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T™hie Adzinistrative Procedure establishes the requirements to

ASsure that specin) processes are controlled and accomplished

by qualified Psrsonnel wing Approved and qualified procedures

in ascordance vith applicable codes, standards, Specifications,

eriteris, and cther $pecial requirements.
ope

This procedure delineates the requirements for Qualifying the

perscnnel to perform the specinl processes such as Welding, non-
destructive exazination (NDE) and heat teeating to comply with
&pproved and qualified procedures in accordance with applicadle

codes, standards criteria and other Special requirements vhich

§-Ve™ nuclear safety related (and non Duclear) structures, systecs

d components.

ASME Boiler & Pressure Vesse) Codes - A &pplicable secticrns.

.8.8.D.7. Recommended Practice SNT-TC-14
UBAS B31.7 - latest isgue
Metropolitan Bdison Technical Specifications

A.E.C. 10 CFR 50 Appendix B, Criterion IX.

+3.6  ANSI - Ls.2
1.3.7 Attached - Attechments 1 thru p
1.3.8  Met-Ea OQA Plan Rev. €

Enznalbil;tlgu

2.1 The Manager Generation Maintenance and the Supervisor of Maintenance
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shall be responsidle for Sssuring that only qualified and certified
personnel are Sssigned to perfore the special Processes such as
velding, heat treating, ete.

2.2 Te )hn‘or-Opouttonu Quality Assurance shall be responsibdle for
Sssuring that only qualified and certified personnel ars Aasigned
to perforn Non-Dewtructive Exazinations. He shall fUlfill this
Tresponsibility by means of surveillance and audite of performance
and S\pporting certification. The Marager-0QA s further responsidle
for the training, Sxazination, Qualification and certification of the
Ppersonnel wvhe perform non-destructive exaxinations. He shall alsc
be responsibdle for the maintenance of a1 the relates documents
vhich are subject to audit,

2.3 The Suypervisor of Maintenance shall be responsible for the training,
exazination, qualification and certification of the perscrnel who
perforn the Special processes such as velding, heat treating, ana
thoee other Processes vhere A8surance of process Quality depends on
the basic skill of an {ndividual and caanot be Assured by the in-
Spection process Per se. He shall also be responsitle for zain-
taining the certification records, resumes, and other records vhich
Are subject to audit,

The Maneger-Generation Maintenance, Supervisor of Maintenance, anga
the Mariager-Operations)l Quality Assurance shall be responsible for
maintaining the necessary records for their personnel vhich are
required to meet the Met-Ed Technical Specifications and applicable
code requirezents. These ncordlouhul include the folloving (see
Saxple forms attached),

1. Weld procedure qualification Test - Attachment No's 1 § 2
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Welder or velding operater Qualifications - Attachmer®

Ko's 3 4 &,

Non-destrictive Test Personnel Qualirication Record Form -
Attachzer: No, S.

List or *dpment type, model and serial f's vith Baintenar e
and calibmticn Bistory used for Londestructive fxaminations

by the Quality Control Department (0.g., rediographic, Wtrascnie
and leak Cetection Quisasnt, |

List of Salnifiea Testing L.bcrncrin. thelir personnel and
*Quipmect vhose services vere used to perform N.D.E. vhere

required {:z tre T.M.I. Plant.

8. All velders for all types of Barual and machine Arc and gas
velding processes Permitted by the ASME Codes shall be Qualified
to ASME Se:. I and certified by Metropolitan Edison Company,
prior to Ferforming Ay velding on structures, Systezs, or
Components built under the ASME Code.

Records sral) be maintained of the test results obtained {n
Velding procedures And welder performance Qualifications and
the results o* exaninations of velding Operators.
These reccras shall de Accessidle to the authorized inspector
and the h:uger-:';erau‘nn: Quality Assurance for reviev and
audite.

« Welders ar: velding operators l‘hl:; be requalified vhen
Recessary rer the requirements and conditions of Section IX

ASME Code.
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3.2 MJ_QL’-_;;-;.}'_L;'.LH ERecinl Proceases

&, Bpecial Processes shall be performed in &ccordance with
QUAlified ana Approved procedures developed by Met.pa
tnc:nnor&:q Qsciplines and by Personnel whe have proven
Lo the Euperviger of Maintenance thelr knoviedge ana
ability to CArTy out the Process in ccordance with the
Acceptance Standard of the process being Sccomplished,
Ccrtlf::n:lon and periodic re-certificatioa of special

Process Personne) and4 *Quipment ghal) be done i &ccordance

Vith Met.rq Procedure.
The Supervigor of Nlintcnnnco. ir Decessary, shall set up o
L€ program which will assure the cvt:llhility of
Qualifies Personnel required to Perform the Special process
involved {n plant Cperations,
on-Destructive

.. Poroonnol. prior to Performing any Bcn~3¢ltru:t1vt Ex;&inltiono.

.8, Magetic Particle (Mr), Liquia Penetrant (pr), Ultrasonic

Test (UT), ana Radiography (mrr) Shall be qualifiea and certified

in accordance vith the ASNE Codes and SNT-TC.1a,

b. The Manager-oga shall establish o Program hich wil) mak e
&vailable the Personnel required to pPerforn the N.D.E, required
for the day to day Activities {n the ™I Plant. This wil) include
training, exarination, Qualification and certification per the
Frecommendations and requirements of SNT-TC-1A and the applicable
codes. (ASME, 10 cFm 50, ANSI-L5.2, ete.).

At the Option of the Nlnlgcr—ﬂpercticnul Quality Alnurtnce. an

Outside Agency may bde engaged to perform the NDE services requirea.
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™is can include the services of o Lavel III Sxaziner to
QuUAlify Level II and level 1 Perscanel or to perform the
Sctual 'TE services required, eo.g., M or RT, ote. HMov-

ever, the Mareger-oQa all be Tesporsible Jor the Cortification

of his Ferscnnel and/or the documentation of the QC Serices

perforzad vy the outside Agency .
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WPS NO.

Rev. 1 10/22/75
e W
01.002
METROPOLITAN EDISON COMPANY 'roc gux.m.ims
GENERATION DIVISICN le‘
WELDING PROCEDURE QUALIFICATION RECORD MO, DATE

WELDING PROCESS(ES)

WELDER

Be. X0, _ STAC MO,

TYPES

(Manuel Automatic,Semi-Aut,)

JOINTS

Groove Design Used

 BASE METALS

Material Spec.

Type or Grade

P No.
Thickness

to P No.

Dismeter

Range

Other

FILLER METALS
Weld Metal Aralysis A No.

Size of Electrode

POSITION

Weld Progression

Filler Metal F No.

Position of Groove

SFA Specification

Other

(Uphill, Downhill)

AWS Classification

PREHEAT

Other

Preheat Temp.

Interpass Temp.

Other

POSTWELD HEAT TREATMENT

Temperature

GAS

Time

Other

Other

Type of Gas or Gases

Composition of Gas Mixture

7.0
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» « J804 002
METROPOLITAN EDISON COMPANY Proc . Qual Hee (35—
0w September 20, 1974
GENERATION DIVISION ‘ ;

Ao~ voe N

e —————————————

ELECTRICAL CHARACTERISTICS TECHNIQUE

Current

String or Weave Bead

Polariey Oscillation

Aape Multipass or Single Pass
(per side)

Travel Speed

Single or Multiple Electrodes

Other

NSILE TEST

SPECIMEN ULTIMATE CHARACTER OF
NO. TOTAL LOAD FAILURE &

LS. LOCATION

-

P ———

SUIDED BEND TEST
TYPE AND |
FIGURE NO.

(TYPE AND
|FIGURE NO. |

P ————————

Pre———

P e e————

—

T L TOUCHNESS TESTS
SPECIMEN T NOTCH NOTCH |TEST IMPACT LATERAL EXP DROP WEIGHT
NO. LOGATION | TVPE |TEMP | vALUES | Y SWEAN—Wrre BREAY W0 BRFAR

—

Type of Test

Deposit An-lu(s_

Other

T
[APPR BY

D21 2
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Boros 3.01-&2
METROPOLITAN EDISON COMPANY (Proc.Qual. hee, (PGR)

GENERATION OIVISION

[aeven e

Owse er 74

Reaulr - utuhctory Penetration {nto Parent Matal

Type and Character of Fatlure Macro-Resulty
S——

Yeu, No Yes, Mo

Welder's Name Employee No. Stamp No

Testes conducted by: Laboratory Test No.

per:

Ve cercify that the Statements in this fecord are correct and that the ¢t

velds weare Prepared, wvelded snd tested in accordance with the requiremen
Section IX of the ASME Code.

est
te of

Date By

Bigned o8 ANY

Welding Engineer

8y | aspr ay |aPpR gy

3

0D 2 2
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0Bt By, Proceders Qualificaiion Record 10722775

l!CONN!NDlD FOKW-MANUIACI’URLR'S RECORD OF
BRAZING PROCEDURE QUALIFICATION TESTS

e icanon No s — ——  Date \
MM\\ Murval or Maching e
&nﬁdlﬂuﬁucm e | PR L™ ———— 0 P N ———
(e Range thiy o™ qualifiey — TR

v e — PLux ANDOK ATMOSPHERE

Brasimg Alioy iy -l-n-w.u, P e Pl T rade Nmucnm\
Tempernonum Taage

M.d}om

—— C&nu.:.hn.-
— M\
M\J Mcm\

Denenicn, U tomg e
Bpec Towl Vitmace Unig Charnerer of Fuiture
Na. Wideh | Thicknens Arva Losd, Ls Sovw Py od Locaion

| o d Trpe nd
|
e Rewile Figure No. Rewaie
PRELOR l("ﬂON'NG Tesr (QBwsra, Qbady p, and Qbwes 1)
Type and Type wad
Pigure No, Remlt Pigure No. Rewmh
S ———




e R
METROPOLITAN EDISON COMPANY e Tert Gt e
GENERATION Division .f"“," 87
Welder or Welding Operator Qualification Tests
Welder Name Eaployes No. Stamp N,
Welding Process Type
. i Wot. Groove,Etc,)
In accordance with bilding Procedure Bpecification (wrs)
Backing
ASKe
Material Spec. to of P No. to P No.
Thickness _ Dia.
AN
Filler Metal Bpac. ¥4, ? No.
Other .
Position
Klectrical Characteriscic, Current Polaricy
Anpe Volte
FOR INPORMATION ONLY
Filler Matal Diazster and Trade Name
Flux for Subnerged Arc or Gav for Inert Ges Shielded Arc
Weld Progression
. Approx. Travel Spaed ipe
UL Moo TEST RESULTS
Type and Type and
Figure No. Resul Figure No. . Resule
{_

hdto;uphlc Resulte: por alternative qul‘lftutlon of groove walds by
Radiography: M

- " Test Conducted by Laboratory-iest No.

‘ per Test Date
gl APPR_ By _Laen oy [arvr_ gy
e 1.0 Shein o




Avlectant 3
P

»

1072277

METROPOLITAN EDISON COMPANY
GENERATION DIVISION

Fracturs Test

(Dascribe the locc’uol. Rature and sise of any crack Or tearing of the specimen)
Leagth and Per Cent of Defacts inchaes : 1
Macro Test-Pustion

Appearance-rillet Sise in. X in. Comvexity or

(:mm:avuy__h in,
Test Conducted by Laboratory«Test No.

per Teat Date

CERTIFICATION OF QUALIFICATION
BY THE RESULTS OF THis TRST, THIS WELDER IS QUALIFIED TO WELD UNDER THE
POLLOWING CONDITIONS:

PROCESS BACKING
NATERIAL: P-No, to P-No.
THICKNESS RANGE: to
DIAMETER RANGY:

We certify that the Statements in this record Are correct and that the test
welds ware Prepared, welded and tested in accoriance with the requirsments of
Bection IX of the ASME code.

Date By

12.0

sy |arer. 8y [aren_ gy

00221 27




DATA - PORMS

QB84 Brasing Performance Qualiiication Re.sed

RECOMMENDED FORM-PERFORMANCE SPECIFICATION AND
MANUFACTURER'S RECORD OF BRAZER QUALIFICATION TEST

Bow frniem Ne

Waewrind

W inl bpwe dur i

M ————————

W Accmdnncs vuk P odur L

Placs = Pige

el Thchnees et e—————————

MO')-'..____.._.~—‘~

L ) ik Uemgih lap e meesl,

Onie

Beaving ey Pone

.....o. Alloy € ignnilicniien N S——

Tree o bowcioms

TrvootPian B
Troe Avmmephece and e h-u__*__

Thichmess rmage dis welifias

O et S — -y . ——hey
Sonsei Nome —— . OO0 Wumbe
TowiComtmmnd by e — 1080 Mambe
Romachs prep S — ————
Poviimn of o TEAY REmLTS
Fia: Fiow Posiinn - Towe of Tous
(e QBwel Line A) Revais
1 Venicaklmen Flew Po oma Type of Tous
$ (e UB442 Line 8) Bosels
{
’ Vomueni-lpt low Payivion = Towe ol Tews
2 (e QB462 Line C) Reweli -
‘ W iammin b Fiow Posi o n— Troe of Touns
) (e QBts? Line D) [T B
‘
5
'

Weemuty bt e Hisiemenis made & s weend e R LTl T e— s . Pepevd. benaed,
dirrmd m acrmdancr v e Trnhenews of beriies (X of e ASME Code.

This Form in sbisimsbie fiom e Ovder Dupe., ASME. . S E 076 S0, Mo Yob NY 10010

13.0

1483
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