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01 POST OFFICE BOX 69,0 K, PENNSYLVANIA 17405 717 764-5959

CUSTOM CONTROL PANELS

June 4, 1987 

Mr. J. Taylor, Director 
Inspection & Enforcement 
U.S. Nuclear Regulatory Commission 
Washington, DC 20555

SUBJECT: 10 CFR Part 21 
Our letter 4-21-87 (copy attached)

Dear Mr. Taylor: 

We have completed our investigation of the welds of alternate 
shutdown panels supplied to Duane Arnold Nuclear Power Plant.  
We have implemented necessary corrective action and now have 
qualified welding procedures for AWS D1.3-81, AWS D9.1-84 and 
AWS D1.1-86.  

Since the procedures used on the alternate shutdown panels and 
the welder operator did meet qualification tests, the 
structural integrity of the welds are not deficient.  

Very truly yours, 

.E. Lynch 
Acting QA Manager 

PEL/pkh 
Enclosure 

cc: Mr. K. Naidu, Mail Stop EWS 371 
w/copies of Test Records
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POST OFFICE BOX 69, RK, PENNSYLVANIA 17405 * 717 764-5959

FRANK 47ELECTRIC 
CORPORATION

CUSTOM CONTROL PANELS

ManufacturerFrank Electric 

Authorized by C. Bollinger 

Date 5/1/87

WELDER AND WELDING OPERATOR QUALIFICATION TEST RECORD

Welder or welding operator's name M. Dlr avk 1 78-40-7681 Identification no. 42 
Welding process MT( Manual Semiautomatic X Machine 
Position 6if 
(Flat, horizontal, overhead or vertical - if vertical, state whether upward or downward) 
In accordance with procedure specification no.  
Material specification .- WS. A -5 .1 R 
Diameter and wall thickness (if pipe)- otherwise, joint thickness 4" Pi Rrhptiti11 A0 
Thickness range this qualities - A ( A r0Pn .171_ 

FILLER METAL

Specification no. AWS A 5. 18 Cl 
Describe filler metal (if not covered by AWS specification)

assification F R7O1 0 3 F no.

Is backing strip used? -Nn 

Filler metal diameter and trade name 0 35 N 10 1 Flux for submerged arc or gas for gas metal arc or flux 
cored arc welding 

VISUAL INSPECTION (9.25.1) 
Appearance Undercut Piping porosity 

Guided Bend Test Results 

Type Result Type Result 

FACE SATISFACTORY ROOT SATISFACTORY 

FACE SATISFACTORY ROOT SATISFACTORY 

Test conducted by ASTROTECH INC. Laboratory test no. H-634 WC-11 

per *. Mkyt Test date May 1l. 1987 

Fillet Test Results P. 0. # 20172 
Appearance Fillet size 
Fracture test root penetration Macroetch 
(Describe the location, nature, and size of any crack or tearing of the specimen.) 
Test conducted by Laboratory test no.  

per Test date 

RADIOGRAPHIC TEST RESULTS 

Film Film 
identifi- Results Remarks identifi- Results Remarks 
cation cation

Test witnessed by 
per

Test no.

We. the undersigned, certify that the statements in this record are correct and that the welds were prepared and tested it 
accordance with the requirements of 5C or D of AWS D1.1, (J 8 ) Structural Welding Code.  

vear



F RA NK 7E LE CT IRI C 
CORPORATION

CUSTOM CONTROL PANELS

POST OFFICE BOX 69 RK, PENNSYLVANIA 17405 * 717 764-5959

WELDING PROCEDURE QUALIFICATION TEST RECORD

PROCEDURE SPECIFICATION 

Material specification 4" Pipe Schedule 40 Reduced.  
Welding process MTa 
Manual or machine Manual 
Position of welding 61 1. 
Filler metal specification AWS 5. - 1R 2.  
Filler metal classilication ER7O 3 Guidedbe 
Weld metal grade' Mi Il q i-e l1 
Shielding gas 25%/25% Flow ate 20CFH 
Single or multiple pass M 1 ti e 1 
Single or multiple arc Sing le 2.  
Welding current 1 A Radiogra 
Welding progression t aarr1 r, nornrard FIT report 
Preheat temperature NnnITreo 
Postheat treatment NnUr 
Welder'sname M. Dravk 178-40-7683 
*Applicable when filler metal has no Minimum 
AWS classification. Macroetch 

VISUAL INSPECTION (9.25.1) 1. 
Appearance 2. 
Undercut All-weld.f 
Piping poirosi ty 

Tensile str 
7est date 5/1/8 7 Yield porn 

Witnessedby C. Bollin1er Elongation 

WELDING PROCEDURE

GROOVE WELD TEST RESULTS 
section tension tests 
ength, psi 
59r899 
61.024 

nd tests (2 root-. 2 faew, o 4 side-bend) 
Root Face 

)kay * Okay 
Okay 2 Okay 
hic-ultrasonic examination 
no. RT-1 
no.  
FILLET WELD TEST RESULTS 

size multiple pass Maximum size single pa" 
Macroetch 

3. . - 3. _ 
2.  

1etal tension test 

ength. psi 
t/strength, psi 
in 2 in., % 

Laboratory test no. E-r 34 WC..' 

P.O. # 20172'

Pass Elect. Welding cureit 
No. sizeSpeed of 

No. SIZe Ampwies Vull tInvel Joint detail 

1 .035 160 20 14" 
2 .035 160 20 7" 

45 
45* 

We. the undersigned. certify that [ti strtinwiti in this iecord are correct and that the test welds were prepared, welde and tested in accordance with the requirei.nts ul 4E wid 58 of AWS Dl. 1 .. 1J Structural Welding Code.  
Proceduie no. 'P202 year 

Manufacturer or contractor Frank Electric 

Revision no. REV A 
Authorized by 

Oate 5/1/87


