INTERNATIONAL

BECAUSE YOU DEMAND MORE THAN METAL

SMCI Division
4121 Drane Field Road * Lakeland, FL 33811
Office: (863)644-8432+ Fax: (863)647-5372
E-Mail: Dan.Grannan@MetalTek.com

December 17, 2015

United States Nuclear Regulatory Commission

Attn: Document Control Desk

Mechanical Vendor Inspection Branch

Division of Construction Inspection and Operational Programs
Office of New Reactors

Washington, DC 20555-001

Subject: Follow-up Response to Notice of Nonconformance
NRC Inspection Report No. 99901439/2015-201

Reference: Letter from Edward Roach (NRC) to Dan Grannan (MetalTek International), U.S.
Nuclear Regulatory Commission Inspection Report No. 99901439/2015-201
and Notice of Nonconformance, dated September 17, 2015.

Dear Mr. Roach,

In response to the NRC Response Letter and associated Notice of Nonconformances (NON),
MetalTek International SMCI Division (SMCI) provides the enclosed follow-up response. This
Response addresses questions and comments made by the NRC in regard to SMCI’s response
to the two (2) NONSs. This response was revised to update the Westinghouse letter for NON
99901439/2015-201-01. '
This letter is submitted based on our phone conversation on 10 November 2015 requiring
clarification of a step in procedure QP 9.0.

SMCI understands the feedback received from the NRC in response to our initial response. We
take that feedback very seriously; we recognize that the utmost attention to this feedback is
the necessary response and provide the additional requested information.

Sincerely,

-@,P,j fﬂv__/

Dan Grannan
Quality Director

MetalTek International, SMCI Division /
Paex

www.MetalTek.com
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Enclosure: SMCI Follow-up Response to Notice of Nonconformance 99901439/2015-201-01
AND 99901439/2015-201-02
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BECAUSE YOU DEMAND MORE THAN METAL

SMCI REPLY TO NOTICE OF NONCONFORMANCE 99901439/2015-201-01 AND
99901439/2015-201-02

This is the SMCI Reply to the Notice of Nonconformance identified in NRC Inspection report
No. 99901439/2015-201, dated July 24, 2015.

NONCONFORMANCE 99901439/2015-201-01

Question:
With respect to your response to NON 99901439/2015-201-01:

a. Section 3.8.3.6.2, “Nondestructive Examination,” of Revision 19 of the AP1000
design certification document (DCD), which is incorporated in the Combined
License (COL) for Vogtle Electric Generating Plant (VEGP) Units 3 and 4 and
Virgil C. (VC) Summer Generating Station, Units 2 and 3 states, in part, that
“partial joint penetration (PJP) welds shall be visually inspected for 100 percent
of their length,” and “PJP welds shall also be inspected by magnetic particle or
liquid penetrant examination for 10 percent of their length.” Provide objective
evidence that SMCI adequately incorporated the general notes concerning
NDE requirements from the Westinghouse Electric Company (WEC) design
specification drawings, which are derived from the requirements from Section
3.8.3.6.2 of the AP1000 DCD. As discussed during the NRC inspection of
SMCI, this objective evidence could be in the form of a letter documenting
WEC’s official position from its structural design engineering and welding
engineering representatives stating that the PJP is not required to be VT and
MT examined, and that it this still meets WEC's design stress requirements,
including the requirements in Revision 19 of the AP1000 DCD, which is
incorporated in the COL for VEGP and VC Summer.

b. Currently, SMCI does not perform a VT and MT examination of the PJP weld,

which provides the majority of weld strength, and therefore represents a larger

-load carrying capacity than the reinforcing fillet weld in meeting the design
stress requirements. Since SMCI currently only performs a VT and MT
examination of the reinforcing fillet welds, and not the PJP welds, this leaves
the quality of the PJP welds to be indeterminate, and therefore, affects how
these welds would meet their design stress requirements and would perform
their intended safety. Provide the extent of condition for not performing the
inspections of the PJP welds.

Response:
Westinghouse letter in response to this finding is provided as an attachment to this

letter. The letter indicates this condition is satisfactory as performed and the extent of
condition is not applicable.

www.MetalTek.com
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NONCONFORMANCE 99901439/2015-201-02

With respect to your response to NON 99901439/2015-201-02, clarify your response
as follows:

Question:

a. The response did not address the NON in regards to providing objective
evidence that there was adequate weld filler metal control. Specifically, as
detailed in the NRC inspection report No. 99901439/2015-201, dated July 24,
2015, the NRC inspection team noted the following:

1. Welders 121 and 140 were not rssued any weldlng filler metal for the
following:

i.  Welds on embed plates on October 8, 2014, for traveler 926-CA01-
01156 for the CA-01 module for VEGP Unit 3 performed by welder
121.

ii. Welds on embed plates on October 8, 2014, for traveler 926-CA01-
) 01162 for the CA-01 module for VC Summer Generatlng Station Unit
2 performed by welders 121 and 140.

Response:

Weld filler metal log sheets were located and are attached showing issuance for
welders 121 and 140 on 8 October, 2014.

Question:

2. Welder No. 72 used filler metal MI-15709, Heat/Lot No. 95138 to weld the
beam seat as documented on traveler 926-CA01-00774, contrary to the
filler metal he was issued and required to use (issued filler metal MI-15765,
Heat/Lot No. 100285) for welding on module CA-01 (steam generator and
refueling canal module) for VC Summer Generating Station Unit 2, on
September 29, 2014.

Response:

Based on our review of the traveler and the issuance log, it would appear that the
welder entered the incorrect weld wire. This is most likely because he entered what
was entered for the weld listed above his. The weld filler metal listed and that issued
are of the same classification and safety class as the wire required by contract, only a
different lot number. Certified Material Test Reports (CMTRs) for both weld filler metal
types attached. Both filler metal types are designated for this project. Weld filler
material was controlled as evidenced by the weld wire issue log and the return dates
documented in the log for September 29, 2014 for each filler material discussed.

Question:

www.MetalTek.com
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Provide objective evidence that the correct filler metal was used for each of the
above welds, and that there was adequate control of the welding filler metal,
since use of the incorrect welding filler metal or a contaminated welding filler
metal (if not adequately controlled) on safety related components that are not
qualified may reduce the strength of the welds affecting the components’ ability
to perform its intended safety function.

Response:

SMCI conducted training with QC, welding and management personnel on the usage
and importance of the issuance logs. Objective Evidence in the form of training
attendance records are attached.

All retrievable weld wire issuance logs are scanned and available in the EPDM Vault.
Objective evidence is attached in the form of a record from the vault.

Procedure QP-9.0 was revised to reflect new log retention requirements. Procedure is
attached.

Question:

b. At the conclusion of the inspection on June 12, 2015, the NRC inspection team
found that weld filler metal was not recorded on form WCIL-001 for the time
period of June 28, 2014 through July 11, 2014, as required by Section 5.3.8 of
QP-9.0. However, your response states that during the period the NRC
inspection team was at SMCI, a search was conducted for the missing weld
wire issue logs and all logs except for those dated July 7-9 were located.
Confirm that after the NRC inspection team completed its inspection, SMCI
located the missing weld logs (form WCIL-001). In addition, provide these
recovered weld logs (form WCIL-001) for this time period of June 28, 2014
through July 11, 2014.

Response:

Missing weld filler issue log pages are attached for June 28 to July 6 and July 10 to 11.
Logs for July 7, 8 and 9 are not reproducible. The objective evidence required by the
contract for these safety related components is the CMTR, Traveler (work instruction)
and the Inspection reports. These documents provide evidence of proper material type
used, including the weld filler wire documented by heat/lot number on the traveler and
the final NDE verifying specifications are met.

Question:

¢. The corrective action that will be taken for this NON is only to clarify the
retention period of the weld consumable issuance log. However, the issue
concerning NON 99901439/2015-201-02 was not the retention period for the
Weld Consumable Issuance Logs, but the lack of control of filler metal by not
following the procedure for issuance and controlling filler metal to ensure that it
is used for its intended purposed and does not get contaminated. Therefore,

www.MetalTek.com
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provide the corrective action taken concerning the lack of filler metal control for
welders identified on the applicable travelers.

Response:

Weld wire issue log pages were located and information verified for welders 121 &
140. Weld wire written down by welder 72 verified to be of the same classification and
safety class as the wire required by contract.

Training conducted with QC, Welding and management personnel on filler metal
issuance & traceability.

Objective evidence to support these two items are previously attached.

Question:

d. There is no action specified in the response to avoid future non-compliance
associated with this NON, which is not following the filler metal issuance
procedure for ensuring control of filler metal by providing traceability and
accountability of filler metal so that it is used as intended. Therefore, provide
the corrective actions that will be taken to avoid future non-compliances
concerning filler metal control.

Response:

Training conducted with QC, Welding personnel and management personnel on filler
metal issuance & traceability.
Objective evidence to support this is previously attached.

Question;

e. Clarify and explain how long a welder can keep weld filler metal once issued,
since the response is not clear whether filler metal can be kept out past a
welders shift.

Response:

SMCI practice is to return filler metal at the end of the activity or end of shift whichever
is earlier. Revision 8 of QP 9.0 was unclear and changed to reflect this practice.

QP 9.0 Rev 9 States:

5.7 Return of Weld Filler Metal
5.7.1 Weld filler metal not consumed shall be returned to the
appropriate weld filler metal control box by Quality.
5.7.2 Unused weld filler metal is checked prior to storage at the end of
each shift, or earlier.
This revision was not active in June but the verbiage from this section was edited for
clarification from the version inforce during the NRC inspection in June 2015.

www.MetalTek.com
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Question:

f. Explain what the specific change will be for procedure QP-9.0 in addressing
this NON, since this was not addressed in the response.

Response:

QP 9.0 was changed to clarify the requirement to return weld filler metal issued by the
end of each shift or earlier. The revised procedure is attached. The traceability of
material is maintained as part of the fabrication traveler.

Question:

g. Explain what objective evidence exists that a welder uses a particular filler
metal as issued, since based on your response, the welder does not sign for
each date that actual welding has been performed. The welder only signs when
the joint is complete, as specified in your response; which could actually
involve several days of welding or work.

Response:

Welders log the weld filler metal information and their initials & weld ID number into the
fabrication traveler at the time of actual welding occurring. The only item on the
traveler not filled in is the date block, which is completed when the entire weld is
completed and ready for QC inspection.

SMCI is in the process of implementing a new electronic ERP system, Job Boss. This
will allow employees to scan into and out of activities on the traveler (work instruction)
as they complete all or part of the step, which will automatically link the weld wire to a
welder and track which welding operations were conducted by the welder.

www.MetalTek.com
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Westinghouse Non-Proprietary Class 3

_ L : Westinghouse Electric Company
AP 1 000® Plant Vogtle Units 3 & 4
e R T - 7827 River Road, Bldg. 120
LR Waynesboro, GA 30830

Office: +1 (803) 932-5857
Cell; +1 (724) 244-4906

Josh Skudlarick hjelseje@westinghouse.com
Stone & Webster, Inc.

128 South Tryon St. .

Charlotte, NC 28202 | Our Reference: SVP_SMP_000006

October 30, 2015

Subject: Engineering response to NRC query of SMCI on Examination of Partial Joint Penetration
(PJP) Welds with Reinforcement

Attachment: DCP_DCP_007574: Feedback to Specialty Maintenance and Constiuction, Inc. (SMCD
regarding SPECIALTY MAINTENANCE AND CONSTRUCTION INC. RESPONSE
TO THE U. S. NUCLEAR REGULATORY COMMISSION INSPECTION REPORT
NO. 99901439/2015-201 AND NOTICE OF NONCONFORMANCE

Dear Mr., Skudlarick:

As requested in NRC letter, dated September 17, 2015, to Mr, Dan Grannan, SPECIALTY MAINTENANCE
AND CONSTRUCTION INC. RESPONSE TO THE U.S. NUCLEAR REGULATORY COMMISSION
INSPECTION REPORT NO. 99901439/2015-201 AND NOTICE OF NONCONFORMANCE, please find
attached, as objective evidence in the form of a letter, Westinghouse’s official position from its structural
design engineering and welding engineering, Please see the attached for further detail.

Please provide this information to Mr. Dan Grannan for his use in responding to the Nuclear Regulatory
Commission.

If you have any questions, please contact me at (803) 932-5857..
Sincerely,

ol

Joel Hjelseth
U. S. AP1000 Modules Director

Electronically approved records arc authenticated in the Electronic Document Management System.
The AP1000® logo is a trademark of Westinghouse Electric Company LLC,
© 2015 Westinghouse Electric Company LLC and CB&! Stone & Webster. Inc.
All Rights Reserved *

£ Stone & Webster, Inc




ce.

Scott Gray— Westinghouse

John Crenshaw — Westinghouse
Carl Churchman - Westinghouse
Paul Russ - Westinghouse
Gerald Couture — Westinghouse
Brian McIntyre - Westinghouse
Lee Woodcock — Westinghouse
JoAnne Hyde — Westinghouse
Tony Galore — Westinghouse
Mike Shagqo - Westinghouse
Patrick Young — Westinghouse
Mike C. Miller — Westinghouse
Keith Coogler - Westinghouse
Patrick Neuschwanger - Westinghouse
John Simmons — CB&I

Karin Stoner - CB&1

Dave Jantosik — CB&I

Mike Annacone — CB&I

Ken Hollenbach — CB&]

Dale Garrison — CB&I

Dan McKenzie — CB&I
vogtlemail@cbi.com

VogtleProject@westinghouse.com

Westinghouse Non-Proprietary Class 3

SVP_SMP_000006
"~ Page2of2



Attachment 1
SVP_SVM_000006

(]
WeStInghouse Westinghouse Electric Company October 30, 2015

New Plants Engineering

1000 Westinghouse Drive
Cranberry Township, Pennsylvania 16066
USA

Joel Hjelseth Direct tel: 412.374.4625

US AP1000 Modules Director ' Fax: 724-940-8523

V.C. Summer AP1000 Project e-mail; cooglekl@westinghouse.com

Jenskinsville, SC 29065

Ourref: DCP_DCP_007574
October 8, 2015

Subject: Feedback to Specialty Maintenance and Construction, Inc. (SMCI) regarding
SPECIALTY MAINTENANCE AND CONSTRUCTION INC, RESPONSE TO THE
U.S. NUCLEAR REGULATORY COMMISSION INSPECTION REPORT NO.
99901439/2015-201 AND NOTICE OF NONCONFORMANCE

Attachment: Nuclear Regulétory Commission letter to SMCI dated September 17, 2015
Dear Joel,

Please find Engineering’s response to part a. of the attached Nuclear Regulatory Commission letter to
Specialty Maintenance and Construction (SMCI).

As specified in Westinghouse AP1000°® Structural Module General Notes APP-GW-89-105, Section
6.12.6 and documented in RFI APP-GW-GF-850274, there is no requirement to perform a liquid
penetrant or magnetic particle examination on the PJP weld prior to completing the fillet reinforcement
when a partial joint penetration (PJP) weld with fillet weld reinforcement is depicted on design drawings.
Given that there is no specific requirement in Section Q1.26.2 .2 of AISC N690-1994, the Engineering
position is that the PJP portion of the weld and the fillet portion of the weld are designed as a system and
may be inspected as a system. Performing the surface examination (10% MT or PT) after the reinforcing
fillet is installed along with 100% visual examination (VT) meets the requirements in Q1.26.2 of AISC
N690-1994,

This is consistent with AP1000 design and licensing bases.
Please share as required. If you have any questions, please contact me at (412) 374-4625,

Sincerely,

w0 s

K.L. Coogler (PE)
Manager, AP1000 Fabrication and Construction Response Team,
Structural and Electrical Engineering Dept,

© 2015 Westinghouse Electric Company LLC
All Rights Reserved
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Page 2 of 2 October 30, 2015
Our ref: DCP_DCP_007574

ce:  John Crenshaw — Westinghouse
Scott Gray — Westinghouse
Lee Woodcock — Westinghouse
Tony Galore — Westinghouse
Mike Shagqo — Westinghouse -
Gerald Couture — Westinghouse
Brian McIntyre — Westinghouse
Paul Russ — Westinghouse
Mike C. Miller — Westinghouse
Mark Urso — Westinghouse
Doug Trimble — Westinghouse
vogtleproject@westinghouse.com

© 2015 Westinghouse Electric Company LLC
All Rights Reserved




Form WCIL-001, Weld Consumable Issuance Log
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qu SPECIALTY MAINTENANCE & CONSTRUCTION, INC.
MATERIAL RECEIVING INSPECTION REPORT
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Form QS-17
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www.weldstar.com

GERTIFICATE OF COMPLIANCE / CONFORMANCE
ISSUED: January 20, 2014

SOLD TO: 8SMCI SHIP TO: Sama
4015 Drane Flold Rd.
Lakeland, FL 33811

CUSTOMER PO#: 33377
Nuclear Shipping # N1021522
DESCRIPTION: JTEM#i: Ordered: 660 ibs Shipped: 680 lbs
Spooled Wire, .045" x 33 Ib spools, ESAB, E7T1T-1\W12MJH4
Lot# 95138

The attached CMTR(s), one copy per itam, cover the material supplied against the above referenced
purchase order number.

The above material will meethas been verified.to meet code requirements of ASME Section i, Part C,
and Section I, 2013 Edition, No Addenda, NB2400 for Class 1 material, and Is in compliance with the
abovs referenced purchase order number. We certify that the material supplied has been handled in
complizhce with our identification and verification program.

All vendors on V=idstar's approved vendors list have basn sudited by Weldstar,

Weldslar's Quaiity Assurance Program Revision R, dated September 10, 2612 meets the requirements of
ASME Section iil, NCA-3800, 2013 Edition, No Addenda and the appliceble parts of NQA-1 and 10 CFR
Parl 50 Appendix B.

The recording of false. fictitious, or fraudulent statements or entries may be punishable as a felony under
Federal Statute, Thls material has not come in contact with Mercury while at Weldstar.

All tems furnished undar this Purchase Order/Subcontract are gentins {i.e., not counterfeit) and maich
the quality, test reports, markings and/or fitness for uge required by the Purchase Order/Subcontract.

The provisicns of NRC 1GCFR Part 21 apply to this order.

. :/‘6/‘/

" Date
ASSURANCE MANAGER
CB&} Mackson WELDSTAR COMPANYS
POWER QA Reviewsd ~  QUALITY SYSTEM CERMFICATE
and Appmved (MATERIALS) QSC 229
HAR 21 200 Sies 5l o] EXPIRATION DATE JAN. §, 2015
119
% Bt 12/~ @
Waldstar Aurora Weldster Loganspost Waldsiar Universiy Park
1750 Mitchell Road, PO Bax 1150 1000 East Maln Street 1100 Hamiion Avenue
Aurorg, It 60505 Logansport, IN 46947 Unlversity Park, IL 60484
Phoné 530.859.3100 Fuone 574.722. 1177 Phone 708,534.8561

Fax 630.858.3153 Fax §74,753.3113 Fax 708.534.7819




CERTIFICATE OF ANALYSIS

nw '
ESAE
LA

WELBSTAR COMPANY
1750 MITCHELL RD

AURDRA

IL 60504

CUSTONERS ORDER NO: 905948 C/0 1

END USER LINE ¥:

TEST NO @ 2-52582-00-0-A

¥ALSO MEETS THE CRITERIA OF AN E71T-1 CLASS
PRIOR YO 1995 ADNENDA WHEN USIN® 75/25 OGAS

CLASSIFICATION:  E71T-1MJHG/T-12MJHG

PYANETER & LEHGTH: L065" X 334§ SPL.»”

INSPECIION LEVEL:

LOT NO: 95138

TRADENAME: DUAL SHIELD LT 70T12Hsv"

CLASS:

ASHE SFA 5.20YSEC.TY,PART C,SEC,III,SUBSEC

#B2400 FOR CLASS 1 MATERIAL,20X0 EBITION,

CUSYOHER RAME:

DATE : 86/13/72012

PACE ¢ 1
2-52582-00-0-A

CERTIFIED MATERIALS TEST REPORY

ORDER § RMA 15556

END USER
EHD USXR P.O § =
END USER ITEM {i:

RERT/PKG &
WETOHT: 16203
GROSS WEIGHT:
WET WIX NO:
HUCLEAR NO:

2011s ADDENDA,ASME SFA 5,01,CLASS T&,SCHEDULE K,

10 CFR 50,APPENDIX B,10 CFR PART 21 AFPLIES.

CHENICAL ANALYSIS :
Cs 047,

Carbon
Manganess . 99/
31/

Silicon
Phosphorus .au/
Sulphur 0097
Chromium .08 /
Nickel 02/
Molybdenum 01 /
Vanadiun .02 /,
.a

Copper
RADICGRAPHY :

AS WRLDED :
FLAT:
STRESS~KELIEVYED;
ELAT:
DYFRUSIBLE HYDROGEN
PMETHOD 1

AMPY

VOLTS
K80 3/6
IPH 10
MAXIRON SINGLE VALUE ml/i09 gri

AVERAGE VALUZ m1/100 ¢x 2,2

PENSILE 3
_ AS-WELDED
) 728257

CALCULATER YIELD(Pal)
CALCULATED TXNSILE(Pgi): 78405//
£ ELONGATION ' 30.0

¥ REDUCTION OF ARKA 1 73.1
HELDING PARAKETERS

FOLL 1
' The ESAB Group, Inc.

1400 Karen Lane
Heaover, Pa 17331

wwp.eseh.com
Fax: 1-800-444-8911
Phone: $-800-ESAB-123

Satisfsotory
Satisfactory

Satiafaoctory
Satisfactory

¢l
225
26

2.4

STRESB=RE

This CMTR cavers SMCI
_PO% 33377; Weldstar
Nuclear Shipping# N1021522

WELDSTAR COMPANYS
QUALITY SYSTEM CERTIFICATSE
(MATERIALS) QSC 229
EXPIRATION DATE JAN. 5, 2013

cBal
POWER

AR 24 20
119

2.8 2.6 2.2

Madmn

e Approved
a
oOf/L‘"’\s/Ql

KVED
$351

76065
51,07

6.1

% 2 1-21- 19
By _K

K, Wikdatin, Supsivisen; @A, Barvioss

LT

(o132




) mv CERTIFICATE OF ANALYSIS

I=SAB
SPLIT 7
SHIELDIRG GAS USED ; 78 Ar/25 cO2
AupS : 230
vYOLTS 27.0
WELD POSITION 1 10 » Flat
HEAT INPUY ACTUAL ,; 31,30 KJ/in
WEE 11 380
¥RAVEL SPEED ;i 11,9
POLARITY : nC+
PREHEAT « 200 F
INTERPASS : 325 F
ROOT OPENING : 1/2
REAT TRERT TEMP 1150 F

8

HEAT TRELT HOURS .
HEATING RATE/HOUR ,;
COOLING RRTE/HOUR

100 Dag.Max/Hr Above 600 Dag,
100 Deg.Max/Hr Abave 600 Dag.
Rategt

DATE : 06/13/2012

PRGE : 2
2~52582-00-0-A

WELDING PARAMETERS :
FOLL 3 3 Mackson
SUTELDING GAS USED - 75 Ar/25 002
AMPS : 230 and APPYOVEd
VOLTS 1 27.0 . CN 4
WELD POSITYON 18 ~ Flat
HEAT INPUT ACTUAL : 36.06 KJ/in
WIS : 280 cBal
TRAVEL SPEED 10,9 POWER
POLARXTY : e+
PRENFAT 200 F NAR Z 4 200
INTERPASS 1 328 F
ROOT OPENING : 1/2 419
KEAT TREAT SXUP 1150 F
HEAT TREAT HOURS ; 8
HEATIRG RATE/HOUR : 100 Deg.Max/Hr Above 640§ Dag,
COOLING RATE/HOUR : 100 Dag.Max/Hr Above 600 Deg,
IHNPACTS
A whLiii LEHE  (F) Ft-Lbs LAT ERP % SHERR
0 127 85 80
0 110 73 80
0 116 as 80
-20 76 B4§ 70
-20 89 64 70
-20 84 B9 70
-40 65 49 40
-40 72 56 60
-40 77 56 50
STRESS~RELIEVED TEMP  (F) Ft-Lbg LAT EXP ¢ SHERR
0 136 76 B0
0 127 73 80
0 130 78 80
-20 B9 56 40
~20 84 &0 60
-20 31 23 30
-40 B8 40
The ESAB Group, Ino. %
1500 Kzren Lane
Havovery Px 17351
1.E9. By:
Faui 1-800-444-8911 He Wilkdaadn, Bupmrvison, Q.8 Barvitas Welf;uu
Plione: 1-860-ESAB-123 S22y geti-ty o
G515




DATE : 06/13/2012
PAGE : 3

' 5 CERTIFICATE OF ANALYSIS
TR 2-525682-00-0~A
ESAB

JAA>
STRESS~RELIEVED TEMP  (F) Ft-Lbs LAT EXP ¥ SHEAR
-50 87 65 60
~G0 78 1] 60
IMPACIES Retagt
STRESS-RELYEVED TENP (P Ft-Lbs LAT ERP X SHERR
~20 97 67 &0
~20 94 71 60
. -20 101 68 60
TENSILE SPECIMEN .505 .
JMPACT SPECIMEN .396" X ,%94n
ELONBATIBN (2m),%
EXLLET .
VERTICAL-UP : Satisfactory
OVERHEAD & Satisfactory
MATERIAL MANUFACTURED IN USA
COUHTRY OF QRIGI}h usa
Quality Systess Progwvx Isens Ho. 10 Rev. 0 dabed Jemwary 1, 2022
Quality Sysbass Cortificate No. Qeo~221 Expiration Date Septonber 8, 2014
The undersigued certiZies and affirus bhat the contents of this yepers are cervest and acourgte
amd that ail tost results and opexations porformed by KSRB or its oub oontrautoxrs are in complisnoe wibth the
requirenents of the maberisl speoifivation and the epeoifls applicable mrberial reguiremonts of ASkR Boiler
and Erassure Vessel C(ode, Neotlon XIX, Xnoluding Division I, Subseition NCA~38D0,
This nxterinl £z uertifisd to be £fres of any megenry.
CB&I
POWER
MAR 2 § 200
119
Mackson
Reviewaq
" Approveq
e~/
T 2 -2ty

The ESAB Group, Inc.

1500 Karen Laae

oo K Deldopin

[ By: M@
& Witdeafn, Supervisor, @A, Sarvicos q'ii

Fux: 1-800-444-8911
Phone: 1-800-ESAB-123
G155




m SPECIALTY MAINTENANCE & CONSTRUCTION, INC.
MATERIAL RECEIVING INSPEGTION REPORT

SUPPLIER:  WELDSTARCOMPANY | PO& 33430 [SMCIJOB 818513 | DATE:p .u.yg |DEDICATIONPLAN®: 4/ /4~
MATERIAL SPECIFICATION {per PO): .045 DIA. E74T-1M FLUX CORE < ade |

ADDITIONAL PO INFORMATION: CORE WELTI FILLER AVUS A20. 338 SPOULS. CHARPY V NOTCH EN“ERG—Y%Z_‘EOF Z0FLES @ ZER0 DEGREE F OR LOWER, NOAT, . |

TNETENE 7 10CFR21, 10CFRS0 APPLIES. ALEO SAFETY CLASS C (ANS SAFETY CLASS3) .

-QTY: 891
' TEST
HEAT #/ . accs | ST6 . | coupon{ Ners | Countyof
INVENTORY# | propuct# ACTUAL DINENSIONS REs | 106 | N | “sizE  |gfreeuted)] Ongm
NTIS 7065 100205 . -\ oy 21 |Ace | a oS ate | aia [OS AL
foamamr"" S
[
/
N —
// A’
—’-/'-"
NOTESISKETCH;
E———
CB&l
"s - POWER
ITEMS VERIFIED veS No | mimaLs
SHIPPING DAMAGE RV V. Mags FEB 7 8 2014
VISUAL INSPECTION o QA Ravi : e’/
MATERIAL TYPE & GRADE W, N | and g 3574 059
CERTIFICATE OF COMPLIANCEICONFORMANCE | ~a | a > “E"“aawﬁ
CMTR'S g ,
INSPECTION EQUIPMENT UISED AND CALIBRATION INFO. 2~5-7Y
| \pe Odrere Secal # Calibration dve dats; Ov-ac
r___‘é‘g Drape Sedal # Callbration due date: .AAP DO thread Pitch Gauge
, L catpers Sedal # Calibration dus date: Ml
. =z . N HSp . .

iPERFORMED . g, STAMP: (f_‘;g 5 OATE: Z Y f A

RIR-001, Rev.1, 07.03.2013




Form QS-17

 pa—— * gy Rev.R
U WWELDSTAR

N*.. e et 1]
OLD VALUES...NEW IDEAS

www.weldstar.com

CERTIFICATE OF COMPLIANCE / CONFORMANCE
ISSUED: January 28, 2014
SOLD TO: fmclo - SHIP TO: Same
§ Drane Field Rd.
Magkson
Lakeland, FL 33811 Qr:, Reviowad 430,4‘;} ),

CUSTOMER PO#: 33430
NUCLEAR SHIPPING #: N1022376 . C-/
DESCRIPTION: ITEM #1: Ordered:891lbs Shipped: 881 Ib ' 7

Spooled Wire, .0456" x 33 Ib spools, ESAB, E71T-1M/12MJH4
Lob¥ 100285

The attached CMTR(s), one copy per item, cover the material supplied against the above referenced
purchase order number,

The above material will meet/has been verified to meet code requirements of ASME Saction 1}, Part C,
and Section M, 1995 Edition, 1897 Addenda through and including 2013 Edition, No Addenda, NB2400
for Class 1 material, and Is In compliance with the above referenced purchase order number. We certify
that the material supplied has been handled in compliance with our identification and verification program.

All vendors on Weldsiar's approved veadors list have been audited by Weldstar,

Weldstar's Quality Assurance Program Revislon R, dated September 10, 2012 meets the requirements of
ASME Section Hl, NCA-3800, 2013 Edition, No Addenda and the applicable parts of NQA-1 and 10 CFR
Part 50 Appendix B,

The recording of false, fictitious, or fraudulent statements or entries may be punishable as a felony under
Federal Statute. This material has not come in contact with Mercury while at Weldstar.

All tems fumnished under this Purchase Order/Subcontract are genuine (i.e., not counterfeit) and match
the quality, test reports, markings and/or fitness for use required by the Purchase Order/Subcontract.

The provisions of NRC 10CFR Part 21 apply to this order. ‘ PCO:BV\%R
ot FEB 2§ 200
Josh Rbgers / TDate 059
QUATY ASSURANCE MANAGER
45 WELDSTAF COMPANYS
= \11'/5 QUALITY SYSTEM CERTIFICATE
2 /o404 ) (MATERIALS) QSC 229

EXPIRATION DATE JAN. 5, 2015

Weldstar Avrore Weldstar Logansport Walgstar Unlversily Park
1750 Miichell Road, PO Box 1150 1000 East Maln Strest 1100 Hamilton Avenue
Aurera, JL 60505 Logansport, IN 46947 Universfly Park, IL 60484
Phona £30,859.3100 Phone 5§74.722.1177 Phone 708.534.8551

Fax 630.858.3198 Fax 574.763.9113 Fax 708.534.7819
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i=ESAB
-

| ~ CERTIFICATE OF ANALYSIS

DATE : 12/20/2013
PAGE : 1
2-5486G6-00~0-4

CERTIFIED MATERIALS TEST REPORT

CUSTOMER KAME: WELDSTAR COMPANY
1750 MITCHELL RD
AURORA
IL 60506
UsA
CUSTOMERS ORDER HO: 906646
END USER LINE 3:
TEST NO : 2-56866-00-0D-A
*ALSD MEETS THE CRITERIA OF AN E71T-1 CLASS
PRIDR TO 1995 ADDENDA WHEN USING 75/25 BGAS,
CLASSIFICATION: E71T-1MJHG/T-12MJHG
DIAMETER & LENGTH: L0465 X 33# SPL,
INSPECTIOR LEVEL:
1L.OT RO: 100285
TRADENAME: DUAL SHIELD II 70Ti2H4
CLASS:
ASME SFA 5.20,SEC.II,PART C,SEC.IIX,SUBSEC
NB2400 FOR CLASS 1 MATERIAL,2010 EDITION,
2011a ADDENDA,SFA 5.01,L0T CLASS T3,SCHEDULE K,
10 CFR 50,APPENDIX B AND 186 CFR PART 21 APPLY.
CHENMICAL ANALYSIS :

Carbon .05

Manganesea 1.13

Silicon .36

Phosphorus .B13

Sulphur .008

Chromium .06

Nickel .02

Molybdenum .01

Vanadium .02

Copper .04

RADTOGRAPHY :

AS WELDED ¢ Satisfactory

FLAT: . Satisfactory
STRESS~RELIEVED: Satisfactory

FLAT: Satigfactory
DIFFUSIBLE HYDROGEN :

HETHOD : GC

AMPS ! 245

VYOLTS ¢ 26

ESO : 3/%

IPn : 10

MAXIMUH SIHGLE VALUE m1/100 or: 2.8

AVERAGE VALUE ml/100 gz: 2.7
Almespheric Temperature: 69 Deg,
Relative Humidity: 10X

ORDER § 537952

END USER :
END GSER P.O # :
END USER ITEM #:

HEAT/FPKG :
WEIGHT: .15411 Lb
GROSS WEIGHT:
WET DIX NO:
RUCLEAR KO:

Thls CMTR covers SMCi
POI# 33430; Weldstar
Nuclear Shippingti N1022376

WELDSTAR COMPARYS
QUALITY SYSTEN CERTIFICATE
(MATERIALS) QEC 229
EXPIRATION DATE JAN. 5, 2015

cB&Y
POWER

FEB 2 & 201
059

2.6 2.8 2.5

455fif;;f"wrﬁw ::)

Mackson  Denc
QA Roviewed »5-/{ wiltogren
andAppuwad ,“,,,1743
¢519»1f

The ESAB Graup, Inc.
1500 Karen Lane
Hsanover,Pa 17331
www.esab.com

Fax: 1-800-444-8911
Phoner 1:800-ESAB-123

K, Wildacin, Supsovison QA Semvidis




DATE ; 12/20/2013
A CERTIFICATE OF ANALYSIS :fgﬁaza-oo _zo
i=SAB A
<Ay
TENSILE
= AS-WELDED STRESS~RELIEVED
CALCULATED YISLD(Psi) . 764590 68338
CALCULATED TENSILE(Psi): 83166 80985
% ELONGATION : 27.0 29.0
Z REDUCTION OF AREA 73.1 72.6
WELDING PARAMETERS :
FULL 1
SPLIT 7
SEIELDING GAS USED : 75 Ar/25 CO02
AMPS 240
VOLTS : 27
WELD POSITION : 16 - Flat
HEAT INPUT ACTUAL : 33.28 KJ/in
WES 382
TRAVEL SPEED ; 11.68 IPM
POLARITY : DCH -
PREHELT ¢ 250 F
INTERPASS : 300 F Mackgon
ROOT OPENING : 1/2n QA Reviswgy
HEAT TREAT TEMP ; 1150 F and Approveq ?».s\/;/
HEAT TREAT HOURS : 8
EEATING RATE/HOUR : 100 F ——
COOLING RATE/HOUR : 100 F IS T
INPACTS
AS-WELDED TENP  (F) Ft-Lbs LAT EXF % SEEAR
B 137 75 80
0 157 75 80
0 132 85 8a
-20 135 é8 80
-20 135 86 8o
-20 132 77 80
-40 108 67 80
~40 115 71 80
-a0 110 7¢ ee
STRESS~RELIEVED TEMP  (F) Ft-Lbs LAT ERP ¥ SHEAR
0 125 75 a0
0 124 77 80
0 121 77 B0
-20 107 69 80
~20 106 73 80
-20 110 73 70
-4Q 185 77 80
~40 106 75 80
-40 98 67 70
WELDING PROCESS: FCAW S,
TENSILE SPECIMEN 505 Py & c
IMPACT SPECIMEN ,394" X .394m = R&i
ELONGATION (2M),% L0 a1 POWER
FILLET
VERTICAL-UP : Satisfactory =i FEB 26 201
OVEREEAD : Satisfactory e [%-%7-1% 059

The ESAB Group, Inc,

1500 Karer Lane .
Hanover, Pa 17331 d‘ A .
www.esab.com By: K . H.C‘.Q()u' b}
Fax: 1-800-444-8911 K. Widastn, Bupervisor; G, Bervices

Phone: 1-800-ESAB-123




ESAB

<A

MADE IN USA
COUNTRY OF ORIGIN: USA

Quality Systems Program Issue Ho. 10 Rev, 1 dated Augmst 7, 2012
Quality Systeus Uertiflecate No. Qec-221 Expiration Dabe :

DATE : 12/20/201%3

CERTIFICATE OF ANALYSIS PAGE : 3

2-549846-00-0-4

Septeaber 8, 2014

The undexsigned certifies and affirns that the oontents of this report ave correst end accurats

and that -all t8st results and operabions perEormed by ESAB ar its sub contractors are in coapliance vith the
requirepents of the material specificaticn and the ppecifio applicable msberisl requirsments of ASHE Boilex
and Presswre Vessel Cods, Section XXI, Inoiuding Division I, Subsaction XCA-3800,

This materdal. is certified to be Iroe of any meroury.

The ESAB Group, Inc,

1500 Karen Lane

Hanover, Pa 17331
esab.com

Fax: 1-800-444-8911

Phone: 1-800-ESAB-423

OA Rioviewsg L%
Z"dﬁppmeu 5-S5/Y
cBay B-smry
POWES:
FEB 7 6 20t -
(956,
659 / 2 \?_’5/
552 rassie
& /20713

By - K’. d’t’lﬂo()m

K, Wildasin, Supsyvisor; Q.A. Services
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DUALSHELD I 70T-12k4 1 <

F
.

Pert Numbar Digrneter (in.) - Weight (Ibs)

" nuagn;mmum T T |

LA 4Y40S(H10)
Lo¥10) D.N.V.~ N YMS{HS)
1 CERTIFIED by C.W.B, to CSA W48
CWE Class; ESRTT-12040-H4 |
otz noriatonontir sy - -~ IMGRE Hﬁlﬂﬂ"ﬂ e 121
a infermacidn sobre los riesgos eiruas laterales. . ) wATNING: ELEGTRIC SHOCK can Wi, AR RAYS ain lnhuw ayes. ‘
.o are hezardous r vo o,
nj_g'mfonnaton de risque au verso. e i oE e Wﬁwmmmmmwnmmﬁiﬁ
5:.~;~ : - Tk e nanoue sysem, Including e bain. 588 wdd!ord! hazard inbwnatan on
T T AWS ANel m%mmmampgwmlm or produces m chemmical 1,
. dafects (crotiar e
Eosb Group Ino, Made In Hanover, PA USA www.Esab.com ‘T
aal %;/;,:/2,‘—(/ of (/%
ngER maCKB0i
QA Fleviswed - 5’* 4
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QP-2.0-F-1
Training Form

Page 1 of 1

TRAINING FORM

INSTRUCTOR:

Russell Stone & Chris Gates

SUBJECT: _ Weld Wire Issuance and Control in accordance with QP 9.0, Weld Wire

Documentation in accordance with QP-WI-14.3, General Weld Wire Best Practices

DATE: (et 16 205

ATTENDEES:

(Print Name)

Training Duration: __30 min

_~  (Sig;r Name)

K& Hendperin

7 [ Nowell

8 MNrancloy ¢

9 A\A’)’Qh \Jh.$

1 O_,‘EJ.DV&LV { ue/{’tts

1 1"\7:/?‘&‘ » (14 z/ wlze

12 T

13 [)L\UVL&- \‘M&”&ﬂ»ﬂ(

14 b’ou—a an LQAAA‘S

15 Nk Hulo‘qrffl

16‘!’.)@u\1 /‘/able_

1764""‘-" &’f-w)[:wkn

18

19

Notes: The Manuals and or Procedures were reviewed with the above attendees and the

Expectations of the Attendees are fully understood.

I

Issued for Use: 6/15/15

{ Rev. 0

|




QP-2.0-F-1
Training Form

Page 1 of 1

TRAINING FORM

INSTRUCTOR: Russell Stone & Chris Gates

SUBJECT: _ Weld Wire Issuance and Control in accordance with QP 9.0, Weld Wire
Documentation in accordance with QP-WI-14.3. General Weld Wire Best Practices

DATE: fo/lu/:r’ Training Duration: __30 min

ATTENDEES:

(Print Name) (Sign Name)
1 wwitficld Foun Py

2 MicdpeL @sm{ M

8 Zack Lint %A@/C )‘%;Z
4 E@Z,A’/‘M f —

/,eL, ;E);f’fan ~/

_—&,,mg‘-_\, Cpene ) e

7%{05{8 [peilt . s 3\

Lt Pl = 20— A
9 Tesc Mofmu.) Y 7

10 & =

11 =

12 | __—

13 | -

114 o

15 A

16 —

17 -

18 _—

19 -

2

Notes: The Manuals and or Procedures were reviewed with the above attendees and the
Expectations of the Attendees are fully understcod.

| issued for Use: 6/15/15 [ Rev. 0




QP-2.0-F-1
Training Form

Page 1 of 1

TRAINING FORM

INSTRUCTOR: Russell Stone & Chris Gates

SUBJECT: _ Weld Wire Issuance and Control in accordance with QP 8.0, Weld Wire

Documentation in accordance with QP-WI-14.3, General Weld Wire Best Practices

DATE: 10/i4 115

- ATTENDEES:
_ (Print Name)

Training Duration: 30 min

(Sign Name)

1 Macle  M:lle

2 A /z/{ary/é

3 Kypn Faw

T,
27
Wz

Mhaan

(o) ][4 1 J N

J/}Lazééw Hricrov
eohe

_weddonadd
Ereqg

m Mn/a-. g_

OO

- '( .
| %ﬁﬁ/’ ZC Whelen %

b

1 C
//

(11 Josrd & Pfoad

12 A{,&e I Tl

13

14 Nodson Guercen

15

16

17

18

19 _—

20

Notes: The Manuals and or Procedures were reviewed with the above attendees and the

Expectations of the Attendees are fully understoo

d.

I Issued for Use: 6/15/15

l

Rev. 0

s

a




QP-2.0-F-1
Training Form

Page 1 of 1

TRAINING FORM

INSTRUCTOR: Russell Stone & Chris Gates

SUBJECT: __Weld Wire Issuance and Control in accordance with QP 9.0 '*Weld Wire

Documentation In accordance with QP-WI-14.3, General Weld Wire Best Practices

DATE: __|D / MJ 1) Training Duration: _ 30 min
ATTENDEES:
(Print Name) (Sign Name)
| <Nareat Houre hilopm @4{(
ﬁ OSASAR. ==Y
3 £
4 axC Peie 5 y 2=
5 JL./ J)/)I/ SN L.}\/-"
6 J#tsons frmant N4
7 J yod Hs 1‘@/ . \
8 Rich d;\n/ [Ty a3 ] m LAMTJJ—LMQ\—{_,-
10 /L’au Ammre- Lok /dq‘ L %u -
11 70w pbusey] M
121 = S"Ms;. \/Iﬁc AR
18Xay /e’ ¢ (o, (
14 < r( Star.am —
15-?"!0//' «47,:./_4_;
16 __—
17 7,%[ _—
18 e
19 - i
20  __—

Notes: The Manuals and or Procedures were reviewed with the above attendees and the
Expectations of the Attendees are fully understood.

I

Issued for Use: 6/15/15

l Rev. 0 |




UNCONTROLLED IF PRINTED

SMCI DIVISION : QP-9.0
PROCEDURE Rev: 8
DELIVERING MORE THAN METAL
Quality Fabrication &
Machining Services PREPARED BY LDATE
SUBJECT:
| Peter Furman /815 |
Weld Filler Metal And
Consumables Control APPROVED BY / DATE
Gamal %andal 7/8/15
Engineering Manager Date
nG ng 7/8/15
Director Quality Date
Effective Date /N

UNCONTROLLED IF PRINTED




UNCONTROLLED IF PRINTED

Weld Filler Metal And Consumables. Control

QP-8.0
Rev, 8
Page 2 of 13

Revision Summary

Previous Revision Numbers

Date Approved

4/22/13

7/30/13

8/16/13

8/10/13

6/16/14

10/3/14

3/13/15

DA WIN|=O

3/20/15

Change _

Reason for Change

Reformatted procedure to match approved
format

Editorial Correction.

Step 4.1 — Added Leadman/Foreman {o
responsibility sectlon.

Described responsibilities for this position.

Step 5.3.7 — Deleted Heat and Lot # and

N # and Ml # can be used to track material.

replaced with N # or Ml #. Satisfies CAR 2015-129 CA# 1.
Steps 5.4.1, 5.4.2, 5.4.3, and 5.5.3 ~Deleted | N # and M # can be used to track material.
Heat and/or Lot# and replaced with N # and Ml | Satisfles CAR 2015-120 CA# 1.

#

S'eetion 6 ~ Updated Instructions for handling
documents.

Correct direction to referenced document and
add verbiage about minimum retention time for
Weld Inventory Log and Weld Consumable
Issuance Log. Satisfles CAR 2015-324 CA# 1

UNCONTROLLED IF PRINTED




UNCONTROLLED IF PRINTED

QP-2.0
Weld Filler Metal And Consumables Controi Rev. 8
Page 30f 13

TABLE OF CONTENTS
1. PURPOSE ...... coeees wooes vesremsesainerases aResERSSEBIRBSERSIRRS SERSEOTESSREESRROSSRSRS ecmssesassmnsusaresaasenn 4
2. SCOPE ...cormrrrsrasnserns eveskeserRenassa R RS Res s sReRS bR aRa s Ras RSB R RSO RS s 8
3. TERMS, nEmeous ABBREVIATIONS, AND ACRONYMS........ 4
4. RESPONSIBILITIES.. —_— — S senverssaen sevee S S 4
5. MAIN BODY......cermsenee reessssenvemarversRsiransesreen . 5
5.1 Procurement.............. NP RresaveriessaRsissaNeTIE IR bRRSLNa LY se vt aeavrysRosSaRs e s b b aNRRSTO SRR R mRE e urtnred 5

5.2 RECBIVING .civvreerrerrrvarsces or oo saser s0e oo sen os o0 sor = o 2 vovr vr o0

5.3  Storage Requirements. .. G
5.4  Marking of Weld Filler Metal .................

5.5 Withdrawal and Issuance of Weld Filler Metal

5.6 Usage in ProdUctioN ..ueeeeeeee © oo ve er sesens 20 oee
8.7 Return of Weld Filler Metal. .. .. .....

6. DOCUMENTATION AND RECORDS...
7. COMMITMENTS & REQUIREMENTS. ... .. criese o sermsrossemmnsoresnrsssssonss s as sussorssessusmssensores 10
8. REFERENCES . 10
FORMS

QP-9.0-F-1, Wire Cabinet Temp/Humidity Log .. .. .. . &
QP-9.0-F-2, Wire Inventory Log ......ccceinevnvvens o0 . .12
QP-9.0-F-3, Wire Consumable Issuance Log .. , . ..13

UNCONTROLLED iF PRINTED




UNCONTROLLED IF PRINTED

QP-8.0

Weld Filler Metal And Consumables Contro} Rev. 8
Page 4 of 13

4.
41

4.2

4.3

4.4

4.5

4.6

PURPOSE

This procedure defines the responsibilities and methods necessary to maintain positive
control over weld flller mstal as required in Section 9 of the Quality Assurance Manual.

SCOPE

This procedure provides the requirements for controlling weld filler metals from receipt
Inspection through consumption in the welding process.

T DEFINITIONS, ABBREVIATIONS, AND ACRONYM
ECAW -~ Flux Core Arc Welding
GMAW - Gas Metal Arc Welding
GTAW ~ Gas Tungsten Arc Welding
SAW - Submerged Arc Welding
Weld Filler Metal — Consumable electrode or filler used to form a weld pass

Weld Filler Metal Control Box — (Hereafter referred to as Control Box). A temperature
and humidity monitored storage container, in accordance with NQA-1 — 1994, Level B
storage, used for storing weld filler metal to provide protection from detrimental
gnvironmental elements and to provide a controlied location that weld filler metal is
distributed from for work on the floor.

RESPONSIBILITIES

Leadman or Foreman - Is responsible for withdrawing weld filler metal for non-Nuclear,
hon-ASME Section §il, o1 non-ASME Section Vil jubs fioin the Contrul Buaws for theid
Jobs,

Project Manager (PM) — The PM shall be responsible for generating procurement
documents for all weld filler metals that will be used in their job and shall supply the
Welding Engineer with all necessary specifications and code information pertaining to
welding on their job,

Quality Manager (QM) — The QM shall be responsible for assigning keys to personnel for
the locked Control Boxes.

Quality Personnef — The Quality Personnel, hereafter referred to as Quality, shall be
responsible for signing weld filter metal in and out of the Controi Boxes for Nuclear,
ASME Section 1ll, or ASME Section VIll work.

Receiving Inspector — The Receiving Inspector shall be responsible for recelving in the
weld filler wire in accordance with QP-7.1, Recelving Inspections.

Welding Engineer (WE) — The WE shall have control over all weld filler metal. The WE
shall be responsible for reviewing weld filler meta procurement documents to ensure that
they meet the requirements of the job,

UNCONTROLLED IF PRINTED




UNCONTROLLED IF PRINTED

5.
5.1

5.2

6.3

QP-8.0
Weld Filler Metal And Consumables Gontrol Rev. 8
Page 5 of 13 |
AIN BODY
Procurement
51.1 Generate the procurement documents for the weld filler metal associated with
their job in accordance with QP-4.0, Control of Purchasing. [Project Manager]
ecelvin
5.2.1 Recelving inspector shall inspect weld filler metal in accordance with QP-7.1,

8.2.2

5.2.3

524

Recelving Inspections, [Recsipt Inspector]

Weld filler metal, prior to or while being checked in, shall be held in the shipping
and recelving building or in a location controlled by the Receiving Inspector.

IE the shipment is acceptable, THEN notify Quality for Nuclear or ASME related
work OR the leadman/foreman for non-Nuciear or non-ASME related work
individuals listed in the following steps.

a.  IF the weld filler metal had been ordered for a non-Nuclear, non-
ASME Section 1il, OR non-ASME Section VIl job, THEN the Receipt
inspector shall alert the foreman or leadman on the job to have the wire
placed into the Control Box in that area.

b.  IF the weid filler metal had been ordered for a Nuclear, ASME Section Ill,
OR ASME Section Viii job, THEN the Receipt Inspector shall alert Quality
to have the wire placed into the appropriate Control Box In the nuclear job
area,

IE the shipment is not acceptable, THEN it shall be dispositioned in accordance
with QP-7.1, Recelving Inspections

Storage Reguirements

5.3.1

63.2

65.3.3

Al weld filler metal shall be stored in Control Boxes. [Quality)

a.  Setup Control Boxes In accordance with NQA-1 ~ 1984, Level B storage
requirements.

Place weld filler metal, in its original packaging, in the Control Box.

a. Do NOT open the original packaging unti the weld filler metal Is released
for use on a job.

Control Boxes shall be kept ¢lean and orderly.

a.  Shelving may be utilized to separate different lots/heats/materials of weld
wire

UNCONTROLLED IF PRINTED




UMCONTROLLED IF PRINTED

QP-8.0

Weld Filler Metal And Consumables Control Rev. 8

Page 6 of 13

5.34

5.3.5

5.3.6

538

Control Boxes used for Nuclear, ASME Section Il or ASME Section VII jobs
shall

. Be locked &t all times.

s  Show a list or the location of a list of people who are authorized fo access
the Control Boxes

»  Anidentifier on the Control Box indicating carbon weld filler metal or
stainless weld filler metal storage.

. Be monitored by the Quality department in accordance with Step 5.3.6a

The Quality Manager shall issue keys to the Control Boxes to authorized
personnel only, (Refer to Step 5.3.4).

Control Boxes temperature and humidity monitored.

a. Check and record the temparature of Control Boxes used for Nuclear,
ASME Section Hl or ASME Section Vil on QP-8.0-F-1, Wire Cablnet
Temp/Humidity Log on a dally basis.

1) Record the temperature on QP-9.0-F-1

2) JE the temperature Is less than 40°F OR greater than 140°F, THEN
contact the Weld Engineer (WE) for resolution.

b Check and record the humidity of Control Boxes used for Nuclear,
ASME Section Ill or ASME Section VIl on QP-9.0-F-1, Wire Cabinet
Temp/Humidity Log on a daily basis.

1) Record the humidity reading on QP-9.0-F-1.
Cuuaiity wiii record weid filler merai in the Controi Box on GQiP-8.U-F-2, Wire
inventory Log. This log shall be checked and updated every week by Quality to
ensure an accurate count of the amount of weld filler metal avallable for each
job. The Inventory Log shall have places to record the type, amount, diameter,

Heat/l.ot #, N#/ Ml #, and Job # (if assigned) and date and initials of the
person completing the Inventory.

SAW flux used shall be dry and free of contamination from dirt, mill scale or
other foreign materal.

a. ]F the seal on the SAW flux bag has besn broken, THEN the SAW flux
shall be stored In the Control Boxes.

b. WHEN the seal has been broken on the SAW flux bag, THEN ensure the
bag is marked with the job number it Is currently being used on AND the
date it was opened.

UNCONTROLLED IF PRINTED




UNCONTROLLED IF PRINTED

QP-8.0

Weld Filier Metai And Consumables Control Rev. 8
Page 7 of 13

¢.  Discard SAW flux if any of the following conditions exist:
. The flux i8 exposed to molsture

¢  Exceeding exposure limits in accordance with the manufacturer's
recommendatio_ns er project specifications.

d. [E the flux bag has been praviously opened, THEN the top one inch of flux
shall be discarded and not used

5.4  Marking of Weld Filler Metal

5.4.1 Weld filler metal ordered for Nuclear, ASME Section II, or ASME Section VIii
work shall have the N # and Job # on each container.

5.4.2 Weld filler metal ordered for Non-Nuclear or non-ASME Saction Ill or non-
ASME Section VIIl work shall have the M and customer on each container.

a, WHEN the weld filler metal has been assigned a specific job, THEN the
Job # shall be added to the container.

543  Weld filler metal that is not marked with the Heat or Lot # from the supplier will
be identified by one of the following methods:

¢  For GTAW —The N# or Mi# shall be written on tags, stamped, or
embossed at both ends of the wire.

. For GMAW/FCAW/SAW - The N# or MI# shall be written on a tag
attached to the spool

*  Aunique marking (numbers or letters) on the spool or wire ends that
is identified on QP-8.0-F-3, Wire Consumable issuance Log.

544  [E the traceabllity of the weld filler metal is lost (e.g., the markings are llleglble
or the tags have been lost), THEN Quality shall inform the WE or QM of any
weld filler metal fraceability issues.

UNCONTROLLED IF PRINTED
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5.5

Withdrawal and Issuance of Weld Filler Metal

NOTE:
The Traveler identifies the WPSs that are {o be used for a job.

The WPS identifies the type of weld filler metal to be used

To receive weld filler metal the welder must have a traveler for the job
they are working on.

SMCl does not Issue coated elsctrodes for any jobs.

5.5.1

The WE is responsible for verifying that all welders put on a job are qualified for
the process they are assigned to perform.

a. The Welder Performance Qualification Report will be hung in the Control
Boxes and updated by the WE as new qualifications are added.

NOTE:

The welder shall not be in possession of more than one weld filler metal classification for |
the same welding process at one time.

6.5.2

563

5.54

5.6.5

5.5.6
6.5.7

IE weld filler metal Is needed for a Nuclear, ASME Section lli or
ASME Section VI job, THEN the welder shall inform Quality of the need for
weld filler metal.

a. Wuality will review the Traveler with the welder to determine the correct
weld filler metal that is needed for the job.

b. Quallty shall verify that the welder Is listed on the Welder Performance
Qualification Report as quailfied to make that weld.

Quality shall record the date, welder's name, welder's stamp, N# or Ml #,
Job #, the time the weld filler metal is released and the amount issued on QP-
9.0-F-3, Wire Consumable Issuance Log when checking out weld filler metal.

IF issulng weld filler metal for GTAW process, THEN ths weld filler metal shall
be marked in accordance with Step 5.4.3 and given to the welder in a wire tube.

IF Issuing spools of weld filler metal, THEN the spool shall be marked in
accordance with Step 5.4.3.

Flux Is issued in conjunction with the weld filler metal with which it is qualified.

The leadman or foreman for non-Nuciear, non-ASME Section 1l or non-ASME
Section VI jobs is responsible for withdrawing weld flller metal from the Control
Boxes for their jobs.

UNCONTROLLED |F PRINTED
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5.6 Usage in Production

5.6.1 The welder shall control their weld filler metal to prevent contamination or

misuse by other welders.
a. Welders shall not exchange weld filler metal.
b. Welders shall only weld with the weld filler metal issued to them.

5.8.2 GTAW weld filler metal shall be kept in wire tubes when not in use to keep

clean and segregated from detrimental materials.

5863 Spooled weld flller metal shall be covered when not in use for an extended

period of time to keep It clean.
56.4  The welder shall
" a.  Record the N# or M # of the weld filler metal on the Traveler
b.  Sign for any welds indicated on the Traveler that were made.
57 Retum of Weld Filler Metal

5.7.1 Weld filler metal not consumed shall be retumed to the appropriate weld filler

metal Control Box by Quality.

5.7.2  WHEN there is no longer a need for the weld filler metal, THEN unused weld

filler metal Is checked prior to storage at the end of each shift, or earlier.

NOTE:
Weld filler metal is not be discarded Into regular trash containers.

5.73  Used or damaged weld filler metal (i.e. GTAW rod ends or spooled cut lengths)
shall be discarded info containers marked to Indicate it as controlied weld filler

metal.

5.74  Unused flux issued in conjunction with the weld filler metal shall be discarded

575 Quality shall complete QP-9.0-F-3, Wire Consumable Issuance Log by

indicating unused weld filler metal was retumed or that all the weid filler metal

was consumed during that shiit.

6. DOCUMENTATION AND RECORDS

6.1 Weld Inventory Log and the Weld Consumable Issuance Log that are fully filled out shall

be kept for a minimum of 15 days for inventory purposes.

6.2 The Traveler is routed in accordance with QP-WI-6.3, Traveler ssuance and Control and

QP-WI-17.3, Traveler Closeout and QA Record Archiving

UNCONTROLLED IF PRINTED
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7. COMMITMENTS & REQUIREM S
7.1 None

8. REFERENCES

8.1 Use References

8.1.1 QP-4.0, Control of Purchasing

8.1.2 QP-7.1, Recelving Inspections

8.1.3 QP-WI-8.3, Traveler Issuance and Control

8.1.4 QP-WI-17.3, Traveler Closeout and QA Record Archiving
8.2 Source Refersnces

8.2.1 NQA-1 ~ 1994

UNCONTROLLED IF PRINTED
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Procedurs Title: Weld Filler Metal And Consumables Control

QP-9.0-F-1
Wire Cabinet Temp/Humidity Log

' QP-8.0
Rev. 8
Page 11 of 13

MATE # Used { Temperaiure Inst Hygrometer
Cabinet Area and Ga Due s
Date Temperature [°F) Humidf- 775 Tnitial

UNCONTROLLED IF PRINTED
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Procedure Title: Weld Fiiler Metal And Consumables Control

QP-9.0-F-2 : QP-9.0
Wire Inventory Log Rev. 8
- Page 120f 13
Cabinet Area
Type Sealed Boxes | Diameter | HeatLot# N#/MI# |  Job# Date
Checked/Initisl

UNCONTROLLED IF PRINTED
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Page 13 of 13
Title:
Stamp # — Job #
w N#/MI# | Date | Time | QC |Quantity| Date | Time | QC
9 weme | P° |MeRCNST) Quanty | Out | Out |mital| W | IN | IN | nitiat [ Document
g #
G
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REFERENCE OMLY

Exhibit A, Form TF-001 — Training Form

TRAINING FORM
INSTRUCTOR: Self

SUBJECT:
“\QP-2.2 Quality Assurance Auditor & Lead Auditor Training & Certification REV 3
QP-7.3, Commercial Grade Dedication for Infernal Use, REV 7
“QP-7.1, Receiving Inspections, REV 5
\QP-7.6, Commercial Grade Dedication by Suppliers, REV 2
NQP-5.3, Traveler Development Rev, 4
P-9.0, Weld Filler Metal & Consumables Control, Rev 8
D QP-WI-14,3 Traveler Usage and Completion, Rev 0
‘ P-WI-17.3, Traveler Closeout and QA Record Archiving, Rev 0
~ P-WI-6.3, Traveler Issuance and Control, Rev
QP-WI-CUTO1, Laser, WaterJet & Plasma Cutting, Rev. 5

ATTENDEES: DATE: 7/13/15

(Print Name) / " (?‘gffame)
1 Ana Azucena [ %_L@L(____
— ] U
\
W

~

Notes: The information noted above and expectations were reviewed with the above personnel in
attendance.

Instructor Signature:
Date: 7 é/ 7 / 75

REFERENCE ONLY




REFERENCE ONLY

SMCI Procedure Training/Review

WORK GROUP:___SMC

Ma )

g

NAME:__ Dave Mastems—

Procedure Revision | Signature * Date

QP-9.0, WELD-FILLER METAL & | Rev8

CONSUMABLES CONTROL | o T 7 .20-15
QP-5.3, TRAVELER Rev4 .
DEVELOPMENT %»wwtb__ 7~20-] =)
QP-WI-CUTOT, LASER, WATER | Rev5 -
JET & PLASMA CUTTING PACA T v-20-1%
QP-WI-CUTOZ, LASER, WATER | Rev 1

JET & PLASMA CUTTING Q«v-*:t) 7-20-15
EMBEDMENT

QP-W1-6.3, TRAVELER ISSUANCE | Rev 0 ‘ -
AND CONTROL Pt 7~20-s
QP-WI-14.3, TRAVELER USAGE | Rev0

AND GOMPLETION Pwiak=——___ 7-20-15"
QP-WI-17.3, TRAVELER Rev 0

CLOSEOUT AND QA RECORD e TP e S 7=20-15
ARCHIVING '

\

\

REFERENCE ONLY

*By signing this block ! acknowledge that | have read and understand the intent of the procedure

PTF-001 Rev 07/13/2015

Pagelofl




WORK GROUP: SMCl Management

NAME Lance Penn

Procedure Revision | Signature*?) Date

QP-WI-CUTO1, LASER, WATERJET |5 ,

& PLASMA CUTTING : //)M———" X/f/f
QP-9.0, WELD.FILLER METAL & 8

CONSUMABLES CONTROL Pled—

QP-7.5, COMMERCIAL GRADE 2

DEDICATION BY SUPPLIERS A Y/J’%'J“'
QP-7.3, COMMERCIAL GRADE 7 ‘

DEDICATION FOR INTERNAL USE Z\%J{I«/’ J’/fﬁl’

QP-2.2, QUALITY ASSURANCE 3 %/
AUDITOR & LEAD AUDITOR / / o
TRAINING & CERTIFICATION F/eTri

\
\ .
~0

REFERENCE ONLY

*By signing this block | acknowledge that | have read and understand the intent of the procedure
PTF-001 Rev 0 7/13/2015 Pagelofl




REFERENCE ONLY

Exhibit A, Form TF-001 - Training Form

TRAINING FORM
DApne GRAnAR

INSTRUCTOR: J ___gng_RomBy/? 1048

SUBJECT: 045

st»ﬁmmaghqmwmmeus,r? 0. WeLD FIULIK HETHLS Condvidts Covpros RevS

QP-5.3 Traveler Development Rev 4,

QP-WI-6.3 Traveler Issuance Rev 0,

QP-WI-14.3Traveler Usage & Completion,

QP-WI-17.3 Traveler Closcout & QA Records Archiving Rev 0 DURATION:

ATTENDEES: Dan Grannan DATE: 7/10/15
(Print Name)

1 Dan Grannan A - }:f
[ W] —
2\ T

3 \

4 \

x | [~ W
/

/

10 \

Notes: The information noted above and expectationgAYere reviewed with the above personnel in
attendance,

Instructor Signature:

Date: 7.10.15

REFERENCE ONLY




WORK GROUP: :S_M C’ [ Mq MT-

REFERENCE ONLY

_ SMCI Procedure Traming/ReVIew

wame: Mie  Anderson

QP-2.2 3 /Mw%; Gy lis7
#0053 4 Ve G frs
@pP-1.) s | Uod almlis
af-1.> T | Y S fis
aP-1. L 2 |y i
f-9.0 g | gt Il
| Of-1b. 1 /M,&(ﬁ; 4wl
(| @P-w\-322 |2 |l glyfis
GP-wi- .3 | O Vil ¢y fi
af-wol-\4.> (o |liidh Gyl
e-w\-1.2 [0 |yl ) 9l

REFERENCE ONLY

*By signing this block | acknowledge that | have read and understand the intent of the procedure

PTF-001 Rev 0 7/13/2015

Page1of1




REFERENCE ORNLY
SMCI Procedure Training/Review

worcaroun____SMC 1 MgmT /oah
Rus<e\l Stone

NAME:

Revision | Signature,® Date

LSt/ oh i

Procedure

QpP-2..2-
GP-5.>
oP-1 1
@P-71.3
@P-71 .\
®oP-9.0
Q-]
QP-Lol-3.2,
O - 0.3
Qe-Lot- 14,3

oP-Lul- 11D

OODwJDONqu\.g:U\,

REFERENCE ONLY

*By slgning this block | acknowledge that | have read and understand the intent of the procedure
PTF-001 Rev 0 7/13/2015 ' Page 10of1




REFERENCE ONLY

Exhibit A, Form TF-001 -- Training Form

TRAINING FORM

Tw\ Mﬂf"@fa

INSTRUCTOR: Je&&&e-&aman—

SUBJECT:

QP-Fi-RescivisginspectionsRens,__ OP-9.0 weld Filler Maded R E
QP-5.3 Traveler Development Rev 4,

QP-WI-6.3 Traveler Issuance Rev 0,

QP-W1I-14.3Traveler Usage & Completion,

QP-WI-17.3 Traveler Closeout & QA Records Archiving Rev 0 DURATION:

ATTENDW Q fefis L DATE: 7/10/15

(Print Name) (Sign Name)
; Ludr Mlronninr 7@5 M//
Act Zimmermean) Q)’ 2 i
>/t Lodes ’—ﬁ'::»d—-
' Sam Tocdaw A/ .

8 \I\”\ﬁ\

9 ‘ T~

10 \

‘\

Notes: The information noted above and expectations were reviewed with the above personnel in
attendance,

Instructor Signature: 4 ng {f 22552 :g 2

Date: 7/ ( 9,/ 5

REFERENCE ONLY




REFERENCE ONLY
SMCI Procedure Training/Review

WORK GROUP; Welders/Fitters/Helpers Mmt______,_

NAME. Seear. CGracaen
Procedure ' Revision | Signature * Date
QP53 4 9.15.15
QP 9.0 8 _ 9.15.15
QP 13.0 6 4 9.15.15
et

QP16.1 7 9,15.15

QP17.0 3 Z "é % ; A 9.15.15

REFERENCE ONLY

*By signing this block | acknowledge that | have read and understand the Intent of the procedure
PTF-001 Rev 0 7/13/2015 Pagelofl




REFERENCE

SMCI Procedure Training/Review

ONLY

SMOL MAgmr

WORK GROUP;,
NAME: Tho WOLS S OLY'O,SQ,L
Procedure Revision | Signature * Date
Qv 2.2 5 7;/%”4& g/11/45
QfP-573 4' /™) 9/1/15
-1 § | 7Y 1ii)s
oFf-1.% i 7 I/szz 1/14/15
R0~ o 2 | 7 Yot 7/ 14/15
QP-9.0 3 7 ij 7 /1405
P~ 6.1 B L/éw}@ g/ 14))5
QPLO-3 .2, 2 ;M 9/14)5
BP-WI- 6.3 |O 7774, M 4115
@p-Lol- w3 |0 7 (e ? /15 ju5
P-LOVv- 10 |0 7 Losout 2/15/1s

REFERENCE ONLY

*By signing this block | acknowledge that I have read and understand the Intent of the procedure

PTF-001 Rev 0 7/13/2015

Page 1 of1




REFERENCE ONLY

SMCI Procedure Training/Review

WORK GROUP: SMU Mﬂ! MT

NAME: 1M Mg neve

Procedure Revision

QP T4 Rev 0| P Pl 8175
af- W I7.% Rou0 | HS G0 O | Bty
QP-5 13 Kot | AP ol E-I'-15
6 ~9.6 1 Res8 | APl §-17-L5
o~ WIC3 Kev0 | % /9O §-t745

~_

\

—

—=

REFERENCE ONLY

*By signing this block | acknowledge that | have read and understand the intent of the procedure

PTF-001 Rev 0 7/13/2015

Page 1of1




REFERENCE ONLY

Exhibit A, Form TF-001 — Training Form

TRAINING FORM
INSTRUCTOR: Scott Miller

SUBJECT:

QP-2.2, Quality Assurance Auditor & Lead Auditor Training & Certification, Rev 3,
QP-5.3, Traveler Development, Rev 4,

QP-7.1, Receiving Inspections, Rev 5,

QP-7.3, Commercial Grade Dedication For Internal Use, Rev 7,

QP-7.6, Commercial Grade Dedication By Suppliers, Rev 2,

QP-9.0, Weld Filler Metal & Consumables Control, Rev §,

QP-WI-6.3 Traveler Issuance Rev 0,

QP-WI-14.3Traveler Usage & Completion,

QP-WI-17.3 Traveler Closeout & QA Records Archiving Rev 0,

QP-WI-CUTO1, Laser, Waterjet & Plasma Cutting, Rev 5,

QP-WI-CUTO02, Laser, Waterjet & Plasma Cutting Embedment, Rev 1 (CANCELLED)

" ATTENDEES: SMCI Foreman DATE: 7/10/15
(Print Name) (Sign Name)
1
Celuirt Smith o
SUBJECT:

QP-5.3, Traveler Development, Rev 4,

QP-W!I-6.3 Traveler Issuance Rev 0,

QP-WI-14.3Traveler Usage & Completion,

QP-WI.CUTOI, Laser, Waterjet & Plasma Cutting, Rev 5,

QP-WI-CUTO02, Laser, Waterjet & Plasma Cutting Embedment, Rev 1 (CANCELLED)

ATTENDEES; PreFab, Paint/Blast DATE: 7/10/15
(Print Name) (Sign Name)

Sonn oiey 3‘64’[7’ _
Propond 0G0 | A

3
l/l(f‘b‘& Rere LC‘/-{/ ///MM
SUBJECT:
QP-5.3, Traveler Development, Rev 4 & QP-WI-6.3 Traveler Issuance Rev 0
ATTENDEES: Machinist DATE: 7/10/15
(Print Name) _ (Sign Name)

l :gv‘ioﬂ bhorén @W_

Notes: The information noted above and expectations were reviewed with the above personnel in
attendance.

Instructor Signature: 2-"‘-/‘-— Date: 7/1 "/ 1S

REFERENCE ONLY




REFERENCE ONLY

SMCI roced riReie

WORK GROUP: SMCI MANAGEMENT

NAME George Lynn
Procedure Revision | Signature * Date
QP-2.2 Quality Assurance Auditor | 3
& Lead Auditor Training &
Certification M s~ _— 7-/3-/5
QP 7.1 Recelving Inspections 5 0 4
G ppn 7-/-/6
QP-7.3 Commercial Grade 7 LA |
Dedication For Internal Use N, yppr— [+ 3015
QP-7.6 Commercial Grade 2 /
Dedication By Suppliers O spr— -30-/56
QP-9.0 Weld Flller Metal & 8 0 0
Consumables Control ‘ /o) ) 7] 3~ 15
QP-5.3 Traveler Development 4 0 e _
AAAN 7-/3-/6
QP-CUTOL Laser, Water Jet & 5 o
Plasma Cutting o 7-/3-/5_
QP-WI-6,3 Traveler Issuance & 0 0 . léKmM
Control M [Py 714 /5
QP-WI-14.2 Traveler Usage & 0 44 k

Completion fﬂ// 7 -/ 5[ 15‘
QP-Wi-17.3 Traveler Closeout & 0 T

QA Record Archiving %ﬁ 7 -1 L7I -5
QP-W1-3.2 Metal Tek/SMC 3 \

Dfaw‘ng Format %W 7— / 7' g
QP-16.1 10CFR 21 & 10 CFR50.55 |7 UM 0

(e) Reporting W 715
— 4

*By signing this block | acknowledge that I have read and understand the intent of the procedure
PTF-001 Rev 0 7/13/2015 Page 10f1
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Exhibit A, Form TF-001 — Training Form

TRAINING FORM
INSTRUCTOR: GAMAL HANDAL,
SUBIJECT:

QP-WI-CUTO1 REV 5
QP-WE-CUT02 REV ]
QP-9.0REV 8
QP-5.3 REV 4
QP-WI-6,3 REV 0
QP-W)-17.3 REV 0
QP-WI-14.3 REV 0
QP-WI-3.2 REV 3
DURATION: 1 HOUR

ATTENDEES: . SEEBELOW__ DATE: 7/15/15

(Print Name) (Sign Name)

1 CHRIS BOPP

2 PETER FURMAN

3 ABDEL RAHAMAN

4 ADAM MOHR

5 GAMAL HANDAL

8 o

Notes: The information noted above and expectations were reviewed with the above personnel in
attendance.

Instructor Signature: W
‘ V)
Date: 7 / f ( / iid

REFERENCE ONLY




Agenda

~15-15
Quacz T MEETL G 7 LB B-1Za5

» Safety-PPE

 Safety Culture-“Tribal Knowledge”, Personal
responsibility

DMTM-Recognition/One Minute Reminder o
CAR 2015-202

T

Procedures Revision Review: QP-2.2 Rev 3, QP-2.0 Rev 2, O
QP-5.3 Rev 4, QP-7.1 Rev 5, QP-7.3 Rev 7, QP-17.3 Rev 0,
QP-7.6 Rev 2, QP-9.0 Rev 8, QP-3.2 Rev 3, QP-WI-6.3 Rev

0, QP-WI-14.3 Rev 0, QP-WI-CUTO2 Rev 1 and QP-WI-
CUTO1 Rev 5

A44Y

JANO FONFUSTE
XINO 3




REFERENCE ON LY
Exhibit A, Form TF-001 — Training Form

TRAINING FORM
INSTRUCTOR: SH{AwN Bacdt-
SUBJECT: Quawzrt I’ff:e.?‘?'»/-, -Seg Neen b

ATTENDEES: Qc,

(Print Name)

paTE: TS5 18
(Sign Name)

L]

Baad Foro

A

2 ! / -
AZA §/{U<¢> M
3 4 T £ 7 —
Dory) Bocu Y Y Aon |
) —
3 .R!/d” N Hit e }ﬂ,f/l‘éé—’"

3T Repden

° Chois Koo

’ 2“‘/"7 }fl(”‘?\"d

R
Vet A

7

' Aew]  (QCay e

’Z‘ﬁ*/ﬂnﬂo

®  ENC RoBASCHE B

%Meﬂ

97 pad Graniad)

& C{lﬂ.s{ Cs \¢

12
mo—"""-'
]3 . ) -'!"_a _‘_,.—-—“’
14 .—'—.a-""'/“ '
15 P

—

Notes: The information noted above and Expectations were reviewed with the above personnel

Kot

in attendance.

Instructor Signature:

Date: Iy S

Pace

REFERENCE ONLY




REFERENCE ONLY

Exhibit A, Form TF-001 — Training Form

TRAINING FORM
INSTRUCTOR: Slowi~) Teck

SUBJECT: Quacrtt MeellA) - S£E ACENDA

ATTENDEES: (2¢. DATE; 75
(Print Name) ' (Sign Name)
1 .
: SHeven  Ledinla - A4
TIN A oA

’ B\'\\Smt\\r\’L gm&ﬁ

" o Danbewan @@

? Mzeborry SHe u?i’t'

= c%;g%
" Dt MpmaD e s e
/

3 ‘ /

) —
9 r"r
7
.

10 -

11

12 /

13 -~

14 ~

15

Notes: The information noted above and Expectations were reviewed with the above personnel
in attendance,

Instructor Signature: w L

Date: 7-15 -5

Pt 205 REFERENCE ONLY




REFERENCE ONLY

Exhibit A, Form TF-001 — Training Form

TRAINING FORM

INSTRUCTOR: § hasmn B2 eC

SUBJECT: @u ety mcz.;w\wj -Sz¢ AbendA

ATTENDEES: R ¢

(Print Name)

DATE: 7-1$ /5

(Sign Name)

1 f)uscm Qe(‘c_g

2

R N P N S

3
e a=1v) |

*PEM Fox

6

7

8

9

10

11 -

12 /

13 T

14 e

15

Notes: The information noted above and Expectations were reviewed with the above personnel

in attendance.

Instructor Signature: jﬁM

Date: Py =15

PAGE X of O
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REFERENCE ONLY

Exhibit A, Form TF-001 — Training Form

INSTRUCTOR: Shamwe Beek

SUBJECT: Quatzry Medl™). -Sce Asgnon

ATTENDEES: R

TRAINING FORM

DATE: 7575

(Print Name) (Sign Name)
I &[&A W recrsn (%%\
z Mark M”¢ , QLM
— Trh Doy AL
TS DOowny OSSN
> Aoy Larozr W
© MAE_ AALEY DTN L o
7 flan | 4 <>
P L lrochubls Ren b dlst
Ky ER o/ Kondd
j(: Aé’f//f é"af(,s C{Z (%é/
12 - —
13 {*’"'
14 /
15
Notes: The information noted above and Expectations were reviewed with the above personnel
in attendance.
Instructor Signature: ;—(% . ,é
Date: 74515

Pagt 4ocS
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