
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 (MetaITek 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),

MetaITek International SMCl Division (SMCl) 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) NONs. 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,

Dan Grannan

Quality Director
MetalTek International, SMCl Division• ' -'(r•

www.MetalTek.com
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Enclosure: SMCI Foliow-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. 99902439/2015-201, dated July 24, 2015.

NONCON FORMAN CE 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 AP1 000
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 (VWEC) design
specification drawings, which are derived from the requirements from Section
3.8.3.6.2 of the AP1 000 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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NONCON FORMANCE 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 issued any welding filler metal for the
following:

i.Welds on embed plates on October 8, 2014, for traveler 926-CA01-
01156 for the CA-0l 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 Generating 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-I15709, 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-i15765,
Heat/Lot No. 100285) for welding on module CA-Ol (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:

c. 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.

SMC! is in the process of implementing a new electronic ERP system, Job Boss. This
wiIJ 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

APIooo@
Josh Skudlarick
Stone & Webster, Inc.
128 South Tryon St.
Charlotte, NC 28202

Westinghouse Electric Company
Plant Vogtle Units 3 & 4
7827 River Road, Bldg. 120
Waynesboro, GA 30830
Office: +1 (803) 932-5857
Cell: +1 (724) 244-4906
hjelsej e~westinghouse.com

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 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

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,

Joel Hjelseth
U. S. AP1 000 Modules Director

Electronically approved records arc authenticated in the Electronic Document Management System.The AP1O00®@ logo is a trademark of Westinghouse Electric Company LLC.£
0 2015 Westinghouse Electric Company L!.£ and CB&1 Stone & Webster. Inc.

~All Rights Reserved"



SVP_SMP_000006
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cc: Scott Gray- Westinghouse
John Crenshaw - Westinghouse
Carl Churchman - Westinghouse
Paul Russ - Westinghouse
Gerald Couture - Westinghouse
Brian Mclntyre - Westinghouse
Lee Woodcock - Westinghouse
JoAnne Hyde - Westinghouse
Tony Galore - Westinghouse
Mike Shaqqo - Westinghouse
Patrick Young - Westinghouse
Mike C. Miller - Westinghouse
Keith Coogler - Westinghouse
Patrick Neuschwanger - Westinghouse
John Simmons - CB&I
Karin Stoner - CB&I
Dave Jantosik - CB&I
Mike Annacone - CB&I
Ken Hollenbach - CB&I
Dale Garrison - CB&I
Dan McKenzie - CB&I
vogtlemai1~cbi.com
,VontleProiectwwestinghouse corn

Westinghouse Non-Proprietary Class 3



Westinghouse

Joel Hjelseth
US API 000 Modules Director
VC. Summer APL000 Project
Jenskinsville, SC 29065

Attachment 1SVP..SVM_000006
Westinghouse Electric Company October 30, 2015
New Plants Engineering
1000 Westinghouse Drive
Cranberry Township, Pennsyivania 16068
USA

Direct tel: 412.374.4625
Fax: 724-940-8523

e-mailh cooglekl@westinghouse.com

Our ref: DCP_DC1'_007574
October 8, 2015

Subject: Feedback to Specialty Maintenance and Construction, Inc. (SMC1) 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 Regulatory 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 AP 1 000® Structural Module General Notes APP-GW-S9-1 05, 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 Q 1.26.2 .2 of AISC N690-1994, the Engineering
position is that the PIP 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% IvT or PT) after the reinforcing
fillet is installed along with 100% visual examination (VT) meets the requirements in Q 1.26.2 of AlSC
N690-1994.

This is consistent with APl000 design and licensing bases.

Please share as required. If you have any questions, please contact me at (412) 374-4625.

Sincerely,

/7/

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

0 2015 Westinghouse Electric Company LLC
All Rights Reserved



Attachment 1
Page 2 of 2 SVP._SVM_000006
Our ref: DCPDCP_007574 Otbr3,21

co: John Crenshaw - WestinghouseScott Gray - Westinghouse
Lee Woodcock - Westinghouse
Tony Galore - Westinghouse
Mike Shaqqo - Westinghouse
Gerald Couture - Westinghouse
Brian Mcdntyre - Westinghouse
Paul Russ - Westinghouse
Mike C. Miller - Westinghouse
Mark Urso - Westinghouse
Doug Trimble - Westinghouse
vogtleprojecte~westinghouse~com

© 2015 Westinghouse Electric Company LLC
All Rights Reserved
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Form QS-17
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wtw.weldslar,©mvn

CERTIFICATE OF COMPLIANCE I CONFORMANCE
ISSUED: January 20, 20"14

SOLD TO: SMOI
4015 Drane Field Rd.
Lakeland, FL 33811

SHiP TO: Same

CUSTOMER PO#:
Nuclear Shipping #:

DESCRIPTION:

33377
N1021522

EIT.EM._: Ordered: 660 lbs Shipped: 650 lbs
Spooled Wire, .045" x 33 lb spools, ESAB, E71T-1 Mu12MJH4
Lot# 95138

The attached CMTR(s), one copy per item, cover the material supplied against tire above referencedpurchase order number.

The above rnatc--rll will meet/has been verified, to meet code requirements of ASME Section II, Pert C.and Section III, 2013 Edition, No Addenda, NB2400 for Class 1 material, and Is in compliance with theabove referenced purchase order number. We certify that the material supplied has been handled incornpliance with our identification and verification program.

All v,,nror. on~ W•!dsr's opprcvcd vndo.'s list• havi• bss., st~dit.ed by We,,dstr.

Waldstar's Quality Assurance Programn Revision R, dated September 0.G, 2012 meets the requirements ofASME Section iii, NCA-3800, 2013 Edition, No Addenda and the applicable parts of NQA-1 and 10 CFRPart 50 Appendix B.

The recording of false, fic!tious, or fraudulent statements or entries may be punishable as a felony underFederal Statute. This material has not come in contact with Mercury while at Weidatar.
All items furnished under this Purchase Orcler/Subcontreot are genuine (i.e., not counterfeit) and match
the quality. test reports. markings andlor fitness for use required by the Purchase OrderlSubcontract,

The provisions of NRC 1OCFR Part 21 apply to this order.

Q~1JTY ASSURAE4CE MANAGER
Date

POWER Maclcaon
GA Rs~ewed
and Approved

WELDSTAR COMPANlYSQUALITY SYSTE.M CERTIFICATE;
(MATERIALS) OSC 229

EXPIRATION DATE JAN. 5, 2015I4AR 2~ 2D1~

119

1750 Mflahell Road, PO Dcox 1150
Aarorn, IL 60605
PhonE 680.869.8100
Fax 530.565.3199

Wsldstr Logmnupatt
1000 East Main Siret
toganoport, IN 46047
Phone 574.722.1177
lax 574.758.3113

Welldstar UnivarsilyPark1100 Hamilton Avenue
Unfversily Park, IL 80484
Phoae 708,334.8561
Fn.i 705.534.7819
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~SPECIALTY MAINTENANCE & CONSTRUCTION, INC,

MATERIAL RECEIVNG INSPECTION REPORT
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Form QS-11
Rev. R

CERTIFICATE OF COMPLIANCE I CONFORMANC.E
ISSUED: January 28, 2014

SOLD TO: SMOI41015 Drane Field Rd.
Lakeland, FL 33811

SHIP TO: Same

Ms
QAR
n,.wId A

~0n~
slowed

s-lw

CUBTOMER PO#:
NUCLEAR SHIPPING 8:

DESCRIPTION:
N 1022376
ITEM #1: Ordered: 891 lbs Shipped: 891 lbs
Spooled Wlre, .045" x 33 lb spools, ESAB, E71T-1MJ12MJH4
Lot# 100285

The attached CMTR(s), one copy per item, cover the material supplied agains~t the above referencedpurchase order number.

The above material will meetihas been verdlied to meet code requirements of ASME Section II, Part C,and Sectioen II!, 1995 Edition. 1997 Addenda through and including 2013 Edition, No Addenda, N B2400for Class I material, and Is In compliance with the above referenced purchase order number. We certifythat the material supplied has been handled In comnpliance with our Identification and verification program.
All venidors on Wle!dsaP~'S approv:d ve,,'..ora ilbt hawe been audited by Weldstar.

Weidstaz's Quality Assuranc.e Program Revision R, dated September 10, 2012 meets the requirements ofASME Section I11, NCA-3800, 2013 Edti~on, No Addenda and the applicable pails of NQA-1 and 10 CFRPart 50 Appendix B.

The recording of false, fictitious, or fraudulent statements or entries may be punishable as a felony" underFederal Statute. This material has not come In c;ontact with Mercury while at Weldstar.

All Items furnished under this Purchase Orler/Sulcontract are genuine (i.e., not counterfeit) and matchtihe quality, test reports, markings anid/or fitess for use required by the Purchase OrderlSubcontract.

The provisions of NRC 10OCFR Part 21 apply to this order.

QUA/•1TY ASSURANCE MANAGER

POWER~

FEB 1 5 Zfl!
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WELDSTAF1 COIIIPANYS
QUALITY SYSTEM CERTIFICATE

(M•ATERiALS) QSC 229
EXPFIRATION DA•TE JAN. 8, 2018~A-~

Weldharnkioru
1750 Mitclheli Road. PD Box 1150
Aurora, IL 0505(3
Pligilf 530.5931(00
Fax 680.859.3199

Welbiar Ianipartl1000 East Main Sre
Logansport, IN 46947
Ihon. 514.722.1177
Fax 574.75.3.113

Walikiar Uulvwully P'a*
1100 i4amIlwn Avenue
unrvemr~ ParS, iL 5(3484
Peone 708.534E581
Fax 108.534.7819



ESAB
CERTIFICATE OF ANALYSIS

DITE 12/2D/2013
rAGE: 1
2-3'16t16-0O-0-A

CZRTIrZED Z~IATERZALS TEST REPORT
CUSTONER RA'lIE: iWELDSTAR CONPANY

1750 MITCHELL RI)
AURORA
IL 60504
USA

CUSTOJER•IS ORDER N0= 9064i46
17W USER LIXIE #4:
TEST NO =2-54846-00-0-A
3ejeLS0 MEETS THE CRITERIA OF AN E71T-1 CLASS

PRIOR TO 1995 ADDENDA WHEN USING 75/25 13A5.
CLA.SXT¥£cATXOlf: E7l T-1KI14H~/T- 12MJHI4
DIANLETER a LEZTE .045" X 33# SPL,
flHSECTZON LEVEL:
LOT NO: 10029w
TRADE•iANK, )DUAL SHIELD IU 7DT12H4

AS?4E SFA 5.2 o OISEC.ZI,3PART C, SEC. III• SUSEC
N52400 FOR CLASS 1 I2ATER!AL•zol0 EDITION,
2011a ADDENDASPA 5.01,LOT CLASS T3,SCHEDULE IC,
10 CFR JSOJAPPENDIX B AND 10 CFR PART 21 APPLY.
ClINICAL ANALVSZS
Carbon .05
Manganese 1,13
5S.14o0n .36
Phosphorus ,.013
Sulphur .008
Chromium .06
Nickel .02
Hol~,bdenum . 01
Vaniadium .02
Copper ,04
RI•DZOGRPNY¥
AS WELED ; SatisfPactory
flJT i SatiesfactorySC•JSS-ELZEVE•D Satisfactory
FLAT , SatisFactory
DUTTUSIBLE HYDROGEII.
NCETHOD G C
AIIPS a 245
VOLTS ., 26
ESO : 3/4

lUXNU SZIIGLE VALU E al/lO0 gr:- 2.8
A.VERAGE VALUE m/l/O0 gp: 2.7
A't~mopheri.o Temprataure : 69 Dog.
Relative Humidit'y: lOX

ORDER # 537952

EN•D USER
END USER P.O #
END USER ITEM #=

WEIGHT: .15411 Lb
GROSS WEIGRT;
WqET NIX 710"
NTJCLE• NTO:

This CTVTTR covers SMCi
PO# 31430; Wefdstar

Nudear shippinhO P41022176

WELDSTAR COMPANYS
QUALITY SYSTEM CERTIFICATE

(MATERIALS) Q$C 29•
EXPIRATION DATE JA?,. 5, 2015

C~al

POWCER

FEB 28 zoI
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2.8 2..5

MSOkSOn jQ41~
QA Rg~4mwm1 ,..~4
and Approved ~*urn

43:

The ESAB Group, Inc..1500 Knrare Laae
Hanovor,]Pa 17'331
•www.esab.com
F~ax: 1-800-444-8911
Phoue~ .800BO-ESAB-123 SK ~

K. ~i Wanh~~uI',nrI~ar 4 QA$ezvIaO~



U-

ESA B
TENSILE

AS-WELDED
CALCULATED IZKLD(PS1) 74490
CALCUL7iTED TE~?SILE(paj)2  83146
X ELO~GATZ0?r 27.0
X REDU~TIOM OF AREA 73.1
HEWING PARAMETERS
ETLL : 1

CERTIFICATE OF ANALYSIS DATE 12/20/2013
PAGE:= 2

2-5486-000-A

STRESS-RELIEVED
68338
80985
29.0
72.6

SPLIT
SHIELDING GAS USED
AMP•S •
VOLTS:
WELD P•OSITION:
HWAT "INPUT ACTUAL:
H'FS
TRAVEL SPEED•
POLARITY
PREHEAT
INTERPASS
ROOT OPENING•
NE'AT TREAT TEMP-
NEAT TREAT HOURS.
HEITINIG RATE/HOUR;
COOLING RATE/HOUR•
IM~PACTS

AS-WELDED

STRESS- RELIEVED

7
75 Ai-/25 C02
2•40
27

33.28 KJ/jn
382
11.68 IPX'
D0÷
250 F
300 F
112"
1150 F
8
100 F
100 F

7-svr

TEMP

0
-20
-20
-20

-40

TEMP/
0
0

-20
-20
-20

-40
-40

C F)

(F)

Ft -Lbs
137
137
132
135
135
132
108
115

Ft- Lbs
125
124
12'1
107
106
110
105
106
98

LAT ZR?
75
75
85
68
86
77
67
71

Li.T ER?
75
77
77
69
73
73
77
75
67

r smEA
80
80
80
80
80
80
80
80
cc

80
80
80
80
80
70
80
80
7'0WELDING PROCESS:

TENSILE SPECIMEN
IMPACT SPECIM.EN,
ELONGATIONI (2").,X
FILLET
VERTICAL-U?
OVERHEAD

FCAW
.505

,394fl ~
f,//,•l

Satisfactory
Sa*isfactor.y

The •8AB Group1 Inc.
1500 Karen Lane
Han~over, Pa 17331
,www..esab~com
Fax: 1-800-444-8911
Phone: 1-800-ESAB-123

By; K O~r~
K. W ~aM~ar, Q.A. Bogy jn~s

CDMl
POW/ER~

FEB 2 06
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ESAB

MADE- ZN USA
COUNTRY OP DRIGXN- USA

CERTIFICATE OF ANALYSIS
DATE : 12/2012013
PAGE: 3
2-54646-00-0-A

Qualitty •raeas Progam flume Xo. 10 Rev. 1 dated Aupest 7, 2Ql•Quality Sysems Qertliloats 10. Qae-i•i Expiration D~ate S eptember 1, 2014The uzdoeisgfled cerifiees and affirm tilat the contents of this report are orr~ect M accurateazd that; .el1 teat results amd operations peflereed, by ]•IPA or" :its an0. contractors arc in coao!ia'ce wiLtJ thelreiremueats of• tfe mat.erial, .peoifi¢aat• anld tile epoch ±0 applicable maerial requirements of AS! DOulrand PresOW Vessel Code, Sectilon U!,L nwlud~ug Division I, Subseotion RUE-S BOO.This. ,at~e25iaI. is certi~fied to be fEree of any mercry.

PowEr-.

FEB 2 6 tilt
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Ma~
Q4R9VIGWGd~ 2~'~

~. /24.7-13
The ESAB Group, Inc.15OO0aron Lane
Hanover, P. 17331

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

By:' K drtta&~
LWlldasnSuuvsm~ GA. Services



,.***,I.. -~EIAD =@ 2

j.~. -

Bh8zaf~I inferrnaffrrn nil riTh~w ~fr~Wiz1

a informacl6n 8obre los riesgos en4os ratemfes.
ir Pinfonnation do risque au v~so. - ~ -

-~1-- -*~*

.. -*

DUAL SHIELD II 7OT~12H4
Pwt Numb Diarneler (In.). Weight (lb.)

245016290 15kg
UPC AWS AS.20: E7¶T-¶M-JI14

AWS A5.~: E7¶T-1~i-.1H46DIIDIS1EWMIMIE4  ASME BFA 5.20
L.A.- 4Y4OB(H1~)

Lot(1C) .4 ~ D.N.V.- IV YMS(HG)
I VUe~O~2 CERTIFIED by C.W.B. to GSA WCWB ClaM; E4Q1T-1~&l444

G.L-4YH¶O5, ABS.-3SA~3Y8A(H
PKQ cODE 331L312583

~ AWS MIS Z~Q1. WM1NINGI TI1~ I~odUct COi~Inh O~ V(041*SI m chUii~ilI
kno~fl b U2s 8~ Of calImnvn ~ CIUM.~MM Ofld bftli ds*o~ ~romM I
r.prod~e hami), ~uII~n¶~e Heath & b~tj Code 2~249.5 etae~jEoa~ Group Inc. Made In Hanover. PA lISA www.Eaab.com
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QP-2.O-F-1

Training Form

_______________________________________Page I of I

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: L'(94,'- )b. 4,,'S Training Duration: 30 mai

ATTENDEES:

Print Name F ae

15 rKo9•'•e%,/.g, -•

12•6 ••~b• <-

18

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

SIssued for Use: 611 5/15 Rev. 0

-J



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 WireDocumentation In acco~rdance with QP-WI-14.3, General Weld Wire Best Practices
DATE: .0iC t /b,, 1 Training Duration: 30 mil

ATTENDEES:

12itNm) Sinae13•:'l 3•^•_

t.14

17

19

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

{Issued for Use: 6/15/15 Rev. 0 [



QP-2.0O-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-1 4.3. General Weld Wire Best Practices
DATE: IO/l•~/i6 Training Duration: 30 rai

ATT'ENDEES:

SgnName)
(Print ame) (ign.

'19

20

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

Issued for Use: 6/15/15 I Rev. 0

.,A



QP-2.0.F-1

Training Form
_________________________________________Page 1 of 1

TRAIN ING FORM
INSTRUCTOR: Russell Stone & Chris Gates

SUBJECT: Weld Wire Issuance andControl in accordance with ,QP 9.0uWeld WireD ocumentation in accordance with ,QP-Wl-14.3, Ge~neral Weld Wire Best Practices
DATE: ______________, Training Duration: 30 nain

ATTENDEES:

18

29 •_ - --

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

SIssued for Use: 6/15/15 Rev. 0
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SMC! DIVSION QP-9.O
PROCEDURE Rev: 8

DELIVERING MORE THAN METAL

Machining ServicesP ARD AT

SUBJECT:

Peter Furman_ 718/15Weld Filler Metal And 'Consumables Control APPROVED BY/IDATE

Gamalan718115

Engineering Manager Date

Eecive=,o, Date!.,, ,

UNCONTROLLED IF PRINTED
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Revision Summary

Previous Revision Numbers Date Approved,
0 42/3..

6... 3113(13

7 ' 3120115

Change 'Reason for ChangeR~eformatted procedure to match approved Editoriai Correction.
format
Step 4.1 -Adde~d Leadman/Foreman to Described responsibilities for this position.responsibility section.___________________
Step 5.3.7 - Deleted Heat and Lot # and N # and Ml # can be used to track material.replaced with N # or MI #. Satisfies CAR 2015-129 CA# 1.Steps 5.4.1, 5.4.2, 5.4.3, and 5.5.3 - Deleted N # and MI # can be used to track material.Heat and/or Lot# and replaced with N # and MI Satisfies CAR 2015-129 CA# 1.
Section 6 - Updated instructlons for handling Correct direction to referenced document anddocuments, add verbiage about minimum retention time for

Weld Inventory Log and Weld Consumable
____________________________Issuance Log•. Satisfes CAR201 5-324 CA# I.

_ _ _ _ _ _ _ _ _ __ _ _ I

UNCONTROLLED IF PRINTED
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QP-9.0
Weld FIl~er Metal And Consumables Control Rev. 8

Page 3 of 13

1.

2.

3.

4.

6.

6.

7.

8.

TABLE OF CONTENTSPURPOSE..........................................................................t....... 
............... 4SCOPE .............. .......................................................... ~l**...W*Sfl**......4

TERMS, DEFINITIONS, ABBREVIATIONS, AND ACRONYMS ............................. 4

M.AIN BODY .................................................................................
S.........l**flf .... * 5

5.1 Procurerment.............................................................................. 
5

5.2 Receiving .................................................................. 
5

5.3 Storage Requirements ............................................ 5
5.4 Marking of Weld Filler Metal ......................... ,................... 7
5.5 Withdrawal and Issuance of Weld Filler Metal............................ 8
5.6 Usage In Production................................................... 

9
5.7 Return of Weld Filler Metal ................................... ........ 9
DOCUMENTATION AND RECORDS ... .................................................. 9
COMMITMENTS & REQUIIREMIENTS. ...................................... ..... 10
R~EFERENCES...............................................................................10

FORMSQP-9.0-F-1, Wire Cabinet Temp/Humidity Log.................
QP-9.0-F-2, Wire Inventory Log ...................... ;.........
QP-9.0-F-3, Wire Consumable Issuance Log .............

................. 1

... . .. .. . . .12
................... 13
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1. PURPOSE
1.1 This procedure defines the responsibilities and methods necessary to maintain positive

control over weld filler metal as required In Section 9 of the Quality Assurance Manual.

2. SCOPE
2.1 This procedure provides the requirements for controlling weld filler metals from receipt

Inspection through consumption in the welding process.
3. TERMWS. DEFINITI.ONS. ABBREVIATI.ONS. AND ACRONYMS
3.1 FCAW - Flux Core Arc Welding
3.2 • - Gas Metal Arc Welding
3.3 GTAW - Gas Tungsten Arc Welding
3.4 SAW- Submerged Arc Welding
3.5 Weld Filler Metal - Consumable electrode or filler used to form a weld pass
3.6 Weld Filler Metal Copntrol Box - (Hereafter referred to as Conrol miox). A temperatureend humidity monitored storage container, in accordance with NQA-I -. 1994, Level Bstorage, used for stoting weld filler metal to provide protection from detrimental

environmental elements and to provide a controlled location that weld filler metal is
distributed from for work on the floor.

4. RESPONSlBIUITIE$
4.1 Leadmran or Foreman - is responsible for withdrawing weld filler metal for non-Nuclear,

nion-ASME Suotion III, u, r~cni-ASME SvuAknio Vlll jvui• fi~.ai, ju,• Cu,,trui Bwxus foi the~i,Jobs,
4.2 Project Manaaer (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 towelding on their job.

4.3 .Quality Manaoer (QM) - The QM shall be responsible for assigning keys to personnel for
the locked Control Boxes.

4.4 Quality Personnel - The Quality Personnel, hereafter referred to as Quality, shall be
responsible for signing weld filler metal In and out of the Control Boxes for Nuclear,
ASME Section 1 II, or ASME Section VIII work.

4.5 _Receiving Insoector- The Receiving Inspector shall be responsible for receivng in the
weld filler wire in accordance with QP-7.1, Receiving Inspectons.

4.6 Weldlnq Enalneer (WE) - The WE shall have control over all weld filler metal. The WEshall be responsible for reviewing weld filler mete procurement documents to ensure thatthey meet the requirements of the job.

UNCONTROLLED IF PRINTED
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5.1 Prcrmn
5.1.1 Generate the procurement documents for the weld filler metal associated withtheir job in accordance with QP-4,O, Control of Purchasing. [Project Manager]

5.2 cen
5.2.1 Receivng Inspector shall inspect weld filler metal in accordance with QP-7. 1,

Receiving Inspections. [Receipt Inspectorj
5.2.2 Weld filler metal, prior to or while being checked in, shalt be held in the shippingand receiving building or in a location controlled by the Receiving inspector.
5.2.3 IF the shipment is acceptable, ThE notify Quality for Nuclear or ASME relatedwork QE the leadman/foreman for non-Nuclear or non-ASM~E related work

individuals listed in the following steps.
a. IF the weld filler metal had been ordered for a non-Nuclear, non-ASME Section III, O__ non-ASME Section VIII job, Jj the ReceiptInspector shall alert the foreman or leadman on the job to have the wireplaced into the Control Box In that area.
b. LE the weld filler metal had been ordered for a Nuclear, ASME Section Iii,ORASME Section ViII job, THE the Receipt Inspector shall alert Qualityto have the wire placed into the appropriate Control Box in the nuclear jobarea.

5.2.4 JF the shipment is not acceptable, THE it shall be dispositloned in accordance
with QP-7.,1, Receiving Inspections

5.3 Storaae Reauilrements
5.3,1 Al weld filler metal shall be stored in Control Boxes. [Quality]

a. Setup Control Boxes in accordance with NQA-1 - 1994, Level B storage
requirements.

5.3.2 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.
5.3.3 Control Boxes shall be kept clean and orderly.

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

UNCONTROLLED IF PRINTED
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QP-9.O
Weld Filler Metal And Consumables Control Rev. 8

Page 6 of 13

6.3.4 Control Boxes used for Nuclear, ASME Section I!1 or ASME Section VII jobsshall

* Be locked at all times.
• Show a Ifst or the location of a list of people who are authorized to access

the Control Boxes
* An identifier 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.Ba

5.3,5 The Quality Manager shall Issue keys to the Control Boxes to authorized
personnel only, (Refer to Step 6.3.4).

5.3.6 Control Boxes temperature and humdidty monitored.
a. Check and record the temperature of Control Boxes used for Nuclear,

ASME Section Ili or ASME Section VIII on QP-g.0-F-1, Wire Cabinet
Temp/Humidity Log on a dally basis.
1) Record the temperature on QP-g.O-F-1
2) J.E the temperature Is less than 40°F QE greater than 1 400F, j~

contact the Weld Engineer (WE) for resolution.
b Check and record the humidity of Control Boxes used for Nuclear,

ASME Section !11 or ASME Section VIII on QP-9.O-F-1, Wire Cabinet
Temp/Humidity Log on a daily basis.
1) Record the humidity reading on QP-9.0-F-1.

5,. Qualiiy will record weld filler metal in the C~oniri Box on CiP~..U-F-2, WireInventory Log. This log shall be checked and updated every week by Quality toensure an accurate count of the amount of weld filler metal available for eachjob. The Inventory Log shall have places to record the type, amount, diameter,
Heat/Lot #, N # / Ml #, and Job # (If assigned) and date and initials of the
person completing the Inventory.

5 38 SAW flux used shall be dry and free of contamination from dirt, mill scale orother foreign material.
a. IF the seal on the SAW flux bag has been broken, THE~N the SAW flux

shall be stored In the Control Boxes.
b. WH•~ the seal has been broken on the SAW flux bag, THENf ensure thebag is marked with the job number It is currently being used on AND the

date ft was opened.

UNCONTROLLED IF PRINTED
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c. Discard SAW flux if any of the following conditions exist:
* The flux is exposed to moisture
* Exceeding exposure limits in accordance with the manufacturer's

recommendations or project specifications.
d. IF the flux bag has been previously opened, THE the top one inch of flux

shall be discarded and not used
5.4 Markina of Weld Filler Metal

5.4.1 Weld filler metal ordered for Nuclear, ASME Section Ii, orASME Section Viii
work shari have the N # and Job # on each container.

6.4.2 Weld filler metal ordered for Non-Nuclear or non-ASME Section III or non-
ASME Section VIII work shall have the MI# 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.
5.4 3 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
* A unique marking (numbers or letters) on the spool or wire ends that

is identified on QP-g.Q-F-3, Wire Consumable Issuance Log.
6.4.4 I.F the traceability of the weld filler metal is lost (e.g., the markings are illegible

or the tags have been lost), THE Quality shall inform the WE or QM of any
weld filler metal traceability issues.

UNCONTROLLED IF PRINTED
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5° ithrwlan d ssuance of e FllerMeta

NOTE:
* The Traveler identifies the WPSs that are to be used for a Job.

® The WPS identifes the type of weld filter metal to be used
* To receive weld filler metal the welder must have a traveler for the job

they are working on.
* ~ SMCI 'does not Issue coated electrodes for any jobs.

5.5.1 The WE is responsible for verifying that all welders put on a job are qualified forthe 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.

5.5.2 JE weld filler metal Is needed for a Nuclear, ASME Section III orASME Section VIII Job, Ijj the welder shall inform Quality of the need forweld filler metal.
a. uuatIty wuil review the iraveler with the welder to determine the correct

weld filler metal that is needed for the job.
b. Quality shall verify that the welder Is listed on the Welder Performance

Qualification Report as qualified to make that weld.
5 53 Quality shall record the date, welder's name, welder's stamp, N # or MI #,Job #, the time the weld filler metal is released and the amount Issued on OP-9.0-F-3, Wire Consumable Issuance Log when checking out weld filler metal.
5.5.4 IF Issuing weld filler metal for GTAW process, THEN the weld filler metal shallbe marked in accordance with Step 5.4.~3 and given to the welder in a wire tube.
5.5.5 IF issuing spools of weld filler metal, THE the spool shall be marked in

accordance with Step 5.4.3.
5.5.6 Flux Is Issued in conjunction with the weld filler metal with whlch It Is qualified.
5.5.7 The leadman or foreman for non-Nuclear, non-ASME Section ill or non-ASMESection VIII jobs Is responsible for withdrawing weld filler metal from the Control

Boxes for their jobs.

UNCONTROLLED IF PRINTED



UNCONTROLLED IF PRINTED

Weld Filler Metal And Consumables Control Rv

5.6 Usage in Production

5.6,1 The welder shall control their weld filler metal to prevent contamination ormisuse by other welders.

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

5.6.2 GTAW weld filler metal shall be kept in wire tubes when not in use to keepclean and segregated from detrimental materials.
5.6.3 Spooled weld filler metal shall be covered when not in use for an extended

period of time to keep it clean,
5.0.4 The welder shall

a. Record the N # or Ml # of the weld filler metal on the Traveler
b. Sign for any welds indicated on the Traveler that were made.

5 7 Return of Weld Filler Metal
5.7.1 Weld filler metal not consumed shall be returned to the appropriate weld fillermetal Control Box by Quality.
5.7.2 WHEN there is no longer a need for the weld filler metal, THE~N 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.

5.7.3 Used or damaged weld filler metal (i.e. GTAW rod ends or spooled cut lengths)shall be discarded into containers marked to Indicate it as controlled weld fillermetal.

5.7.4 Unused flux issued In conjunction with the weld filler metal shall be discarded
5.7.5 Quality shall complete QP-9,0-F-3, Wire Consumable Issuance Log byindicating unused weld filler metal was returned or that all the weld filler metal

was consumed during that shift.

6. DOCUMENTATION AND RECORDS
6.1 Weld Inventory Log and the Weld Consumable Issuance Log that are fully filled out shallbe 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 andQP-WI-1 7.3, Traveler Closeout and QA Record Archiving

UNCONTROLLED IF PRINTED



UNCONTROLLED IF PRINTED

QP-o.0
Weld Filler Metal And Consumables Control Rev, 8

Page 10 of 13

7. COMMITMENTS & RE.QUIREMENT'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, Receivng Inspections
8.1.3 QP-WI-6,3, Traveler Issuance and Control
8.1,4 QP-WI-17,3, Traveler Closeout and QA Record Anchiving

8.2 Sourme References

8.2.1 NQA-1 -1994

UNCONTROLLED IF PRINTED



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

QP-9..a-F-1 
QP-9.0

Wire Cabinet Temp/Humidity Log jRev. 8
Page 11 of113

'" M&TE # Used Tempraiture Irnt H~gommter ..Cabinet Area and cal Due
Date:SDate' Temverature (•F) H-umidlt'."'" '°initial

UNCONTROLLED IF PRINTED



UNCONTROLLED IF PRINTED
Prooedure Titl~e: Weld Filler Metal And Consumables Control

QP-4.O-F-2 QP-9.O
Wire Inventory Log Rev. 8

Page 12 of 13

Type Scaled Boxes Diamoter INeat/Lot# N#lMZ'# -| "Job#"De

UNCONTROLLED IF PRINTED



Procedure Title: Weld Filler Mtetl And Consumables Control

QP-9.0-F,.3 
QP-9.0

Wire Consumable Issuance Log Rev. 8

Page 13 of 13
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REFERENCE. ON LY.-

Exhibit A, Form TF-O01 - Training Form

TRiNN FORM

INSTRUCTOR: Self

•SUBJECT:
-~.. -2 .,2 Quality Assurance Auditor .& Lead Auditor Training & Certification REV 3

.. •P-73,Commn.ercial Grade Dedication for Internal Use, REV 7
,7"QP-7.1, Receiving Inspections, REV 5

'QP-7.6, Commercial Grade Dedication by Suppliers, REV 2
NQ-5.3, Traveler Development Rev. 4

-NP.9.0 Weld Filler Metal & Consumables Control, Rev S
-,> QP-WI-14,3 Traveler Usage and Completion, Rev 0
K"NQP-WI-1l7.3, Traveler Closeout and QA Record Archivwng, Rev 0

.• QP-WI-6.3, Traveler Issuance and Control, Rev 0
QP-W[-CUT01, Laser, WaterJet & Plasma Cutting, Rev. 5

ATTENDEES: DATE: 7/13/15

Notes: The information noted above and expectations were reviewed with the above personnel inattedane. • f
Instructor Signature:

Dat: __/ ___ ____- _

REFERENCE ONLY



RE~FERENCE ONLY
SMCI Procedure Training/Review

rA4WORK GROUPL.

NAME: E:)a'~ /•••.•••

,REFERENCE ONLY

*By signin8 this block tacknowledge that I have read and understand the intent of the procedure
PTF-OO1 Rev 0 7/2.3/2015 Page l of 2.



REFERENCE ONLY
SMCI Procedure Training/Review ...

WORK GROUP: SMCI Management

NAME Lance Penn

P5rocedure Revision SignatuJre Date " 'QP-WI-C:UTO1, lASER, WATER JET " S•"

CONSUABLESC.NTOL P,/r
QP-7.5, COMMERCIAL GRADE 2 • ;/,f•j..
DEDICATION BY SLJPPUERS 9~A
QP-7.3, COMMERCAL GRADE ' 7"'DEDICATION FOR INTERNAL USE //,/'r/

QP-2.2, QUAUTY ASSURAN~CE 3

TRAINING & CERTIFICATION _______________ 
_ ______

REFERENCE ONLY

*By signing this block I acknowledge that I have read and understand the intent of the procedure
PTF-001 Rev 0 7/13/2015 Page 1 of 1



REFERENCE ONLY

Exhibit A•, Form TF-0eO1 - Training Form

TRAINING FORM

NSTRUCTQR:im~RDmj~ 
1d. ~(

SUBJECT: .o

QP-5.3 Traveler Development Rev 4,
QP-WI-6.3 Traveler Issuance Rev 0,
QP-WI-l 4.3Traveler Usage & Completion,
QP-WI-1 7.3 Traveler Closeout & QA Records. Archiving Rev 0 DURATION:

ATTENDEES: Dan rna DATE: 7/1 0/15

with the above personnel in

Date: 7.10.15

REFERENCE O"•NLY



REFERENCEj ON]LYSMCI Procedure Training/Review

NAMEGou: S/' d ., A ix 9ckro-

Procedure Revision Signature * Date

cQ-q9 -T"2.i- _____l•

•?-c~o • -t •2. • kk

REFERENCE ONLY

*By signlng this block I acknowledge that I have read and understand the intent of the procedurePTF-0O1 Rev 0 7/:13/2015 
Page 1 of 1



R-EFEREFNCE ONLY
SMCI Procedure Training/Review

NAME:/, -"7 tc

£®Q-Tho 
___•

CQ.-Th3 .. .

_ _ _ _ _ _ _ _ ,2QQ0_-Q -,OD ) ,

REFERENCE ONLY

*BY signing this block I acknowledge that: I have read and understand the intent of the procedure
PTF-001 Rev 0 7/13/2015 

Page I of :1



REFERENCE ONLY

Exhibit A, Form TF-001 - Training Form

TRAINING FORM
INSTRUCTOR:. .Twai-.n: ~

SUBJECT:Qr-7.....ciin In :c•ton R",, € •9 X-). (Ge tad¢ ((P.r
QP-5.3 Traveler Development Rev 4,
QP-WI-6.3 Traveler Issuance Rev 0,
QP-WI-14.3Traveler Usage & Completion,
QP-WI-1 7.3 Traveler Closeout & QA Records Archiving Rev 0 DURATION:

(Print Name) . r
DATE; 7/10/15

(Sign Name)

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

Instructor Signature: > 9~2m

Date: ''5-

REFERENCE ONLY



REFERENCE ONLY
SMCI Procedure Training/Review

WORK GROUP: Welders/Fitters/Helpers 49th1oP•.-,' - /"
J'JIVArlIE' . (Z~~J•I/-•IVI t:

REFERENCE ONLY

*By signing this block I acknowledge that I have read and understand the Intent of the procedurePTF-0O0: Rev 0 7/13/2015.= 
Page l of I



REFERENCE: ONLY
SMCI Procedure Training/Review

Procedure Revision -signature * Date

C•P Z..Z 3 _____ /,,

_ _ _ _ _ _ _. _ _ _2. ... / "_ _,,_ _. l _l

___ -__ ___ C • __.._r/__/4 -

O•- ot- • • ,,.• /,,0
0T

REFERENCE ONLY

*By signing this block I acknowledge that I have read and understand the Intent of the procedure
PTF-0O1 Rev 0 7/131/20:15 Page 1 of 1L



REFERENCE ONLY
sMCI Procedure Training/Reviw....

WoRK GOUP: • MJt •L't•T

Procedure Revision Signature *. Date,

f3,-,-1

,__ _ _ _ __ ~ U 4

REFERENCE. ONLY

* By signing this block I acknowledge that I have read and understand the intent of the procedure
PTF-O0O1 Rev 0 7/13/2015 Page 1 of 1



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. I, 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.O, Weld Filler Metal & Consumabies Control, Rev 8,
QP-WI-6.3 Traveler Issuance Rev 0,
QP-WIl14.JTraveler Usage & Completion,
QP-WI-17.3 Traveler Closeout & QA Records Archiving Rev 0,
QP-WI-CUTO 1, Laser, Waterjet & Plasma Cutting, Rev 5,
QP-WI-CUTO2, Laser, Waterjet & Plasma Cutting Embedment, Rev I (CANCELLED)

A'TrENDEES: SMCI Foreman DATE: 7/10/1 5
(Print Name) (Sign Name)e-AI

SUBJECT:
QP-5.3, Traveler Development, Rev 4,
QP-WI-6.3 Traveler Issuance Rev 0,
QP-WI- 14.3 Traveler Usage & Completion,
QP-WI-CUT0 1, Laser, Waterjet & Plasma Cutting, Rev 5,
QP-WI-CUTO2, Laser, Waterjet & Plasma Cutting Embedment, Rev 1 (CANCELLED)

A'TrENDBES: PreFab, Paint/Blast DATE: 7/10/15
•.(rint Name (Sig Name)

SUBJECT:
QP-5.3, Traveler Development, Rev 4 & QP-WI-6.3 Traveler Issuance Rev 0

ATTENDEES: Machinist DATE: 7/1 0/15
(Print Name) (Sign Name)

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

Instructor Signature: Date: 7 /i/ @/,-€

REFERENCE ONLY



REFERENCE ONLY
........ _SMC!IProcedure Tr~ai'ning/Review

WORK GROUP: SMCI MANAGEMENT

NAME George Lynn

Procedure Revisio n Signature * Date .QP-2.2 Quality Assurance Auditor 3
& Lead Auditor Training &

QP 7.1 Receiving Inspections 5 U O

0QP-7,3 Commercial Grade 7 /! j .--
Dedication For Internal Use • •f 50'(-/.•
Q•P-7,6 Commercial Grade 2] •
Dedication By Suppfiers _• -5 ' "
Q•P-9,0 Weld"Filler M~etal & B
Consumables Control 

-• • . -/6•/•
QP-5.3 Traveler Development 4-

QP-CUT01 Laser, Water Jet & 5 ••- tL&
Plasma Cutting _.,______/•'

QP-WI-6.3 Traveler issuance & D •)

"QP-WlI-14.3 Traveler Usage & 0 )
Completion /./ -v •-/ ]"

QP-WI-3.2 Metal Tek/SMO 3
Drawing Format _""-/7

*By signing this block I acknowledge that I have read and understand the intent of the procedurePTF-O01 Rev 0 7/13/2015 Page 1 of 1REFERENCE ONLY



REFERENCE ONLY

Exhibit A, Form TF-00i - Training Form

TRAINING FORM

INSTRUCTOR: GAMAL H-A1NDA1L ____

SUBJECT:

QP-WI-CUT0I REV 5
QP-WI-CUTO2 REV 1
QP-9.0 REV 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

ATrENDEES: .SEE BELOW,___

(Print Name)
DATE: 7/1 5/15

(sign Name)

I CHRIS BOPP L i E2 PETER FURMAN _

3 ABDEL RHAMNDA .•1,•("/''" '-"••

8

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

Instructor Signature:

Date: 7 ~

REFERENCE ONLY



Agenda

* Safety-PPE
• Safety Culture-"Tribai Knowledge", Personal

responsibility 
r

o• DMTM-Recognition/One Minute Reminder m"I
-fl * CAR 2015-202 rrrl 

-iz• • Procedures Revision Review: QP-2.2 Rev 3, QP-2.O Rev 2, c
z QP-5.3 Rev 4, QP-7.1 Rev 5, QP-7.3 Rev 7, QP-17.3 Rev 0, 0
m 0.QP-7.6 Rev 2, QP-9.O Rev 8, QP-3.2 Rev 3, QP-WI-6.3 Rev .0

O~, QP-WI-14.3 Rev 0, QP-WI-CUT02 Rev 1 and O.P-WI-
CUTO1 Rev 5



REFERENCE .ONLY
Exhibit A, Form TF-00I - Training Form

TRAlNING FORM
INSTRUCTOR: .jH/gtJ# ~CG4¾,,

SUBJECT:, •uc.•q"rt/4.? - •S4• A6e,$O.

ATTENDEES: c..

(Print Name)

DATE: ,'l

(Sign Name)

, .A~_rPD____________
4 Vvi~~~s_ _ _ _ __ _ _ _ _ _ _ _ _ _ _

103>

15 .....

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

Instructor Signature: _______________

Date: __-____- ______

?p~..G. F~

REFERENCE: ONLY



.REFERENCE ONLY

Exhibit A, Form TF-O01 -- Training Form

TRAINING 'FORM

INSTRUCTOR: Sb• "' ea.-
SUBJECT: •, '1-i l4,At$)• - 5.E. A,&ebA

ATIFENDEES: 07c.

(print Name)
DATE: 7•Y/

(Sign Name)

in attendance,

Instructor Signature:

Date: •,€.,

.REFERENCE ONLY



REFERENCE .ONLY

Exhilbit A, Form TF-001 - Training Form

TRAINING FORM
INSTRUCTOR: -••••" ' -

SUBJECT: •,.X,.-A-y~ •."',-sc• P-i•

ATI'ENDEES: L2L--

(Print Name)

DATE: - -/"

(Sign Name)

1

2,I/ /
3I

6. ... ,

13 jii

14 ,.•'

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

in attendance.

Instructor Signature: __________________

Date: . /_7£2

?A&2 !

REFERENCE ONLY



.REFERENCE ONLY

Exhibit A, Form TF-OO1 - Training Form

TRAINING FORM

INSTRUCTOR: 5'}A, &, k

ATTENDEES: Qc..

(Print Name)
DATE: 7-i5-1 -

(Sign Name)

2 i.. yk A4: ,; _/___,,_-___________,

3oe:Tl nomto oe bv n xv•ttoswr eiwlwt h bv esnv

in attend____________e._

InstmotorSignature

12e "/-5

?A&e '-I o• REFEPENCE ONLY
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