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April 10,|1970

Reactor Inspectar
Region 11, Division of Copliance

INSPECTOR'S EVALUATION AND OPINION - GEORGIA POWER COMPANY (HATCH),
LICENSE NO. CPPR-65, DOCEET NO. 50-321

This memorandum refers to CO Report Ro. 50-321/70-2,
Ceorgla Power Company (GPC) has a greater nuzber of quality control
personnel at the Hatch site than most licensees and appear to have
a working system or recordkecpingj however, the qualifications of
the field inspectors are questionable as demonstrated by leading
questions submitted by the inspector to the Hatch inspectors znd
their supervision. A case in point is the code requirement for
machining or grinding after thermal cutting in order to perform a
meaningful dye penetrant or magnetic particle examination. This is
a standard requirement with boilermakers on Section VIII work, but
is disregarded by many since it does slow up production.

Staffa and Miles attecpted to "brush this item off™ and Benagas,
Bohanan and the PIL inspector were unavare of the above requirement.

The inspector attespted to catch CB&I im this violation on the
swpression chanber and was advised by Benagas and one of the
weldors that an oxy-acetylene cut on cam No. 10 would bé welded
n the next operationj however, the visit was terminated before
\ s weld was accozplished.

Th inspector witnessed no mag particle or dye penctrant examination.

" point ,.evgg an

Discrepancies cbseived were alleged to be "pic
racket which was immediately adjac at to the main horizontal joint,
his is a code violation. )

nexcu one in which dor on the torue

QA and QC management at Hatch has fafled to review with the field
inspectors the salient requirements of ASME Section VIIIL.
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April 10, 1970

Staffa, GPC's QA Director, continually defends anythin; in the
nature’ of a discrepancy instead of calmly assesing the discrepancy
in relation to the applicable codes. ’

It is this attitude that prohibited GPC from'advising Region 11

of a serious incident and, where® not for the accidentzl discovery
by Region I, the $20,000 injyry to the knuckle section of the con-
teinment would have been incorrectly rcpaired as evidenced by the
CPC and CB&I rcports of the incident and incorrect repair procedures.
The ques:ion remains, how many other similar incidents in the past
bave been overlooked? . K

J. M, Varela
“Reactor Inspector (Construct iqn)




$
%
BORIETSET.
\

ek TN

-

ok A c&/ Bua

/)/.,‘63;72/
/)a/.f Zee
M/\;’z'ed‘éﬂrq'/

-

ij;
Zihe
P

o'
V€Y 4
M5,

Saue
7~
-

-

5 e/‘/éa’c
e A -
;%4/‘7’ c
e

4

rinia Polvtcechnic Tastitute (/irronaut)
CNSE WO, li=U.l, LOCLOE KO, “u=lid

| |-
«Q

-

<

«Qﬂ'ecf/' ok
Tt e e

mconéuctcd 2 reutinc incpection of the
211ity on fnril 16-17, 1070. There vere no itcms of
oncorpliance or safcty cignificance. The focility is

-

n

now being operated on o pore romular bacis and the
inspector reportsc a cignificoni Iirprovement in manast-
ment and supervicion. Conciceroble unrest anong
students and other demonstrators was cbserved at the
time of the inspeetion. HNoucver, the reactor super-
visor, Dr. A. Robczcn, indicaizd that no risk to the
foellity i3 involved. .
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and J. !, Varcle conducted an cnnounced

inspection on March 23-25, 1G570. (SN ond
* continuzd the incocetion at the licensce's |
general offices, Atlanta, on lMzrch 26. The inspection

eflorts were directed et cempleting the requirements of
PI 4600 (Concreting), Attochment € - PI 4800 (Welding

g % and PI 5500 (Struectures), Attachnent P - PI lieléim)

Q R\ cnd PI 5000 (Piping), Aticehment G - PI 4300 (Uelding)

g s and PI 5000 (Piping), Attcchuent L - PI 4900 (Puxps and
Zhe

Valves) to mcet the requircmentis of PI 3300/2.
- "1 + - 1i¢

as,
Cua”

‘ml_'z.m_".ga_? in TEaT ¢ rajor welding rep wvas performed
on the ircniiticn course (Inuckle section), which 1s &

strecs relicved portion of the crxywell structure, prior
to epproval of a "Specizl Repair Preccedure" and the con-

currence of the code inspector. Thure is come question

797,
atbyes”
w o ;)

4

The licencee mpointains thet wire brucshing of the repair
area catlisfies code. A better practice is grinding
rather then brushing and the Rersion IX construction
inspoctor maintains that the colde requires grisding.
This ratter of code rezuirement will be referred to
Resuletory Hezdquurters for rcsolution.
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of cpeeifle code regquircnent for this welding repair., =
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‘12-17-69 /

m- assigmuent is for the purpose of enluat.ion the licensee's construction program
and performance as delineated in P1 3800/2; specifically, Section IV weld.ing (1.800)
of the contaimment,. .« .- - . . : o

l
The BAR containment for Hatch is being fabricated into subassemblies (Exhibit A,

Photos 3, 4, &12). PFroam the number of assemblies campleted it appears that =

installation will be starting berore the end of the year, ' ; ’

Significant Items

1. Refer to Details Section (04.b.(4)). Also see Exhibit D-2. The inspection record
Form 500 only requires the inspector's initial. The record is filled out by
Benegas a weldor and he .referl;:tao Douglu McCusker as the werson who tested

t.h; weld, Who is the inspector? Also, the final status of th.e weldment,

according to the data noted is not conclusive.

i

Refer to details, Section (O4.e.(1)) and (05.3(b)). Only one man determines.

i

acceptability of radiography. All determinations to date were performed

without concurrence of the licensee or his representative,

3. Refer to Section (04.7.(2)) and (05.4.(a))

’
- Defect removal vorif:lcution is Mconcluaivo and do not follow the CHI

procodnrc. g ‘ = 8

Refer t.o Section (05 3.(c))

D L L e ——

k.

The Contairment Vesael report. ann '300;
Thc Contaimment Vessel report (Form 500

dnrs not. addreas itself ta nlate
does not address itself to plate

e s —— ———— -
.

detoctl resulting from arc strikes ete.

b
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9.

Refer to Section (05.4.(8))

Heat treatment is conducted and mpectéd by the individual welders and is not
recorded. ; £ i .
Refer to Sections (05. S.n,b &c) :

The .. tractor does not rccord informeation relativo to welding material
control.

Refer to Section LB05.06

The contractor is not following his specification GWS 900B, paragraph 7. k.5 .

on color coding examination status and 7.4.6 on repair of defects.

Refer to Section (06. a.(l;))
Inspection of a 20ft. long weldment that was campleted, repai.red and mspected

showed additional defects.

Analysis of the licensee's QC Program - Refer to Section (l.805f06.b(3))
This treatise discloses that the licensee is buying QC and is unfamiliar

with the management and execution of & program that will assure him confor-
mance with the terms of the contract. ;

The contractor is making procedure changes without concurrence of the customer

i

(licenses). (See Exhibit E.) i
'
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[ & T 10.6 Preheating for £i1let welds for both permanent and temporary
.’ attachemnts shall be Z)O‘? mirdm without regard to ambient.
E . 2 temporatnn when the phto thic)meu of the Dry Well ahon plate |
. . exceeds 1-1/8". This prebeat. shall be applied to the pht.o

surfaces within six inches of the point vhere welding is to be

performed,
1.0.7 Preheat for tacking, fitting and pick-up welding is not required

. - —— e e ———
walhap o vnihe

whea the azbient temperature is 50°F or higher and the thickness i .
of the Dry ﬂen shell plate is 1-1/8" or less. If *he ambient l
temperature is below 50’!’ a preheat warm to the hand (100°F minimm)

1a required,

1.0.8 When tacking, fitting-up, or pick-up welding is performed on Dry
al

o I s o

' Well shell plates greater than 1-1/6" in thickness the plate mater
ir the area where the weld is to be made shall be at a tempera‘..urc

warm to tho hand (100°F minimum) regardless of the ambient temperaturo

before the weld is made,

. Nondestru. ve Testing
i #e,1, Radiograph Quality

This is a 'one man show! with Glen Holloway of CB&I in full and only control
The Tecording is noted on Form 500 but 1:}- a "go" and Mno go" approach.
er detai

Befer To 4806. 06 3b for Jorfh
e,2, Evaluation of Weld Quality From Radiograph

t Same u.preceding
! . ’ . ’ ]
ey 6.3, Magnetic Particle Pxamination .. . ... e el Bt

: i Both forms No. 500 and WID-21 indicate a documentation of this examination. e

-y ~
e.4,'Dye Penetrant Examination . :

)
Confirmed on Forms WLD-21 and No. 500

“ .

L ) R d 2% . o José
E t"} ., . \!' J.. ‘ ’ “a
e~ B S - 2

‘- - l‘ PN . 4 L2t - .
L-.. g a b g L R el Vi SR ¥ . D
E’:.: T T e e 4

s i .. et o s & RN s Tt R S 2GS :
W LR R R . Tty s r 5o - “ﬂ“:'gl .4_.:35" - Tk : X A gt ‘:-' >
- o P~ A



e O

. : 2
y  DNA :
: e.b, Correlation of Record to Specific Weld - ; ; :

Ya This operation is reflected on Form WLD-21 under colémna, Description of Weld to be

Examined, kmninntion,and Report No.‘ Source of Requirement.

- o i

. _Repair of Defects

£.2, Defect Removal Verification

'nu CB&I Procedure GWS-900B addreasea 1t.self in paragraph 10 to weld -
l'kmimtion and pafa,gra;i: 1 to Repair of Weld Defects and states "Documentation

of repd.rl shall bein accordance with the applicable QA Progra:n. There is no .
positive approach to defect rcnoval verification only that & defect is noted

and corrected,

periodically and that the weldor responsible should be identified. Alao, :
progressive drawings should be maintained shoving weldments, NDT, repairs, |
followi ng NDT and a final "all green" indicating final inspection and acceptance. " ey
CB&I procedure RTP-2B shows Form GE4 indicates seam and plece mark, location and
size of defect, f.ypo of defect, no.of mapections and reshot No. and the name
of the weldor; however, CE&I were not following this procedure to the letter..
6. Acceptance of m -
This act is noted on the Form WID-21 and it requires the signature of the QC

Supervilor CB&I's welding QA procedure (unidentified) paragraph 7.L.6 states:

' Whenever defects requiring repair or subsequent =~ B
. further evaluation are found, the defects are
. marked with "Repair”™ or a red sticker "Repair -
' Required" and arrows or other means as necessary . g

B e e T ———

, The writer believes that samething like a "punch 1list" should be posted daily or

-« —
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No such evliience was observed by%k who observed over 100 defects.

2,805, 05 Record Review

- onis) W _' s
: O O

-10- -

to indicate extent of defects, Such driects will . . ‘.

be shown on the "List of Repairs®, r-.ferenced
in the report column of the "Held Examination .
Check Iist®, and signed off when the repair has 5 ' ¥
been cmplotod. Usiig this system, exact location :
of nonconformities neel be retained only until o
such time as the repair has been made or the '

part replaced,

R A SR——
‘ > . & -

C’omp/mnce_

 —————— - —— -

Chicago Bridge and Iron was :in the process of pre-fabrication of the contain-
ment veuel. On a sampling basis the follow ng records were reviewed and ;| ¢

the results are indicated,

- —————— -
-

Radiogra alit
The inspector viewed 37 radiographs of the contaimment bottom head. The
radiograph qudity was as follow:. ‘I‘he 2r penetra:neter hole, the penetrxneter *
out.li.m and identifying numbers were clearly visible, Using a densitometer
deférmined That
the inspector, the film density to be approximately 2.0 of four films inspected.

The specification RTP-2B range for density is 1.7 to 2.5. The films were

generally free fram chemical and mechanical defects. , . :
3.b. Evaluation of Weld Quality From The Radiograph ! : ¢
The CO mp?ctor took issue with only one interpretation. The reviewer | ‘ : ,\:
claimed that Assy. 7 to 47, film 2 to 3, was scratched. The CO txxpinspe:‘.tor s '._'
could not ﬁ.nd the scratch on the film which when projected showed a ; - :
discontinuity. The .CO inspector asked F. Duttontof CB&I, S. Tucker and i
others present to inspect the film and try to find the "scratch®. Ko one .
wai.xlil able to do so and Dutton ordered a reshot of this ma.of weldm po ; ‘ _
3,c. Magnetic Particle Dxanination | o
‘bu ‘contairment Vessel Form500 (E:Qxibit D-2) and the Field Examination Check _ : ‘
Ifiat'. Form WID-21 indicate "same" recording of this method of examination. ; 1.‘
'
: :

.' . -
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25, 0 & 1.4, Qualification of Welder

i The contractor maintains a list of the weldors and their quaifications;the
a fabrication reports do not state whether the weldor is qualified or not
and this inspector (CO) does not consider this to be a requirement,

i L.8, Teat Treatment

The fsbricators records do not verify or address themselves to this

: ' process, Each weldor has & "Tempil Stick" and checks his own work piece for

temperature and no one records this information. The CB&I Specification °

GWS 9O0B, paragraph 0.4 Monitoring, states:

b

1

;

]

|

* : "Joints requiring preheat will be checked before welding of . ;
_ the joint is started to ascertan that the minimumpreheat
! temperature has been reached.

-

: Periodic checks will be made while welding is in progress
to insure that the required minimum temperature is bé'ng

maintained, '

Temperature indicating crayons will normally be used to
determine that the x joint is at the required minimm

temperature or above,

L.f. Acceptance of Re
Remarks in O4.4 a & b apply to this function
5.0 Records of Welding Material Control

-

' J »
>, o
———— W TN WA - A . .

;' 5.a, Issue Control Exhibit D-2 indicates that the electrode
i ovens were inspected at 8:30 a.m., 11:00 a.m. -
i 5.b, Post Issue Control 1:30 p.m. and 3:30 p.m. Records are lacking !
! _ in the identification, issue and disposition | !
l 5.c, Disposition of unused Material of unused material, | g
§ | '
§ 5,06 - C, Observation of Work Performance . !
. : Fabrication of contaiment subassemblies was in progress. Observations

ar h'ronow-s . =

- = - ——

a.l. Availability and use of prescribed procedures for weld performance, ! t 4
| including identification of Weld Type and Material ! '
| : .
3 -~ ' s ; "‘
'
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fied) which stateass A
"Color codes adhesive tape or other marking means L
are to be used during each field examination, ex-

cept 100f radiography, to indicate inspection

status of item, seam or camponent.’ The non-destruc-
tive x testing operatior will mark "MT OK" or'PT OK",

an arrow at the start of the examination and a reversed
arrow at the conclusion of the examination, For the
examination of seams, a line shall mark stops and starts
as follows: '

Small attachment een b€ signedz o.

or "PT OK"™ without arrows,

CB&I does not conform to its procedwe paragraph 7.4.6 which states:

"Whenever defects icguiring r-.pair or subsequent
further evaluation are found, the defects are marked
with "Repair® or a red sticker “Repair Required®
and arrows or other means as necessary to
indicate extent of defects., Such defects will
be shown on the "list of Repairs®, referenced
. in the peport column of the "Field Examination
EXEE Check Joog Iist®, and x signed off when the repair has
been canpleted. Using this system, exact location
of nonconformities need be retained only until -
such time as the repair has been made or the
”

Weldors were x observed attempting to "boil out” the slag rather than

chani th . Spec.GwSs-908 1.0.2 stafes™ All s('
re::ve J;:lr-}: mwzea,c;o?ﬁld:’n prior o Jc&::iﬁ;‘;;g nevt bead * K|

a,3 ' Jdentification of wald, location, Weldor Inspector

-t - Tl B e W—————— -

s was satisfactorily demonstra ed, h ‘,/_/

-

CB&T does not conform to to paragraph 7.4.5 of their specification (unidenti-

CBXI does not ccnform % with their proocedure yxx para. 6.1.1 which \ -
states, "Each layer of welding shall be smooth and free of slag".

‘;,s [

‘e ”’:_

p Bees s




.

£ plale de . Saban
(./ﬂﬁcati -ovef-if fcat {L wequ. P{‘ L up $ were SO PC
z ; /

(d) - Undercut: Undercut was observed on an accepted weldment of the /
suppresion chamber shown on exhibit.A /

—
o ag———

(e) - Weld Profile: - V'e1d profile by weldor@ was not acceptalbo acco

to AWS welding Inspection, page 88 in that the 3

weldment indicated spatter and undercut resulting fram

excessive high amperage. —

(£) - Presence of Arc Strikes and weld spatter on Adjacent & Surfaces

' (See Photo No. 10 - Repaired and inspected welding contained
4 and ‘un=- L
@4/ unrepaired o» inspected arc strikes, /

e ————————————
a.5. ldentification, handling, and control of weld ma’erials.

|
This operation was found to be satisfactory ' 3 :
1 b.l. Weld repair including (See Exhibit A, Photo 9) i ;‘\7
. 1
(a) - Method ound bo be incmpleta. T

f;cm”y

around oul Iea./m/ bleels which were
\ °“°‘F—P~"NW“&- i S Bl
(c) - Confomance to Reweld Procedure (See Mibit A, Photo No, 11 % "o i

-

The CO mpoc or directed attention to m 1n=pected weldment'md ldjac

E .Ago'u,gol, \mdercut md a crack on phto materinl uhero a tempor.ly 1
attachment was much ’m“g’u"‘%y removed and only partially ground

out,
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b,2, Availability and Use of Prescribed Procedures and Performance of
(4.8 1nspectiona for M - :
" CBaI .pecmc.uon No. 69-4153 for the Edwin I Hatch Muclear Station

! " includes Radiogrnphic Examinaticn Proceduro RTP-—ZB Iiquid Penetrant kmim
tion Procedure PTP-2B and Magnetic Pa.rtid. e Examination Procedure MTP-5B. ;

- -
g

, These procedures reference the following: ) : o I
F ‘ ASE Boiler and Pressure Vessel Code, Section III, Nuclear . - %
E . Vessels gu‘b’s'ect.ion B, 1968 Fdition and Winter Addenda 1968 ' 2 X
ﬁ. | ASME Boiler and Pressure Vessel Code, Section VIiI, Pressure ! R '
. ) Vessels, Division 1, 1968 Edition and Winter Addenda 1968~ - : e ’ .:
ASVE Boiler and Pressure Vessel Cc;de,_Section IX, Welding - : .
Qualifications, 1968 Editicnmd Winter Addenda 1968. 3 3]
0.3 CONTENT . . g : .
Included in this xpx specification are the follovr.lng: ‘ ) : -
General 2 : - 1 ‘ ‘
Attachment a —\m'a{or Welding Procedure Quuir;cium : i ! “
| Attachment "B" — Preheat Requircments {s e
: ‘ Part. I Prehnt % Requirements for Dry W1l f N
. Part II Prehut Require:nantl tor Supprouion Chambor ' :‘ fre g._.' . f‘
# Part IIT Prehnt. Requirements for personnol Iocks & Hltdl‘l ; : .“.
Snpplanont I — General Welding Procedure; E?OIB s s , . - ! %- - =
Supplement II — Gcnera.l Procedure for Welding Wido Caps . e ! . ' '
e WWWdMM*“M PP roae i ""’.f"{
- b b g z .
'l‘bo writer considers the procedures adequate but considers tho perfomnco ) ‘2 ‘ :
e Sabs

o
of QC inspections inadequate. The performance is mdeqmto 'benun, t.hou 'S :}.,..-1

’ .i .
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H neo ew Jt nc ¢ ' ’
P Srnd 'd goggessive, ~programmed controlled Emhe inspec-

tionsi The writer toured the contairment pre-fab area in the campany of
'.cnu and Ceorgia Powu' peraonnol on three occasions and spent- considerable . ,
* time locling at welding x in progress, completed weldments and repaired :
. weldzents and every time this 1nspe§tor bointed to a weld defect that was
not circled or in sc;na manner 'f]ggﬂ!,_hua_e_w particular
Gbasse:bly had not X received final inspection. In some cases where )

TR

"flsgging (with crayon) was done, there were additional defects undetected |

——- > ———- —

and to surmarize, there wus little k evidence that defects requifing NDT
. ﬂoﬁl'ns on

were inspocled except for metetionson the welding check-off 1ist which did hot
correlate wAth the weldment 1001 i.e., there were defects other than thou |

recorded and some of the defects were not" ﬂagged for NDT.

5.3. Analvsis of the Ticensee's ¢ Prog;;g

 , K

Fram the preceding observations it eﬂ:pom that Georgia Power is delegatin‘
or buying quality control. On the last day of the inspection tho writer '
asked Mr. Miles, Frank Dutton and Co:npl‘lanco inspector Upright to step outside.
of the CB&I inspection trailer for the purpose of a discussion on obser- .

vations delineated in the foregoing report. The scmewhat private atmos-

3 L ar R [
T

b > : ! phere was desirable xx since there were weldors and inspectors in"the .. |
trailer that mignt resent an expose' of their days .ctivities ‘ai seen_
$ | : ,

$ g thru the eyes of the AEC.

",

I told ¥Mr. Miles that I wanted to assore myseif that I had the correct 7

LS A o
-

B .

interpretation of the relationship between the 'people' constructing — - ==~ 44
& ] Hctch. After reviewing same of the salient observations, I daid to Miles, | ...

e n atte:npth\g to analyze your philosophy on the constmction of the o

o v 2

* .‘.;' ol i : . I 4 3 B
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l " activities, in particulu' the concrete i
negligence in the delivery of a x 4 cubic yard mix which did not contain i
water and which the crew attempted to vibrate into the preceding load, t!ma

C,
=17~

containuent®, Without hesitation, Miles atnto, "We hired the best

vessel menufacturer 1.n the country and we are nving the:r q\ulity ‘control.”
Thie quote identifies a problem area and indicates the fa'lure in wcution

of the Georgia Power QA program, and bued upon obscrvation inx other - ;

——

operation which disclosed gross

——

canpounding the viohtion, 1t is evident that the GP cite QC does not ‘

understand its mnctm}:aa all the tools of the "Trade" but one,

" that is the most essential, it hes no experience in field construction

i

:
that demands viriﬁ_g.ition‘ assurance proof and a progreued way of life J
tor the site force. i
The GPC site management maintains a daily log bvri its reporting merely g
notes progress and is oblivious of detai.h
The 1mpectora of GP C&I Pittsburgh Testing and the Standard Constmction

The prooracd

Conpany do not have a program for their days i activities,
must be an 1nspection point program but so devised that "tunnel r.laion'
is ol.iminated. The dqs activities as £ renactod in the da.t]; report. msgt
not be a check list 11'. must demand in depth observation Jagk including
important ronversaticns with other organizations involved. 3 An exampls
of % a laxity is the problems which K. Gillespie (GFC) was having with

(GBI, Gillesple stated, "that CEI supervision vas giving him @ hard

= Sgre oo N B - TS SO § 5 i, s S e e e e i D TR s

'l'hio aituation ahould have been resolved immediately by top management
inntud of the conti:med disregard which resulted in Gillespie's feeling

of holplessne ss,
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t.ixno" and that "CB&I was ignoring his complainta on mproper work perfomanco."f
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THE WEITER OBSELVED WELDING IN PROGLELE CGVEE »~ PeS/1008 PALS
WuitH CONTAIHED A SVALL AMOUNT OF SLAE, PEFELENCE ©OF THIS OESEEVATIO

D INSPECTOD /HCLAUCHLIN SESCLTES IN HIS SUBVISTIEN NDF
e wn—&m—w -egd:{n&':és 3 g—ovér—-&—puaaoa'sfy} rm-baad?

o e —— - —

* ,%MMM&WWM estigabed—and
( o hic ¢ i g
PIL report #9 dated Septesber 12, Iten h"ﬂtated "Three welders were

-——

-
Baman oo

erved not to clean the slag tm their craters prior to further depos

First of all GPC was not aware of this problem, secondly, craters should be

/
4 icfoes by training the QUALIFIED weldor to withdraw the electrode slowly and
thus filling the crater with metal or by using foot control on the welding i

; .
machine current. (See Welding Metallurgy AWS page 235 on Crater Cracks

D

in ngd Metal.) Campliance discovered the Ioregoi.ng condition in a matter
of hours in contrast to the unawareness of the licensee of these and other 3
de'icienciea which have e:d.sted throughout their -esidency. To return to
t.he programuing of an mspector's activities—it is not enough to daily repcrt

probln areas, thcy must be Nogged" in a manner to give VISIBILITY,
{

This can be done in mayxx many ways. The writer used isometrics of piping

systems, They were displayed on tho walh of the inspection office and

stafus :
the Ixmgx in.oect.or noted in datail the weld mhem-on.t&o—dmad-agc,tho

‘cut shorts', cold spring, as-builts hargers, testing ete., in a progressive

|1‘ '

L' '\  panner. The vessel fabricating progress and inspection was fcllowed on a

\

& "roll-out.' drawing which also was mounted on the inspection walls, and the
assigned inspector kept the visibility current andk kxik his daily reports | - 13

W ——

were kept in a "y aul'fuhx folder, w‘ﬁf}éf case ‘/’07;’(*4/40/4‘ <
chek a 4&/:):/’ e ol
It in e responsibility of the site QC manager to see that the visibility i
o st e i

is current.l comctlmd that. corrective action “4s taken in timo.

The foregoing may be delegated X but the licensee must be fully aware.

TR TR

P’ 'I'he quality Aasuranco Hanua.l can be perfect fram the stand point of its

&) ains ‘butk the execut.ion requires experience. Hucﬁh ha;' b:;n written about the
7S Ll A mand
'.‘.""’ ~ maAnFnGRNES of caetele & but urless Gne hes Rid Fishonds in the' "rud” FHab
g1 anunol prrodiel Lho vul.oun s "
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