPORATION PENSACOLA PLANT AND IS TO BS
RETURNED UPON REQUEST. ITS CONTENTS MAY NOT
BE DISCLOSED TO OTHERS OR USED FOR OTHER THAN ' N
THE EXPRESSED PURPOSE POR WHICH LOANED
WITHOUT THE WRITTEN CONSENT OF WESTINGHOUSE
(PENSACOLA PLANT).
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1. Scope

1.1 This specification, for SFA 5.28 Class ER100S-1, low alloy steel filler metal establishes
the testing and other requirements for compliance to ASME Section i, Division 1, Subsection NB,
Paragraph 2400, Section lll, Subsection NCA-3800, and Section i, Part C. '

1.2 The applicable ASME Code Edition and Addenda for Section lll and Section Il are as stated
in the purchase order.

1.3 The electrode/rod diameter, length, coil or spool size (if applicable) and quantity are as
stated in the purchase order.

2. Applicable Documents

ASME B & PVC Section llI, Subsgection, NCA
ASME B & PVC Section (i, NB
ASME B & PVC Section li, Part C

3. Basis of Purchase . .

3.1 ASME Section Il - Filler metal shall meet the requirements of ASME Section Il Part C, SFA
5.28 Class ER100S-1 Tested to Schedule F Class S3 of SFA-5.01

3.2 ASME Section ill - Filler metal shall meet the requirements of ASME Section I Divigion 1
Subsection NB-2400 and NB-2600 per Schedule K Classification S3 of Saction Il Part C SFA
5.01. Each lot shall be tested for compliance to ASME Section Ill, Subsections NB-2400 and NBE-
2430 as follows:

3.2.1 Chemical Requirements - The chemical analysis of the bare filler matal shalf be in
accordance with SFA 5.28 and additional element analysis as listed below. The test method shall
also be specified in the certification (i.e., wet, Spectrometry, etc.). '

. Compaosition, Wt % *
Chemical Flament Bara Fillar Matal

Carbon-C .08
Manganese-Mn ' 1.25-1.80
Silicon-Si 0.20 - 0.50
Suifur-8 0.010
Phosphorus-P 0.010
Chromium-Cr 0.30
Nickel-Ni 1.40-2.10
Molybdenum-Mo 0.25 -0.55
Copper-Cu 0.25
Vanadium-V 0.05
Titanium 0.10
Zirconium 0.10
Aluminum 0.10

Totsal Others 0.50

* Single valves are maximum percentages.

3.2.2 Waeld Test Parameters - Weld one test coupon with GTAW using the parameters listed
below. The test coupon shall be a minimum of 1" thick, 11" wide, and 20" long. Two coupons
may be used in lieu of one. If only one set of drop weights and one set of input test specimens
are required per paragraph 3.2.4.4. Then the coupon length can be reduced to 14". The test
coupon material shall be low allow steel such as SA-302, SA-508, SA-633, or SA-541, PWHT
shail be in accordance with paragraph 3.2.3. A

r

ual GT, Machina GTAW N
Amperage 100/300 100/300 (.045) L
Volts 12122 10/14 (.045)
Travel 2 IPM min. 2-8 IPM, 1-B with osc.
Gas Argon Argon
Preheat Temp. min. 250°F 2560°F

Interpass Temp. max. 500°F 50Q°F

J
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3.2.3 Post Weld Heat Treatment - Specimens for PWHT mechanical property tests shall be
treated as follows:

(A) Charge specimens into a furnace maintained at 800°F maximum;

(B) Heat to 1125°F = 25°F at a heating rate not exceeding 100°F per hour and hold at
temperature for 24 hours minimum.

" {C)  Cool in the furnace to 800°F at a cooling rate not exceeding 100°F per hour;
(D) Cool uniformly at any rate to room temperature.

3.2.4 Fracture Toughness - The PWHT'd weld sample shall be tested according to ASME :
Section Il Subsection NB-2330 as supplemented by the following: .

3.2.4.1 Prepare four (4) weld metal drop weight samples and six (6) weld metal charpy V"
notch specimens. :

3.2.4.2 Test two (2) drop weight samples at + S§°F maximum temperature and three (3) impact -
spaecimens at +55°F maximum, If this test successfully establishes 8 RT/NDT reference \
temperature of -5°F, then run the second set of (2) drop weight specimens at -10°F maximum,
and the second set of (3) impact specimens at +40°F maximum (see nots). Howaever, if the first
set of specimens fails, then run the second set of (2) drop weight specimens at + 20°F maximum
- and the (3) impact specimens at +70°F maximum. Tha criteria for passing any one of the above
tests are two (2) no-breaks for the drap weight tests ad 50 ft-lbs minimum impact energy with 35
mils minimum lateral expansion for the impact specimens.

A 3.2.4.3 The lowest reference temperature achieved shall be reported in the certification and _
shall not be greater than RTNDT = + 10°F to be acceptable to this specification. N

3.2.4.4 NOTE: The -10°F drop weights and +40°F charpies may be run first and tHe resuits of
these tests reported instead of the + 5°F and +55°F tests. ;

3.2.5 Tensile Strength and Ductility Requirements - All-weld-metal test specimen shall meet
the following: S

Tensile Strength, Min. 90,000 psi
Yield Strength, Min. 78,000 psi
Elongation, Min. 16%

4. Identification Marking

4.1 Each unit package of electrode/rod, coils or spool shall be identified with the following
information:

(A) Material Classification and Specification Numbers
(B) Supplier's Name and Trade Designation

(C) Size (Diamaeter of Electrodes) and Net Weight

(D} Lot, Control or Heat Number

(E) P.O. Number

(F)  Cut length electrode shall be individually flag tagged on each end with the efectrode
type and manufacturers lot or heat number.



4.2 Packaging

Each unit package of electrodes, ccils or spoois 3tail te ~ackaged in such as way as to
prevent moisture damage during shipment and be able to be stored for one year.

5. Certified Material Test Reports

Certified material test reports shall be submitted to Westinghouse prior to or during shipment
of the electrodes and shall include:

5.1 Reference to the applicable ASME Cods Edition and Addenda. :
5.2 Results of tests required by ASME Section I, Subsection NB-2400 as follows:

(1) Chemical analysis of bare filler metal and test methed.
(2) Tensile, yield and eldngation of post weld heat treated specimen.
(3) Fracture toughness test of post weld heat treated coupon.
5.3 Preheat and interpass temperature used for the weld test.
6.4 Post weld heat treatment including heating and cooling rate, holding time at temp.
5.6 Statement qf Compliance to ASME Saction |l Part C, SFA 5.28 ER100S-1.
5.6 Statement of compliance to ASME Section Iil, Subsection NB-2600 and NCA-3800.
5.7 Statement of compliance to the purchase order and this specification and revision letter.
6. Waestinghouse Internal Requirements Only
6.1 Receiving Inspaction Dept. shall assign a Westinghouse heat code to the material upon
receipt. If additional in-house testing is required as indicated below, the requisitioner shall be
notified upon receipt of the walding material. A QR shall not be issued until documentation of
satisfactory test results is received by Receiving Inspection. A copy of the Quality Release and

Certification Report shall be forwarded to the requisitioner and a copy of the QR shall be sent to
the weld wire cage.

Woeld in-House
W Cat. Elect. Dia, W Stock No. Process Jesting
45 0.045" 200477 MTIG ‘No
45 : 1/16" 200478 MTIG No
45 3/32" 200479 MTIG No
45 1/8" 200480 MTIG No

6.2 Receiving Inspection Department shall enter the following into the W computer system:

(a) W heat code

{b) Vendor heat/lot number

(c) W material category

(d) W stock number

(e) All of the welding processes applicable for use with purchase material.
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Standard Test Method for

( Conducting Drop-Weight Test to Determine Nil-Ductility
Transition Temperature of Ferritic Steels’

This standard is issued under the fixed designation E 208; the number immediately following the designation indicates the year of
original adoption or. in the case of revision, the year of last revision. A numbxr in parentheses indicates the year of last reapproval. A
superscript epsilon (¢) indicates an editorial change since the last revision or reapproval.

INTRODUCTION

This drop-weight test was developed at the Naval Research Laboratory in 1952 and has been
used extensively to investigate the conditions required for initiation of brittle fractures in structural
steels. Drop-weight test facilities have been established at several Naval activities, research
institutions. and industrial organizations in this country and abroad. The method is used for.
specification purposes by indﬁ‘sgrial organizations and is referenced in several ASTM specifications
and the ASME Boiler and Pressure Vessel Code. This procedure was prepared to ensure that tests

" conducted at all locations would have a common meaning. ,.‘. .

1. Scope

1.1 This test method covers the determination of the
nil-ductility transition (NDT) temperature of femitic steels,
s in. (15.9 mm) and thicker.

1.2 This method may be used whenever the inquiry,
contract, order, or specification states that the stecls are
subject to fracture toughness requirements as determined by
the drop-weight test.

1.3 The values stated in inch-pound units are to be

{ rded as the standard.
. 1.4 This standard does not purport to address all of the
safety problems associated with its use. It is the responsibility
of the user of this standard to establish appropriate safety and
health practices and determine the applicability of regulatory
limitations prior to use.

2. Terminology

2.1 Definitions:

2.1.1 nil-ductility transition (NDT) temperature—the
maximum temperature where a standard drop-weight spec-
imen breaks when tested according to the provisions of this
method.

2.1.2 ferritic—the word ferritic as used hereafter refers to
all a-Fe steels. This includes martensitic, pearlitic, and all
other nonaustenitic steels.

3. Summary of Test Method

3.1 The drop-weight test employs simple beam specimens
specially prepared to create a material crack in their tensile

surfaces at an early time interval of the test, The test is .

conducted by subjecting each of a series
eight) of specimens of a given material to a single impact
load at a sequence of selected temperatures to determine the

! This test method is under the jurisdiction of the ASTM Comumittee E-28 on
Mechanical Testing and is the direct responsibility of Subcommittee E28.07 on
k act Testing.
 _urrent edition approved Jan. 25, 1991. Published March 1991. Originally
published as E 208 - 63 T. Last previous edition E 208 - 37a%,
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{geénerally fouf to°

maximum temperature at which a specimen breaks. The

impact load is provided by a guided, free-falling ﬁgigtit;.wh{;}

#n energy of 250't6"1200 R:IBE(340 101630 J) depénding od
“the yield stréngth of the steel to be tested. The specimens are
prevented by a stop from deflecting more than a few tenths
of an inch.

3.2 The usual test sequence is as follows: After the
preparation and temperature conditioning of the specimen.
the initial drop-weight test is conducted at a test temperaturc
estimated to be near the NDT temperature. Depending upon
the results of the first test, tests of the other specimens ar
conducted at suitable temperature intervals to establish the
limits within 10°F (5°C) for break and no-break perform-

ance. A duplicate test at the lowest no-break temperature of

the series is conducted to confirm no-break performance &
_this temperature.

3.3 In 1984, the method of applying the crack-starter weld
bead was changed from a “two-pass” technique to the
current “single-pass™ procedure, and the practice of “repail-
welding™ of the crack-starter weld bead was prohibited. For
steels whose properties are influenced by tempering or art
susceptible to temper embrittlement, the nil-ductility transt-
tion (NDT) temperature obtained using the “single-pass
crack-starter weld bead may not agree with that obtained
using the previous “two-pass” crack-starter weld bead,.of
when the crack-starter bead was repaired.

4. Significance and Use

4.1 The fracture-strength transitions of ferritic steels used
in the notched condition are markedly affected by temper2:
-Yure. For a given “low” temperature, the size and acuity ©
the flaw (notch) determines the stress level required fof
initiation of brittle fracture. The significance of this test
method is related to establishing that temperature, deﬁneé
herein as the NDT temperature, at which the “small flaw
initiation curve, Fig. 1, falls to nominal yield strength stress
levels with decreasing temperature, that is, the point marki
NDT in Fig. 1.

4.2 Interpretations to other conditions required for frac
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Generalized Fracture Analysis Diagram Indicating the Approximate Range of Flaw Sizes Required for Fracture Initiation at Various

Levels of Nominal Stress, as Referenced by the NDT Temperature®*

wre initiation may be made by the use of the generalized
flaw-size, stress-temperature diagram shown in Fig. 1. The
diagram was derived from a wide variety of tests, both
fracture-initiation and fracture-arrest tests, as correlated with

the NDT temperature established by the drop-weight test. -

validation of the NDT concept has been documented by
correlations with numerous service failures encountered in
ship, pressure vessel, machinery component, forged, and cast
steel applications.

5, Precautions

5.1 The drop-weight test was devised for measuring frac-
ture initiation characteristics of %-in. (15.9-mm) and thicker
sructural materials. This test is not recommended for steels
kess than s-in. thick.

5.2 This method establishes standard specimens and con-
ditions to determine the NDT temperature of a given steel.
The use of standard specimens with nonstandard test condi-
tions or the use of nonstandard :specimens shall not be
allowed for specification purposes.

5.3 This method employs a small weld bead deposited on
the specimen surface, whose sole .purpose is to provide a
brittle material for the initiation of a small, cleavage crack-

- flaw in the specimen base material during the test. Anoma-

lous behavior may be expected for materials where the
heat-affected zone created by deposition of the crack-starter
weld is made more fracture resistant than the unaffected
plate. This condition is developed for quenched and tem-
pered steels of high hardness obtained by tempering at low
lemperatures. The problem may be avoided by placing the
track-starter weld on these steels before conducting the
quenching and tempering heat treatment. Except for other
Gses which may be readily rationalized in metallurgical
erms (for example, it is possible to recrystallize heavily
cold-worked steels in the heat-affected zone and to develop a
region of improved ductility), the heat-affected zone problem
B not encountered with conventional structural grade steels
of a pearlitic microstructure or quenched and tempered
steels tempered at high temperatures to develop maximum
fracture toughness. :
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6. Apparatus

6.1 The drop-weight machine is of simple design based on
the use of readily available structural steel products.® The
principal components of a drop-weight machine are a
vertically guided, free-falling weight, and a rigidly supported
anvil which provides for the loading of a rectangular plate
specimen as a simple beam under the falling weight. Figure
2(a) illustrates a typical drop-weight machine built of
standard structural shapes.

6.2 A rail, or rails, rigidly held in a vertical position and in
a fixed relationship to the base shall be provided to guide the
weight. The weight shall be provided with suitable devices
which engage the rail, or rails, and ensure that it will drop
freely in a single. vertical plane. The weight may be raised by
any convenient means. A weight-release mechanism. func-
tioning similarly to that shown in Fig. 2(b). shall be provided
to release the weight quickly without affecting its free fall.
The weight shall be made in one piece. or if made of several
pieces, its construction shall be rigid to ensure that it acts as
a unit when it strikes the specimen. The striking tup of the
weight shall be a steel cylindrical surface with a radius of |
in. (254 mm) and a minimum hardness of HRC 350
throughout the section. The weight shall be between 50 and

300 1b (22.7 and 136 kg). The rails and hoisting device shall

permit raising the weight various fixed distances to obtain
potential energies of 250 to 1200 ft-1bf (340 to 1630 J).

6.3 A horizontal base, located under the guide rails. shall
be provided to hold and position precisely the several styles
of anvils required for the standard specimens. The anvil
guides shall position the anvil with the center-line of the

* Detail drawings for the construction of this machine are available from ASTM
Headquarters. Order PCN 12-502080-00.

3 Pellini, W. S., and Puzak, P. P., “Fracture Analysis Diagram Procedures for
the Fracture-Safe Engineering Design of Steel Structures.” NRL Report 5920.
March 15, 1963: alse Helding Research Council Bulletin. Series No. 88. May.
1963.

4 Pellini, W. S., and Puzak. P. P., “Practical Considerations in Applying
Laboratory Fracture Test Criteria to the Fracture-Safe Design of Pressure Vessels.™
NRL Report 6030. November 5. 1963: also Transactions, Am. Soc. Mechanical
Engrs., Series A., Jownal of Engineering for Power, October 1964, pp. 429443,
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deflection stops under the center-line of the striking tup of
the weight. In general, the base will also support the guide
rails, but this is not a requirement. The base shall rest on the
rigid foundation. The base-foundation system shall be suffi-
ciently rigid to allow the normal drop-weight energy (Table
1) to deflect a standard specimen to the stop at temperatures
above the NDT. The base shall not jump or shift during the
test, and shall be secured to the foundation if necessary to
prevent motion.

6.4 A guard screen, similar to that shown in Fig. 2(¢), is
recommended to stop broken specimen halves of the very
brittle steels which break into two pieces with both halves
being ejected forcefully from the machine.

6.5 The general characteristics of two of the anvils re-
quired are illustrated in Fig. 3. The anvils shall be made in
accordance with the dimensions shown in Fig. 4. The anvil
supports and deflection stops shall be steel-hardened to 2
minimum hardness of HRC 50 throughout their cross
section. The space between the two stops is provided as

) rance for the crack-starter weld on the specimen. The
‘ueitection stops may be made in two separate pieces, if
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desired. The anvil-base system shall be sufficiently rigid t0
allow the normal drop-weight energy (Table 1) to deflect the
specimen to the stop at temperatures well above the NDT.

6.6 A measuring system shall be provided to assure that
the weight is released from the desired height for each test,
within the limits of +10, -0 %.

6.7 Modifications of the equipment or assembly details of

the drop-weight machine shown in Fig. 2 are permitted
provided that the modified machine is functionally equiva-
lent. Figure § illustrates a portable machine design used by
an industrial concern for drop-weight tests of materials used
for pressure vessel components at different fabrication sites-

7. Test Specimens

7.1 Identification of Material—All sample material and
specimens removed from a given plate, shape, forging, Of
casting product shall be marked to identify their particulaf
source (heat number, slab number, etc.). A simple identifica”
tion system shall be used which can be employed 18
conjunction with an itemized table to obtain all the pertinent
information.
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FIG. 3 General Appearance of the Anvils Required for_Drop-Weight NDT Tests

7.2 Orientation—The drop-weight test is insensitive to
specimen orientation with respect to rolling or forging
direction. However, unless otherwise agreed to, all specimens
specified by the purchaser shall be of the same orientation
and it shall be noted in 'the test report. ‘

1.3 Relation to Other Specimens—Unless otherwise spec-
ified by the purchaser, the’specimens shall be removed from
the material at positions adjacent to the location of other
type test specimens (for example, mechanical test specimens)
required for evaluation of other material properties.

1.4 Special Conditions for Forgings and Castings—Where
drop-weight testing of cast or forged material is specified. the
size and location of integrally attached pad projections or
prolongations to be used for specimen fabrication shall be
agreed to in advance by the purchaser. If the design of the
casting or forging does not allow an attached test-material
coupou, the following requirements shall apply:

7.4.1 Drop-weight specimens cast or forged separately to
the dimensions required for testing shall be allowed only
where the product dimensions are equivalent and the pur-
chaser agrees.

7.4.2 Specimens may be taken from a separately produced
test-material coupon if the supplier can demonstrate that it is
equivalent to the product with respect to chemical composi-
tion, soundness, and metallurgical conditions. The material
shall be from the same heat and shall have been fabricated
under identical conditions as the product. The specimens
shall be machine-cut from locations agreed to in advance by
the purchaser.

7.4.3 Specifically, in the case of casting requiring X-ray
quality standard, the separate test-material coupon shall be
cast separately but simultaneously with the product. Chills
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shall not be used. The test-material coupon shall be in
proportion to the thickness, 7, in the cast product, where T is
diameter of the largest circle that can be inscribed in any
cross section of the casting, or where T is defined in advance
by the purchaser as the nominal design thickness, as follows:

Separately Cast. Nonchilled, Test-Coupon Size

None required

When several smail castings are poured from one
heat. one casting shall be used to provide tes:
specimens, if adaptable

T by 2 by 5 in. (127 mm) for irregularly shaped

Thickness. 7., in. (mm)

4 (12.7) and less
% 10 2 (15.9 to 50.8)

Ysto 1 (15910 25.4)

castings

>1103 (25410 76.2) Tby4.5Tbyd.5T

>31t05(76.210 127) Tby3Tby3T

Over 5§ {127) T by 3T by 3T for castings that are representative ol
cast plates

Over 5(127) T by T by 6 VT for castings that are representative of
cast plates

7.4.4 Specimens showing casting or metallurgical faults
on broken fracture surfaces shall be “No-Test.”

1.5 Size of Blank—Dimensions of the blank size required
for standard test specimens are shown in Fig. 6. Equally
significant NDT temperatures, within 10°F (£5°C), are
determined for a given steel with tests using any of the
standard specimens. As may be convenient for the particular
thickness of material, any of the standard specimens shown
in Fig. 6 and prepared as described in Section 7 may be
chosen for this method. The results obtained with standard
test conditions shall comply with the requirements of this
method for determining the NDT temperature,

7.6 Specimen Cutting—The specimen sample material
and the specimen ends may be flame-cut. The specimen
sides shall be saw-cut or machined, using adequate coolant to
prevent specimen overheating, and shall be a minimum of 1
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TABLE 1 Standard Drop-Weight Test Conditions

- Specimen Size, Deflaction Stop,  "§Yleid Strength Level, ]
’I"ype of Specimen in. (mm) Span, in. (mm) in. (mm) &.4.. kel (MPa)
) 1by 3% by 14 120 03 30 to 50 (210 to 340)
(25.4 by 89 by 356) (305) @6 50 to 70 (340 to 480)
S 70 to 90 (480 to 620) 1000 1350
90 to 110 (620 to 760) 1200 1850
p-2 Yeby2bys 40 0.06 30 to 60 (210 to 410) 250 350
(19 by 51 by 127) (102) (1.5) 60 10 90 (410 to 620) 300 400
. 90 o 120 (620 to 830) 350 450
120 to 150 (830 to 1030) 400 550
P3 Yaby2by s 40 0.075 30 10 60 (210 to 410) 250 as0
(15.9 by 51 by 127) (102) (1.9) 60 to 90 (410 to 620) 300 400
90 to 120 (620 to 830) 350 450
120 10 150 (830 to 1030) 400 550

‘wwzauofagivensmmmawmmmmmmwtmymmhmm.
mmmm)mmmwnmwmuwummmdmgmsma

. from any flame-cut surface. Products thicker than the
andard specimen thickness shall be ‘machine-cut to
andard thickness from one side, preserving an as-fabricated

rface unless otherwise specified, or agreed to, in advance
" the purchaser. The as-fabricated surface 50 preserved shall
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Specimen T
Anvil Dimension Units ype Tolerance
P-1 P-2 P-3
an in. 12.0 4.0 40 +0.05
mm 305 100 100 +1.5
flection stop in, 0.30 0.060 0.075 +0.002
A mm  7.60 1.50 1.99 +0.05
wl length ————not aiticA——— |
vl width —_—not criticabeeee
vil thickness in. 1.5 min 1.5 min 1.5 min
mm 38 min 38 min 38 min
port length n 35min  20min 2.0 min
mm 90 min 50 min S0 min
port width ——————otless than G-—moeeec .,
port height in, 20 20 20 =1
mm S0 50 50 *25
port radius in 0.075 0.075 0.075 +0.025 .
mm 1.0 1.0 1.0 0.1
2 width in 35min 20mn  2.0min *2
mm 90 min 50 min 50 min +50
! clearance n. 0.9 0.9 0.9 20.1
mm 22 22 22 +3
1 dearance depth 0.4 min 0.4 min 0.4 min -

in
mm 10 min 10 min 10 min

FIG. 4 Anvil Dimensions
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e Specimen Type
Dimension Units P-1 P-2 P-3
” Dimension Tolerance Oimension Tolerance Dimension Tolerance
7, Thickness in. 1.0 +0.12 0.75 +0.04 0.62 *0.02
mm 25 *25 19 *1.0 16 *0.5
Length in. " 14.0 +0.5 50 0.5 5.0 *0.5
t mm < 360 £10 130 +10 130 *10
W, Width in, : 3.5 0.1 2.0 +0.04 20 +0.04
mm 90 2.0 50 *1.0 50 *1.0
WL, Weid length in. 25 =1 1.75 *1.0 1.75 *10
mm 635 225 . 445 *25 445 *25.0

s
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fxture when the specimen is fully deflected.
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FIG. 6 Standard Drop-Weight Specimen Dimensions

1.7 Crack-Starter Weld—The crack-starter weld, which is
a centrally located weld bead, approximately .2% in. (63.5
mm) long and % in. (12.7 mm) wide, shall be deposited on
the as-fabricated tension surface of the drop-weight specimen
in 2 single pass.® To assist the welding operator in centering
the weld deposit properly on the test piece, two punch marks
as shown in Fig. 7(a) or a copper template containing a 1 by
3in. (25 by 76-mm) centrally positioned slot, Fig. 7¢b), shall
be used.® The weld shall start from either Point 4 or D and
shall proceed without interruption as a stringer bead (no
weaving) to the other point. The bead appearance is deter-
mined by the amperage, arc voltage, and speed of travel used.
A current of 180 to 200 A, 2 medium arc length, and a travel
speed that will result in a moderately high-crowned bead
bave been found to be suitable conditions. An enlarged view
of an as-deposited crack-starter weld is shown in Fig. 7(c).

1.1.1 Microstructure of Base Metal—Data presented show
that the method of depositing the weld bead can influence
the microstructure of the heat-affected zone under the weld
notch which in turn can influence the NDT determined

3 Previous versions of the specification listed sources for hard facing electrodes

that were sujtable for producing the brittle crack-starter weld. Those sources no .

louger produce such electrodes. The following new sources have indicated that they
poduce appropriate electrodes: (1) McKay D [ cdan -available from
Teledyne McKay, P.O. Box 1509, York, PA 17405-1509, (2) OK Selectrode 83.30
i from Esab AB, Box 8004,
8. Sweden, and (3) Conarcrom 350 o Mﬁr myelie: available
from Conarco, Calle 18 No 40791672 V. Lynch), Buenos hrg, Argentina.

Until the subcommittee is able to perform round robin testing of these
dectrodes, potential users are
wcordance with paragraph 7.10.

¢The copper template is especially recommended for the Type P-2 and P-3
Recimens since it eliminates weld spatter which may interfere with proper seating
o the specimen during test,

cautioned to perform their own evaluations in -
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especially in heat-treated steels.’

1.8 Weld Notch—The final preparation of the specimer
consists of notching the deposited weld at the center of the
bead length. Care shall be taken to ensure that only the welc
deposit is notched and that the cutting tools do not contact
the specimen surface. The notch may be cut with thir
abrasive disks, as shown in Fig. 8, or other convenien:
cutting tools such as mechanical saws, hack saws, etc. The
weld-notch details and a representative example of a notched
weld is given in Fig. 9.

1.9 Measuring Weld-Notch Depth—The depth of the
notch from the crown of the weld will vary with expected
variations in weld-crown dimensions. The depth of the notch
is not measured, since it is the thickness of the weld
remaining above the specimen and under the bottom of the.
notch that has been standardized, as shown in Fig. 9. This
weld thickness above the specimen shall be maintained
across as much of the weld width as permitted by the bead
contour. Figure 10 illustrates a device for measuring the
thickness of weld metal at the bottom of the notch. The
adjustable dial indicator with bridge-support is set at zero
while in position on the specimen with the indicator tip
contacting the specimen surface immediately adjacent to the
notch. The bridge is then placed over the weld with the
indicator tip resting on the bottom of the notch to measure
the weld metal thickness directly. After the operator has
gained experience in the preparation of a few specimens, the
instrument need be used only in the final checking of the
finished notch.

1.10 Other Crack-Siarter Welds—The satisfactory com-

7 Tsukada, H., Suzuki. I L. and Tanaka, Y.. A Study on Drop-Weight Test
Using AS08 Class 2 Steel.” Japan Steel Works. Lid.. December |, 1981.
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—.‘ l.— 116 IN. MAX.( 1.5 MM)

WELD BEAD

Tz

FiG. 9 Weld-Notch Details and Example of a Notched Weld

\

—0.07-0.08 IN. (1.8-2.0 MM)

FIG. 10 Method for Measuring Weld Metal Thickness at the
Bottom of the Notch

pletion of drop-weight tests is dependent upon the “crack-
starting” conditions developed by the notched weld. As
shown schematically in Fig. 11, the specimen deflection, D,
that cracks the weld, is significantly less than the allowable
anvil stop deflection. D, for all standard thickness, T,
specimens tested on the proper span, S. The carefully
prepared and specially handled electrode (described in 7.7°)
has been proved successful for crack-starting purposes for all
temperatures up to approximately 400°F (200°C). Other weld
materials shall be considered to perform satisfactorily as
crack-starters if they also develop cleavage cracks at suitably
high test temperatures at or near the instant that yielding
occurs in the surface fibers of the test specimen. Weld
materials, other than those described in 7.7, may be used for
the crack-starter bead provided the following requirements
are met:

7.10.1 Using standard conditions as specified in Table 1,
three standard Type P-2 specimens (¥ by 2 by S in.) (19 by
51 by 127 mm) shall be drop-weight tested at a temperature
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FIG. 11 Drop-Weight Test Method

100°F (55°C) or more above the NDT temperatures of the
plate material.

7.10.2 If the three tests demonstrate that the weld notch is
always cracked upon deflection of the specimen tension
surface to the maximum amount permitted by the proper
anvil stop, the other crack-starter weld shall be authorized
and considered to conform to the requirements of this
method. ' )

7.10.3 Welding procedures or crack-starter weld dimen-
sions other than those described in 7.7 shall be considered to
perform satisfactorily as crack-starters if they are demon-
strated ‘to develop cleavage cracks at suitably high test
temperatures at or near the instant that yielding occurs in the
surface fibers of the test specimens. For example, a ¥s to 1-in.
long crack-starter weld deposited in one direction only with
the welding conditions and the electrodes described in 7.7
has been used successfully as a crack-starter weld for the
Type P-3 specimen. The shorter weld reduces to total heat
input into the specimen and is considered less likely to cause
metallurgical changes in the specimen base materials of the
low-alloy, high-tensile strength pressure vessel steels. For the
Type P-1 specimen, the shorter weld does not provide the
reproducibility or consistency for crack-starting purposes
obtained with the standard crack-starter weld described in
7.7. Other welding procedures or crack-starter weld dimen-
sions than those described in 7.7 may be used as the
crack-starter bead for a given standard type (P-1. P-2. or P-3)
specimen provided that three specimens are tested in accord-
ance with 7.10.1 and results obtained in accordance with
7.10.2.

8. Procedure—General

8.1 Some care and thought are necessary to make a
successful drop-weight determination of the NDT tempera-
ture. Adequate auxiliary equipment and a definite procedure
will aid in making the test. The following sections will define
in detail and in orderly fashion the equipment and procedure
requirements:

8.2 Conduct the test by placing a specimen in a heating or
cooling device until it is at the desired temperature. Then
place it with minimum loss of time (see 12.4) on the anvil
and align where it will be struck squarely by the weight.
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(a)
(a) Wax Pencil Line Scribed on Tension Side of a Specimen

(b) Application of Masking Tape to Anvil Stop Surfaces

(c) Transfer of Wax Lines to the Tape When the Specimen Hits the Stop

(b)

FIG. 13 Method Employed to Indicate Contact of the Specimen with the Anvil Stop

TABLE 2 Suggested Sequence of Drop-Weight Test Temperatures

e

Specimen Condition After Test at Temperature T,

Suggested Test Temperature
for Succeeding Test

No crack in weid notch
Weld crack extending less than e in. (1.6 mm) into specimen surface
Weikd crack extending s to V4 in. (3.2 to 6.4 mm) into specimen surface

No-Test performance (see 13.2.3 and 13.3).
T, — 60°F T, - 30°C
T, - 40°F T, — 20°C

Weild crack extending approximately 2 the distance between specimen edge and toe of crack-starter weid bead T, = 20°F T, - 10°C

Weid crack extending to within Y« in. (6.4 mm) of specimen edge
Specimen “Breaks” {see 13.2.1}

T, - 10°F T, = 5°C
T, + 40°F T, + 20°C
Continue testing as described in 11.1 and 12

Allow the weight to drop from a known preselected height on
the specimen. Examine the specimen after the strike to
determine its condition as defined by the requirements of
this method. Repeat this process until the NDT temperature
has been determined.
8.3 The number of specimens required to determine the
T temperature is a function of the experience of the
" operator with the material and of the use of an adequate
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procedure. A skilled operator working with known materid
can determine the NDT temperature with as few as thr¢
specimens. Generally, six to eight specimens are required.

9. Specimen—Anvil Alignment
9.1 Anvil Requirements—Test each type of (‘h'op-we.‘ight

specimen only on the anvil designated for that type specimeés
in accordance with Table 1.
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NoTE—The weld shown does not comply with the current procedure which
wechies that the weld shall start from either end and shall proceed without
FIG. 14 Typical Examples of Broken Drop-Weight Specimens.

Fracture Reaches to at Least One Edge

9.2 Specimen-Anvil Alignment—In order to obtain a valid
st properly align the specimen on the anvil. Align the
specimen. anvil, and weigh so the specimen is struck under
the following conditions:

9.2.1 The specimen shall be horizontal and the ends shall
rest on the anvil supports.

9.2.2 The striking tup of the weight shall strike within
#0.1 in. (+2.5 mm) of a line on the compression side of the
specimen. normal to a long edge and directly opposite the
notch in the crack-starter weld.

9.2.3 No part of the crack-starter weld will touch the
deflection stops at any time during the test.

9.2.4 The specimen sides and ends shall be free from any
interference during the test.

9.3 Alignment Tool—The technique shown in Fig. 12 has
been used successfully to achieve longitudinal and angular
specimen alignment of the specimen. Draw a wax-pencil line
on the compression surface of the specimen normal to a long
edge and directly opposite the notch. Place the specimen on
the anvil so this line coincides with the edge of a removable
guide bar. Place the bar against the machine rails so that its
edge defines the striking line of the tup on the weight.

10. Selection of Test Energy

[0.1 Strike the specimen by a free-falling weight having
adequate energy to deflect the specimen sufficiently to crack
the weld deposit and to make the tension surface contact the
anvil stop. The design of the machine permits the use of
various impact energies to accommodate the different
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strength levels of the various materials tested. The standard
test conditions shown in Table | have been developed by
experience and shall be used for the test series of a given steel
unless “No-Test™ performance is experienced. The indicated
energies can be obtained by lifting the weight the required
distance from the compression surface of the specimen.
10.2 Proper contact of the tension surface of the specimen
with the deflection stop shall be defined as follows: Scribe a
wax-pencil line on the tension surface of a standard spec-
imen parallel to and in line with the mechanical notch cut in
the crack-starter weld deposit, Fig. 13 (a). Apply clean
masking tape, or a similar material, to the top surface of the
anvil deflection stop blocks, Fig. 13(b). Align the test
specimen on the anvil and strike once by the weight with the
standard conditions, Table 1, for the steel involved. Transfer
of the wax-pencil line from specimen to the tape shall
indicate that the specimen was bent sufficiently (Fig. 13(c)).
The above procedure, to ensure proper contact of the tension
surface of the specimen with the deflection stop blocks, is
considered a “built-in” standardization feature of the test.
method, and it shall be employed for each drop-weight test to
preclude “No-Test™ performance as described in 13.2.3 and
13.3. :
10.3 If the weld crack and anvil stop contact criteria are
not met by the Table I energies, increase the drop-weight
energy in 100-ft-Ib increments for the Type P-1 specimens or
50-ft-Ib (68-J) increments for the Type P-2 and P-3 speci-
mens. until they are met. Do not use drop-weight energies
above those posted on the table unless the above procedure
has been followed to determine the excess energy require-
ments.

11. Selection of Test Temperatures

11.1 The selection of test temperatures is based on
finding, with as few specimens as possible, a lower tempera-
ture where the specimen breaks and an upper temperature
where it does not break, and then testing at intervals between
these temperatures until the temperature limits for break and
no-break performance are determined within 10°F (5°C).
The NDT temperature is the highest temperature where a
specimen breaks when the test is conducted by this proce-
dure. Test at least two specimens that show no-break
performance at a temperature 10°F (5°C) above the temper-
ature judged to be the NDT point. : '

11.2 Conduct the initial test at a temperature estimated to
be near the NDT. This temperature and all subsequent test
temperatures shall be integral multiples of [0°F or 5°C.
Additional tests can be conducted at temperatures based on
the experience of the operator or on those suggested in Table
2.

12. Measurement of Specimen Temperatures

12.1 The entire test specimen shall be at a known and
uniform temperature during the test. It shall be assumed that
if it is fully immersed in a stirred-liquid, constant tempera-
ture bath of known temperature and separated from an
adjacent specimen by a minimum of 1 in. (25.4 mm) all
around for a period of at least 45 min prior to the test, the
specimen temperature shall be the same as the bath temper-
ature. If a gas heat-transfer medium is used, increase the
required minimum holding time to 60 min. If it can be

367
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FIG. 15 Typical Examples of No-Break Performance in
Drop-Weight Specimens. Fracture Does Not Reach Edge

shown by appropriate test techniques, such as using a
thermocouple buried in the center of a dummy test spec-
imen. that specimen equilibrium femperatures can be devel-
oped in a shorter period, the tester can reduce the specimen-
holding period provided that he has prior approval of the
purchaser. The constant-temperature baths or ovens may be

of any type that will beat or cool the specimens to a known
{ 1 uniform temperature.

12.2 Measure the bath temperature by a device with
calibration known to +2°F or £1°C. o

12.3 Any convenient means may be used to remove the
specimen from the temperature bath and transfer it to the
test machine provided it shall not affect the specimen
temperature control. Tongs, if used. shail be kept in the
temperature bath to maintain a temperature equivalent t0
the specimen temperature. Rubber-gloved hands, in general,
are the most convenient handling tool. The specimen shail
be handled away from the fracture area.

12.4 If more than 20 s elapse in the period of removing
the specimen from the bath prior to release of the weight,
temperature control shall presume to have been lost and the
specimen shall be returned to the bath.

12.5 Considerable experience has been accumulated with
baths of the. following type, and it is described here for the
convenience of the tester. A deep, insulated metal container
holding from Y2 to 10 gal (1.9 to 38 L) of a suitable
heat-transfer liquid. such as alcohol, will maintain a given
temperature for the required specimen-holding period with
minor manual adjustments. By immersing an open basket of
cracked dry ice or a high-wattage electrical heat in the bath,
its temperature can be adjusted slightly or can be lowered or
raised to a new constant level in a short period. For
low-density heat-transfer liquids, a walnut-sized piece of dry
ice added to the bath will sink and bubble vigorously and
welp stir it. If this type of bath is used, it should be deep

aough to cover the specimens fully. It has been found by
experience that standing the specimens on one end in the
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bath with their upper ends leaning on the vessel wall is most 14.1.2
satisfactory. Specimens placed horizontally in the bath { plate nu:
should be laid on a screen held at least Y4 in. (6.4 mm) from 14.1.3
the bottom. If multiple specimens are placed in one bath, } * specimer
they should be spaced a minimum of I in. apart to ensure 14.1.4
adequate heat-transfer liquid flow around each. The most | tures em;
convenient method of bath temperature measurement is to 14.1.5
use a bare thermocouple connected to an automatic re- specimen
corder. 14.1.6
13. Interpretation of Test Results 15. Use
13.1 The success of the drop-weight test depends upon the l 508
development of a small cleavage crack in the crack-starter :
weld after a minute bending of the test specimen. The test ature, on
evaluates the ability of the steel to withstand yield point
loading in the presence of a small flaw. The steel either
accepts initiation of fracture readily under these test condi-
tions and the test specimen is broken, or initiation of fracture {  Selected R.
is resisted and the specimen bends the small, additional Pellini. W
amount permitted by the anvil stop without complete Weldine
fracturing. Pellini. W
13.2 After completion of each drop-weight test, the spec- Rolled *
imen shall be examined and the result of the test shall be - Transac:
recorded in accordance with the following criteria: Pellini, W.
13.2.1 Break—A- specimen is considered broken if frac- § = Pressure
tured to one or both edges of the tension surface. Completc § _ sum.” Ji
separation at the compression side of the specimen is not Puzak, P. £
required for break performance. Typical examples of break § amp'wf
performance are illustrated in Fig. 14. ' Pusak ;9‘
NotE 1—To aid in determining whether a tightly closed crack § ¥ Charpy 1
extends across the tension surface to a corner it may be helpful to firs {_Am. Wel
heat-tint or dye the specimen and then to fracture it in two pieces by a0y Puzak, P.
convenient means. The amount of fracturing that initially occurred 5 § "% Charpy °
then readily apparent. £ Septembx
NoTE 2—Should any crack, whether initiated at the crack-starter o B Puzak P. P
not, propagate to the specimen edge on the tension face, consider the tes Ship Fra.
a break-performance. S§NRL Dr.
13.2.2 No-Break—The specimen develops a visible crack . No. i
in the crack-starter weld bead that is not propagated to eith® §:-&f. ../ »
edge of the tension surface. Typical examples of no-break § ¥ " A‘

performance are illustrated in Fig. 15. )

13.2.3 No-Test—The test shall be considered not valid i §
either weld-deposit notch is not visibly cracked after comple
tion of a test, or if the drop-weight specimen is not deflected
fully to contact the anvil stop as evidenced by transfer of th¢
wax-pencil lines to the masking tape on the anvil deflectios

stop. e
13.3 A No-Test performance (13.2.3) may result from t¥ T
use of insufficient impact energy, the use of a too-du 3
weld metal for crack-starter purposes, or misalignment of e § -
specimen so that the weld-crown obstructs full deflection ¥ ff
the anvil stop. The No-Test sample shall be discarded and? § =
retest, using another sample, shall be required. Retests, of S
tests of additional specimens, of a given steel found LA | :J'
develop insufficient deflections with the standard test coft N

tion, Table 1, shall be conducted with higher impact energ®
(see 10.3). A

14. Report

14.1 Report the following information:
14.1.1 Type of steel and heat treatment,




14.1.2 ldentification of product tested—heat number,
plate number, etc.,
4.1.3 Identification, orientation, and location of test
cimens,

14.1.4 Specimen type, test conditions and test tempera-
qres employed,
14.1.5 Result of test (break, no-break, or no-test) for each
cimen, and
14.1.6 Deviations, if any, from this test method.

1
i

15. Use of Test for Material-Qualification Testing

15.1 Specification tests conducted at a given test temper-
ature, on a go, no-go basis, shall requiré that a minimum of

Sclected References Relating to Deveiapmem of Drop-Weight Test:
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Pellini, W. S., and Srawley, J. E., “I. Evaluating Fracture Toughness in
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sium,” Journal of Metals, March, 1961, pp. 195-198.

Puzak, P. P., and Babecki, A. J., “Normalization Procedures for NRL
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two drop-weight specimens be tested. All specimens thus
tested shall exhibit no-break performance to ensure that the
NDT temperature of the stee! under test is below the
specification test temperature. The breaking of one (or more)
specimens at the test temperature shall indicate the NDT
temperature of the material to be at or above the specifica-
tion test temperature.

16. Precision and Bias

16.1- Precision—The precision of this test method is being
established. -

16.2 Bias—There is no basis for determining the bias of
this test method. .

ADDITIONAL REFERENCES
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The American Society for Testing and Materials takes no position respecting the validity of any patent rights asserted in connection
with any item mentioned in this standard. Users of this standard are expressly advised that determination of ine validity of any such
patent rights. and the risk of infringement of such rights, are entirely their own responsibility.

This standard is subject to revision at any time by the responsible technical committee and must be reviewed every five years and
if not revised. either reapproved or withdrawn. Your comments are invited either for revision of this standard or for additional standards
and should be addressed to ASTM Headquarters. Your comments will receive careful consideration at a meeting of the responsible
technical committee, which you may attend. If you feel that your comments have not received a fair hearing you should make your
views known 1o the ASTM Committee on Standards, 1916 Race St., Philadeiphia, PA 19103.
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FROM: .Alain Artayet W

susiecT: DELEGATION OF AUTHORITY FOR THE POINT BEACH SGRP .

This I0C is written to delegate you my authority, as Group Welding Engineer, for
the preparatioh and qualification of Welding Procedure Specifications {(WPS's)
under the provisions of ASME Section lll and IX, and MK’s Quality Assurance
Manual (QAM) for the PB SGRP. As required by the MK QAM, this delegation
shall not be redelegated by you. The test coupons for qualifying the WPS’s are
to be welded under your supervision and control.

This delegation includes certification of MK’s Procedure Qualification Recdrds
when directed to do so by phone by either myself or Mr. Andy Walcutt, Group
Quality Director, if | cannot be contacted.

All original project WPS's, signed PQR’s, purchase requisitions, purchase orders,
C of C/CMTR for base and weld metal, PWHT strip charts, test weldment data
reports, and independent laboratory test reports shall be sent to the GWE for
filing. This includes all revisions.
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FAX MEMO

DATE: January 14, 1997 M-AW-97-007
TO: Max Bingham
FROM: A. J. Walcutt Y [/(4/”
SUBJECT: Draft of Open Issues Under

QFR C-96-022-01 )/

Attached is the current draft of the issues raised as a result of our review of the
Point Bch. WPS’s. Anything with an "E" to the left side is an editorial issue. |
see no benefit in correcting these editorial errors at this point in time. They are
documented in case any future auditors review these WPS’s and finds them.

The other items currently appear to be Code busts that have to be addressed.
| still have to check a few of the items with Code people to confirm my
understanding of the Code.

exiar_ /3
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REVIEW OF ALL POINT BEACH SGRP WPS'S

In response to QFR No. 01 issued as the result of the annual management review No.
C-96-022, all (total of 18) ASME Section IIl Point Beach SGRP Welding Procedure

N Specifications (WPS’s) distributed by this project have been reviewed. Based on this review,
the¥WPS’s require some form of action. This review was performed under the scope of ASME
Section IX - 1995 edition with no addenda and ASME Section III - 1986 edition with no
addenda.

(

1.0 WPS-No. FC/1.1-1 PB (Rev. No. 0, dated 9/17/96)

1.1 This WPS is marked with an “X* to permit its use under the scope of ASME Section
I1I, but the thickness range limit, as required by NB/NC-2311(a), is not described.

ACTION- The project is to identify if this WPS was used under the scope of ASME Section
1. If used on ASME III work, confirm that the thickness ranges of the material
where the WPS was used (based on the applicable PQR) were within Code limits.

1.2 The filler metal AWS Classification No. listed on the WPS is E71-T1. E71T-1 is the

— proper filler metal designation described in the appendix of the SFA-5.20 weld filler
f ﬂ\ metal specifications. This is an editorial mistake which does not impact the integrity
- of the weld(s).

ACTION- The project is to confirm that this WPS is no longer in use.

20  WPS-No. FC/1.8-1 PB (Rev. No. 0, dated 9/16/96)

revision date of the WPS should either be the same date as the PQR or later. This is

Q The PQR-Rev. No. 1 is dated 9/25/96, and the WPS Rev. No. 0 is dated 9/16/96. The
E- an editorial mistake which does not impact the integrity of the weld(s).

ACTION- The project is to confirm that this WPS is no longer in use.

3.0 WPS-No. FC/3.3-1 PB (Rev. No. 0, dated 9/6/96)

3.1 As an essential variable, ASME Section IX QW-406.1 permits a decrease of 100°F
from the preheat temperature used during procedure qualification. The maximum
qualified preheat, as recorded on the PQR, is 268°F. Therefore, the minimum preheat
permitted to be used without requalification of this WPS is 168°F. Note 1 of the WPS
permits the use of a minimum preheat of 150°F.

ACTION- The project is to confirm that this WPS was not used or, if used, that the minimum
preheat was not lower than 168°F.

EXHIBIT /%
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3.2

©

There is a conflict between the contact tube to work distance (CTWD) range of 3/8" to
3/4" (a nonessential variable required by ASME Section IX, QW-410.8) and the
electrode stickout range of 1/2" to 1" (not required by ASME IX) described in this
WPS. CTWD is defined in ASME Section X, QW-490 (which references AWS 3.0),
as the distance between the end of the contact tube (usually located inside the gas
nozzle) to the worpiece. Electrode stickout is defined as the distance between the end
of the gas nozzle and the tip of the flux-cored wire.

" An electrode stickout of 1" exceeds the maximum CTWD of 3/4". This is a

nonessential variable in which a change may be made in the WPS without
requalification.

ACTION- The project is to confirm that this WPS is no longer in use.

4.0

WPS-No. FC/1.1-1 PB (Rev. No. 0, dated 9/17/96),
FC/1.8-1 PB (Rev. No. 0, dated 9/16/96),
GM/1.1-5 PB (Rev. No. 0, dated 9/17/96), and
GT-SM/1.8-1 PB (Rev. No. 1, dated 11/23/96)

ASME Section III NB/NC-2311(a) requires notch toughness testing for carbon steel
thicknesses greater than 5/3", as a supplementary essential variable. The above project
WPS’s were qualified without notch toughness requirements, as indicated in the
respective supporting PQR(s). One, ora combination of weld joint figures 5 and 9 are
marked with an “X”, and these figures permit the use of these WPS’s on heavywall butt
joints with thicknesses greater than 3/4". WPS-No. FC/1.8-1 PB, GM/1.1.5 PB and
GT-SM/1.8-1 PB indicate thickness ranges of 3/16"- 1", 1/16"- 3/4" and 1/16"- 8",
respectively, for ASME Section IIL.

ACTION- The project is to confirm that the above 4 WPS’s were not used on thicknesses

5.0

5.1

greater than 5/8", as specified in NB/NC-231 1(a).

WPS-No. GT-SM/1.1-1 PB (Rev. No. 4, dated 11/28/96)

" ASME Section III Table NB/NC-4622.7(b)-1 exempts PWHT for thicknesses of 1 172"

and less. This WPS was revised to permit welding on carbon steel with or without the
use of PWHT. The WPS permits welding on thicknesses of 3/16" to 8". The WPS
fails to indicate that exemption from PWHT only applies for thicknesses of 11/2"
and less. By Code, PWHT for thicknesses over 1 1/2" is an essential variable.

ACTION- The project is to confirm that this WPS was not used on thicknesses greater than

1 1/2", without the use of PWHT.

kS
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5.2 Revision 3 and earlier revisions of this WPS (with no PWHT) required a maximum
heat input of 28.8 kJ/in. for the GTAW process for thicknesses between 5/8" and
1 1/2". The GTAW portion of the WPS for gcvision 4 has maximum heat input values -~
of 43.2, 44.8 and 47.4 klJ/in. for thicknesses between 5/8" and 1 1/2" for applications
to be used with or without the use of PWHT. When a WPS is to be used for both
PWHT conditions (each as essential variable), the WPS must describe the limitations
of both PWHT and no PWHT applications. Revision 4 of this WPS fails to indicate
the maximum heat input limitation of 28.8 kJ/in. for the GTAW process to be used on
thicknesses between 5/8" and 1 1/2" without the use of PWHT.

ACTION- The project is to confirm that this WPS was not used with heat-inputs higher than
28.8 kJ/in. on thicknesses between 5/8" to 1 1/2" without PWHT.

6.0  WPS-No. GT-SM/1.8-1 PB (Rev. No. 1, dated 11/23/96)

The filler metal SMAW process AWS Classification Numbers listed on the WPS are
E309 or E309L. E309-15 or -16 and E309L-15 or -16 are the proper filler metal

@ designation described in the SFA-5.4 weld filler metal specifications. This is an
editorial mistake which does not impact the integrity of the weld(s).

ACTION- The project is to confirm that this WPS is no longer in use.

7.0 WPS-No. GTM/1.1-2 PB (Rev. No. 1, dated 12/02/96)

7.1 ASME Section III Table NB/NC-4622.7(b)-1 exempts PWHT for thicknesses of 1 1/2"
and less. This WPS permits welding on carbon steel without the use of PWHT. The
WPS permits welding on thicknesses in the range of 1/16" to 8". The WPS fails to
indicate that exemption from PWHT only applies for thicknesses of 1 1/2" and less.
PWHT for thicknesses over 1 1/2" is an essential variable.

ACTION- The project is to confirm that this WPS was not used on thicknesses greater than
1 1/2" without the use of PWHT.

7.2 This project WPS was not prepared based on a corporate WPS in accordance with /K’

7T MK’s QAM paragraph 3.2.4. For program compliance purposes, continued use of this

@.‘ WPS on a project will require development of a corporate WPS and revision of this
WPS.

Né(/‘l-a{

ACTION- The project is to confirm that this WPS is not being used. Cosw«al& /5 72 &<
A Cosporare WA,
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80  WPS-No. GTM/1.1-3 PB (Rev. No. 1, dated 12/03/96)

8.1 The test report no.132449 dated November 27, 1996 for PQR-No. GT-SM/1.1-Q5
indicates that the welding procedure qualification test specimens were tested by
Bodycote Taussig, Inc. Bodycote Taussig, Inc. was not on MK’s Approved Suppliers
List, as required by the MK QAM paragraphs 5.2.1 and 9.2.3.

ACTION- Corporate is to perform an assessment of Bodycote Taussig, Inc. to verify that they
have continued implementation of the Taussig’s QA program.

8.2  Mr. Paul Evans certified PQR-No. GT-SM/1.1-Q5 for Mr. Eugene Gorden on 11/27/96.
Certification of this PQR was performed before the 12/5/96 delegation I10C-No.
M-QM-96-091 that delegated Mr. Evans the authority by the Group Welding Engineer.

@ This IOC was requested to be issued by the GQD on 12/5/96. Delegation is permitted
by MK’s QAM paragraphs 9.2.4 and Section 0.4 for “Individual Titles,” but
certification of a PQR should be performed after completion of the written delegation
letter. This is a program control issued and not a technical issue.

ACTION- The project is to confirm that this WPS is not being used.

8.3  The test report no. 132449 written by Bodycote Taussig, Inc. indicates that ER70S-2
filler metal was used with the GTAW process for welding the test coupon. This is
contrary to the ER70S-6 filler metal, which is recorded on PQR-No. GT-SM/1.1-Q5
(Rev. 0) for the GTAW process.

ACTION- The project needs to obtain a corrected test report from Bodycote Taussig, Inc., and
the corrected test re%@ed to the Group Quality Director.

8.4 This project WPS was not prepared based on a corporate WPS in accordance with
MK’s QAM paragraph 3.2.4. The Group Quality Director (GQD) and Group Welding
Engineer (GWE) have not approved this combination of WPS and PQR.

ACTION- This project WPS and original PQR need to be submitted to the GQD for
processing. For program compliance purposes, this WPS and PQR combination
will be approved by the GQD and GWE prior to closure of QFR-01 for
Management Review No. C-96-022.
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8.6

9.0

9.1

PQR-No. GT-SM/1.1-Q5 references project specific WPS-No. GT-SM/1.1-1 PB.
Unknown at the time of the 1996 management assessment performed on 12/30-31/96,
WPS-No. GT-SM/1.1-1 PB was revised on 11/28/96 to include this PQR as a
supporting document for permitting PWHT (see paragraph 5.3, above). It is not
required to have a PQR referencing all of the WPS’s that it is supporting. The PQR is
acceptable as written.

No action is required on this item.

As requested in the above IOC-No. M-QM-96-091 and QAI-11.2 para. 4.5.1, the
project has not submitted a copy of the project’s purchase order and test weldment
data sheet, as applicable. A faxed copy of the independent test laboratory report has
been received.

ACTION- The project is to submit this information to the Group Quality Director in

accordance with MK’s ASME QA manual paragraph 3.2.4 and QAI-11.2.

WPS-No. FC/1.1-1 PB (Rev. No. 0, dated 9/17/96),
FC/1.8-1 PB (Rev. No. 0, dated 9/16/96),
GM/1.1-5 PB (Rev. No. 0, 9/17/96),
GT-SM/1.1-1 PB (Rev. No. 4) with ER70S-2 or 3 & no charpy-V notch,
GT-SM/1.8-1 PB (Rev. No. 1, dated 11/23/96), and
GTM/1.1-2 PB (Rev. No. 1) only para. 9.2 applies for fillet weld throat

ASME Section III NB/NC-2311(a) requires notch toughness testing for pipe
diameters greater than 6" NPS. “All” pipe diameters are permitted to be welded with
these WPS’s. These WPS’s are qualified without notch toughness requirements for
carbon steel. This is a supplementary essential variable that is applicable in this
instance. ’

ACTION- The project is to confirm that these WPS’s were not used on diameters greater than

9.2

6" NPS.

For components other than vessels, ASME Section III Table NB/NC-4622.7(b)-1
permits exemptions from PWHT for certain fillet weld throat thicknesses depending
on nominal thicknesses (see NB/NC-4622.3), maximum carbon content, and minimum
preheat. “All” fillet weld sizes are permitted to be welded with these WPS’s. These
WPS’s are qualified without postweld heat treatment (PWHT) for carbon steel. These
WPS’s permit welding fillet weld throat thicknesses greater than that permitted by the
table indicated above.

ACTION- The project is to confirm that these WPS’s were not used on fillet weld throat

thicknesses greater than that permitted by Table NB/NC-4622.7(b)-1.

Page 5 of 7 Morgfﬁlgl%ﬂ%fn

t37-013 e (RN



10.0 WPS-No. GT/8.43-1 PB (Rev. No. 0, dated 9/17/96),
GT-SM/43.43-1 PB (Rev. No. 1, dated 11/23/96), and
GTM/43.43-1 PB (Rev. No. 0, dated 11/22/96)

10.1 In accordance with ASME Section IX, QW-404.5 (last paragraph), the A-number
designation may also be by reference to the AWS classification (where such exits), the
manufacturer’s trade designation (in this case, Inco 52 and 152), or other established
procurement documents. The A-number designation for these WPS’s should be
addressed, and not as either “None” or “N/A”. In this case, it is required that the filler

@ metal manufacturer’s trade designation of “Inco 52 and 152, as applicable” be used on
these WPS’s for A-number designation. This error does not affect the integrity of
welds made with these WPS’s, but for program and §ode compliance purposes,
continued use of these WPS’s on a project will required modification of these WPS’s
to fully comply with ASME Section IX.

ACTION- The project is to confirm that these WPS’s is no longer in use.

10.2 In accordance with ASME Section III, NCA-1140d, Code Cases may be used b ),/U"
mutual consent of the Owner. Filler metal UNS N06052 and UNS W86152 are p 0:,4"

of Code Cases 2142-1 and 2143-1, respectively. 6’:5‘ ‘.
ACTION- The project is to confirm that consent to use Code Cases 2142-1 and 2143-1 was
obtained from the Owner.

11.0  WPS-No. GT-SM/1.3-1 PB (Rev. No. 2, dated 11/19/96),
GT-SM/3.3-2 PB (Rev. No. 2, dated 11/18/96), and
GT-SM-BU/1.3-1 PB (Rev. No. 1, dated 11/23/96)

MK’s QAM, paragraph 3.2.4, requires that project specific WPS’s be prepared “based
on the corporate WPS”. Therefore, a corporate WPS accompanied each of the PQR’s
that were submitted to the project. Currently and past MK PQR forms do not identify
the use of all combinations of applicable essential and supplementary essential
variables established by the PQR. For this reason, since 1989 MK has coupled WPS’s
with the applicable supporting PQR.

When notch toughness is required, the maximum heat input values established by the
corporate WPS and by qualification are considered supplementary essential variables.
The maximum heat input value described in the corporate WPS’s were exceeded for
one or a combination of welding processes on each of the above project WPS’s.
Project changes to essential variables and supplementary essential variables require
requalification.

g
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A) The SMAW heat inputs of 83.7 and 85.8 kJ/in. for WPS-No. GT-SM/1.3-1 PB
P exceed the maximum heat input value of 82.9 kJ/in. described in the corporate
@ WPS-No. GT-SM/1.3-1 (supported by PQR-No. GT-SM/1.3-Q1).

ACTION- The project is to confirm that this WPS is no longer in use (see Note 1, below).

I:'r \ B) The GTAW heat inputs of 67.2 and 73.3 kJ/in. for WPS-No. GT-SM/3.3-2 PB

2 exceed the maximum heat input value of 64.7 kJ/in. described in the corporate
WPS-No. GT-SM/3.3-3 (supported by PQR-No. GT-SM/3.3-Q2).

ACTION- The project is to confirm that this WPS is no longer in use (see Note 1, below).

C) The GTAW heat inputs of 57.6, 67.2 and 73.3 kJ/in. and SMAW heat inputs of
79.2,83.7 and 85.8 kJ/in. exceed the maximum heat input value of 43.3 kJ/in. for
GTAW and 54.3 klfin. for SMAW described in the corporate WPS-No.
GT-SM-BU/1.3-1. In this case, the supporting PQR-No. GT-SM-BU/1.3-Q1 has
lower heat input values for both GTAW and SMAW processes than that described
on the project WPS.

ACTION- The project is to confirm that WPS-No. GT-SM-BU/1.3-1 PB was not used on the
Point Beach SGR project.

Note 1:  The above project WPS’s have a supporting PQR with a higher heat input
value than that described by the corporate WPS (except for WPS-No.
GT-SM-BU/1.3-1 PB). e WP

BUT AT N/GNCL Than TNE VAWES LISTE) in THE Covrond?
The project @a‘[ input values are below some of the heat input values listed
on the PQRY The reason for this discrepancy is where corporate selected the heat
input value to be used versus where the project selected the value to be used.
028N or [Losddd
The corporate maximum heat inpyf values were selected by the GWE in accordance
. /X with ASME Section III, NB/MC-4330 using the procedure qualification test 7 Y)
- weldment data sheets, and by Interpretation No. IX-92-69. Based ,7¢
% Me removal locations ﬂfr—’eﬁ welding process weld passes,/
the GWE select&f the maximum heat input indicated on each of the corporate
WPS’s to be used when generating project specific WPS’s.

the Code did not clearly define where the maximum heat input value had to be

selected,, Code interpretation IX-92-69 vs not part of the 1986 Cod of ¢olt
fo and Code cOmMpIIaNcTe TEAsOIs, cominted use of these WPS’s on,a project

will requi€ revision to ens at the maxiatum heat input'values desctibe 042
rojgct WPS’s do not exCeeded thoseindicated by thé€ corporat S’s.

' 774
For the 1986 Edition and earlier versions of the Code, it could be interpreted that L/JI L,,ﬂ
w
&S
/

JCE
-92 - L
" dTaTon T 92767 / ey T
Als an 107 @’57 ﬁazgé,éfcaauﬁunw e ":ﬁfw ;Q{;’\,u’ :
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CONCERNS ABOUT MK'S D.C. COOK WP8's

This mama s written to You to confirm our conversation 18st night on January 21,
1997 (between the hours of 5:00 pm to 8:30 pm) about the D.C, Cook Field
Welding Procedurs (FWP) manual that you pressnted to me on my dask last
Wadnesday morning (January 16, 1897) batwsen the hours of 8:00 am and 5:30
am. | waitad for you to return from your St-Lucie trip bafore talking to you sbout
the following concumns.

At that me last Wedneadsy, you eskad me to revisw the D.C. Cook WPS's to
verity a8 to whether or not there was something wrong with these WPSs’s. |
briefly reviewsd the subjact WPS's in frent of you and immadiately informed you
that the same mistakes that were done on the Point Beach WPS'e were also mage
on sevoral of the WPS's used on the D.C. Cook SGRP. Mors importantly, it wes
slso pointed aut to you that WRS-No(s) M-1-1-BA (Rev, 0, issue date of §-18-88)
and M-1-1-AB (Rev. 1, lssus dats of 6-8-88} ware both desoriding the use of
E7C1B slsctrodes for the SMAW process on thicknasses greater than B/8 to 8"
{whare notch tcugness Iy required). Furthermors, the figures In thess WpPS's
indicsted use on production welde with thioknesses grester than 3/4%, PQR-
Nofsh. 1-117 and 1-124 both support these WFS's. Thesa PGR's indicate the
usy of E7018-Al sigctrodes of the SFA-5,5 filler metsl specifiostion during
welding procedure qualification with the SMAW process. Tharefore. £E7018
slectrodes trom the SFA-8.1 filler metal specification on the shove WPS's wete
not qualified {prior to uss on the D.C. Cook SGRP) ter applications where notoh
toughness was a requirement. The use of E7018 electrodes for the sbovs
conditions is not in compliance with ASME Section Il NB/NC-2311 ahvd ASME
Section IX, QW-404.12.

it should be understood that by you prasanting ms with this D.C. Cook FWP
ranual eardly lagt Wadnesdey morning and asking me to review thess WPE's for
any problams, you put me in & pesition that obligates ma (as an snginess] to
discloss thase concerns to you in writing because of the sericus implications. As
you verbally mentioned to me yesterdey, | kKhow you will teke cars of the sbove
concemns aftar the Point Beach QFR-No. 1 issues have been completed.

ec:  D. Edlsman
Files nd
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MORRISON KNUDSEN CORPO” \TION
| WTEROMCE comEsPONDNNGE M-QM-97.004

Jenuery 22, 1987
Andy Walcutt

@d& Artayet

CONCERNS ABGUT MK'S D.C. COGK WPS's

This mama Is written t¢ you 10 oonfirm our convarsation lest night on January 21,

1897 (bstwesn the hours of 8:00 #m to §:30 pm) about the D.C, Cook Field
Welding Procedure (FWF) manusl that you pressnted to me on my deak last
Wednesdey marning (January 15, 1897) between the hourg of 8:00 am and 6:30
am. | waitsd for you to return from your St-Lucle trip bafore talking to you about
the following concerns.

At that tme lest Wedneaday, You esked me to revisw the D.C. Caok WP8's to
verity as to whether or not there was something wrong with these WPS's. |
briefly reviswed the subject WPS's in frent of you snd immaediately informed you
that the eame mistekes thet were done on the Polnt Beacts WPS's were slso made
an sevoral of the WPS's used on the 0.G. Cook SGRP. Mors importently, k wee
#lao pointed out {0 you that WRS-Na(s) M.1-1-BA (Rev, O, lssue dats of §-16-88)
&nd M-1-1-AB (Rev. 1, lssue dats of 6-9-86) ware both desoribing the use of
E7018 electrodes for the SMAW process on thicknasses greater than B/8" to 8"
twhere notch tcugnees Iy required). Furthermore, the figures In thess WPS's

indlcated use on preduction walde with thicknesses greater than 3/4°, PQR-

Nofs). 1-117 and 1-124 both support these WFS's. Theta POR's indicate the
usy of E7018-A1 elgctrodes of the SFA-5.5 filler metal specifioation during
welding procedure qualification with the SMAW process. Tharefore. E7018
slectredes fram the SFACS.1 filier metal specification on the shove WPS's were
not qualified (prior to use on the D.C. Coek S$GRP)} far spplications where notoh
toughness was a requirement. The use of E7018 electrodes for the above
conditions is not in complisnce with ASME Section Il NB/NC-2311 end ASME
Suction 1X, QwW-404.12.

It should be understood that by you prasanting me with this D.C. Cook FWP
roanual eady last Wodnesdsy moming and asking me to review thess WP8's for
any problems, you put me In & pesition that obligates ma (28 an enginesr) to
disclose thase concerns to you in writing becsuse of the serious Implications. As
you verbally mentioned to me yesterdsy, | know you will take care of the sbove
conceme after the Point Beach QFR-No. 1 issues have been completed.

eg: D Edleman
" fileg Lo
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MDHRISON KNUDSEN CORPORATION
MK-FERGUSON GROUP

INTER-OFFICE CORRESPONDENCE M-QM-97-004

TO: Andy Walcutt 3‘“‘“ ALi thR

mf*‘u!\‘ﬁw e —— T
FROM:  Alain Artayet e

oS SRt A

SUBJECT. cONCERNS ABOUT MK’S D.C. COOK WPS s

DATE: January 22, 1987

o m-

This memo is written to you to confirm our conversation last night on January 21,
1997 (between the hours of 5:00 pm to 5:30 pm) about the D.C. Cook Field
Welding Procedure (FWP) manual that you presented to me on my desk last
Wednesday morning (January 15, 1997) between the hours of 8:00 am and 8:30
am. | waited for you to return from your St-Lucie trip before talking to you about
the following concerns.

At that time last Wednesday, you asked me to review the D.C. Cook WPS'’s to
verify as to whether or not there was something wrong with these WPS's. |
briefly reviewed the subject WPS’s in front of you and immediately informed you
that the same mistakes that were done on the Point Beach WPS's were also made
on several of the WPS's used on the D.C. Cook SGRP. More importantly, it was
also pointed out to you that WPS-No(s) M-1-1-BA (Rev. O, issue date of 9-16-88)
and M-1-1-AB (Rev. 1, issue date of 6-9-88) were both describing the use of
E7018 electrodes for the SMAW process on thicknesses greater than 5/8" to 8"
(where notch tougness is required). Furthermore, the figures in these WPS’s
indicated use on production welds with thicknesses greater than 3/4". PQR-
No(s). 1-117 and 1-124 both support these WPS’s. These PQR’s indicate the
use of E7018-A1 electrodes of the SFA-5.5 filler metal specification during
welding procedure qualification with the SMAW process. Therefore, E7018
electrodes from the SFA-5.1 filler metal specification on the above WPS’s were
not qualified {prior to use on the D.C. Cook SGRP) for applications where notch
toughness was a requirement. The use of E7018 electrodes for the above
conditions is not in compliance with ASME Section Il NB/NC-2311 and ASME
Section IX, QW-404.12.

It should be understood that by you presenting me with this D.C. Cook FWP
manual early last Wednesday morning and asking me to review these WPS's for
any problems, you put me in a position that obligates me {as an engineer) to
disclose these concerns to you in writing because of the serious implications. As
you verbally mentioned to me yesterday, | know you will take care of the above
concerns after the Point Beach QFR-No. 1 issues have been completed

2 1\ Frak R

“ g 07 ’ R
cc: D. Edleman VTSt s il i ..,/....i\jT”:IEC
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Jonuery 22, 1967

Andy Walcutt

Alwin Artayet

CONCERNS AEGUT MK'S D.C. COOK WPS's

This mama Is written to you to oonfirm our conversation lest night on January 21,
1897 (betwewn the hours of 8:00 pm to 8:30 pm) ebout the D.C. Cook Field
Welding Procedure (FWF manusl that You presented to me on my deak fast
Wodnesday morning (January 15, 1897) between the hourg of 8:00 am and §:30
am. | waitad for you to return from your St-Lucie trip bafore talking to you about
the following concerns.

At that Uime last Wedneaday, you asked me to review the D.C. Cook WP8's to
verify as to whether or not there was somathing wrong with these WPS’s. |
briefly reviewsd the subject WPS's in frent of you and Immaediately informaed you
that the eama mistekes that were done on the Polnt Beach WPS's were slso made
or1 sevaral of the WP8's used on the .G, Cook SGRP. More importantly, it wee
#lao pointed out to you that WRS-Nois) M-1 ~1-BA (Rev. O, lssue dats of §-16.88)
and M-1-1-AB (Rev. 1, issue dats of 6-9-88} were both desoribing the use of
E701E slectrodes for the SMAW pracess on thicknasses greater than 5/8" ¢o g*
[where notch tcugness Is required). Furthermore, the figures In thess WPS's
indloated use on production walds with thickneases greater than 3/4%, PQf-
Nofsl. 1-117 and 1-124 both support these WPS's. Theta FOR's indlcats the
usy of E7018-A1 electrodes of the GFA.5,5 fillsr metal spacification duting
welding procedure qualification with the SMAW process. Tharefore. E7018
slectrodes from the SFA-S.1 flller metal specification on the sbove WPS's were
not qualifisd {prior to use on the D.C. Cook SGRP} for applicstions where notoh
toughness was a requirement. The use of E7018 elsttrodes for the sbove
conditions is not in compliance with ASME Section [l NB/NC-2311 and ASME
Section 1X, QW-404.12.

1t should be undarstood that by you prasenting me with this D.C. Cook FWP
manual esdy lagt Wednatdey morning and asking me to review thass WPE's for
any problems, you put me in o position thet obligates ma (as an enginesr) to
discloss these concems to you in writing because of the serious implications. As
you verbelly mentioned to me yesterdey, | know you wilt teke care of the sbove
concems aftar the Point Beach QFR-No. 1 issues have been completed.

ec: D. Edleman

Filles e
Page 1 of 1
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Junuery 22, 1967

Andy Walcutt 4
TAlsin Artayet 0@ \
— /

eIt CONCERNS ABOUT MK'S D.C. COOK WPS's

| This mema Is written to you to confirm our conversation 1sst night on January 21,

1897 (between the hours of 5:00 pm to §:30 pm) about the D.C, Cook Field
Woelding Prosedurs (FWP) manual that you pressnted to me on my diak last
Wodnesday marning (January 16, 1887) batween the hours of 8:00 am end B:30

am. | waitsd for you to return from your St-Lucie trip before talking to you ebout
the following concerns.

At that time last Wednesday, you esked me to revisw the D.C. Cosk WPS's to

verity as to whether or not there was something wrong with these WPS's. |
brigfly reviewed the subjact WPS's in frent of you and immaediately informed you
that the same mistakes thet ware done on the Polnt Beaach WPS'e were slgo made
on sevatal of the 'WPS's used on the D.C, Cook SGRP. Mose importantly, it wes
slao pointed out to you that WRS-Na(s) M«1-1-BA (Rsv. 0, Issue date of §-16-88)
and M-1-1-AB (Rev. 1, issue date ¢f 6-8-68) were both desorlbing the use of
E7016 alsctrodes for the SMAW pracess on thicknasses greater than /8% to 8"
{where notch tougnoess Is required). Furthermors, the figures In thess WPS's
indicated use on production walds with thickaeases grester than 3/4*, PQS-

Nols). 1-117 and 1-124 both support these WFE's. Theta POR's indicate the

usy of E7018-Atl elgctroces of the SFA-5,S fillsr metal spacification during
welding procedure qualification with tha SMAW process. Tharefore. E7018
slectrodes from the SFA-8.1 filler metal specification on the shove WPS's wete
not gualified {prior to use on the D.C. Cook SGRP) fer appliestions whete notoh
toughness was & requirement. The use of E7018 elactrodes for the sbovs
conditions is not in compliance with ASME Section IIl NB/NC-2311 and ASME
Section IX, QW-404.12.

1t should be understood that by you prasenting ms with this D.C. Cook FWP
rnanual sarly last Wednasday morning and asking me to revisw thess WPRE's for
any problams, you put me In @ pesition that obligutes ma (a8 an enginest] to
discloss these concems to you in writing because of the serious implications. As
you verbatly mentioned to me yesterdey, | Know you will teke cars of the above
concems aftar the Point Beach QFR-No. 1 issues have been completed.

es:  D. Edisman
Files ¥nd
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g ormm Sowres A
@\WDON KETAER DORPORANON
" 1000 Weot d vt Govsions, OH 44134 QUALITY ABSURANCE INSTRUCTION
mﬂi-
DETERMINATION CHECKLIST FOR A e 1 rorm Page 101 1
10 CFR PART 21 APPLICABILITY orm e, ey ey T
Qal 1.1. 03lan-05

TR (BBAL Wi B H-GoM- 97004,

B. INIMIAL EVALUATION
1. Mas or is the facility, sctivity, ior besic component;

2. ot yet besn turned over to the Client? S Yes No
b. Commercial Grade? 0¥ No
©. Bosn reported 10 the NRC by snothar argenization? 0 Yes Ne

Section D, 1t all "No® optiont #re checked, procesd with the svaluation,

2. a. Doss the facility, sctivity, or basic companant supplied Yeor
! vicleie the Atomlc Energy Aat of 1854 28 smencded, K

or any spplicabie rula, regulstion, order, or license of
the NG reluting 1o subswntial safety nezerds.

b. The Tscilitv, sctivity, or basio compenant supplisd dasg O Yes
contain defects which sould arsets o mbou?@l!tl
sfaty hazerd.

if any "Yas® option above is ohscked, 10 CFR Part 21 reponting by MK is not requited: proocsed to

0 No D Unknown by MK

S Ne X Unknown by MK

Procesd to Section C only it "Yas* or "Unknown" is checked In 28 or 2b. In such Instances, further
resasrch may be required 10 answer the questions in Sactien C. it "Na” Is chacked in 28 and 2b,

procaed to Segtion D,
INITIAL EVALUATION OF FPART 21 REFORTABILITY:
- or [ might possibly ... apply.
4 )
1 Cualhy ﬂamga: Dats

1. A devistion axists in & “faclinty, activity, or beale component” subject to Part 21 OYes O Ne
reguiations snd, oa the basle of svalustion, could create & substential sefety
hezatd andd therstors le consldered a “dsfect”, .
2. The “fecility, sctivity, or batic compenent” conteining & “defect® hes been G Yes 3 Ne
aelivored by MK fur ute by the Clight, :
3. The deviation invoives & "basic component” end the deviation sould - O Ves QG No
contribute to the exceeding ¢1 & safety #imh, “
Cormmerms: .
FHINAL EVALUATION UF PART 21 REPORTABILITY:
A 10 CFR 21 reportable condition () daes  or T doss not ... exist.
Svwoluated by:
Uriginater Bats QuRly Manager Bate
D. SEFORTANLITY DECISION
O REPORT {1 DG NOT REPORT
Broap LAty Direcior et n

/
{

[
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MORRISON KNUDSEN CORPORATION AN LL&GERSSURANCE INSTRUCTION

1500 West 3rd Street, Claveland, OH 44113

FormT¥e  DETERMINATION CHECKLIST FOR RV Form Page 1 of 1
10 CFR PART 21 APPL‘CABILITY Form No. Form Revision Date
QAI 1.1-1 03Jan-95

A. DESCRIPTION OF DEVIATION OR NONCOMPLIANCE _
e e did Bosmiee . H-GH - 77007,

B. INITIAL EVALUATION
1. Has or is the facility, activity, or basic component:

a. Not yet been turned over to the Client? 0O Yes No
b. Commercial Grade? O Yes No
c. Been reported to the NRC by another organization? O Yes No

If any "Yes" option above is checked, 10 CFR Part 21 reporting by MK is not required: proceed to
Section D. If all "No" options are checked, proceed with the evaluation.

2. a. Does the facility, activity, or basic component supplied %(es 0O No O Unknown by MK
: violate the Atomic Energy Act of 1954 as amended,
or any applicable rule, regulation, order, or license of
the NRC relating to substantial safety hazards.

b. The facility, activity, or basic component supplied does [J Yes O No K Unknown by MK
contain defects which could create a substantial
safety hazard.

Proceed to Section C only if "Yes”™ or "Unknown" is checked in 2a or 2b. In such instances, further
research may be required to answer the questions in Section C. If *No" is checked in 2a and 2b,
proceed to Section D.

INITIAL EVALUATION OF PART 21 REPORTABILITY:
10 CFR 21

does not  or [ might possibly ...... apply.

Evaluated by: 23
QOriginator /45 .. Date Quality Manager Date
C. FINAL EVALUATION ’
1. A deviation exists in a "facility, activity, or basic component™ subject to Part 21 O Yes O No

regulations and, on the basis of evaluation, could create a substantial safety
hazard and therefore is considered a "defect”.

2. The “facility, activity, or basic component” containing a "defect” has been O Yes a N;
delivered by MK for use by the Client.

3. The deviation involves a "basic component” and the deviation could O Yes 0 No
: contribute to the exceeding of a safety limit.

Comments:

FINAL EVALUATION OF PART 21 REPORTABILITY:

A 10 CFR 21 reportable condition O does or O does not  ...... exist
Evaluated by:
Originator Date Quality Manager Date
D. REPORTABILITY DECISION
O REPORT 0O DO NOT REPORT
Group Quality D'rec‘t‘or . Dat:e_»»_.: R ET! F!ES_

QA RECORD

AN ALLEGER
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1000 Woot 3¢ Drver, Cloveiand, OH 44114 QUALITY ABSURANCE INSTRUCTION
£y ™) Depermant Ra,
DETERMINATION CHECKLIST FOR ‘o38 Form #age ¥ of 1
10 CFR PARY 21 APBLICABILITY Form Ne. Form Reviion Deve |
QAf 1.1.4 09-Jan-OF

A, N QF BEVIATION QR NONCOMPFLIANGE
Ses (Pl omtes B 1-G0H- 97 -00%,

. SUTIAL EVALUATION
1. M3 or is the faciity, aotivity, ior besic component;

4. Not yet been tuened over to the Client? T Yes No
b. Commercial Grade? 0 Yer No
C, Boan reported 10 ti¢ NRC by anothar argenization? £ Yes No

it sny “Yea* option stove is ohissked, 10 CFR Pert 21 reporting by MK is not required: prooceed to
Section D, 1f all "No* optiong #re cheoked, pracead with the evaluation.

2. a. Doss thw facility, ectivity. or baslc companant supplied Mn 0 No O Unknown by MK
’ viclats the Atomla Energy Ast of 1854 &s amended,

or sopilcable rule, reguistion, order, or licenss of
the AT relating 1o subsuntial satety tuzerds,

b. The facilitv. sctivity, or basla componant eupplied doss O Yes 0 o ,Hfunknown by MK
contsin defects which aculd ereete o substential Y

ssfety hazerd.

Procesd to Gection C only if “Yas* or “Unknown" is checked In 2a or 2b. In such instances, further
resaarch may be required 18 enswee the questions in Sactien C. [f "Ng" Ia chacked In 2a snd ab,
proceed to Seatlon D,

INITIAL EVALUATION OF PART 21 REFORTABILITY:
or [ might possibly ... apply.

ate . Qualhy Wanager Uats

1. A devizton exists in & “faclity, activity, or basic component” aubjest to Part 21 O Yer 0O Ne
reguiations and, on the basis of svalustion, could creste & substantisl sefety
haratd ond tharators io conslderesd & "dafect®,

2. The “feclity, sctivity, or baslc compenant® containing a *dsfect® hos been " COvYes ONo
deiivered by MK tor use by the Client. .

3. The devigtion Invoives e "busic component” and the deviatien could - U Yes O No
contribute 1o the exceeding 61 & safety Himh,

Commernts:

HNAL EVALUATION OF PART 2% REPORTABILITY:
A 10 CFR 21 reportable condition [ doas  or O does not ..., exist.

Evoluszwd by: :
> Criginater Dats Tumity Nahager Bate
D. AEFORTAMUITY DECISION
O REPORT T DO NOT REPORT
Grop Liality Chrector A et
e~ prore

{
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' Form Bowed ' mam
@m KNDERN CORPORANION j

" 1000 Woeot 3d Whver, Covsiane, 04 446114 QUALITY ABSURANCE INSTRUCTION
T DETERMINATION CHECKLIST FOR Sapanmant X1 poom Page 1 of 4
10 CER PART 21 APPLICABILITY e o Rrma S
QA 1.1 03-Jun.8

Iy N.QF DEVIATION OF NONCOMPUANGE
§:: ; d?:tte&b Lewee: o, M-GH~ 97 -004,

B. PITIAL EVALUATION
1. Mas of is the tagliity, sctivity, ior basic component;

4. Not yst besn tirnad over to the Clismt? O Yo No
b. Commercial Grade? DYe No
C. Bosn reported 10 the NRC by anothar argenization? 0 Yes No

if any "Yee® option stove is shecked, 10 CFR Part 21 reportin MK ia not reguited: proceed t
Section U, it all "Ho® optiony are ch;akod, procaad with the 'g.t.mmm ¢ pre °

2. 3, Doss the facility, sctivity. or besio companant supplisd Yo
; violets the Atomic Energy Aat of 1654 28 smercled, K

or any epplicable rule, reguistion; order, or tcanss of
the NG releting to subswntial sarety hezards,

b. ‘The faciitv, sctivity, or basi eampenant supplied Oves O No Xunikn MK
contain defects whinh sould ersata o substantlal i own by

s«faty hazerd.
Prooead to Bection C only If *Yas* or “Unknown" is checked In 2a or 2b. (n such instances, further . | -
resssrch may be required 10 answer the quastions In Sactien C. if "Ho" Is chacked in 2a and 3b, - 4
peocasd to Seation D,

INITIAL EVALUATION OF PART 21 REPORTABILITY:
= or [ might posasidly  ...... apply.

O No D Unknown by MK

e __Qualty Nanager Dats

T A deviztion sxists in 8 “faclinty, activity, or baiic component” subjestto Part 21 [IYes (I Ne
regulatione snd, on the basle of svalustion, could ¢reate a substentis! safety
hazetd and therstors fe conslidered & "detect®,

2. The “faciiity, sctivity, or basic compenent™ conteining & “defect® hes been " ) Yes ] NB
delivered by MK for uss by tha Client. :

3. The deviation involves @ "basic component® and the deviation ocould - O Yes QO No
comtribute 1o the excesding 61 & safety Himh, “

Cornmernts: :

HNAL EVALUATION UF PART 21 REPORTABILITY:

A 10 CFR 21 raportsble condition U doas o O doss not .., exist,
Evoluaied bry: ;
" Originater Gats Tty Maniger 0
D. SEFORTAMLITY DECISION
O REPORT J DO NOT REPORT

Uroap UUmity Uirecior ) Ut

A,
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{
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" 109 Wort 3¢ Pirvet, Ghoveian, G 44114 QUALITY ‘“UM“"E";“‘WWN-
DETERMINATION CHECKLIST FOR e | porm faae 107 4
10 CFR PARY 21 APBLICABILITY Formh Ne. Form Reveion Dete
: QA 1.1.9 05-1an-06

Y N QF BEVIATION OR NONCOMPUIANCE
E:Tj m P %. A -QH~ §T 004,

E. ®uTAL EVALUATION
1. Mes o s the Tacility, sottvity, ior besic component:

4. Hot yet been turned over to the Client? O Yes No
t. Commercinl Grade? 0 Ye No
©. Boan regorted 10 the NRC by anothar argenization? 0 Yas Ne

it sny “Yea® aption sbove is ohsaked, 10 CFR Pert 21 renoeting by MK is not requited: proosed to
Section D, It alt "No® optiont ere ahsoked, precesd with the svaluation,

2. a. Doss the facillty, activity. or besic companent supplied J!(Yn 0O No O Unknown by MK
violete the Atomic EnerQy. Aat of 1854 e amercied,

o eopicable rule, regulstion, order, or licenss of
e HRG relwding 0 subsiential safety hazerds.

b. The faclitv. sctivity, or basie componant suppled doar O Yes O Mo Y Unkniown by MK
contain defects which could areete & subetantlal X owm By :
ssfety hazerd.

Procesd to Gection C only If “Yas* or “Unknown" is checked In 2s or 2b. n such instances, further
resoarch may be requiced 18 answee the questions In Gactien C. f *No" s chacked In 2a end 24,
peoceed to Seation .

INTTIAL EVALUATION OF PART 21 REFORTABILITY:

sr [ might poesibly  ...... apply.
/
ate . QualRy ﬂamiar Dats

1. A deviztion sxists in & “facknty, activity, or batic component” aubject to Pert 21 C Yer { Ne
regulations and, on the basie of svalustion, could creste a substentis! safaty
hererd and therstore io conaldeced & "defect®,

H

2. The “teciity, sqtivity, of basic componant” conteining & “defect” has been " ClYes ONo
deitvared by MK for use by the Client. :

3. The deviation nvoives e "besic gomponent” and the deviation could - T VYes Q No
contribute to the exceeding 61 & safety Himh,

Cosmmemy: ‘

RNAL EVALUATION OF PART 21 REPORTABILITY:
A 10 CFR 21 reportable condition (J daas  or [ does not ... exist.
Svolusted by:

Urignater Bate W Date
D. BEFORTABLITY DECISION
C REPORT { 0O NOT REPORT
Broy Uuality threcior ) Dt
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= QA-004
@MORRISON KNUDSEN CORPORATION LN AL LEGH
1500 West 3rd Street, Clovd.nmw_‘__, —t UA_LITY ASSURANCE INSTRUCTION
mT DETERMINATION CHECKUIST FOR - - ™55 " | fompage 101 1
1 0 CFR PART 21 APPL'CAB'LITY Form No. Form Rewvision Date
QAIl 1.1-1 03-Jan-85

A. DESCRIPTION OF DEVIATION OR NONCOMPLIANCE
S Al W P MG H - §7 004,

B. INITIAL EVALUATION
1. Has or is the facility, activity, or basic component:

a. Not yet been turned over to the Client? 3 Yes No
b. Commercial Grade? O Yes 2 No
c. Been reported to the NRC by another organization? 0O Yes X' No

If any "Yes" option above is checked, 10 CFR Part 21 reporting by MK is pot re(}\gred: proceed to
Section D. If all "No" options are checked, proceed with the evaluation ,-/z,‘z'/

& 0O No @/Unknown by MK
Lo SSoEMAR 2y s 2FC1CD smdieh 7és

2. a. Does the facility, activity, or basic component supplied
violate the Atomic Energy Act of 1954 as amended,

or any applicable rule, regulation, order, or license of A Aa5T? $LE [flodCanm Aoeseates
the NRC relating to substantial safety hazards. 5 REQUdLES TB CvAL ATE wha
DL wor THECE M, A Pren?” pracruJ
b. The facility, activity, or basic component supplied does [J Yes J No X Unknown by MK /44
contain defects which could create a substantial / o,
safety hazard. 2y
Proceed to Section C only if "Yes” or "Unknown" is checked in 2a or 2b. In such instances, further
research may be required to answer the questions in Section C. If "No" is checked in 2a and 2b,
proceed to Section D.
L ~eTZ s3oY€
INITIAL EVALUATION OF PART 2} REPORTABILITY: s¢& - @
/b Il . .
10CFR 2 does not or might possibly  ...._7&pply.
Evaluated by: /_/234{’{:2 . 2" 77
Originator /'45 0., Date Quality Manager Date
C. FINAL EVALUATION ! [{
1. A deviation exists in a "facility, activity, or basic component™ subject to Part 21 O Yes No
regulations and, on the basis of evaluation, could create a substantial safety
hazard and therefore is considered a "defect". ’
2. The "facility, activity, or basic component” containing a "defect” has been @/Yes O No
delivered by MK for use by the Client.
3. The deviation involves a "basic component” and the deviation couid 0 Yes B/No
contribute to the exceeding of a safety limit. /mp/

Comments: feecd 76 ZOoc¥ M. 0m-§7-0,3047<0 25 <257 /p?/‘
7 5]

FINAL EVALUATION OF PART 21 REPORTABILITY:
A 10 CFR 21 reportable condition (J does or %:es not
Evaluated by:

Originator Date Quality Manager Date

B

D. REPORTABILITY DECISION @/ . .
DO NOT REPORT Le& /0C < A1 -Q/M-FD ~of |

roup Quality Birector " :.; j o7 FHBERSTEET R

et
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DATE:
TO:
FROM:

SUBJECT:

JAN 28 1997

@Monmsou KNUDSEN CORPORATION

INTER-OFFICE CORRESPONDENCE

January 27, 1997

Andy Walcutt

Lou Pard'gz_fﬁ
I0C M-QM-97-004

The subject IOC indicates a concern that MK welding procedures developed and
used in 1988 may have permitted the use of E7018 electrodes in applications
requiring notch toughness testing as part of the weld procedure qualifications.
Implications are that such notch toughness tests were made on coupons welded with
E7018-A1 instead of E7018 and that these tests therefore did not comply with
applicable codes at that time.

I have had our welding engineer at St. Lucie research this matter and have
determined that MK currently has procedure qualification records indicating that
test coupons made with E7018 electrodes passed all required notch toughness
requirements in both the “as welded” and post weld heat treat conditions.

If, in fact, we did have a procedural violation in 1988, the technically advisable
resolution would have been to requalify the suspect procedures to assure E7018 met
all the necessary requirements. Since we in effect have test data indicating E7018
does meet these requirements I consider this matter resolved.

LEP:plo

cc: M. Cepkauskas
D. Edelman
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m-FERGUSON GROUP
INTER-OFFICE CORRESPONDENCE

M-QM-97-009

TE: January 28, 1887

TO: Tom Zarges
: Andy Walcutt A/
SUBJECT:

1996 Management Review

As requested, we have evaluated the 1886 Management Review that was
conducted on December 30 & 31, 1996. This review was conducted to
independently evaluate the Corporate QA Programs and confirm that the Group
Quality Director (GQD) is implementing his assigned responsibilities.

Four Findings and two Observations were identified as a result of this Review.
They have been addressed as follows:

Finding 1
No Training Matrix available for a Corporate ASME Manual Change dated 20-Aug-
96 '

QFR-02 was issued to address this Finding. The Program requires that when a
Manual is changed, that the GQD review the changes and identify those requiring
training. The Quality Document Management System has a preset Training
Matrix that generates "Read Records” along with the Transmittals that send the
changes out to "Controlled” Manual holders. The Quality Department Document
Management System did cause the required training to be done.

The step that was missed was the printing out of the Training Matrix and the
GQD’s review and approval, or change, of the Matrix. The Document Control
Clerk position, the position that generates the printout, was unfilled at the time
and the step was missed. This Training Matrix was issued during the
Management Review.

Findings 2, 3and 4
Point Beach WPS exceeds heat input limits established by the Corporate WPS,
no letter of delegation and no GQD review and approval of WPS GTM 1.1-3PB

QFR-01 was issued to address these Findings. The Corporate Quality Program
requires that the GQD review and approve all Corporate WP’s/PQR’s. WPS GTM
1.1-3PB was qualified and used at Point Beach. The WPS/PQR was generated
on site but the required documentation had not been transmitted to the GQD for
approval at the time of the Management Review. After noting additional errors
with the WPS, the Assessor selected Point Beach generated WPS GT-SM/3.3-
2PB at random. Errors were noted in this WPS.

Page 1 of 2
e )q |



To: Tom Zarges ~ M-QM-97-009

In responding to QFR-01, all Point Beach generated ASME related WPS’s were
reviewed. Eleven out of the eighteen WPS’'s contained one or more errors.
Causes of these errors were characterized as being administrative, interpretation
differences and editorial. Evaluation has determined that there are no open
hardware affecting issues.

It is my opinion that these errors could have been prevented by effective
communication between the Group and Project Welding Engineers (GWE & PWE),
PWE knowledge .of Corporate QA Program requirements when performing
Corporate functions and, in the absence of specific Code words, acceptance by
the PWE of GWE Code interpretations.

Corrective actions being taken to resolve this QFR involve replacement of the
GWE and revisions to Corporate QAl’s to clarify the PQR and WPS generation
process.

Observations

The first Observation is a specific example of an editorial error. This error was
addressed as a part of QFR-01. :

The second observation involved the Certification of a project assigned Lead
Assessor who was performing supplier qualification audits to add suppliers to the
Corporate Approved Supplier’s List. Although Mr. Beckley’s Qualifications were
on file, they did not include a history of assessments performed. It was
explained that this history is compiled every January. Since Mr. Beckley was
certified in 1896, no history was on file. Mr. Beckley’s 96 Assessment History
and the yearly Personnel Performance Review have been generated and both are
now on file.

1 believe that we have responded to the issues raised by the 1996 Management

Review. Unless otherwise directed, | consider this process to be complete.

cc: L. E. Pardi

M.D. Cepkauskas
END
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DATE:

T0:

FROM:

SUBJECT:

@MORRISON KNUDSEN CORPORATION
MK-FERGUSON GROUP

INTER-OFFICE CCARESPONDENCE

February 28, 1997 f"H'Sﬁ( I BENIE

M
A J. Walcu¢ Cota

Evaluation of Potential Part 21 As Described In
I0C No M-QM-97-004 dated 1/22/97

M-QM-87-013

Dot A e e et s

My review of the Initial Evaluation provided by Alain Artayet was that while the
system had been turned over to operations, the conditions described may or may
not have resulted in a hardware affecting condition that did not comply to ASME
Code. For that reason, | revised the answer to Section B 2a. from "Yes" to
"Unknown to MK". This resulted in my changing the Section B "Initial Evaluation
of Part 21 Reportability” from "Does" to "Might Possibly" apply. A request was
then made to ‘the responsible Project personnel for input.

{0C No. M-QM-97-004 indicated that D.C. Cook WPS’s M-1-1-AB and M-1-1-BA
specified the use of E7018 filler material while the referenced PQR’s identify that
they were qualified using E7018-A1. The I0C also indicated that the concerns
identified with the Point Beach WPS's, as described in QFR No. C-96-022-QFR-
01, were also applicable to the D.C. Cook WPS’s. Note, because the QFR issues
were resolved prior to turnover of affected work to the Owner, no Potential Part
21 condition existed at Point Beach.

Attached is I0C dated Jan-21-97 from L. Pardi stating that the use of E7018
welding electrodes at D.C. Cook was not a current hardware affecting problem
because PQR’s have subsequently been generated that qualify the E7018 welding
electrodes in the D.C. Cook applications where they were used. This I0C
specifically addressed the E7018 vs 7018-A1 issue.

We have independently researched this response. The PQR that appears to have
been referenced was PQR No. GT-SM/1.1-Q4 Dated 10/23/96. This PQR was
qualified using E7018 filler material and had a heat input range of 38.4 to 86.4
KJ/in.. This PQR does resolve the filler material qualification concern raised by
10C M-QM-97-004.

Since 10C No. M-QM-97-004 stated that the E7018 vs E7018-A1 problem was
limited to heavy wall carbon steel welds where Charpy Impact testing was
required (in such instances, the a specific type and grade of filler material
identified by the PQR needs to be specified on the WPS) research was conducted
to identify all such welds. Welds potentially affected were the Girth, Feedwater
and Mainsteam welds.

Page 1 of 2
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Review of the D.C. Cook NIS-2 package found that the WPS’s used were, for the
Girth welds, M-3-3-AB and N-3-3-C, for the Feedwater welds M-1-1-AB and for
the Mainsteam welds, M-1-1-B. The PQR’s referenced for the Girth Weld
properly supported those WPS’s. The PQR’s for the Feedwater and Mainsteam
identified the use of E7018-Al filler material while the WPS’s referenced E-7018.
Not referenced by the WPS’s was PQR 1-126 which was qualified using E7018
filler material (PQR 1-126 does reference WPS M-1-1-AB).

While PQR 1-126 does appear to address the E7018-A1 vs E7018 issue, it was
not acceptable on the basis of the qualified heat input. Heat Inputs were found
to be in the 61.8 KJ/in range in the WPS's and only in the 36.3 KJ/in range for
the PQR. WPS M-588-B also falls into this category. Resolution of the heat
input issue for these WPS's did require the use of PQR No. GT- SM/1 1-Q4 Dated
10/23/96 (86. 4KJ/ln)

The remaining QFR C-96-022-QFR-01 issues were reviewed and evaluated
against the D.C. Cook WPS’s/PQR’s. The conclusion of this review was that
there was no affect on permanent plant items released to the Owner. Since the
actions being taken under QFR C-96-022-QFR-01 will resolve the root causes of
the concern identified with the D.C. Cook WPS'’s, no further corrective action
tracking documentation is required.

Based on the above | have concluded that a reportable condition does not exist
and closed the Potential Part 21 checklist.

////75544 22777

Andrew J. Walcutt Date

END

THIS DOCUN =N 1o e TIFIES
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March 10, 1997

MEMORANDUM TO: Wayne Kropp, Engineering Specialists 1, DRS

FROM: Donald E. Funk Jr., Office Allegation Coordinator

SUBJECT: ADDITIONAL INFORMATION RECEIVED REGARDING AMS NO. RITI-97-A-0035
EMPLOYMENT DISCRIMINATION, INADEQUATE WELD PROCEDURES AT POINT
BEACH AND D.C. COOK A

Attached for your information is a record of telephone conversation between

Jay Hopkins and the Concerned Individual on February 20, 1997. This is

supplemental information from the initial information received by FAX on

February 18, 1997. An Allegation Review Board will be scheduled to review the

issues.

cc w/attachments: OI:RIII

Attachments: 1. 3/5/97 conversation record

2. QA report C-96-022
3. 10 CFR part 21 applicability checklist



CONVERSATION RECC..D AMS R|'||-9'7-'A-'0035’-_-;;;

MEMORANDUM TO:  AMS FILE RIII-97-A-0035
FROM: J. Hopkins, RIII-OAC; 3/8/97 %/) jF 38777
SUBJECT: Conversation Record of I[nitial Telephone Call with Cl on 2/20/97.

Made initial telephone contact with Concerned Individual (Cl) on Thursday, 2/20/97,
from 1:00 to 2:45 p.m. (CST). Parties involved in the call were Jay Hopkins and Roger
Doornbos, OAC-RII; the Cl; and the Cl's attorney, Steven Bell. (Roger Doornbos
stayed for about the first 30 minutes.)

| identified myself and explained that the purpose of the call was to ensure that the
NRC had a clear understanding of the Cl’s concerns. | explained the allegation process
and asked if the Cl objected to being identified to his employer, Morrison Knudsen (MK)
Corporation, as the source of the NRC'’s allegation. The Cl stated that he had no
objections. Additionally | explained that OSHA now was responsible for investigating
allegations of discrimination and gave him the phone number for the OHSA field office
in Cleveland, OH. The Cl's attorney stated that he was aware of the change in
responsibilities.

Below is a summary of the additional information developed from the call:

Brief Background and Time line:

The Cl was the Corporate Welding Engineer for Morrison Knudsen (MK) from 1988 to
2/10/97. The Hartford Steam Boiler Inspection and Insurance Co. conducted a routine
audit of the welding procedures covered by 10 CFR part 50, Appendix B on 12/30 -
12/31/96. The audit identified that certain weld procedures used at Pt. Beach-2 during
the U-2 1996 steam generator (SG) replacement project were not in compliance with
applicable codes and standards. The results of the audit were in a letter to MK which
was stamped received on 1/6/97 (NRC RIll does NOT have the audit results).

The Cl was asked by MK's Group Quality Director, Andy Walcut, to perform a review of
all welding procedures used at Pt. Beach-2 during the SG project. The Cl's draft report
submitted on 1/13/97 concluded that 14 of 18 welding procedures used failed to meet
relevant Quality Assurance (QA) standards. The draft findings were documented in MK
Quality Finding Report No. C-96-022 (attached). On 1/14/97, the Cl was informed that
the VP of the Power Division was “unhappy” about the contents of the report and that
the Cl was “expendable” as MK’s Corporate Welding Engineer.

On 1/15/97, the Cl was asked by MK’s Group Quality Director to review MK's field

procedures used at DC Cook-2 during the 1988 SG replacement project. The ClI

pointed out to me that the welding procedures for DC Cock-2 and Pt. Beach-2 were

written by the same person. On the same day,-the Cl verbally.informed.the Group .. or\ - . o
4 E o Lo e T i




CONVERSATION RECUKD

Quality Director of deficiencies in the DC Cook-2 documentation. Additionally, the CI
concluded that the deficiencies were of a nature that required a 10 CFR Part 21
notification and completed MK’s Part 21 Applicability Checklist (attached). Included in
the Part 21 Checklist is a memo which describes the Cl's concerns with DC Cook-2
procedures. Later that same day, the Cl was informed that he was being “fired” from
his position as Corporate Welding Engineer and that the MK's CEO concurred with the
decision. On 2/7/97, the Cl was informed that he was being demoted and re-assigned
to a non-nuclear position with MK. (See the 2/18/97 DOL Complaint for additional
information.)

Additional Information on the 3 Specific Concerns:

Concern 1: Employment discrimination by MK because the Cl reported deficiencies in
MK’s welding procedures. (See the 2/18/97 DOL Complaint for additional
information.)

. The CI believes that the draft report of his audit findings on Pt. Beach-2 welding
procedures were the basis for him being removed form his position.

. The Cl was told that the reason for being removed was a personality conflict
between himself and upper management (president and project director) of the
Steam Generator Team. The SG Team is a joint venture between MK and Duke
Engineering Services. The president is Marty Cepkauskas and the project
director is Max Bingham.

. Prior to Christmas 1996, the Cl was informed that he was being removed form
the Nuclear side of Corporate Welding Engineering. The reason was personality
conflicts.

. In 7/96, MK’s project manager for the Pt. Beach-2 SG project, Marty

Cepkauskas, told the Cl that he did not value the Cl's ASME Code
interpretations. The CI stated that after subsequent discussions, he believed
that the differences himself and Mr. Cepkauskas had been adequately resolved.

. The Cl was informed by a co-worker (unsolicited) that there was a conspiracy
against him by the Pt. Beach-2 project manager. (I don't have any other details
about this statement.)

Concern 2: 14 of 18 welding procedures used at Point Beach-2 failed to meet relevant
QA standards. (See MK Quality Finding Report No. C-96-022 (attached)
for technical details).
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CONVERSATION RECL _.D

AMS RIll-97-A-0035 -

. The Cl reviewed the weld procedures used during the 1996 SG}eplacement
project. He was not aware of which specific welds were used performed using
MK'’s procedures.

. The Cl reviewed the welding procedures against ASME Section 3 & 9 criteria.

. MK had concluded that the deficiencies were only documentation problems and
not hardware code violations.

. The Pt. Beach-2 welding procedure were qualified for E7018 electrodes.

. The Cl was unaware if a 10 CFR Part 21 notification was made or if Pt. Beach
licensee management was informed of the deficiencies.

Concern 3: Deficiencies in documentation of welding procedures used at DC Cook
U-2. (See MK’s Part 21 Applicability Checklist (attached) for technical
details.)

. The deficiency concerned the electrode that was used for the welds. The weld
procedure was qualified using an E7018-A1 electrode with a SFA-5.5 filler metal
(ASME Code Section 2.c). Based on the Cl's review of the records, the actual
electrode used was E7018. The Cl was unsure if using E7018 was proper for
the job.

. Welding procedures were used at Cook-2 during the 1988 SG replacement
project. The welds in question were on the feedwater nozzle connections and
the main steam line connections on the SGs. There were about 3 to 4 weld per
SG that were effected.

. The welding was on material with a thickness that was greater than 5/8 inch.
The Cl stated that welding of this thickness required a “sharpy” test and one was
not performed for the E7018 electrode.

. The Cl had concluded that using the E7018 electrode vice the E7018-A1 would
require requalification of the welding procedure. The Cl consulted the ASME
Section 9 Chairman, Michae! Houle, who agreed that using the different
electrode would require a requalification of the weld procedure.

. The Cl documented the concerns with DC Cooks welding procedures in a one
page internal memo. This memo (attached) was provided to the NRC via FAX
during the call. L oo o pr i i p e g
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CONVERSATION REC D B AMS RINl-97-A-0035

. The Cl completed a 10 CFR Part 21 applicability checklist on 1/23/97 because of
the concerns with the procedures. That checklist (attached) was provided to the
NRC via FAX during the call.

. The Cl stated that to the best of his knowiedge, DC Cook had NOT been
informed of the deficiency. The Cl stated that MK’s QA director stated that there
was no need to contact DC Cook.

. The calculated heat input for the Cook-2 welds qualification was lower than the
heat input for Pt. Beach -2 in 1996 weld qualification. Based on this lower
calculated heat input, MK believes this ensures the Cook-2 welds are
acceptable.

Other Information Developed During Call:

. Work Package Development - The Cl gave a brief summary of how MK develops
work packages.

- Test data from welds is reviewed.

- Corporate welding procedures are then developed and reviewed and
approved by Corporate Welding Engineer and QA Director.

- Site (licensee) reviews and approves

- MK develops project specific weld procedures.
Project specific procedures sent to site, SG vendor (in this case), and
MK's site Quality group.

. The ClI stated that he had reviewed 9 of Pt. Beach SG replacement project
specific weld procedures. On 11/15 he had faxed his comments back to the MK
personnel on site. On 12/13, during routine distribution of project specific weld
procedures to the corporate office, the Cl determined that none of his concerns
were addressed. The Cl stated that MK’s normal practice was NOT to send the
project specific procedures to corporate for review and approval.

. The Cl was not aware if the certification of the welders was affected by the
procedure problems identified during the audit.
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QUALITY FINDING REPORT s Form o e
. ] Q4al 18.1-3 Q3-Jan-06
Asserament o Veagor Surveifance Raport Number: QFR Numbar; Déte: T
C-98.022 QFR - 01 16-Jan-§7
COMPLETED BY MK ASSESSOR / INSPECTOR .
Orgucizetion ¢ Frofedt; Porsan Contscted:
MK Comporate A.J. Walgutt

Project No. 4621- Point Bsach SGRP

Refarensed Requirements {Saction Number, Peragraph Numbet, 110.)

1. ASME Section tit QA Manusl Paragraph 3.2.4 requires that Project spacific WPE's be
tased on Corporats PQR's/WPS's,

2. ASME Saction (It QA Marnual Paragraph 3.2.2 spacitins that Corporate POR'¢/WPE'e are approvad by the
Group Welding Enginear. )

3. ASME 8ection {{i QA Manual paragraph 3.2.4 requires that Project speoific WPS's he based on Corperate
POR‘srWPB's, and Pacagraph 3.2.3 raquires Corporats POR'a/WPS's to be epproved by the GWE/GQD.,

RNDIHG - incide Spaciic Requiramantiel Violatadt

t. Contixry 1o the requirements specitied in tam 1 sbove, the Polnt Beach Project speclflc WP8 (WPS No. GT-
§M/72,3-2PB) exceada the haat Input mite specified by Corporate WPS No, GT-SM/3.3-3 (Mensgemant
Assessmant finding 2},

2, Contrery to the requirements speciied in ham 2 above, there was no letter from the GWE delegating Mr.
Paut Evens the suthority to sign POR No. GT-SM/1,1-Q8 Rav. O on the date the POR wes signed. The
#ign-oft indicates that it was made for the PWE. (Mansgament Agsessmant finding 8},

3. Contrery to the requitaments spacifisd in item 3 sbove, Project specific WPS No, GTM/1.1-3PB wea
peanereted without m Corporates WPS being lssusd. {Managament Assecemant finding 4).

Note: As a resuft of these tiwes (8! findings a review of all Polnt Bsach genursted WPS's and the one (1) PQR
hue bean performed by MK Corporate Quality. Additional findings were noted. All findings, including
those listed above, are (dontified In Attachrient 1. Responses sre 10 be identified In tearma of the
Attechment 1 numbaring soheme. (Attachmient 1 consiating of eight (8) peges).

Reeootws Dua Cate: Agseeror's | Inspec ignatur;
31-Jan-97 Lé A AWL
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Attachment 1 - QFR-No, C-96:022.01
REVIEW OF ALL POINT BEACH SGRP WES's

in response to QFR No. 01 issued as the resuit of the annual menagement review No.
C-26-022, all (total of 18) ASME Section 11l Point Beach SGRP Welding Procedure
Spesifications (WPS's) distributed by this project have been reviewed. Based on this
review, the following WPS's require some form of action. This review was performed
under the scope of ASME Soction IX - 1995 edition with nc eddends and ASME Section
1 « 1986 editon with no addenda,

LG WES-No.FC/L1-1 PB (Rev. Ne, 0, dated 9/17/96)

L1 This WPS is marked with an “X" to permit its use under the scope of ASME
Section II1, but the thickness range fimit, as required by NB/NC-231 1(a), is not

ACTION- The project is to identify if this WPS was uged under the scope of ASME
Seetion 1L, If used on ASME HI work, confirm that the thickness ranges of the
material where the WPS was used (based on the epplicable PQR) were within
Code limits. ,

12 The filler metal AWS Classification No. listed on the WPS i3 E71-T1. E71T-14s
the proper filler metal designation described in the appendix of the SFA-5.20 weld
filler metal spacifications. This it an editorial mistake which does not impact the
integrity of the weld(s).

ACTION- The project is to confirm that this WPS is no longer It use.

29  WPS-No. FC/1.8-1 PB (Rev. No. 0, dated 9/16/96)

The PQR+Rev. No. 1 is dateg 9/25/96, and the WPS Rev, No. 0 is dated 9/16/96.
The revision date of the WPS should cither be the same date as the PQR or later.
This is an editorial mistake which does not trpact ths integrity of the weld(s).

ACTION- The projeot is to confirm that this WS is no longer in use.

Pags 1 of &
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Attachment | QFR-No. C-56-022-01

30  WPS-No.FT/33-1 PB (Rev. No. 0, datad 9/6/96)

3.1 As an essential variable, ASME Saction | X QW-406.1 petinits a decresse of 100°F
from the preheat temperature used during procedure qualification. The maximum
qualified preheat, as recorded on the FQR, is 268°F. Therefure, the minimum
preheat permitted to be used without requalification of this WPS is {68°F. Note {
of the WPS permits the use of & minimum preheat of 150°F,

ACTION- The project is 1o confiem that this WPS was not used or, if used, that the
minimum preheat was not lower than 168°F,

32 There is @ conflict between ths contact tibe 1o work distatice {CTWD) runge of 3/8"
to 3/4" (a nonessential variable required by ASME Section 1X, QW-410.8) snd the
electrode stickout range of 14" to 1" (not required by ASME 1X) described in this
WPS. CTWD is defined in ASME Section IX, QW-490 (which refarences AWS
3.0), es the distance between the end of the contact tube (usually located inside the
gas norzic) to the worpicce. Electrade stickout is defined as the distance between
the end of the gas nozzle and the tip of the flux-cored wire.

An electrode stickout of 1" exceeds the maxdmum CTWD of 3/4°. Thisis a
nonessential variable in which & change may be made in the WPS without
sequalification,

ACTION- The project is 1o conflrm that this WPS is no longer in use.
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Attachment |

© QFR-No, C-96-022-01

&6  WPS-No. FCA.1-1 PB (Rev. No. 0, dated 9/1796),
FC/1.8-1 PB (Rev, No. 6, duted 9/16/96),
GM/1.1-8 PB (Rev. No. 0, dated 9/17/96), end
GT-SM/1.8-1 PB (Rev. No, 1, dated 11/23/96)

ASME Section [T NB/NC-231 1{a) requites notch roughness testing for carbon steel
thicknesscs groater than 5/8", as a supplementary essential variable. The ebove
project WPS's were qualified withowt noteh toughness requirements, as indicated in
the respective supporting PQR(s). Oue, ot & combination of weld joint figures §
and 9 are marked with an “X*, and these figures permit the use of hese WPS's on
heavywall butt jolnts with thicknesses greater than 3/4". WPS-No. FC/I 8-} PB,
GM/1.1.5 PB and GT-SM/1.8-1 PB indicate thickness ranges of 3/16"- 1", 1/16"
3/4" and 1/16"~ §*, respectively, for ASME Section L '

ACTION- The projectis to confirm that the sbove 4 WPS's were not used on thicknesses
greater than §/8", es specified in NB/NC-2311().

50 WPS-No. GT-SM/L.1-1 PB (Rev. No. 4, dated 11/28/96)

51 ASME Sectian I Table NB/NC-4622.7(b)-1 exempts FWHT for thicknesses of |
y,* and less. This WPS was revised to permit welding on carbon stes! with or

without the use of PWHT.

The WPS permits welding on thicknesses of 3/16" to

8" The WPS fails to indicats that exemption from PWHT only applics for
thicknesses of 1 %" and less. By Code, PWHT for thicknesses over 1 1447 fs an

essential variable,

ACTION- The projost is to confirm that this WPS was not used on thicknesses gréater than
' 1 %", without the use of PWHT.

53 Revision3 and earlier revisions of this WPS {with no PWHT) required 2 meximum
heat input of 28.8 k/in. for the GTAW process for thicknesses between $/8" and

14", The GTAW portion
values 0 43.2, 44.8 and 47

of the WPS for Revision 4 has maximutn heat input
4 Kl/in, for thicknesses between /8" and 1 14" for

applications to be used with or without the use of PWHT, When s WPS ig ta be
used for both PWHT conditions (¢ach as essential variable), the WES must describe
the limitations of both PWHT and no PWHT applications. Revision 4 of this WPS
foils to indicate the maximum heat Input limitation of 28.8 kJAin. for the GTAW
process to be used on thicknesses between §/8" and 1 4" witbout the use of PWHT.

ACTION- The project is 10 conflrm that this WPS was not vsed with heat inputs higher
than 28.8 kifin. on thicknesses between 5/8" to 1 1" without PWHT,

e Page 30t 8 Morriacn. Knudsen




Attachment 1 | . QFR-No, C-96-022-01
60  WPS-No. GT-§M/1.8-1 PB (Rev, No, 1, dated 11/23/56)

The filler metal SMAW process AWS Classification Numbers Hsted on the WPS
are E309 or E30SL. E309-15 or -16 and E309L.15 or -16 ate the proper filler metal
designation described in the SFA-5.4 weld filler metal specifications. This {san
cditorial mistake which dues not imipact the integrity of the weld(s).

ACTION- The project is to confirm that this WPS is no longer in use.

70  WPS-No. GTM/L,1-2 PB (Rev. Ne. 1, dated £2/02/96)

7.1 ASME Section Il Table NB/NC-4022.7(b}-1 exempts PWHT for thicknesses of 1
W and less. This WPS permits welding on carbon steel without the use of PWHT.
. The WPS permits welding on thicknesses in the range of 1/16" t0 8. The WPS
fhils to indicate thut exemption from PWHT only applies for thickncsses of 174"
and less. PWHT for thicknesses over 1 /3" is an essential variable,

ACTION- The ﬁrojéct is to confinm that this WPS was not used on thicknesses greater than
1 %" without the use of PWHT.

7.2 This project WPS was not proparcd based on & corporate WPS in accordance with
MX's QAM paragreph 3.2.4. For program vompliance purposes, continued use of
this WPS on a project wil] requite development of a sorporate WP8 and revision of
this WPS,

ACTION- The pro;ect is to confirm that this WPS is not being used. Corporate is to
_goncrate a corporatc WPS.

&0  WPS-No. GTM/1.1-3 PB (Rev. No. 1, dated 12/03/96)

8.1 The test repott n6.132449 dated November 27, 1996 for PQR-Ne. GT-8MA1.1-QS
indicates that the welding procedure qualificution test specimens were tested by
Bodycote Taussig, Inc. Bodycote Taussig, Inc. was not on MK's Approved
Suppliers List, as required by the MK QAM paragraphs 5.2.1 and 9.2.3.

ACTION- Corporate i3 to perform an assessment of Bodycote Taussig, Inc. to verify that
they have continued implomentation of the Taussig’s QA program,
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Attachment 1 QFR.No. ¢-96.022-01

8.2 My, Paul Evens centified PQR-No. GT-SM/1.1-Q5 fur Mr. Eugene Gorden on
11727/96. Certification of this PQR was performed before the 12/5/96
delegation [OC-No. M-QM-96-091 that delegated Mr. Evans the guthority by the
Group Welding Engineer. This [OC was requested to be issued by the GQD on
12/5/96. Delegation is permitted by MK’s QAM puragraphs 9.2,4 and Section 0.4
for “Individual Titles,"” but centification of a PQR should be performed afiar
completion of the written delegation letter. This is a program control issued and not
a technical {ssue.

ACTION- The project is to confirm that this WPS is not being used,

§3  The test roport no. 132449 written by Bodycote Taussig, Inc. indicates that ER708-2
filler mewal was used with the GTAW process for welding the test coupon. Thisis
cantrary to the ER708-6 filler metal, which is recorded on PQR-No. GT-8M/1.1-Q5
(Rev. 0) for the GTAW process,

ACTION. The project needs to obtain a cotrected test report from Bodycote Ihussig, Inc.,
aud submit the comrected test repori to the Group Quality Director.

84  This project WPS was not prepared based ob & corporate WPS in sccordance with
MK's QAM parsgraph 3.2.4. The Group Quality Diractor (GQD) and Group
Welding Engineer (GWE) have not approved this combination of WPS and PQR.

ACTION- This project WPS and original PQR need to be submitted to the GQD for
processing. For program compliance purposes, this WPS and PQR combination
will be appraved by the GQD and GWE prior to closurs of QFR.01 for
Management Review No. C-96-022,

85  PQR-No. GT-8M/1.1-QS references project specific WPS-No. GT-S§M/1.1-1 PB.

- Unknown & the time of the 1996 mensgement assessment performed on 12/30-
31/96. WPS-No, GT-SM/1.1+1 PB was revised on 11/28/96 to include this PQR as a
supporting document for permitting PWHT (see pacagraph 5.3, above). It is:not
Tequired 10 have s PQR referensing all of the WPEs that it is supporting. The PQR
is acceptable as writtent, :

No sction is required on this item.

LI
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Attachment 1 : QI'R-No. C-96.022.01

8.6  As roquested fn the above [OC-No. M-QM-96-091 and QAI-11.2 parm. 4.5.1, the
project has not submitied & copy of the project’s purchiase order and test
weldment data shest, as-applicable. A faxed copy of the independent test laboratory
repot has baen received.

ACTION- The project is W submit tas informadon to the Group Quality Director in
sccordance with MK's ASME QA manudl paragraph 3.2.4 and QAI-11.2,

90  WPS-No. FC/1.1-1 PB (Rev, No. 0, dated 9/17/96),
FC/1.8-1 PB-(Rev. No. 0 dated 9/16/96), .
GM/I-I’S PB (ch NO. 0, 9/17/96)}
GT-SM/1.1-1 PB (Rev. No. 4) wh ER70S-2 or 3 & Ho charpy-V
notck, '
GT-SM/1.841 PB (Rev. No, 1, dated 11/23/96), and
GTM/1.1-2 PB (Rev. No, 1) only para. 9.2 applics fur flllet weld threat

9.1  ASME Section III NB/MNNC-2311(g) reglites tiotch toughness testing for pipe
diameters greater than 6" NPS. “All" pipe diameters are permitied to be welded
with these WPS's. These WPS's are qualified without notch toughness
rsquiremonts for carbon steel. This iz a supplementary essentiel variable that is
applicable in this instance,

ACTION- The project is to confirm that these WPS's were not used on diameters greater
than 6" NPS.

92  For componcents other than vessels, ASME Section 1[I Table NB/NC-4622.7(b)-1
peraits cxemptions from PWHT for certain fillet weld throat thicknesses depending
on nominal thicknesses (sce NB/NC-4622.3), maximum carbon content, and
minimum preheat, “All" fillet weld sizes are permitted to be welded with these
WPS's. These WPS's are qualified without postweld heat treatment (PWHT) for
carbon steel.  These WPS's permit welding fillet weld throat thicknesses greater
than that pormitted by the table indicated above.

ACTION- The project is to contirm that thess WPS’s were not used on fillet weld throat
thicknegsas greater than that permiitted by Table NB/NC-4622.7(b)-1.

U Ry ey geeens e o
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' Attachment 1 QFR-No, C-96-022:01

6.0 WPS-No. GT/8.43-1 BB (Rev. No. 0, dated 5/17/96),
GT-SM/43.43-1 PB (Rev. No. 1, dated 11/23/96), ard
GTM/{3.43-1 PB (Rev. No, 0, dated [1/22/96)

In accordance with ASME Section [X, QW-404.5 (lest paragraph), the A-number
designation may also be by reference to the AWS classification {where such exits),
the manufacturer's trade designation (in this case, Inco 52 and 132), or other
established pocucement documents. The A-number designation for these WPS's
shoutd be addressed, and not as either “None™ or “N/A". In this case, it is required
that the filier metal manufacturer’s trade designation of “Inco 52 and 152, 8
applicable" be used on these WPS's for A-number designation. This error does kot
affect the integrity of welds made with these WPS's, but for program and Code
compliance purposes, coptinued usc of these WES's ot & project will required
siodification of these WPS's 10 fully comply with ASME Section IX.

ACTION- The projeet is to confirm that these WPS's is no longer in use,

110 WP§-No, GT-SM/1.3-1 PB (Rev. No, 2, dated 11/19/96),
GT-5M/3.3-2 PB (Rev. No. 2, dated 11/18/96), and
GT-SM-BU/L.3-1 PB (Rev. No. 1, dated 11/23/96)

MK's QAM, paragraph 3.2.4, requires that project specific WPS's be prepared
“based on the corporate WPS", Therefore, 2 corpozate WPS accompanied each of
the PQR's that were submitted to the project. Currently and past MK PQR forms do
not identify the use of all combinations of spplicable essantial and supplementary
cssentiel variables established by the PQR. For this reason, since 1989 MK hes
coupled WPS's with the applicable supporting PQR.

When totch toughness is required, the maxtmum hyat input values csteblished by
the corporate WS and by qualification are considered supplemerntery cssontiel
variables. The meximum heat input value described in the corporate WPS'e were
excecdod for one o & combingtion of welding processes on eash of the above
project WPS's. Project changes to essential variables and supplementary #esential
variabies require requatificaton.

A) The SMAW heat inputs of 83.7 and 84.8 kJ/in. for WPS-No, GT-8M/1.3-1 PB
oxoeed the maximum heat input value of 82.9 kl/in. described in the corporate
WPS-No. GT-8M/1.3-1 (supported by PQR-No. GT-8M/1.3-Q1). »

ACTION- The project is to confirm that this WPS is no longer in use (se¢ Note 1,
below).

T - Page 7 of 8 Morrison Knudgén
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Attechment | QFR-No. C-96-022-01

B) The GTAW heat inputs of 67.2 acd 73.3 kl/in. for WPS-No, GT-SM/1.3-2 PB
excoed the maximum heat input velue of 64.7 kl/in. desceibed in the corporate
WPS-No. GT-SM/3.3-3 (supported by PQR-No. GT-SM/3.3-Q2).

ACTION- The projact is to conflrm that this WPS is no longer {n use {see Note 1,
below).

C) The GTAW hest inputs of 57.6, 67.2 and 73.3 k¥/in. and SMAW heat inputs of
79.2, 83.7 and 85.8 ki/in. exceed the maximum heet input vatue of 43.3 KJin. fo
GTAW and 54.3kl/in, for SMAW described in ths corporate WPS-No.
GT-SM-BU/L.3-1. In this case, the supporting PQR-No, GT-8M-BU/1.3-Q1 has
lower heat ingrat values for both GTAW and SMAW processes than that described
ofi the project WES,

ACTION- The projéct is to confirm that WPS-No. GT-SM-BU/1.3-1 PB was not ussd on
the Point Beach SGR project.

Note1: The above project WPS's have a supporting PQR with a higher heat input
value than thet described by the corporate WPS (except for WPS-No.
GT-SM-BU/1.3-1 PB),

The project WP$ heat input values are below some of the keat input values
listod. on the PQR, but arc higher than the values listed in the corporate WPS.
The reason for thir discrepancy is where corporate selected the heat input value
to be used versus where the project solecied the value to be used.

The corporate maximum heat input values were selected by the GWE i
accordance with ASME Section Ill, NB/NC-4330 using the procedure
qualification test weldment data sheets, and direction provided by Interpretation
No. IX-92-69. Baged on the heat input in the removal Jocations of the welding
process weld pasees tested, the GWE selected the maximum heat input indicated
on each of the corporate WPS's to be used when geverating project specifio
WPS’s.

For the 1986 Bdition and carlier versions of the Code, it ¢could be interpreted that
the Code did not clearly define whete the meximurm heat input value had ta be
golected. Asan “intent” Inquiry, Interpretation IX-92-69 does provide the
requited clatification and it is good practice to comply with such inguiries.
However, Code Interpretation TX-92-69 is not pert of the 1986 Code and
compliance with it is not required.

Morrison Knudsen
s

A vmnlul‘.!.-'\mmmﬁﬁf I i 'T'":: “ p




ULMER & BERNE 1ip

ATTORNEYS AT LAW
Internet Address Bond Court Building Columbus Office
hetp/Awrrwlmescom 1300 East Ninth Street, Suite 900 8 Eal Bioad Sirest, Suite 1650
\ 4 . Columbus, Ohi 15-
Cleveland, Ohio 44114-1583 e ) 2y e 3506

Fax (216) 621-7488 Teléphone (614) 226-8450

(21€) 621-8400
, TELECOFIER TRANSMITTAL

DATE: &ZQQ (/27 FILE NUMBER:____ KA T A9 -

Number of Pages (including cover sheet): < 0

To: j;/l’ 7"1[0?{4[(\1’ A
Firm Name; ‘
Telecopy #: o 50/5/5*‘ (096

Telephone No. To Confirm Receipt:
AN ORIGINALOF THISFAX _ WILLBEMAILED _ (WILL NOT BE MAILED
From: _STEVEN D, BELL /

Time of Transmission: __ AM (2 _Bent By “,'Kﬁﬁ} / _
1 ¢e attached ] Pleasc tele honc upon receipt
.1 For your information Please read and advise
For your file Please acknowledge receipt
As you requested Please handle
Please sign _ Please comment
___| Please complete 11 Please read
MESSAGE:

Shou!dyoukmmyproblemswlthmcc@to this transnission, orq’theatatedmunberofpaga
does not follow, please contact us at (216} £21-8400, Ext. 2421.

UNLESS OTHERWISE INDICATED, THE INFORMATION IN THIS TRANSMITTAL IS
CONFIDENTIAL AND INTENDED ONLY FOR THE RECIPIENT LISTED ABOVE. IF
YOU ARE NEITHER THE INTENDED RECIPIENT NOR A PERSON RESPONSIBLE
FOR DELIVERING THIS TRANSMITTAL TO THE INTENDED RECIPIENT, YOU ARE
HEREBY NOTIFIED THAT ANY DISTRIBUTION OR COPYING OF THIS
TRANSMITTAL IS PROHIBITED. IF YOU RECEIVED THIS TRANSMITTAL IN
ERROR, PLEASE IMMEDIATELY NOTIFY US AND RETURN THE TRANSMITTAL TO
US AT OUR EXPENSE.

GA\WPDOC \HORKA\DATA\S71414.C!
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Time of Transmission: AM M_Bent By: Q#(lﬁ'ﬁ‘?/

' ee attached . ] Please telephone upon reéeipt

. For your information Please read and advise

For your file Please acknowledge receipt
As you requested Please handie
Please sign  Please comment

] Please complete [ Please read

MESSAGE:

Should you have any problems with it thwtrm.mm.aon, or if tha stated mumber of pages
does not follow, please contact us at (336)016’21-8400, Ext. 2421 : 7

UNLESS OTHERWISE INDICATED, THE INFORMATION IN THIS TRANSMITTAL IS
CONFIDENTIAL AND INTENDED ONLY FOR THE RECIPIENT LISTED ABOVE. IF
YOU ARE NEITHER THE INTENDED RECIPIENT NOR A PERSON RESPONSIBLE
FOR DELIVERING THIS TRANSMITTAL TO THE INTENDED RECIPIENT, YOU ARE
HEREBY NOTIFIED THAT ANY DISTRIBUTION OR COPYING OF THIS
TRANSMITTAL IS PROHIBITED. IF YOU RECEIVED THIS TRANSMITTAL IN
ERROR, PLEASE IMMEDIATELY NOTIFY US AND RETURN THE TRANSMITTAL TO
US AT OUR EXPENSE.
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ATION ACTION PLAN
ALLEG {3 ?7 ‘7/

LLEGATION NO. RIII-1997-A-0035

[Tcensees: Point Beach Unit 2; D. C. Cook, Units 1 and 2
Assigned Division: DRS

Attached Pertinent Documents: See Attached.

I. Action
Approved by: / March /41997

Wayrfe”J. KrofpZThief”
Engineering Specialist Branch 1
- y March 12, 1997
Charles H. Weil, Senior Allegation
and Enforcement Coordinator

II. Allegation Review Board Membership: Q&bULen&) 1:;Lofld

lyoll-re
sk

IIT. Remarks

Fach concern and recommendation 1is contained on the attached
"DRS Technical Assessment.”

IV. Reqgulatory Basis

10 CFR Part 50, Appendix B
10 CFR 50.7

V. Recommendation

Immediately forward information to both Ticensees to determine if an
immediate safety issue exists and to provide a description of how the
issues were dispositioned. Review the licensee’s response for technical
adequacy and reboard.

Safety Significance: HIGH MEDIUM LOW NA

/ / Approved As Is ('
/ / Approved with Modifications as Documented in Plan.
/ / Disapproved for Following Reasons:

/ /01 (Priority: Ciii:> NORMAL LOW )
Yes No )(,

March __, 1997

A

Allegation Review Board Chairman



ALLEGATION ACTION PLAN
.LLEGATION NO. RIII-1997-A-0035

Documents:

1. DRS Technical Assessment of Concerns
2. D. Funk’s 3/10/97 Memo to W. Kropp
3. Dept. of Labor Letter



_Point Beach

Source:

- 2 & D.C. Cook 2 Allegation (AMS RIII-97-A-0035) .

Former Corporate Welding Engineer for Morrison Knudsen

Region IIT DRS technical assessment of concerns:

Concern 1:

Discussion:

Recommended
Actions:

Concern 2:

Discussion:

Recommended
Actions:

Concern 3:

Discussion:

Recommended
Actions:

Employment Discrimination.

Timing of events supports the concerned individual’s (CI) case
that he was discriminated against. Note that the Ticensees (Point
Beach & D.C. Cook) are most 1ikely unaware of these events.

Defer issue until DOL/ OSHA resolve this matter. Note that if
they find for the CI, than what actions do we take against the
licensees?

14 of 18 welding procedures used at Point Beach-2 failed to meet
relevant QA standards (Licensee may be unaware of this issue).

9 of the 20 findings listed in the audit report for Point Beach
Unit 2 welding call into question the Code “"qualification" status
of welds. If the CI is correct, than the affected welds
potentially have not been properly demonstrated per Code
requirements as being adequate to meet service conditions.

1) Inform the licensee immediately and with a followup letter of
the specific potential problems with the weld procedures. Request
that the licensee identify all welds which are affected and their
planned corrective actions, including a schedule for completing
these actions. The licensee should also address the potential
need for a Part 21 notification.

2) Perform an inspection following the licensee’s response to our
letter on this issue. Also, the vendor inspection branch of NRR
should send a "welding expert" to inspect Morrison Knudsgn records
(go back to at least 1988 time frame) for other plants that have
used them as welding contractors.

Deficiencies in documentation of welding procedures used at DC
Cook U-2 (Licensee may be unaware of this issue).

The use of improper filler metal and the lack of a charpy impact
specimen for procedure qualification welds means the affected
field welds are not Code "qualified." If the CI is correct than
the welds on the feedwater nozzles and main steam lines and
possibly others have not been demonstrated per Code requirements
as being adequate to meet service conditions.

1) Inform the licensee immediately and with a followup letter of
the specific potential problems with the weld procedures and



supporting qualification welds. Request that the licensee
identify all plant welds which are affected and their planned
corrective actions, including a schedule for completing these
actions. The licensee should also address the potential need for
a Part 21 notification.

2) Same as 2 above.



March 13, 1997

MEMORANDUM TO: Wayne Kropp, Chief,
Engineering Specialists Section 1, DRS

FROM: Jay Hopkins, OAC RIll j 377
SUBJECT: NEW CONCERN AND ADDITIONAL INFORMATION REGARDING
EMPLOYMENT DISCRIMINATION AND INADEQUATE WELDING
PROCEDURES AT DC COOK AND PT. BEACH.
AMS NO. RII-97-A-0035
Attached for your information is a record of a telephone conversation between Jay
Hopkins and the Concerned Individual (Cl) on 3/13/97. This is an additional
supplement to the information already provided for the ARB held on 3/13/97. A new
concern was identified by the Cl regarding a group of project managers from Morrison
Knudsen (MK) Corporation which have made mistakes in the past and may continue to

make the same mistakes. A follow up ARB may be required for this new concern.

cc w/ attachment: ~OTRIII
RC:RIlI

Attachment: 3/13/97 Conversation Record



CONVERSATION RECORD AMS.RIII-97-A-0035

MEMORANDUM TO:  AMS FILE RIII-97-A-0035
FROM: J. Hopkins, RII-OAC; 3/13/97 ﬂ [ 3-13-77

SUBJECT: NEW CONCERN IDENTIFIED During a Follow up Telephone Call with
Concerned Individual (Cl) on 3/13/97.

On March 13, 1997, at approximately 5:30 pm (CST), | contacted the ClI to inform him of
the NRCs planned actions to assess the deficiencies in the welding procedures used at
Pt. Beach-2 and DC Cook-2 and the discrimination by his employer, Morrison Knudsen
(MK) Corporation. Additionally, | informed the Cl that the NRC believed that the two
licensees (DC Cook and Pt. Beach) were in the best position to review and resolve the
welding procedure concerns and that the NRC planned to forward the technical issues
to the licensee for resolution. | also told the CI that our Office of Investigation would be
investigating the discrimination issue. | asked the CI if he had any concerns with the
NRC sending the technical issues to the respective licensee for evaluation even though
there was a high probability that his identity would be revealed to the licensees during
the review. The Cl clearly stated that he had no objections.

During the course of the conversation, the Cl stated that an acquaintance (unnamed by
the CI) had recently informed him that MK had been the subject on an NRC
“investigation” during the Fort Saint Vrain decommissioning project in 1995-1996. The
investigation was for a hostile work environment and for intimidating an HP technician.
The acquaintance believed that the NRC had given MK a violation. The Cl was aware
of the person’s name but declined to provide it until he (the Cl) had permission. As an
additional bit of information, the Cl named the NRC personnel involved in the Ft. St.
Vrain inspection - Joe Armenta and Nick Economus. (The Cl provided the spelling.)
Note that based on the CI's information, the Ft. St. Vrain decommissioning project in
1995-1996 was a joint venture between MK and Westinghouse.

Based on this new information of MKs previous problems, the Cl was concerned that a
group of MK project managers which move from project to project (Ft. St. Vrain, DC
Cook-2, Pt. Beach-2, and now the St. Lucie steam generator project) don’t respect the
rules.

. The Cl is concerned that this same group of people made errors in the past and
will continue to make these same errors. (When | asked him to describe the
errors, the Cl stated that the people who were working on the Ft. St. Vrain
project and were cited by the NRC are still working for MK and could be making
the same mistakes. The Cl was unable to be more specific.)



CONVERSATION RECORD AMS RIII-97-A-0035

Below is a list of the MK project managers and the projects:

Ft. St. Vrain DC Cook-2 Pt. Beach-2 St. Lucie

Tom Dieter (Superintendent) X X X
Danny Hicks (Superintendent) X ? X
Eugene “Rusty” Gorden ? ? ?

(Project Welding Engineer)
Max Bingham (Project Manager) X
Marty Cepkauskas (Project Director) X

X
X

><>< ><~\).\)

x X

The Cl believes that this clique protects the other members if something goes wrong
and does not protect someone outside of the clique. The Cl said he was not in the
clique and subsequently was not protected when problems were identified in the Pt.
Beach-2 and DC Cook-2 welding procedures.

ADDITIONAL INFORMATION ON THE DISCRIMINATION ISSUE:

The Cl has been made aware (from an unidentified source) that there was a rumor
going around MK that the reason he was “fired” as corporate welding engineer was that
he (the Cl) informed the Hartford Steam Boiler Inspection and Insurance Co., about the
problems with the Pt. Beach-2 welding procedures. The Cl denies that and believes
that Max Bingham started the rumor. Recall that Hartford conducted a routine audit of
MKs welding procedures in 12/96.

CHANGE OF ADDRESS:

Friday, March 14, 1997, will be the last day that we can contact the Cl at the apartment
in West Virginia. The Cl will provide Rl with a new phone number. In the interim, the
Cl can be reached through his attorney or by leaving a message at his home in Ohio.



@MORRISON KNUDSEN CORPORATION ﬁ
MK-FERGUSON GROUP
INTER-OFFICE CORRESPONDENCE M-QM-97-019

DATE: March 18, 1997

T LI NSNS G o yamar  p s oew g o e
. M FHIS DOCUMENTIHENTIFIES
i
/. AN ALLEGER

A. J. Walcutt

—

PRI W T

SUBJECT: ]
Closure of Potential Part 21 Report... -

Dated 1/23/97 and Supported by
I0OC No. M-QM-97-004 dated 22-Jan-97

As required by paragraph 4.1.6.3 of QAIl 1.1 dated 25-Feb-97 and titled,
Reporting of Defects and Noncompliance, the above referenced Potential Part 21
and evaluation results were reviewed with the originator, Alain Artayet, on
Monday March 17, 1997. Alain indicated that 10C No. M-QM-97-013 did not,
in his opinion contain enough information for him to evaluate the resolution of the
condition he reported. At my request, Alain documented this concern on the
Determination Checklist For Part 21 Reporting.

When | was presenting the research to Alain he repeatedly asked who, outside
the Company, | had reported this to. He specifically referred to the NRC and
Hartford Steam Boiler as MK's Authorized Inspection Agency and AEP as the
Owner.

| explained the law and that reporting was required when only evaluation
determined that a defect existed that constituted a substantial safety hazard at
an operating nuclear plant. | explained that the issue that Alain had raised had
been evaluated and resolved by the subsequent qualification of other Welding
Procedure Specifications. | further explained, that | had researched all other
potential D.C. Cook welding problems and concluded that there were no physical
deficiencies. Program related issues are being resolved through QFR C-96-022
QFR-01. As such | saw no reason to make a Report.

Alain continues to believe that others, outside of MK, should be informed. This
Potential Part 21 was generated after Mr. Artayet had been removed from his
position of Group Welding Engineer on the basis that he failed to develop a
working relationship with the project personnel he was supposed to support.
Alain was unhappy with this reassignment. My conclusion is that Alain is trying
to resolve a personal issue by getting outside agencies involved whether or not
there is any technical merit to their involvement.

Based on this further information, | have again determined that the reported

Potential Part 21 is not "reportable”. - |
o IUENTIFE

END

Page 1 of 1
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March 20, 1997

CONVERSATION RECORD ' o AMS RIII-97-A-0035
Ol CASE No. 3-97-013

On 3/20/97, | contacted the Cl to confirm his new phone number in West Va. During
the discussion, the Cl stated that the QA Director of Morrison Knudsen (MK) had
contacted him at work in West Va. The QA Director asked if the Cl would sign MK's
evaluation memo that the problems identified with the welding procedures used at Pt.
Beach and DC Cook had not met the threshold for a 10 CFR Part 21 notification. The
Cl refused to sign the memo because he did not have enough readily available
information to review that supported the conclusion.

Additionally, the CI stated that the QA Director informed him (the CI) that MK was
continuing with the hiring process of a new corporate welding engineer. The Cl
informed the QA Director that a DOL complaint had been filed. The QA Director was
already aware of it. However, the Cl stated that he did not believe that MK was aware
that the NRC had been contacted. The Cl stated that the QA Director said that he (the
Cl) was to blame for the problems with the welding procedures. I'm not sure exactly
what the Cl or the QA Director meant by that.

The Cl asked if the licensee’s had been contacted about the welding problems. | stated
that the letters were being developed. Finally, the CI stated that Joe Ulie, Ol- RIll, had
set up an interview for 4/11/97.

Jay Hopkins /ﬁ/f'-//“ P '
cc: H. B. Clayton
R. Paul, Ol
J. Ulie, OI
W. Kropp, DRS
J. McCormick-Barger, DRP
B. Burgess, DRP

B. Berson, RC-RII



April 22, 1997

MEMORANDUM TO: Geoffrey E. Grant, Director, Division of Reactor Safety
FROM: Jay Hopkins, Senior Allegation Coordinatotjéféﬁ o-22-77

SUBJECT: OI REPORT OF INTERVIEW MORRISON KNUDSEN: ALLEGED
DISCRIMINATION AGAINST A CORPORATE WELDING ENGINEER FOR
RAISING WELDING CONCERNS (OI CASE NO. 3-97-013)
(AMS NO. RIII-97-A-0035)

By memorandum dated April 21, 1997 the Office of Investigations has forwarded
their Report of Interview of the above subject to Region III and a copy is
enclosed for evaluation by your staff. After review please notify me of the
staffs readiness to discuss the interview at an Allegation Review Board (ARB)
within 30 days of the date of this memorandum. At the ARB the Division should
be prepared to discuss its decision whether further OI involvement is
requested and if so at what priority, ie... High, Normal, or Low.

Attachment: As stated

cc w/attachment:
B. Berson

cc w/o attachment:
J. Gavula
OI:RIII



May 19. 1997

MEMORANDUM TO: Jay Hopkins. Senior Allegation Coordinator

FROM: Jerome F. Schapker | Reactor Inspector. Division of
Reactor Safety ;LL, §7ﬂ1ﬁ7

SUBJECT : 0I REPORT OF INTERVIEW MORRISON KNUDSEN: ALLEDGED

DISCRIMINATION AGAINST A CORPORATE WELDING ENGINEER
FOR RAISING WELDING CONCERNS (OI CASE NO. 3-97-013)
(AMS NO. RITI-97-A-0035)

Initial review of the technical data supplied by the concerned individual
- concluded that there appears to be substance to the alleged concerns and
warrants further review by regional or headquarters specialist. Ol
involvement is ongoing and should be present for the ARB.

cC: J. Guvula
. Pederson




CONVERSATION RECORD AMS RIII-97-A-0035

MEMORANDUM TO: AMS FILE RIHI-97-A-0035
i : ()1 > 0397
FROM: J. Hopkins, RII-OAC; 3/1 3/97/%—/ (7

SUBJECT: NEW CONCERN IDENTIFIED During a Follow up Telephone Call with
Concerned Individual (Cl) on 3/13/97.

On March 13, 1997, at approximately 5:30 pm (CST), | contacted the ClI to inform him of
the NRCs planned actions to assess the deficiencies in the welding procedures used at
Pt. Beach-2 and DC Cook-2 and the discrimination by his employer, Morrison Knudsen
(MK) Corporation. Additionally, | informed the C! that the NRC believed that the two
licensees (DC Cook and Pt. Beach) were in the best position to review and resolve the
welding procedure concerns and that the NRC planned to forward the technical issues
to the licensee for resolution. | also told the Cl that our Office of Investigation would be
investigating the discrimination issue. | asked the ClI if he had any concerns with the
NRC sending the technical issues to the respective licensee for evaluation even though
“there was a high probability that his identity would be revealed to the licensees during
the review. The Cl clearly stated that he had no objections.

During the course of the conversation, the Cl stated that an acquaintance (unnamed by
the Cl) had recently informed him that MK had been the subject on an NRC
“investigation” during the Fort Saint Vrain decommissioning project in 1995-1996. The
investigation was for a hostile work environment and for intimidating an HP technician.
The acquaintance believed that the NRC had given MK a violation. The Cl was aware
of the person’s name but declined to provide it until he (the Cl) had permission. As an
additional bit of information, the Cl named the NRC personnel involved in the Ft. St.
Vrain inspection - Joe Armenta and Nick Economus. (The CI provided the spelling.)
Note that based on the Cl’s information, the Ft. St. Vrain decommissioning project in
1995-1996 was a joint venture between MK and Westinghouse.

Based on this new information of MKs previous problems, the Cl was concerned that a
group of MK project managers which move from project to project (Ft. St. Vrain, DC
Cook-2, Pt. Beach-2, and now the St. Lucie steam generator project) don't respect the
rules.

. The Cl is concerned that this same group of people made errors in the past and
will continue to make these same errors. (When | asked him to describe the
errors, the Cl stated that the people who were working on the Ft. St. Vrain
project and were cited by the NRC are still working for MK and could be making
the same mistakes. The Cl was unable to be more specific.)

| a;



CONVERSATION RECORD AMS RIII-97-A-0035

Below is a list of the MK project managers and the projects:

Ft. St. Vrain DC Cook-2 Pt. Beach-2 St. Lucie

Tom Dieter (Superintendent) X X X ?
Danny Hicks (Superintendent) X ? X ?
Eugene “Rusty” Gorden ? ? ? X
(Project Welding Engineer)

Max Bingham (Project Manager) X X X X

Marty Cepkauskas (Project Director) X X X X

The Cl believes that this clique protects the other members if something goes wrong
and does not protect someone outside of the clique. The ClI said he was not in the
clique and subsequently was not protected when problems were identified in the Pt.
Beach-2 and DC Cook-2 welding procedures,

ADDITIONAL INFORMATION ON THE DISCRIMINATION ISSUE:

The Cl has been made aware (from an unidentified source) that there was a rumor
going around MK that the reason he was “fired” as corporate welding engineer was that
he (the Cl) informed the Hartford Steam Boiler Inspection and Insurance Co., about the
problems with the Pt. Beach-2 welding procedures. The Cl denies that and believes
that Max Bingham started the rumor. Recall that Hartford conducted a routine audlt of
MKs welding procedures in 12/96.

CHANGE OF ADDRESS:

Friday, March 14, 1997, will be the last day that we can contact the Cl at the apartment
in West Virginia. The CI will provide RIlI with a new phone number. In the interim, the
Cl can be reached through his attorney or by leaving a message at his home in Ohio.



FOLLOW UP AR'B: RIlI-97-A-0035

July 24, 1997

MEMORANDUM TO: J. Gavula, Chief, ESB1, DRS

//
FROM: J. Hopkins / R. Doornbos, RIH - OACﬂ /lyfév, T-24- 9y
o

.SUBJECT: FOLLOW UP ARB: RIll-97-A-0035 (Morrison Knudsen, DC Cook & Pt.
Beach)

A Follow up ARB has been tentatively scheduled for Monday August 4, 1997. The purpose of the
ARB is to determine if additional Ol involvement is needed for Concern # 1, to provide the status of
Concerns # 2 & 3, and to hold the initial ARB for Concern # 4.

1) Review the attached information to prepare for the ARB: (i) 3/13/97 conversation record, (ii)
5/19/97 memo from J. Schapker, and {iii) Summary of Concerns. Contact the OAC by
WEDNESDAY, 7/30 (before ARB) if needed.

2) At the ARB be prepared to:
Discuss the status of each concern {as-applicable).
Recommend a method to resolve each concern discussed.
Recommend a completion date.

Below are examples of methods to resolve each concern:

A. Send to Licensee Requesting Response in Days (At the ARB, be prepared to
discuss the areas we expect the licensee to address.)

B. Priority RIll Follow up

C. Follow up During Routine Inspection Within Days

D. Refer to Ol

E. No Action - Outside NRC's Charter (At the ARB, be prepared to discuss the basis)

F. No Action - Without Merit {At the ARB, be prepared to discuss the basis)

G. Other (At the ARB, be prepared to discuss the specifics)
cc w/o attachments: OAC cc w/ Summary of Concerns:
cc w/attachments: Deputy RA

AMS File No. RII-97-A-0035

ORIl - Y

RC-RHI - Y

McCormick-Barger, RPB7 DRP

0



ALLEGATION SUMMARY OF CONCERN

AMS NO. RIlI-97-A-0035 (Morrison & Knudsen) No. of Concerns: 4

1) Employment discrimination by MK because the Cl reported deficiencies in MK’'s welding
procedures.

Regulatory Basis:

2) 14 of 18 welding procedures used at Point Beach-2 failed to meet relevant QA standards
during S/G replacement project in 1996. (See MK Quality Finding Report No. C-96-022
(attached) for technical details).

Regulatory Basis:

3) Deficiencies in documentation of welding procedures used at DC Cook U-2 during 1988 S/G
replacement project.

Regulatory Basis:
4) A group of MK project managers, who previously worked at the Fort Saint Vrain

decommissioning project in 1995 and 1996, move from project to project (Ft. St. Vrain, D.
C. Cook, Point. Beach, and now St. Lucie), don’t respect the rules, and could be making
more errors.

Regulatory Basis:

5)
Regulatory Basis:

6)

Serial # 2
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AMS No. RIlI-97-A-0035

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No. 1
Employment discrimination by MK because the Cl reported deficiencies in MK’s welding
procedures.
Regulatory Basis:
l. Action Evaluation: The following method of resolution is recommended (circle):
A. Send to Licensee Requesting Response in Days. (Describe the general areas
we expect the licensee to address.)
B. Priority RIll Follow up
C / Follow up During Routine Inspection Within Days
6—' Refer to Ol
E. No Action - OQutside NRC's Charter (describe basis)
F. No Action - Without Merit (describe basis)

G. Other (specify)

<

Responsible for Action -

Special Considerations/[nstructions:

i éj /f’ /::: Py i Clorn (\/ 4 74/,‘34 o c/,/;,,."; ,//c.",(_,., / /A /( Sl e (I‘ /{,’ A'//; s ]i
- : j / - ’
Izs f\?‘ el ws e/"\///‘ ;'/’1/‘ €, /)/5'/- T an /e, i e Gued /7 AL, / v £

f /_/(/O/( /?/7(:/) // < ase,



AMS No. RII-97-A-0035

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No. 2 ‘
14 of 18 welding procedures used at Point Beach-2 failed to meet relevant QA standards during

S/G replacement project in 1996. (See MK Quality Finding Report No. C-96-022 (attached) for
technical details).

Reqgulatory Basis:

1. Action Evaluation: The following method of resolution is recommended (circle):
A. Send to Licensee Requesting Response in Days. (Describe the general areas we

expect the licensee to address.)

B. Priority RIIl Follow up

C. Follow up During Routine inspection Within Days
D. Refer to Ol

E. No Action - Outside NRC's Charter (describe basis)

F. No Action - Without Merit (describe basis)

/G;‘ Cther (specify) 57{; /Z(,(, - Le s 5—&/

| —

Responsible for Action - __ b

1. Special Considerations/Instructions:




AMS No. Rill-97-A-00735

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No. 3

Deficiencies in documentation of welding procedures used at DC Cook U-2 during 1988 S/G
replacement project

I Action_Evaluation: The following method of resolution is recommended (circle):
A. Send to Licensee Requesting Response in Days. (Describe the general areas

we expect the licensee to address.)

B. Priority RIll Follow up

C. Follow up During Routine Inspection Within Days
D. Refer to Ol

E. No Action - Qutside NRC's Charter (describe basis)

F. No Action - Without Merit (describe basis)

@/ Other (specify) Sf(r ,7/95‘ - f/x, _/f"%,'; S /

[ —
] . . ;- C o
Responsible for Action - a5

1. Special Considerations/Instructions:



AMS No. RIlI-97-A-0035

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No. 4

A group of MK project managers, who previously worked at the Fort Saint Vrain decommissioning
project in 1995 and 1996, move from project to project (Ft. St. Vrain, D. C. Cook, Point. Beach,
and now St. Lucie), don’t respect the rules, and could be rnaking more errors.

Reguiatory Basis:
. Action Evaluation: The following method of resolution is recommended (circle):
A. Send to Licensee Requesting Response in Days. {(Describe the general areas

we expect the licensee to address.)

B. Priority Rlll Follow up

C. Follow up During Routine Inspection Within Days
D. Refer to Ol

E. No Action - OQutside NRC's Charter {describe basis)

F. No Action - Without Merit (describe basis)

—

/G. ] Other (specify) [ s
s . C/ "é{ // A (\

- S

#d

[ ; .
!/ o
bese 0 co /74. AY A//«.:' ? e

pre bléns vy STK

Responsible for Action - Ficos

1. ial nsiderations/Instructions:
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UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION 1l
801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

August 5, 1997

Mr. S. A. Patulski

Site Vice President

Point Beach Nuclear Plant
Wisconsin Electric Power Company
6610 Nuclear Road

Two Rivers, Wl 54241

Dear Mr. Patulski:

The U. S. Nuclear Regulatory Commission (NRC) recently received information concerning
activities at Point Beach Nuclear Plant. The details are enclosed for your evaluation.

We request that the resuits of your evaluation of this matter be submitted to Region Il
within 30 days of the date of this letter. Your response to this request should not be
docketed, and should be sent in an envelope addressed to my attention. We also request
that your response contain no personal privacy, proprietary, or safeguards information. If
necessary, such information shall be contained in a separate attachment which will be
withheld from public disclosure. The affidavit required by 10 CFR 2.790(b) must
accompany your response if proprietary information is included.

The NRC review of your response will include whether: (a) the organization or individual
conducting the evaluation was independent; (b) the evaluation was of sufficient depth and
scope; (c} appropriate root causes and generic implications were considered, if the
concerns were substantiated; and (d} the corrective actions, both planned and completed,
were sufficient tc correct the specific example(s) and generic implications and to prevent
recurrence.

The enclosure to this letter should be controlled and distribution should be limited to
personnel with a "need to know" until your evaluation has been completed and reviewed
by NRC Region lll. The enclosure to this letter is considered "NOT FOR PUBLIC
DISCLOSURE."

We appreciate your cooperation and will gladly discuss any questions you may have
concerning this information.

Sincerely,

g A,

John A. Grobe, Acting Director
Division of Reactor Safety

Enclosure: Details
(NOT FOR PUBLIC DISCLOSURE) D :



NOT FOR PUBLIC DISCLOSURE

Details

Information provided to our office indicates that 14 of 18 welding procedures used during
the Steam Generator Replacement Project at Point Beach Unit 2 failed to meet relevant
quality assurance standards. This information is described in a Morrison Knudsen
Corporation Quality Finding Report dated January 15, 1997 (Report Number C-96-022).
This report, as well as other information provided to us, calls into question the ability of
welding procedures (and associated welds fabricated with these procedures) to meet
ASME Code criteria. '

We request that you perform an evaluation to address the above concern. Your evaluation
should determine the safety and regulatory significance of this issue. This evaluation
should also:

1.

Describe whether Morrison Knudsen Corporation has informed you of this potential
quality assurance issue, and if so, what was the extent of the information, and
when did they inform you.

Describe to what extent the welding procedures utilized fail to meet relevant quality
assurance standards and/or ASME Code requirements.

Identify all of the welds at your plant which are affected by welding procedures that
do not meet these quality assurance standards and/or ASME Code requirements.

Indicate whether a 10 CFR Part 21 notifjcation is required for this issue.

Detail your immediate and planned corrective actions to alleviate this problem.

NOT FOR PUBLIC DISCLOSURE
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UNITED STATES

NUCLEAR REGULATORY COMMISSION
REGION il
801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

August 5, 1997

Mr. E. E. Fitzpatrick
Executive Vice President
Nuclear Generation Group
American Electric Power
500 Circle Drive

Buchanan, Mi 49107-1395

Dear Mr. Fitzpatrick:

The U. S. Nuclear Regulatory Commission (NRC) recently received information concerning
activities at D. C. Cook Nuclear Generating Plant. The details are enclosed for your
evaluation. :

We request that the results of your evaluation of this matter be submitted to Region Ili
within 30 days of the date of this letter. Your response to this request should not be
docketed, and should be sent in an envelope addressed to my attention. We alsc request
that your response contain no personal privacy, proprietary, or safeguards information. [f
necessary, such information shall be contained in a separate attachment which will be
withheld from public disclosure. The affidavit required by 10 CFR 2.790(b) must
accompany your response if proprietary information is included.

The NRC review cf your response will inciude whether: (a) the organization or individual
conducting the evaluation was independent; (b) the evaluation was of sufficient depth and
scope; (c) appropriate root causes and generic implications were considered, if the
concerns were substantiated; and (d) the corrective actions, both planned and completed,
were sufficient to correct the specific example(s) and generic implications and to prevent
recurrence.

The enclosure to this letter should be controlled and distribution should be limited to
personnel with a "need to know" until your evaluation has been completed and reviewed
by NRC Region {ll. The enclosure to this letter is considered "NOT FOR PUBLIC
DISCLOSURE."

We appreciate your cooperation and will gladly discuss any questions you may have
concerning this information.

Sincerely,

hn A. Grobe, Acting Director
Division of Reactor Safety

Enclosure: Details ) 3
(NOT FOR PUBLIC DISCLOSURE)

A9



NOT FOR PUBLIC DISCLOSURE

Details

information provided to our office indicates that some welds performed during the 1988
steam generator replacement project, specifically on feedwater nozzles and main steam
lines {(and possibly others), may not have been demonstrated per ASME Code requirements
as being adequate to meet service conditions. The information provided to us calls into
question the ability of the welding procedures used (and associated welds fabricated with
these procedures) to meet ASME Code criteria. These welding procedures were developed
by Morrison Knudsen Corporation.

Specifically, our information indicates that weld procedures for this project (WPS-No. M-1-
1-BA [Rev. 0, dated September 16, 1988] and WPS-No. M-1-1-AB [Rev. 1, dated June 9,
1988])) specify the use of an E7018 electrode of SFA-5.1 filler metal specification.
However, PQR 1-117 and PQR 1-124 indicate that these welding procedures were
qualified for use with E7018-A1 electrodes of the SFA-5.5 filler metal specification. We
are concerned that this substitution would require requalification of the welding procedure
and that the improper filler metal may have been used. Additionally, our information
indicates that welds were performed on thicknesses (greater than 5/8 inch) for which
ASME Code required charpy impact tests, and none were completed.

VVe request that you perform an evaluation to address the above concerns. Your
evaluation should determine the safety and reguiatory significance of this issue. This
evaluation should alsc:

1. Describe to what extent you were aware, before receipt of this letter, of the
potential quality assurance problems with these welds. In addition, indicate
whether Morrison Knudsen Corporation has provided information to you regarding
this issue and, if so, the extent of that information.

2. Describe to what extent the welding procedures utilized fail to meet relevant quality
assurance standards and/or ASME Code requirements.

3. Identify all of the welds at your plant which are affected by welding procedures
that do not meet required quality assurance standards and/or ASME Code
requirements.

4, Indicate whether a 10 CFR Part 21 notification is required for this issue.

5. Detail your immediate and planned corrective actions to alleviate this problem.

NOT FOR PUBLIC DISCLOSURE
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October 20, 1997

MEMO TO: J. Gavula, Chief, ESB1, DR

S
FROM: J. Hopkins, OAC / ] "L%

SUBJECT:  ADDITIONAL INFORMATION FROM CONCERNED INDIVIDUAL REGARDING
PART 21 APPLICABILITY FOR WELDS ON D.C. COOK U-2 S/G
REPLACEMENT. AMS File No. RIIl-97-A-0035; Ol Case No. 3-97-013

Attached is (1) information related to the Part 21 Reportability of the inadequate welds on the

D.C. Cook U-2 S/G welds and (2) information related to the Pt. Beach S/G replacement project.

Please review the documentation and determine if there are any new concerns. Please provide

the results of your review to EICS w/fin 30 days. The results may be provided via E-mail or by

memo in both hard copy and electronic form (e-mail address for the memo is OAC3).

Attachments: as stated

cc wfattachments:

- J. Ulie, Ol RIIl
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UNITED STATES ' %\

NUCLEAR REGULATORY COMMISSION

REGION Il ///3 /q 7

801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

October 29, 1997

MEMORANUM TO: J. Hopkins
Senior Allegation Coordinator

THRU: " J. A. Gavula, Chief .
Engineering Specia anch 1, DRS
FROM: M. S. Holmberg 22 5 7

Senior Reactor Engineer, D

SUBJECT: REVIEW OF LICENSEE INVESTIGATION REPORT FOR ALLEGATION
NO. RIiI-97-A-0035

In accordance with your memoranda dated September 17, and 286, 1997, and October 28,
1997, Engineering Specialist Branch 1 reviewed the responses from Wisconsin Electric Power
Company (Point Beach) and Indiana Michigan Power Company (DCCook), concerning the
subject welding procedure allegation.

For Point Beach, the licensee performed an audit of a weld matrix prepared by Morrison
Knudsen Corporation dispositioning the quality assurance findings raised by the alleger. The
licensee concluded that the quality assurance issues did not affect the welds of concern for the
steam generator replacement. The licensee stated that all permanent plant welds met or were
subsequently demonstrated to meet relevant quality assurance standards and/or ASME Code
requirements. However, the licensee did not provide the matrix of weld information used to
disposition the quality assurance findings and the licensee will only make this matrix available
for onsite NRC reviews. Thus, an onsite inspection is required to determine the validity of the
licensee dispositioned quality assurance audit findings raised by this allegation.

For DC Cook, the licensee's response indicated that the welds of concern for the steam
generator replacement meet the “applicable” requirements. However, the “applicable”
requirement (as documented in page 74 of the ASME Code repair/replacement report for the
Unit 2 steam generator replacement) has conflicting construction Codes listed for the
replacement piping. An onsite inspection of the steam generator replacement documentation
is needed to resolve the conflicting Codes to validate the allegation or substantiate the '
licensee’s response.

Based on our reviews, another allegation review board appears to be warranted, to determine
what additional actions are required to address the concerns.

Please note that headquarters and Ol are actively involved in this allegation. Itis our
understanding that headquarters is following up the generic implications of the allegations with

the vendor (Morrison Knudsen Corporation), and Ol is investigating the employment
discrimination issue.

%
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CONVERSATION RECORD 11/10/97 AMS RIII-97-A-0035 (Morrison Knudson)
Ol Case No. 3-97-013

DOL Case No. 97-ERA-34

On 11/10/97 at about 5:00 p.m., the Concerned Individual (Cl) called with the following
information regarding hisfher employment re-instatement:

. The Cl was informed by MK Human Resources (HR) officer that s/he was being
re-instated tomorrow (11/11/97). No specific details were provided by the HR officer.
The HR officer did inform the Cl that s/he was on the payroll effective today, 11/10.
Recall that the ALJ’s 10/28/97 decision was to reinstate the Cl to the ClI's former position.

. The CI was informed by co-workers that his/her new supervisor was a Mr. Lou Pardee
(unsure of spelling). The CI stated that Mr. Pardee was the driving force behind getting
the Cl terminated in the first place and that it was unacceptable to report to Mr. Pardee.
The Cl was informed of this from John Luff and Rich Hart. The Cli stated that they heard
it from Bruce Kovacs, MK Quality Engineer.

. | informed the CI that since nothing had actually occurred, the Cl should wait until
tomorrow to see what develops. | reminded the Cl that DOL would be the organization to
contact if the Cl believed the terms of the re-instatement were not appropriate or in
accordance with the ALJ’s 10/28/97 decision. Addltlonally, | asked the Cl to keep the
NRC informed of any developments.

Jay Hopkins, RIII-OAC /» /7%7&4

cc: R. Paul Ol
J. Ulie
B. Berson
B. Clayton

CASENG. 2-97-013



" UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION il
801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

February 7, 1998

MEMORANDUM TO: J. Grobe, Director, DRS

FROM: J. Hopkins, Senior Allegation Cobrdinator 2@(4 /L{//%/ %

SUBJECT: Ol INVESTIGATION MORRISON KNUDSEN CORPORATION: ALLEGED
DISCRIMINATION AGAINST THE CORPORATE WELDING ENGINEER
(Ol CASE NO. 3-97-013) (AMS NO. RIlI-97-A-0035)

The above subject Office of Investigations' Report of Investigation has been received in Region
lIl and a copy is attached for evaluation by your staff. Ol concluded employment discrimination
did occur against the corporate welding engineer; therefore, it appears that enforcement action is
warranted. Therefore, the report must be reviewed to determine appropriate enforcement action
and identify any unresolved technical issues. EICS review of the allegation file indicates that
ESB1 should review this report. '

The Report of Investigation must be kept in a secure cabinet and access granted on a need to
know basis. At the time all of the actions are completed by your Division, the report must be
returned to the Enforcement and Investigation Coordination Staff for disposition. No portions of
the Report of Investigation can be reproduced or released without the specific approval of the
Director, Office of Investigations.

Please document the results of your review within 15 days of the date of this memorandum in a
memo to H. B. Clayton, Enforcement Officer, with a copy to Ol and a copy to me. This memo
should be provided in both hard copy and electronic form (e-mail address for the memo is
OAC3), and should clearly indicate whether the Division agrees with the Ol conclusion, or if not,
the basis for disagreement. In addition, we will need to discuss this case at an enforcement
panel on or about February 19, 1998. If you have questions regarding this matter, please

review Regional Procedure 1215 Handling Office of Investigation Reports and Information or
contact one of the allegation coordinators.

Attachment: as stated

cc w/o attachment:

Ol

RC

AMS File No. RIII-97-A-0035



UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION il

801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

February 24, 1998

MEMORANDUM TO: Jay Hopkins
Senior Allegation Coordinator

FROM: John A. Grobe, Director
Division of Reactor Safety (D

SUBJECT: REVIEW OF O MORRISON KNUDSEN CORPORATION (MK)
INVESTIGATION FOR ALLEGATION AMS NO. RHI-97-A-0035
Ol CASE NO. 3-97-013

In accordance with the Jay Hopkins Memo dated February 7, 1998, a review of the Office of
Investigations (Ol) Report entitled “Morrison Knudsen Corporation Alleged Discrimination
Against the Corporate Welding Engineer” (Ol Case No. 3-97-013) was conducted in order:

(1) Identify any unresolved technical issues concerning the subject weld allegation.

(2) Indicate whether the division agrees with the Ol conclusion that employment
discrimination did occur against the corporate welding engineer.

After review of the Ol Case, DRS concurs with the Ol conclusion that employment
discrimination did occur against the corporate welding engineer. One unresolved technical

issue concerning ASME required drop weight testing for welds fabricated at Point Beach and D.

C. Cook was identified. Therefore we recommend a reboard of this allegation to determine
what additional actions are required to address this issue.

7



UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION 1

801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

March 24, 1998

MEMORANDUM TO: Jay Hopkins, Senior Allegations Coordinator

FROM: Jahws Gavula, Chief, Engineering Specialist Branch 1

SUBJECT: MORRISON KNUDSEN (MK), NO. RIIl-97-A-0035, Ol
INVESTIGATION REVIEW, IDENTIFICATION OF ADDITIONAL
CONCERNS

In accordance with your memo dated February 7, 1998, ESB1 had previously reviewed Ol
Report, Case No. 3-97-013, “Morrison Knudsen Corporation Alleged Discrimination Against the
‘Corporate Welding Engineer,” and had responded in a memo to you on February 24, 1998.

During further evaluations of the technical issues related to MK’s involvement in the Point
Beach steam generator replacement project (SGRP), an additional potential concern was
identified relating to MK’s compliance with their corporate Quality Assurance program
requirements.

In several of the report’s exhibits, MK employees made statements acknowledging that weld
procedures did not fully meet ASME Code requirements at the time of implementation.
However, due to schedule constraints, decisions were made to retrofit the qualification process.
This approach also appears to have been used by individuals signing ASME documentation

without the required “delegation of authority” on file at the time. Examples of this are contained
in:

Exhibit 1, pages 46-52, and page 57;
Exhibit 5, pages 2-6;

Exhibit 10, pages 18-19;

Exhibit 11, page 16;

Exhibit 12, page 18;

Exhibit 14, page 11;

Exhibit 19, page 9.

Although, to date, our inspections have not found material problems resulting from the identified
procedural deficiencies, MK's apparent cavalier attitude toward compliance with Quality
Assurance program requirements is of concern. This may be an ongoing problem because in

discussions with Point Beach as recent as January 1998, MK did not acknowledge this concern
and openly communicate this information to Point Beach.

cc: J. Grobe, Director, DRS

CONTACT: Katherine Green-Bates
(630) 829-9738
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UNITED STATES
NUCLEAR REGULATORY COMMISSION

REGION 11l
801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

© March 25, 1998.

EA 98-081

Mr. S. A. Patulski

Site Vice President

Point Beach Nuclear Plant
Wisconsin Electric Power Company
6610 Nuclear Road

Two Rivers, Wi 54241

SUBJECT:  APPARENT VIOLATION OF EMPLOYEE DISCRIMINATION REQUIREMENTS
(U. S. DEPARTMENT OF LABOR CASE NOS. 97-ERA-34 and ARB 98-016)
(NRC OFFICE OF INVESTIGATIONS CASE NO. 3-97-013)

Dear Mr. Patuiski:

This is in reference to an apparent violation of NRC requirements prohibiting discrimination
against employees who engage in protected activities (i.e., 10 CFR 50.7). The apparent
violation involves the Morrison Knudsen Corporation (MK) discriminating against one of its
employees. At the time of the apparent violation, MK was involved in the replacement of steam
generators at the Wisconsin Electric Power Company’s (WEPCo) Point Beach Nuclear Plant.
Although enforcement action.is being considered against MK, WEPCo's contractor, the NRC .
holds WEPCo responsible for ensuring compliance with NRC requirements by contract
personnel. This apparent violation was discussed with Douglas Johnson of your staff on

March 16, 1998. ’

The apparent violation is based on findings from a U.S. Department of Labor (DOL) proceeding
(97-ERA-34). The presiding Administrative Law Judge (ALJ) in the DOL proceeding found, in a
Recommended Decision and Order issued on October 28, 1997, that MK’s removal of the
complainant from his position as group welding engineer (GWE) and his subsequent
reassignment fo an “inferior job” constituted an adverse employment action. Further, the
removal of complainant from the position as GWE within 24 hours after he engaged in protected
conduct (his findings concerning weld procedures used by MK at the Point Beach plant) raises
the inference as a matter of law that his removal was in retaliation for his protected activities.
The DOL ALJ’s Recommended Order required MK to reinstate the complainant to the position
of GWE at MK’s office in Cleveland, OH, and the complainant be given the same
compensation, terms, conditions, and privileges as he previously had as GWE. In a Preliminary
Order, issued on November 4, 1997, the DOL Administrative Review Board (ARB) (ARB Case
No. 98-016) confirmed the findings and order of the DOL ALJ. Copies of the DOL AlLJ's
Recommended Decision and Order and the DOL ARB's Preliminary Decision are enclosed
(Enclosures 1 and 2).

The NRC Office of Investigations (Ol) also investigated this matter (O1 Case No. 3-97-013,) and
reached the same conclusion as the DOL. Enclosure 3 is the synopsis of the Ol report.

%DXL/
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The NRC staff's review of the DOL and Ol findings indicate that the action taken against this
individual was in apparent violation of 10 CFR 50.7. Therefore, this apparent violation is being
considered for escalated enforcement action in accordance with the “General Statement of
Policy and Procedure for NRC Enforcement Actions” (Enforcement Policy), NUREG-1600
(Enclosure 4). The NRC is not issuing a Notice of Violation at this time; you will be advised by
separate correspondence of the results of our deliberations on this matter. Also, please be
aware that the characterization of the apparent violation described in this letter may change as
a result of further NRC review.

A transcribed predecisional enforcement conference with WEPCo and MK to discuss this
apparent violation has been scheduled for April 16, 1998. Since the performance of certain MK
employees will be discussed during the conference, it will be closed to public observation.
However, the NRC's Enforcement Policy, as amended by, Policy and Procedure for
Enforcement Actions; Policy Statement, 62 FR 13906 (March 24, 1997), permits the employee
or former employee who was the subject of the alleged discrimination to participate in the
conference. Accordingly, the complainant will be invited to attend the conference. He may
participate by observing the conference and if desired, following the presentations by MK and
WEPCo, make a presentation to address his view on why he believes discrimination occurred
and his views on the other presentations. In no case will the NRC staff permit you or the
individual to cross-examine or question each other. Morrison Knudsen and WEPCo will then be
afforded an opportunity to respond, and the NRC may ask some clarifying questions.

The decision to hold an enforcement conference does not mean that the NRC has made a final
determination on enforcement action in this case. While the NRC normally relies on the DOL's
findings in determining whether a violation occurred when such findings are based on an
adjudicatory proceeding, the conference is being held to obtain any additional information that
will enable the NRC to make an informed enforcement decision. In addition, the conference is
an opportunity for WEPCo and MK to provide perspectives on: 1) the severity level of the
apparent violation; 2) the application of the factors that the NRC considers when it determines
the amount of a civil penalty that may be assessed in accordance with Section VI.B.2 of the
Enforcement Policy; and 3) any other application of the Enforcement Policy to this case,
including the exercise of discretion in accordance with Section VIl. WEPCo is also asked to
address the questions listed in Enclosure 4 at the April 16, 1998 conference.

We note that MK was the subject of a previous NRC escalated enforcement action (EA 95-079).
That enforcement action was issued on August 14, 1995, and concerned a Severity Level I
violation of 10 CFR 50.7 by MK at the Fort St. Vrain nuclear plant (Enclosure 5). By letter dated
September 13, 1995, MK responded to that violation and provided a description of the
corrective actions taken to prevent recurrence of a similar violation in the future (Enclosure 6).
In this regard, the NRC has requested that MK be prepared to address why its actions in
response to the previous employment discrimination violation were not effective in precluding
the action taken against the complainant in the current matter.
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While we recognize that MK has appealed the DOL ALJ’s decision in this case, the NRC must
review this matter to determine whether a violation of 10 CFR 50.7 may have occurred. Such a
violation, if it occurred, could have a chilling effect on other MK or WEPCo employees in that it
might deter them from identifying any nuclear safety related concerns they may have.

In addition, pursuant to sections 161c, 1610, 182 and 186 of the Atomic Energy Act of 1954, as
amended, and the Commission’s regulations in 10 CFR 2.204, in order for the Commission to
determine whether regulatory action needs to be taken pending a determination as to whether
enforcement action is to be taken for the issues to be discussed at the conference, and to
ensure compliance with NRC regulatory requirements, you are required to provide this office,
within 30 days of the date of this letter, or if possible before the April 16, 1998 conference, a
response in writing and under oath or affirmation that describes:

1. Your position regarding whether the actions affecting this individual violated 10 CFR
50.7 and the basis for your position, including the results of any investigations you may
have conducted to determine whether a violation occurred: and

2. Actions you have already taken or plan to take to assure that thiAs matter is not having a
chilling effect on the willingness of other employees to raise safety and compliance
concerns within you organization.

In accordance with 10 CFR 2.790 of the NRC's “Rules of Practice,” a copy of this letter and the
required written response will be placed in the NRC Public Document Room (PDR). To the
extent possible, your response should not include any personal privacy, proprietary, or
safeguards information so that it can be placed in the PDR without redaction. If personal
privacy or proprietary information is necessary to provide an acceptable response, then please
provide a bracketed copy of your response that identifies the information that should be
protected and a redacted copy of your response that deletes such information. If you request
withholding such material, you must specifically identify the portions of your response that you
seek to have withheld and provide in detail the bases for your claim of withholding (e.g., explain
why the disclosure of information will create an unwarranted invasion of personal privacy or
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provide the information required by 10 CFR 2.790(b) to support a request for withholding
confidential commercial or financial information). If safeguards information is necessary to

provide an acceptable response, please provide the level of protection described in
10 CFR 73.21.

Sincerely, ’
%trobe, Director
Division of Reactor Safety

Docket Nos. 50-266; 50-301
License Nos. DPR-24; DPR-27

Enclosures: 1. ALJ's Recommended Decision and Order
2. ARB’s Preliminary Order
. Ol Report Synopsis
. List of Questions
. Previous Notice of Violation to MK (EA 95-079)
. MK’s 9/13/95 Letter in Response to EA 95-079

oo w

cc w/enclosures:
R. Grigg, President and
Chief Operating Officer, WEPCo
A. Cayia, Plant Manager
B. Burks, P.E., Director
Bureau of Field Operations
Cheryl L. Parrino, Chairman,
Wisconsin Public Service Commission
State Liaison Officer
T. Zarges, MK President and
Chief Executive Officer
NRC Office of Enforcement
J. Goldberg, OGC
B. Boger, NRR
C. Carpenter, NRR
L. Gundrum, NRR
R. Medlock, Director,
OSHA Cleveland Area Office

bce w/o enclosures:
Region Il Office Allegation Coordinator
(AMS No. RIII-1997-A-0035)
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NUCLEAR REGULATORY COMMISSION >0 - 3 r.L}
OFFICE OF INVESTIGATIONS FIELD OFFICE, REGION I}

801 WARRENVILLE ROAD
LISLE, ILLINOIS 60532-4351

April 21, 1998

MEMORANDUM TO: H. Brent Clayton, Enforcement Officer

Region III
. v ,ﬂ
FROM: Richard C. Paul, Director R fer RE
Office of Investigations Field Office
" Region III
SUBJECT: MORRISON KNUDSEN CORPORATION (MK): ALLEGED DISCRIMINATION

AGAINST A CORPORATE WELDING ENGINEER FOR RAISING WELDING
CONCERNS (OI CASE NO. 3-97-013)

Enclosed is a copy of the information requested during the meeting with Ms.
Mary Jane Cooper and Mr. Edwin Stier relevant to the subject investigation for
your use. Also, please share this information with the technical staff and/or
the Office of Enforcement as deemed appropriate.

Attachments: As stated
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SENSITIVE ALLEGATION MATERIAL f_ﬂi
FOLLOW UP ARB: RIII-97-A-0035
May 7, 1998
MEMORANDUM TO: J. Gavula, Chief,' ESB1, DRS
FROM: J. Hopkins / R. Doornbos, RIll - OAC  //. //4744 o-T7-rg”
SUBJECT: FOLLOW UP ARB: RIlI-97-A-0035 (Morrison-Knudsen)

Based on ESB1's review of the Ol report, two new technical concerns (# 8 & # 9) were identified. A
Follow up ARB has been scheduled for Monday, 5/11/98. Please review the following information
to prepare for the ARB:

1) Review the attached information. Contact the OAC before the ARB if needed.

2) At the ARB be prepared to:
Discuss the status of each concern (as applicable).
Recommend a method to resolve each concern discussed.
Recommend a completion date.

Below are examples of methods to resolve each concern:

A Send to Licensee Requesting Response in Days (At the ARB, be prepared to
discuss the areas we expect the licensee to address.)

B. Priority Rlll Follow up
C. Follow up During Routine Inspection Within Days
D. Refer to Ol
E. Outside NRC's Jurisdiction. (At the ARB, be prepared to discuss the basis)
F. Too General for Follow-up. (At the ARB, be prepared to discuss the basis).
G. Other (At the ARB, be prepared to discuss the specifics)
cc w/attachments:

ARB Copy

Ol

RC

DRP Br Chief RPB6
DRP Br Chief RPB7
DRS Division Director For Rx Cases



SENSITIVE ALLEGATION MATERIAL
AMS No. RII-97-A-0035

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No. 8
ASME required drop weight testing performed by Morrison-Knudsen (MK) employees for welds
fabricated at Point Beach and Cook were not conducted properly.

Regulatory Basis: Technical Specification Requirement for IS! Program.

1. Action Evaluation: The following method of resolution is recommended (circle):

A Send to Licensee Requesting Response in Days. (Describe the general areas
we expect the licensee to address.)

Priority RIlI Follow up and Closure Memo to OAC.

Follow up During Routine Inspection Within Days and Closure Memo to OAC.
Refer to Ol

Outside NRC's Jurisdiction. Describe Basis Below.

Too General for Follow-up. Describe Basis Below.

DTS e N S LIS SRR S e T INRRENIEG

Responsible for Action - _EICS to Write Referral Letter to NRR

1. Special Considerations/Instructions:




SENSITIVE ALLEGATION MATERIAL
AMS No. RIII-97-A-0035

Each stated concern or NRC identified issue should be documented on a separate sheet. Each
concern must be documented and written with enough detail to allow thorough follow up.

Concern No._ 9

During the steam generator replacement project at Point Beach, Morrison-Knudsen (MK) employees
were aware that the welding procedures did not fully meet ASME Code requirements. MK
management decided to retrofit the welding qualification process

Regulatory Basis: Technical Specification Requirement for |S! Program.

L. Action Evaluation: The following method of resolution is recommended (circle):

A Send to Licensee Requesting Response in Days. (Describe the general areas
we expect the licensee to address.)

Priority RHi Follow up and Closure Memo to OAC.

Follow up During Routine Inspection Within Days and Closure Memo to OAC.
Refer to Ol ~

Outside NRC's Jurisdiction. Describe Basis Below.

Too General for Follow-

MOIMOOw

Responsible for Action - _EICS to Write Referral Letter to NRR

i, Special Considerations/Instructions:



SENSITIVE ALLEGATION MATERIAL

May 7, 1998

MEMO TO: J. Gavula, Chief, ESB1

FROM: J. Hopkins, OAC /{M 570

SUBJECT:  FOLLOW UP ARB FOR NEW CONCERNS IDENTIFIED DURING ESB1'S
REVIEW OF Ol TRANSCRIPT.
AMS File No. RIII-97-A-0035 (Morrison-Knudsen, Point Beach, & Cook)

Background
On 2/24/98, ESB1 completed its review of the Ol report and identified one unresolved technical

issue concerning ASME required drop weight testing for welds fabricated at Pt. Beach and
Cook. (See attached 2/24/98 memo). A Follow up ARB was held on 3/3/98. During the ARB,
an inspector indicated that there was another technical issue that should be reviewed at an
ARB. The ARB Chairman (J. Grobe) decided to stop the ARB and reconvene after the other
issue was reviewed by the ESB1 and the OAC.

On 3/24/98, ESB1 provided a memo describing the other technical concern. (See attached
3/24/98 memo).

Follow up ARB
A Follow up ARB has been scheduled for Monday, 6/11/98, to determine the action to resolve

the concerns.
cc:

B. Clayton
J. Grobe

SENSITIVE ALLEGATION MATERIAL

¥ 7
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i

@ MORRISON KNUDSEN CORPORATION

MK FENGUSUN PL AZA

1500 WEST 3RD STREET

CLEVELAND. OHIO U.S.A. A4113- 1406
PHONL: (216) 5235600

FAX: (716) 523 8147

C-MAIL. richard eximizier@rnk som

RICHARD R. EDMISTER
ASSOCIATE GENERAI COUNSCL
ENCGINEERS & CONSTRUCTORS

October 13, 1998

Mr. John A. Grobe, Director
Division.of Reactor Safety

U.S. Nuclear Regulatory Commission
Region III

801 Warrenville Road

Lisle, Illinois 60532-4351

Dear Mr. Grobe:

This letter represents our application pursuant to Section 10 C.F.R. § 2.790 for exemption of the

mves’ugatwe report forwarded under separatc cover entitled, “Alleganggg of Retaliatory Actions
b Mana st the Grou ineer” dated October 1998

by Stier, Anderson & Malone.

Mr. Zarges’ affidavit supporting the request for exemption is enclosed. The report and

supporting documentation is voluminous and is being transmitted under separate cover by Stier,

Anderson & Malone.

Enclosure

0CT 19 98
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UNITED STATES OF AMERICA

NUCLEAR REGULATORY COMMISSION

in the Matter of:

NRC Office of Investigalions
Apparent Violation of Employee Case No. 3-97-013
Discrimination Requirements
(U.S. Department of Labor
Case Nos. 97-ERA-34 and ARB 98-016)

AFFIDAVIT OF THOMAS H. ZARGES
Pursuant to 10 C.F.R.§ 2.790

City of Cleveland )
v ) SS:
State of Ohio )

I, Thomas H. Zarges being duly sworn, states as {ollows:

1. I am President and Chicf Executive Officer for Morrison Knudsen Corporation’s
Engineers and Constructors Group located in Cleveland, Ohio. In that capacity Iam
responsible for the operational and managerial matters of the Energy Division, which

performs, among other work, nuclear construction and maintenance.

2. Morrison Knudsen Corporation is voluntarily providing the Nuclear Regulatory

Commission (NRC) with multiple copies of a choﬁ by Stier, Anderson & Malone

Page 1 of S

.03



Oct-22-98 12:46 P.0O4

entitled, “Allegations of Retaliatory Actions by Morrison Knudsen Management Against
the Group Welding Engineer” dated October 1998. This Report consists of three volumes
and approximately 11,000 pages of supporting documentation. The Report and its
exhibits contain throughout sensitive, confidential, commercial and technical information
that could cause great harm to Morrison Knudsen if it were madce publicly available as
well as personal information of a private nature. Accordingly, Morrison Knudsen
requests that the NRC withhold this information, developed and owned by them, from
public disclosure pursuant to 10 C.F.R. § 2.790 and its regulations. This affidavit
supplies the reasons why this information should be withheld from public disclosurc as

required by the regulation.

The complete version of this Report and back-up material containing the sensitive
confidential information which Morrison Knudsen requests that the Commission treat as

proprietary arc transmitted separately. A rcdacted version is not available as the Report

* deals with the confidential internal procedures and technical operations developed by the

company throughout the Report and the proprietary activities of the company and its
employees in developing, implementing and monitoring these proccdurcs. The Report
focuses upon these procedures and how they evolved and developed, as well as the
procedures themselves. The confidential information has been interwoven and dispersed
throughout the Report and findings. Substantial redactions would be necessary to protect
this information. The investigators’ logic and findings arc complex and turn upon fine
technical points and distinctions. Consequently redaction would very likely mislcad or
confuse readers and diminishes the Report’s uscfulness. This would cause harm to the

process and the Company.

In conducting the investigation numerous recorded interviews were conducted of
cmployces of the company and others who reasonably understood that their comments
with regard to others werce to be used only within the context of this investigation. It

would constitute a personal invasion of their privacy to publish these interviews and

Page2of §
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extracted comments by making public disclosure of this information. Complete
transcriptions of all interviews arc an important part of the accompahying backup
documentation. Identifiable extractions and infercnces arc embodicd within the Report. I
believe that public disclosure of this informartion, which many people frecly provided in
candor under the above circumstances may diminish their and others willingness to be so
forthcoming in responding to future investigators’ questions and to be less cooperative in
volunteering information. Making this available for public inspeetion and publication
may decrease the gencrally cooperative spirit that attended this investigation and chill our
ability to Jeamn of sensitive, essential information in future matters. This would certainly

cause harm to the operation of the company.

| am familiar with the sensitive commercial information contained in the Report and its
supporting documents. I am authorized to speak to the practice of Morrison Knudsen and
its subsidiaries in maintaining such information confidential and to the harm that would

befall them if it were publicly disclosed.

This Report contains the method of development and proccdures by the company for
replacing stcam generators at nuclear facilities and copies of many of the proprictary
company procedures in performing welding on the vessels. Morrison Knudscn docs not
disclose this type of information (o the public and it is not available through public
sources. Morrison Knudsen employees sign non disclosure agreements. Administrative

and Quality Procedure manuals are serially numbered and issued to key employees.

The rationale and basis or not disclosing this type of information is that the information
is commercially sensitive to the conduct of Morrison Knudscn in performing the welding
for the removal and replacement of steam generators in nuclear facilitics. Morrison

Knudsen is one of two companies currently performing this type of work. The contracts

Page 3 of 5
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10.

are typically lct only 10 companies pre-qualified by the utility to perfonn this type of
work. Pre-qualification is based in large part on past experience as applied through the
use of our welding procedures. These procedures provide MK with a corporate advantage
in performing the work on a quality basis in less time and lower cost than our
competition. The welding proccdures contain technical specifications controlling the
method of welding. These welding procedures are unique to Morrison Knudscn and have

been developed at the Company’s expense over many years.

The rationale and basis for protecting from disclosure other procedurcs is that Steam
Generator Replacement contracts are typically awarded based on the lowest proposed cost
to perform the work within a very tight schedule. If the information containcd in this
Report and its supporting documents became available to our compelitors, those parties
would learn of the administrative, construction and quality procedures of the company
and way the company is organizcd and operates which has been developed at a great cost
over the course of many years. Many of the procedures provide specific information
relating to how MK performs construction activities on nuclear projccts and achicves its
compctitive cost and schedule advantage while maintaining its quality standards. We ’
consider our organization, programs and procedurcs, that is, the way we cxecute a project,
to be an important part of our competitive position and this information should therefore

remain confidential.

This information is not available from public sources and our compctitor does not make

available to us similar information.

Accordingly, the information included in Sticr, Anderson & Malone’s Report entitled,
“Allegations of Retaliatory Actions by Morrison Knudscn Management Against the
Group Welding Engineer” dated October 1998, and its supporting documentation, is
being transmitted in multiple copies to the Commission in confidence under the

provisions of 10 C.F.R. §2.790 with the understanding that it will be received and held in

Pagc4of §
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confidence by the NRC and withheld from public disclosure.

1

Thomas H. Zargces U

State of Ohio
County of Cuyahoga

LT
Swom to beforc me this /A day of 0'6’6’&% 1998

\}XMW 2 . M ﬁ/ Notary

FRANCES E. BUFORD, NotaryPublic
Stste of Ohio
My Commission Expires Nov. 20, 1999

Page Sof 5



~C. H. Weil - Re: Morrison Knudsen Discussion Topics Page 1|

-

From: Michael Stein_~OF | | k

To: C.H.weil ¥

Date: Mon, Dec 28, 1998 9:22 AM

Subject: Re: Morrison Knudsen Discussion Topics
Chuck,

| rereviewed the letter with the discussion topics for MK. Your 4 bullets look good. | would just add:

A. How the 1996 Performance appraisal differs from Arteyet's past appraisals.

B. "areas in which the Hartford Steam Boiler Company found deficiencies."- Your sentence needs to be
completed. Do we want to limit this discussion to Hartford Company. How about cases where another
audit company made positive findings and the employee was rewarded or was disciplined for negative
findings by another audit company.

C. Good

D. | would add the EA number of the Ft. St. Vrain finding. | think it was EA 95-079 dated 8/14/95
(Discrimination Case againt MK) in which they received a SLII NOV for a hostile work environment
situation created by MK supervisors at Ft. St. Vrain.

1 wouldn't add any more generic topics for the company. | have some interesting questions for the 2
individuals. Chuck,what is most interesting is that the recipient of the 1995 NOV letter and the chief
manager who attended the PEC for the 1995 case was Mr. Pardi.

Please call if you need any additional help.

Thanks

Mike

>>> C. H. Weil 12/24 12:17 PM >>>

| prepared a list for discussion topics for the Morrison Knudsen enforcement conference. It is the first
enclosure to the attached letter. Please review and provide your comments by noon on Monday,
12/28/99. We need to have this letter in the mail ASAP.

A preconference strategy session is scheduled for Monday, January 25, 1999, at 10:00 a.m. (Central) in
the IRC Conference Room.

For Jack Grobe, Linda has put the strategy meeting on your calendar for 1/25.

For Susan and Mike, the enforcement coordinator counterpart meeting conflicted with having the
strategy session on Thursday, 1/21/99, and with Susan unavailable on Friday, 1/22/99, Monday 1/25/99
was the next best option.

Chuck

CC: H. Brent Clayton, Richard Borchardt

35



T Tt T T T T T —
JAN.28.1993 11:19ANM MORRISOM KNUDSEN CORP. NO. @2 P.1/8 E\/

@MORRISON KNUDSEN CORPORATION

MIKFERGUSON PLAZA

1500 WEST JRD STREET
CLEVELAND. OHIQ U.S.A 44113-1408
PHONE; {218) 523-560¢

FAX: (276)523-8147

BE-MAIL: richard odmigter@mr.com

RICHARD R. EDMISTER
ASSOCIATE GENERAL COUNGEL
ENGINEERS & CONSTRUCTORS

TRANSMITTED BY FAX WITH
CONFIRMING HARD COPY MAILED

Tanuary 28, 1999

Mr. Charles Wyle

U.S. Nuclear Regulatory Commission
Office of Investigations Field Office
Region III

801 Warrenville Road

Lisle, Iilinois 60532-4351

SUBJECT: MORRISON KNUDSEN CORPORATION

" Dear Mr, Wyle:

Enclosed is a copy of the overheads used by Mr. Thomas Zarges in the presentation on January
27, 1995. ‘

RRE:fyb
Enclosures
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NRC

Enforcement Conference
January 27, 1999
Docket Nos. 50-266; 50-301

Fort St. Vrain

» MK received Level IV 10CFR50.7 violation
without penalty (Aug. 14, 1995)

» Violation commitied by a first line supervisor

» Believe violation was without penalty because
of PSC and MK's thorough investigation and
thorough and prompt corrective action

» PSC commissioned Stier Anderson Maione to
perform an independent investigation

®

Page 1
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Fort St. Vrain

il L §

» Lou Pardi was not directly involved in Fort St.
Vrain violation

» Recognized seriousness of a 50.7 violation
and personally got involved in the
investigation and led the development of all of
MK's corrective actions

®

Corrective Aclions Resulting from
Fort St. Vrain

» Tom Zarges issued company-wide “Safety
Alert Bulletin” stating MK policy towards
protected employees

» Lou Pardi drafted Project Management Bulletin
2.9 (effective 8/24/85) requiring:

~Each project must have procedure to
address harassment and intimidation

~-Training of all MK project personnel

—Indoctrination of all employees regarding
expression of safety concerns

~A methad of collecting and dispositioning
concerns ®

= T S

Page 2
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NG. 802

Corrective Actions

» Implement comprehensive programs at
Pt. Beach, St. Lucie, and Waltz Mill including:

—Required reading of Fort St. Vrain violation and
corrective actions

-Procedures prohibiting harassment of protected
personnel

~Employee apen communication procedures

~Procedures requiring exit interviews to assure
employees do not have any unreported safety
concerns

- Training and indoctrination of all MK and
subcontractor perscnnel

in my letter to J.A. Grobe dated April 21, 1998

~Copies of most of these procedures are included

®

———
Corrective Actions
» List of policies/procedures developed and implemsnted
by MK or MK/SGT:
~ Safety Alert Bulletin June 5, 1995
- Project Menagement Bulletin No. 2.8 August 24, 1935
- Pt. Beach Equal Emptoyment Opportunity Policy  September 1885
- Pt Beach "Rutes of Conduct on the Job* Aug.-Sept. 1995
- Pt. Beach Procedure MSP 2.0 "Harassment of
Pretocted Personnet”, final revision Sept. 11, 1996
- §t, L.ucle Procedure MCP 1.1 "Haressment of
Protectad Personnel”, final revision July 17, 1997

~ Pt Beach Procedurs MSP 1.0

"Employee Open Communication and

Condition Evaluation Requests”, final revision May 9, 1996
- 8, Lucie Procedure MCP 1.2

"Employee Qpen Communication and

Condition Evaluation Requests”, final revision July 17, 1987
- Pt. Beach “Bxit/Termination Process” Sept. 28, 1996
- 8t Ludle “SGRP Personnel In-Frocessing

and Qut-Prccassing”, final revision Oct, 14, 1997

~ Slmilar programs at Waltz Mill and Calvert Cliffs

®

Page 3
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Corrective Actions
Results —

» Employment and termination of over 1,500
employees on two demanding projects

» No concerns regarding safety in the work
environment at St. Lucie

»One concern at Pt. Beach

~Quickly and effectively dealt with

-Described in detail in letter of April 21, 1998

- Additional recent employee concerns at Waltz
Mill alsc effectively dealt with

~Personnel who filed concems at both Pt, Beach
and Waltz Mill were not MK employees, but they
utilized MK's program to bring forth their
concerns ®

e BRI 2ARN

Current Apparent Violation

» Surprised by filing of complaint
~Sensitivity caused by Fort St.Vrain
- Home office employee
~ Small nuclear staff 3-5 people
- All ten year or greater employees

- Informal office atmosphere with access to all
senjor management

» [nitial DOL investigation provided some comfort
- No retaliation
» Dismayed at AlJ decision
» Commissioned Stier to do independent investigation

» Stier investigation provided detailed and compelling
evidence that MK did not commit a 50.7 violation @

e SR S,
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Current Apparent Violation

» Careful consideration of conflicting rasuits of Stier canclusion and the
ALJ decision
- ALJ degcision is flawed
- Stier investigation extremely detailed
- Stler investigation provided facts and insights not available to ALJ
~ Stier established four critical points
- Artayst was not capable of petrforming his job
- FAX re: DWT not available to ALJ
- Led judge to think MK's removal was oretextual
~ Lou Pardi decided on Jan. 2 ta remove Alar: from Power projects,
based on Alain's performance and not pretéxtual
~ Decision to remove:Alain from work was made two weeks
before QFR
- January 2 decision made January 15 decision insvitable
» Chilling did not oceur
- Stier did not find any evidence of chilling
- Work at Pt, Beach basically complete; DOL netice Feb, 1887
- Small, long-term corporate nuclear staff with direct access to
meanagemesnt @

e P

Organizational Inadequacies and
Corrective Action

» Inadequate supervision of Group Welding
Engineer
~GWE now reports to Lou Pardi who has
technical knowledge; can monitor performance
and provide support for the GWE when needed

» To assure enhanced visibility and support of
QA organization
~Group QA Director reports directly to me

-Daily work activities directed and supported
by Lou Pardi

®

[_mw
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Program to Encourage a Safety
Conscious Work Environment is
Operating Effectively

» Thoroughness of our systems and procedures
» Effective implementation at Pt. Beach, St. Lucie, and
Waltz Mill
» Recent review at BG&E Calvert Cliffs
- Systems in place
—No incidents to date :
» Recent outside audit of CHO “hotline” implementation
-~ System is adequate
—-No incidents to date
» We believe our program has and will continue to

prevent any possible “chilling effect” from developin
at our field sites and in our home office é

..., L)l

Improved Quality and Welding Program

» Refinements in Quality Program as a result of
internal and external audits

—~DE&S contracted to do two in-depth audits
-"Best practice” recommendations implemented
—Improvement in Part 21 Procedure implemented
» Improvements in Welding Procedure
Specifications
~Previous procedures complex with widely
ranging applications
-Revised procedures are/will be simplified
-Very limited applications of each procedure

. =S
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Enforr;'gment Is Not Warranted

» MK did not retaliate against Alain Artayet

» Decision to remove Alair from Power Division work
was the decision that ulimately led to employment
action taken

» Lou Pardi decision was made strictly on
performance issues and was not pretextual

» Decision made on January 15 was not in retaliation
for Artayet having written the QFR

RS .1 LT Uk
Mid-December '96 January 2, ‘97 Januaty 15, ‘87
Meeting Mesting Meating

Pardi eesmp Pardi Pardi
Edleman Edleman ( Edleman

| E |

Meeting Meeting Meetlng
Edleman Edieman Edleman
- Artayet Artayet Artayet
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¢ Charles H. Weil - Fwd: MK Assessment Page 1/

From: Michael Stein @5/\@255@ _DE

To: Charles H. Weil, H. Brent Clayton, James Lieberm...
Date: Mon, Mar 1, 1999 3:41 PM

Subject: Fwd: MK Assessment

Folks,

Bruce Berson just prepared the assessment of the MK case. | will be putting a copy on the OE strategy
form for EA 98-081. Please distribute this document in the Region 1l to other parties, i.e. the technical
staff and perhaps OL.

Also, Maitiri, this is a good summary of the case. Please send this information to the Point Beach and
perhaps the vendor inspection folks for their information. | would be happy to answer any questions you
might have on this case.

I understand that Mr. Arteyet will be sending us his comments on the transcript and that we will than get
comments on his submittal from MK. Afterwards we should reconvene to see if our strategy is still valid.

Mike



_Charles H. Weil - MK
0
From: Michael Stein © E
To: James Lieberman
Date: Wed, Mar 3, 19998 3:02 PM
* Subject: MK

Today was a very meeting filled union day- | received your e-mail about my opinion on MK. My opinion
actually is that we have a stronger case than that outlined by Bruce but essentially he hit on all the major
points. | am available tomorrow or Friday to discuss this case and both days are very light on Union

activities. Friday morning would probably be best for a verbal briefing.

There is a question on the release of documents given to us by MK related to the complainants false
statements. The question is can we release these documents to him. OGC advised ‘that Region Il could

release themi to the complainant. | am more hesitant given the nature of this allegation against the

complainant and the fact that the information was supplied to us after the PEC. The Region is looking
for some advice from OE, | would advise at this point to release given that OGC thinks it is appropriate

and has documented their position in an e-mail to Chuck Weil.

Mike
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[ Charles'H. Weil - Re: RELEASE OF MORRISON KNUDSEN MATERIAL
S (=
From: James Lieberman OE
To: Charles H. Weil —{IIL
Date: Thu, Mar 4, 1899 4:31 PM

Subject: Re: RELEASE OF MORRISON KNUDSEN MATERIAL

mike stein will be getting back to you, this should be considered in the allegation porcess and maybe
given to dol in which case i would not give it further distribution

>>> Charles H. Weil 03/04 1:44 PM >>>
This morning | spoke to Rich Paul, Ol:RIll, about releasing to the complainant the additional material

about him submitted by Morrison Knudsen after the conference. Rich did not have an objection to
releasing the material if agreed by OE. As previously reported, OGC does not object to releasing. Need
your decision soonest to that | can tell complainant whether, or not, his requested material will be sent to

him. Chuck



[ Charles H. Weil - Allegations question
| i
From: Michael Stein ”@E
To: Carl Mohrwinkel, Edward Baker ~NEL
Date: Thu, Mar 11, 1999 3:31 PM
Subject: Allegations question

Region Il has an issue dealing with the release of information regarding a DOL Complainant to the
Complainant relative to the Complainants false statements to a DOL ALJ. The Complainant is currently
reviewing the PEC transcripts and wants the information submitted to the NRC as promised by
statements made by the PEC participants related to Complainant's veracity in the DOL process. | spoke
with Jim and he asked me to contact you because we both realized this question has come up before
and that there may be Allegations Guidance in this area. Could you send me any guidance on release of

such information to the subject of the allegation.

| am planning to ask Région Il to work this issue through allegatiops (Jay Hopkins) because Region IlI
may want to refer this to the DOL OIG. From what | understand’ « 3C does not have a probleny with
releasing the information but | believe that the Regional Counsel needs to get involved in this allegation

issue as well.

Please give me a call at your convenience.

Mike

CC: Charles H. Weil
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Charles H. Wl - Re: Allegations question e
v
From: Michael Stein — 9E
To: Edward Baker ﬂw
Date: Mon, Mar 15, 1999 7:32 AM
Subject: Re: Allegations question

sional enforcement Conference transcript. The transcript
was sent to the DOL complainant and at this PEC, MK made allegations that the complainant lied at the
DOL hearing. There is a 2/12 letter from MK to Jack Grobe discussing this allegation and a 2/18 cover
memo from Brent Clayton to Rich Paul Ol forwarding the allegation to Ol The question is can we
release this to the Complainant for his review. OGC says release and we are a bit more hesitant.
Please forward any guidance you may have in allegations related to such a release. | asked Chuck Weil
in Region [l to discuss this with Jay Hopkins and Bruce Berson as well. Thanks.

Sorry Telephone number 415-1688. Predeci

Mike

>>> Edward Baker 03/11 5:33 PM >>>
What's your phone number? What is a PEC transcript?

>>> Michael Stein 03/11 4:31 PM >>>
Region 1l has an issue dealing with the release of information regarding a DOL Complainant to the

Complainant relative to the Complainants false statements to a DOL ALJ. The Complainant is currently
reviewing the PEC transcripts and wants the information submitted to the NRC as promised by
statements made by the PEC participants related to Complainant's veracity in the DOL process. | spoke
with Jim and he asked me to contact you because we both realized this question has come up before
and that there may be Allegations Guidance in this area. Could you send me any guidance on release of

such information to the subject of the allegation.

[ am planning to ask Region Il to work this issue through allegations (Jay Hopkins) because Region IlI
may want to refer this to the DOL OIG. From what | understand OGC does not have a problem with
releasing the information but | believe that the Regional Counsel needs fo get involved in this allegation

issue as well.

Piease give me a call at your convenience.

Mike

CccC: Charles H. Weil. H. Brent Clayton, James Lieberm...



March 18, 1999

Mr. Michael G. Connors

Regional Administrator

U.S. Department of Labor-OSHA
230 S. Dearborn Street, Room 3244
Chicago, IL 60604

Dear Mr. Connors:

Ve

Mr. John Hermanson of your staff spoke with Mr. Joseph Ulie of my staff regarding an allegation

that false information was provided to the Department of Labor during an Administrative Law
Judge Hearing about employment discrimination involving the Morrison Knudsen Company
(97-ERA-34 and ARB98-016). Enclosed please find the backup information related to this
allegation. ’

If you have any questions about the information provided, please contact me at (630) 829-9672.

Sincerely,

Richard C. Paul, Director
Office of Investigations
Field Office, Region III

Enclosure: As stated _
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['Charles Weil - Re: LETTER TO MK COMPLAINANT , , - Page 1|

SN
From: Michael Stein — E
To: Charles Weil
Date: Fri, Mar 19, 1999 8:44 AM
Subject: Re: LETTER TO MK COMPLAINANT

Nice letter. For what its worth, you have my concurrence. | take it that 15 days after receipt of this letter
and their response we will send everything to MK, give them additional time, take that MK response and
caucus one last time. In the meantime should we not be considering drafting a confirmatory order
against MK?

Thanks

Mike

>>> Charles Weil 03/18 4:17 PM >>>

Earlier this afternoon | sent you an "e-mail" with a draft letter to the MK complainant attached to that
e-mail and asked for your review and comments. Within the last hour I've talked to the complainant and
had to make a slight alteration to the original draft. Please disregard FILE: G:\EICS\88-081.COM and
use the attached, G:\EICS\98-081.CO2.

Sorry for any inconvenience, but you now have the latest and greatest. Chuck

CC: Richard Borchardt
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