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STATION ‘!EEEE:

QUALITY ASSURANCE PROGRAM

This Station Quality Assurance Program is written to
specifically descri the quality assurance program

for control of work performed by personnel involving
safety-related items and ASME Section III Division 1

work at the operating nuclear Stations hereinafter
referred to as "the Station," This Station Quality
Assurance Program and addenda thereto, as applicable,
shall apply to operating stations and may be issued

and then will be controlled under separate cover apart
from the Corporate Quality Assurance Pro

as deemed useful in performing the work to meet tlLe
requirements of the Quality Assurance Program. When

a separate manual is issued, the Station Quality
Assurance Manual will be identified to a specific oper- \
ating station. The quality system outlined heiein,

to which Commonwealth Edison Company Management re-
quires conformance, is in accordance with the require-
ments of the Commonwealth Edison Company Quality
Assurance Program Manual for Nuclear Generating Stations
which includes the requirements of ASME Section III,
Division 1 (Code), NRC 10CFR50, Appendix B and ANSI 1"
N45.2 and ANSI N18.7. When Contractors are engaged to
perform such work under the direction of the Station
Construction Department, the system of control is as
described in Commonwealth Edison Company Quality
Assurance Program Manual for Nuclear Generating Stations..
Contractors engaged to perform such work under the

supervisory responsibility of the Station Maintenance
Engineer shall be controlled as provided by this Manual.

1

1.2 Responsibilities and Dutiev

1.2.1

General

The Station Superintendent has the responsibility that
the requirements of tais Program are carried out at
the Station. The Manager of Quality Assurance has the
responsibility to assure that all requirements of this
Program are carried out.

a., Management assessment of this Station Quality
Assurance Program shall be included as part of
the CECo Management assessment required in
Quality Requirement 2.0 in the CECo Quality Assurmnce
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d.

Program Manual for Nuclear Generating
Stations., Such annual assessment is
preplanned and documented, Identified
corrective action is identified and
tracked,

It shall be the responsibility of
each Station department head to
assure that each individual in his
department is thoroughly familiar
with the responsibilities of the
department in which he is employed.

It shall be the responsibility of the
Technical Staff Supervisor to assure
this Manual is reviewed at least every
six months in concert with issuance

of new addenda and all sections are kept
up-to-date and implemented in

accordance with the latest revisions

and addenda of the Code and Federal
Regulations.

Revisions to this Manual and the
Quality Assurance Program Manual
require the approval of the Manager
of Quality Assurance and acceptance
by the Authorized Inspection Agency
Inspection Specialist (AIA) prior

to issuance. Submittals to the AIA
shall be by letter, in duplicate,

by the Manager of Quality Assurance
requesting AIA review and acceptance
and return of the carbon copy of the
letter with such acceptance indicated
to the Manager of Quality Assurance,
who, in turn, transmits a copy of
such acceptance to the Station
Superintendent. Upon acceptance by
the AIA, a copy of the Agency
acceptance letter shall be submitted
to the Authorized Inspector by the
Technical Staff Supervisor.
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1. A "Controlled Copy" is a uniquely
identified copy of the Quality
Assurance Manual which is kept
current and specifically assigned
to an individual. A Controlled Copy
of the manual shall be provided at the
Station by the Technical Staff
Supervisor for use and reference
by the Authorized Nuclear Inspec-
tor (ANI) and a Controlled Copy
shall be assigned to the AIA by
the Manager of Quality. Assurance.

2. To maintain control of all copies,
eaca copy of the Quality Assurance
Manual issued shall be designated
as "Controlled" or "Uncontrolled"
on the distribtuion list maintained
by the Director of Quality Assurance
(Engineering and Construction).

A record of re "isions to this Manual
shall be kept on file in the Manager
of Quality Assurance's QOffice,

Uncontrolled copies of Manual will
not be issued to personnel assigned
to the Station. Uncontrolled
manuals are issued for reference

and for information upon request

by outside companies and people

not involved with Station activities.

Revisions to the Station Quality Assurance
Manual, shall be accompanied by the Common-
wealth Edison Company Quality Assurance
Manual Transmittal, Figure 1, which lists
the revisions by page and revision number.
Also, current revisions are identified on
the respective pages by vertical lines with
an accompanying revision number at the
right-hand side adjacent to the revision.
It shall be the responsibility of holders
of Controlled Copies of issued Quality
Assurance Manuals to
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mittal and retur:. it and the superseded
Manual pages to the Director of Quality
Assurance (Engineering and Construction)
who will verify that the proper pages were
returned. Also, it shall be the responsi-
bility of the holder to maintain this
document up-to-date as listed herein in
the Index which shows the latest revisions
by date and page numbers. Further, audits
of the controlled copies will be conducted
annually by the Station Quality Assurance
Engineer or Inspector for Maintenance
using the latest issued Index to this
Manual as the controlling document.

incorporate the revisions, sign the trans- ‘11

1.2.2 Manager of Quality Assurance

1.2.3

The Manager of Quality Assurance directs the
quality assurance activities for the design,
procurement, construction, operations and
maintenance of the Company's nuclear power
facilities and interface activities covering
Quality Assurance with the Nuclear Regulatory
Commission, Directorate of Regulatory
Cperations, Region III and the Authorized
Inspection Agency. He or his designated
alternate has the responsibility and auth-
ority to stop unsatisfactory work or

stop further processing of unsatisfactory
material during design, engineering and
construction of the plant and during plant
modification, maintenance, in-service
inspection and operations.

Quality Assurance Engineer or Inspector
(Maintenance)

A Station Quality Assurance Engineer or
Inspector for maintenance, functioning
independent of the Production Department,
reviews, monitors and audits maintenance,
repairs, modifications, in-service
inspections and Stores activities to assure
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all requirements are fulfilled. He, through

the Manager of Quality Assurance has stop-

work authority for Code and safety related

work. He is located at the Station and is
responsible for the above quality assurance
activities. He reports directly to the

Quality Assurance Supervisor (Maintenance) | 10
who, in turn, is responsible to the Manager

of Quality Assurance who reports to the
President.

l.2.4 Station Superintendent

The Station Superintendent is responsible

for direct management of the Station including
industrial relations, planning, coordination,
direction of the operation, maintenanee,
refueling and technical activities. The
Staticn Superintendent is responsible for
compliance with the Station's NRC Operating
License, government regulations, ASME Code
requirements and the Quality Assurance Program.
He also authorizes the use of approved pro-
cedures at the Station, and is responsible for
final approval and distribution of station
reports. The Station Superintendent authorizes
all approved modificaticns to the Station after
the issuance of an Operating License and
completion of preoperational testing. He
forwards requests for modifications to the
Station Nuclear Engineering Department.

He provides direction for the Station's on-
site review function as provided in the
Aédministrative Section 6.0 of the Technical

Specifications.

During periods when the Station Superintendent
is unavailable, he shall designate this
responsibility to an established alternate who
satisfies the ANSI N18.1 experience requirements
for plant manager.
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1.2.5

1.2.6

lo207

S

Responsibility for the day-to-day operating and
refueling activities for the Station is delegated
to the Operating Assistant Superintendent.
Reporting to him are the Station Operating
Engineers.

Operating Assistant Superintendent

Administrative and Support Services Assistant
Superintendent

The Administrative and Support Services Assis-
tant Superintendent reports to the Superinten-
dent and performs various administrative duties
and support services as assigned. Reporting

to him are: (1) Technical Staff Supervisor,
(2) Office Supervisor, (3) Station Security
Administrator, and (4) Quality Control Super-
visor.

Technical Staff Supervisor

The Technical Stasf Supervisor provides technical
support for plant operations, refueling, main-
tenance, modifications and in-service inspection
and evaluates process data and equipment
performance and adequacy of station procedures.
He makes recommendations and advises the Adminis-
trative and Support Services Assistant Super-
intendent with respect to quality assurance.

He has the responsibilities and authority as
described in Section 6.0 of the Technical Speci-
fications for implementation of the on-site
review function. He is alsc responsible for

the following:

a. Witnessing of assigned testing for verifying
completion of modifications and equipment

maintenance.

b. Verification of incorporation of approved
engineerins changes into station maintenance
and operating procedures.

c. Verification of completion cf reported
corrective action.

d. Quality Requirements for maintenance
and Stores receipt inspection.
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1.2.8 Master Instrument Mechanic

1.2.9

The Master Instrument Mechanic is responsible
for calibrating, maintaining and repairing
instrumentation at the Station. His
responsibility includes planning work,
providing on-the-job training of instrument
personnel, setting up instruments for tests,
maintaining listings of caliorated
instruments, arranging for the instrument
maintenance work and its inspection toibe
performed and initiating requisitions for
the procurement of instruments and parts
from vendors and services from contractors.
The Master Instrument Mechanic reports to
the Maintenance Assistant Superintendent.

Quality Control Supervisor

The Station Quality Control Supervisor
reports to the Administrative and Support
Services Assistant Superintendent. He is
responsible for coordinating the activities
of the Quality Control Group. The Quality
Control Group reviews all Work Reguests

for appropriate requirements, reviews all
requests for purchases, performs receipt in-
spections during safety-related and ASME main-
tenance work. They also advise station per-
sonnel as to equipment classificatinn upon
request. The group reviews all work being
carried out according to this Manual.

Additionally, the Quality Control Supervisor
maintains control of any ASME "N" Stamps
authorized. Upon concurrence by the Authorized
Inspector, the Quality Control Engineer will
apply these stamps to ASME Section III,
Division 1 work.
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1.2.10

1.2.11

1.2.12

€

The Maintenance Assistant Superintendent is
responsible for directing the maintenance,
including repair, of all mechanical and
electrical equipment inclu instrumentation.
His responsibility includes planning work,
providing on-th-job training of maintenance
personnel, maintaining calibration listings
for maintenance, arranging for the mainte-
nance work and its inspection to be performed
and initiating requisitions for the procure-
ment of tools, materials, equipment and parts
from vendors and services from contractors.

Maii “enance Assistant Superintendent

Cperating Engineers

The Operating Engineers are responsible for
the operation of the mechanical and electrical
equipment and certain common plant systems,
such as fuel handling and radioactive waste
processing, assigned tc them by the Operating
Assistant Superintendent. They are respocnsible
for recommending maintenance for such equip-
ment and for authorizing functiocnal accep-
tance tests to be conducted by Operating and
Technical Staff personnel.

Shift Engineer

The Shift Engineer on duty is responsible for
operating the plant in compliance with the
station Operating License and the station
operating procedures. During his shift, the
Shift Zngineer is in charge of the entire
plant operation and is responsible for the
plant being operated in a safe and reliable
condition. He receives direction from the
Operating Assistant Superintendent.

- B - July 16, 1979
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1.2.13

1.2.15

Office Supervisor

The Office Supervisor is responsible for
directing the activities of the Station's
clerical staff, for controlling and
maintaining file and distribution of
quality assurahce documents.

Maintenance Manager Nuclear Stations

The Maintenance Manager Nuclear Stations
has the following responsibilities:

a. Functional direction of electriczal
and mechanical maintenance activities
at generating station.

b. Liaison with Commonwealth stations
and departments, manufacturers and
other utilities on maintenance
matters.,

C. Advising the scheduling of maintenance
outages of nuclear generating stations.

Quality Assurance Engineer or Inspector
(Operations)

The Quality Assurance Engineer or Inspector
for cperations assigned to the station re-
ports to the Director of Quality Assurance
(Operations), who, in turm, reports to the
Manager of Quality Assurance. He has h
authority and responsibility for the surveil-
lance, review and audit of operations quality
assurance activities.
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1.2.16 Station Stores Supervisor

The Station Stores Supervisor reports to the 12
Maintenance Assistant Superintendent. The

Station Stores Supervisor receives functicnal
direction from the Superintendent, Stores and
Material Control under the Manager of Pur- 12
chasing for station storekeeping activities.

He is responsible for the administration of
the station storeroom including receiving
inspection, storing and issuing spare parts,
materials and equipment. His responsibility
includes verifying the receipt of quality
assurance cdocuments specified in the procure-
ment documents for spare parts, welding
material, material and equipment directed

to him, maintaining inventory records of
spare parts, welding material, materials

and equipment and complying with special
handling and storing instructions.

1.2.17 Training Supervisor .

The Maintenance Training Foreman (or Coordinator).is
responsible for training in maintenance

work skills and procedures for Station

maintenance personnel. The Training

Supervisor is responsible for

training and retraining of Station

personnel. Their responsibilities include

planning, scheduling, preparing, presenting

and arranging training courses and

documenting completion of training.

Training involving the Quality Assurance
Program shall be arrangzd by the Training
Supervisor and the zeneral program cover=
ing such training shall be approved by

the Manager of Quality Assurance., Further
details on station training are in the
Company Quality Procedure 2-52 and Quality
Requirement 2.0,

- 10 -
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1.2.18 Personnel Administrater

1.3

Tne Personnel Administrator reports to the
Superintendent and performs various personnel
activities as assigned. Reporting to him

is the Training Supervisor.

Organization Charts

1.3.1 Organization charts, Figures A and ! -6,
show the structure of the Station and
Production Department organizations
and Figure l-1 shows the structure
of the Quality Assurance Department
which is independent of ali other
departments. Also, Figures B and C
provide the functional responsibilities
for Quality Control and for Quality
Assurance at the Station. Figure 1-0
provides the Company Organization
Chart related to Quality Assurance.

» 3L - July 18, 1979
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QUALITY CCNTROL

FUNCTIONAL RESFONSIBILITIES CHART

| STATION SUPERINTENDENT

— | ADMINISTRATIVE-AND— | o G
SUPPORT SERVICES
| ASSISTANT SUPERINTENDENT |

*

STATION QUALITY CONTROL |

Review design drawi zs,

specifications and Maintenance/-

Modification work package for
inclusion of applicable quality
requirecents.

Recaiving ard inctallaticn
inspecticn planrning.

Review of staticn regquests for
purchase and assure inclusion
of quality requirements.

Provide quality engireering
support.

Records and inspection stamp
control

Collect and process inspection
data for procurements and
plant fabrication, tallation
and =modification activities.

Perfora receiving inspection
for ASME and safety-related

incoming materials and items
to deternize compliance wita
procurement regquiremeats.

Perfora inspecticn of Zabri-
cation and installation
activities.

Assure proper disposition of
nonconformances.

Have nondestructive examinz-
tion perZormed as reguired.

*General state:ents ¢f Staticn Quality Control

Engineer's responsibilities.

- 1% -

Figure 3
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QUALITY ASSURANCE

FUNCTIONAL RESPONSIBILITIES CHART

MANAGER OF QUALITY ASSURANCE

| STAFF ASSISTANT |
|

|

QUALITY ASSURANCE  *
ENGINRER OR INSPECTOR |
(AINTENANCE) |

f

Planning, scheduling
performance and coordina-
tion of audits.

Review and approve all ASME
Code and safety-related Modi-
fications as complete and
satisfactory.

Annually audit all corntrolled
copies of this Manual assigned
to the Station.

Verify and approve receiving
inspection of ASME and safety-
related materials to assure
compliance with procurement
requirements.

O Review, inser* hold points

and approve all ASME Code
and safety-related Maintenance/
Modification work packages.

Approve all Discrepancy
Report dispositions for Code
and safety-related work.

Verify and approve completion
of all requirements of the
work package and associated
documentation.

*General statements of Quality Assurance Engineer '

or Inspector responsibilities.
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2. DRAWINGS AND SPECIFICATION CONTROL ‘
2.1 Production, Maintenance and Distribution

2.1.17 Drawings and specifications are produced by Architect
Engineer (AE), Nuclear Steam Supply System (NSSS)
Supplier and Commonwealth Edison Company Station
Nuclear Engineering Department. Control at the
Station starts with receipt of signed, approved and
released drawings or other documents, such as design
specifications, purchase specifications, procedures
or special instructions from the Station Nuclear
Engineering Department or the Architect Engineer.

The Station Superintendent designates distribution

of these by the 0ffice Supervisor who does so in
accordance with Station Document Control Procedures
of the Station Procedures Manual. NSSS drawings

are approved by the Station Nuclear Engineering
Department or its Architect Enginee: prior to use

at the Station. The 0ffice Supervisor is responsible
for controlling such distribution and maintairirg

the central official station files for all final

and latest drawings and other documentation in
accordance with Station Document Control Procedures
and QP 6-52. Replacement for a drawing lost or
destroyed shall be requested by the supervisor
responsible for that drawing. Drawings and specifi- ‘
cations used for Code work shall be issued from
Cen::al File and specifically identified to a work
package.

2.1.2 ASME Section III Code is utilized by the
Station to govern the work affecting ASME
Section III items, Applicable ASME Code,
and national and industry standards are
utilized by the Station to govern the work
affecting safety and code related systems/ 13
components. Application of these codes and
standards is as stipulated in the Maintenance/
Modification work package.

2.1.3 Design Specifications and Design Reports
for the installed Code and safety-related
equipment are maintained as part of the
permanent records for the life of the plant.
The design specifications are used as base

¢
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line requirements by Station Maintenance,
Technical Staff, Quality Control and

Quality Assurance and authorities having
legal jurisdiction at the Station plus

for spare parts acquisition unless other-
wise stipulated in the engineering
requirements of the Maintenance/Modification
work package.

2.2 Revisiuns, Control of

2.2.1

2.2.2

Control of revised drawings and specifica-
tions at the station begins with receipt
of Station Nuclear Engineering or Architect
Engineer approved and released documents.
Revisions are handled in the same manner
as initial documents. Distribution to and
within the Station is in accordance with
distribution lists established by Station
Nuclear Engineering Department and the
Station Superintendent. The Office Super-
visor, who is responsible for the central
official station files, is responsible

for removal of obsolete documents from
these central files, insertion of the
latest revisions and marking the obsolete
documents as superseded or void. Current
lists of released documents, provided by
Station Nuclear Engineering and Architect
Engineer are used by the Office Supervisor
to verify on a continuing basis that the
latest revisions are in such files and in
use at the Station.

Maintenance/Modification work packages
shall be updated by the supervisor in
charge of the work, inserting the revised
prints and removing and destroying super-
seded prints.

A Modification Approval Sheet, Figure 24,
is required for modifications to the
Station as described in the FSAR including

- 19 - February 5, 1976
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safety-related and ASME Section III systems
or parts. To process the Modification
Approval Sheet, a request for modification
must come to the Technical Staff Supervisor.
The Technical Staff Supervisor will review
the request to deterriae whether the modifi-
cation involves AS(T¥ Code or safety-related
or whether ncn-Code or nonsafety-related
equipment is invoived, and complete Part 1
and Part 2 of the Modification Approval
Sheet. Concurrence with proposed ASME Code
and safety-related modifications will be
made by the Technical Staff Supervisor,
Operat Assistant Superintendent and
Station Superintendent in Part 3 of the form.
Also, (a) review by On-Site Review; (b)
authorization by the Station Superintendent
to proceed with the installations; (c) signi-
fication by the Maintenance Assistant Super- 8
intendent, Master Instrument Mechanic or
Construction Engineer that installation and
construction testing are complete; (d) review
and approval by the Quality Control Super-
visor that the work, inspections, quality .
control requirements, documentation, and
any other requirements are completed
satisfactorily; (e) signification by the
Operating Engineer or Skift Engineer that
operating testing has been completed and
operatin is authorized; and (f) approval
by the Guality Assurance Engineer or
Inspector that all installation, testing,
inspection and documentation requirements
have been satisfactcrily completed will be
indicated in Part 3 of the Modification
Approval Sheet.

After ccmpletion of the modification,

verification of completion of all documen-

tation and other requirements will be

indicated by signatures of the Technical

Staff Supervisor, Quality Control Super- a
visor and Quality Assurance Engineer or

Inspector in Part 5 of the form. Letails

for processing of the Modification Approval

Form are in Commonwealth Edison Company

Quality Procedure 3-51.

-20 - July 16, 1979
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3.

PROCUREMENT CONTROL

3.1 Purchasing

1'-1.1

Pe

3.2 Source

3.2.1

Purchasing responsibility is centralized
within Commonwealth Edison Company. All

Code and safety-related procurement is
performed by the Purchasing Department in
accordance with the Purchasing Departuent's
Procurement Policies and Procedures Manual.
Vendors and Suppliers of safety- and Code-
related systems/components are evaluated and,
upon satisfactory evaluation and approval by
the Station Nuclear Engineering Manager and
the Manager of Quality Assurance, are included
in the Approved Bidders List maintzined by the
Purchasing Department. Agenda and checklists
used in evaluation of vendors and suppliers as
to having and implementing an acceptable
documented quality assurance program are
approved prior to use by the Director of
Quality Assurance (Engineering-Construction).
Also, original vendors and suppliers of
safety-related systems/components (non-Code) are
approved bidders. Like-for-like replacement
of safety-related (non-Code) items are
purchased from such original equipment
manufacturers and suppliers. Procurement
control is further described by Commonwealth
Edison Quality Procedures 4-51 and 7-51.

of Purchase Requisitions

Request for purchases involving services,

materials, welding materials, spare parts

and replacement equipment are initiated at

the Station by the cognizant Department and

approved by the Department Head. The

Technical Staff Supervisor is responsible

for providing the technical requirements

for procurements. A Req._~st for Purchase,

Figure 3a, is completed by the originator,

who designates the required 1tem(s§.

design specifications, whether ASME Code or
safety-related, applicable codes and

standards and any special requirements. -
The Station Quality Control Supervisor and o
Quality Assurance Engineer cr Inspector.

-21 - July 16, 1979
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review and approve Requests for Purchase

to assure that quality assurance specifications,
ASME Code and other applicable codes and
standards and special requirements are in- '
cluded. The Station Stores Supervisor re- |1a
views and signs-off on the request after

review for completeness and appropriate
sign-offs. In instances where the items

to be purchased are for Spare Parts Inventory
replacement, the Station Stores Supervisor 14
initiates a Request for Purchase or a Stores
Department Requisition Card, Figure 3f, which
contains a description of the specific item

and the technical and quality assurance
requirements and obtains a similar review

and approval from the Quality Control

Supervisor, the Maintenance Assistant
Superintendent or Master Instrument Mechanic

and the Quality Assurance Engineer or Inspector.
The Office Supervisor has a Purchase Requisition,
Figure 3b, or a Shipment Release, Figure 3g,
prepared upon receipt of the approved Request
for Purchase or Stores Department Requisition
Card from the Stores Supervisor. Following | 14
signed approval by the Station Superintendent,
the Purchase Requisition, which reflects all
requirements of the Request for Purchase or
Stores Department Requisition Card, is then
forwarded to the General Supervisor Production |1h
Stores (Production Services) for review and
action. This General Supervisor verifies

that the required technical and quality
assurance requirements which are determined

from original plant equipment procurement
documents or from requirements provided by

the Station Nuclear Engineering Department

are included on the requisition. Any change

to such requisitions or releases shall be

done upon documented concurrence of the ori-
ginator, the Quality Contrel Supervisor and

the Quality Assurance Engineer or Inspector.

The requisition is then approved by the
Production Services Manager or his designee,

All such requisitions or releases for ASME

and safety-related procurements are forwarded

to the Manager of

September 28, 1379
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3.3 Source

3e3.1

Quality Assurance for review and approval

as to providing quality requirements.
Requisitions shall then be sent to the Vice

Pre ident (Purchasing)where the Purchase |12
Order, Figure 3c, is placed with an approved
supplier. If purchase is authorized by

release, the vendor's copy shall be mailed

to the vendor, and the #1 copy sent to the
Purchasing Department. For modificaticns
involving safe*y-related and ASME Section III
systems, the design and specification of
procurement requirements is the responsibility
of the Station Nuclear Engineering Department,
and quality requirements are approved by the
Quality Assurance Coordinator for Engineering.
All subsequent changes to Purchase Orders,
Releases, or Change Orders are controlled by
Change Order Requisiticns, Figure 3d, and
subsequently by Change Crder, Figure Je, or by

a revised Release, and are approved in the

same manner as the original requisition. Changes
to procurement documents unaergo the same

review and approval requirements as the original
documents. Also, any changes evolving from
procurement activities which involve technical
or quality assurance matters, either for the
original purchase or subsequent change orders,
shall be approved by the originator of the
Purchase or Change Order Requisition and by
Quality Assurance where the changes affect quality
requirements, Further details for processing
of purchasing documents is identified in

Quality Procedure 4-51.

Inspection

Source inspections may be made of contractors
and vendors producing and supplying ASME
Code or safety-related equipment and
materials. When these inspections are to
be performed, they are identified by hold
or witness points established by Station
Nuclear Engineering Department as part of
the procurement activitiy. The Manager of
Station Construction is responsible for
performing such inspections using qualified
personnel acceptable to Quality Assurance.

-2 = April 7, 1980
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The Director of Quality Assurance
(Engineering-Construction) is responsible
for assuring that witnessing of hold or
witness points is performed at the
supplier's facility where =-urce inspec-
tion is required and for final approval of
witness inspection reports. Further
details on how source inspection activities
are accomplished are covered in Quality
Procedures 7-2 and 7-52.

3.4 Receiving Inspection

J.4.1

ASME Code and safety-related material.

parts and components shall be inspected

and accepted through receipt inspection
action by the Quality Control Supervisor and
Quality Assurance Engineer or Inspector
whether it has been provided directly from
a vendor or transferred to the Station from
another Edison site or storage location.
ASME Code matsrial transferred from Stores
or another CECo Station shall meet the
requirements specified for the designated
installation. Receipt inspection of safety-
related and ASME Section III material,

parts and components are accomplished in
accordance with Commonwealth Edison Company
Quality Procedure 7-1 or 10-54. Upon
receipt of a Rece.ving Inspection Notice
(RIN), Figure 5, from the Stures Supervisor 10
Quality Receipt Inspection Reports, Figure
4, are prepared by Station Quality Control
and approved by the Quality Assurance
Engineer or Inspector, to delineate the
documentation and physical characteristics
to be verified during receiving inspection.
The inspection is verified and recorded on
the form and accepted by the Station
Quality Control Supervisor and the Quality
Assurance Engineer or Inspector to assure
the item and th2 documentation meets the
requirements of the Request for Purchase

and the Purchase Order. The Quality Receipt
Inspection Report is made part of the

- 24 - September 28, 1379
(Revision 10)



3.‘*-2

3.4.3

3.4.4

€

Purchase Order Package. Also, Part 2 of

the RIN is completed by the Quality Control
Supervisor 2nd the Quality Assurance

Engineer or Inspector and returned with

the Purchase Order to the Stores Supervisor. l 12

Inspected material is handled in the
following manners:

a. Upon receipt of the completed and
approved RIN, acceptable material
is identified with inspection
status by the Stores Supervisor and 13
processed to Stores. A two-part
stock identification tag,

Figure 25, is placed on ASME Code
and safety-related items by the
Stores Supervisor to indicate accept- 13
ability and provide traceability.

b. Nonconforming material is identified,
segregated and disposed of according
to Section 11 of this Manual.

The Statiom wuality Control Supervisor

coordinates with the Stores Supervisor re- 13
return of nonconforming material to a

supplier for rework or replacement.

Copies of Quality Receipt Inspection
Reports shall be maintained for the Station
Quality Control Supervisor and the

Quality Assurance Engineer or Inspector's
analysis and joint reporting annually to
the Station Superintendent and the Manager
of Quality Assurance of adverse findings

on incoming material processed.

The Stores Supervisor controls ASME and safety- 13
related items upon acceptance and during

storage prior to issuance to the Station.

Such contrcl is achieved by utilizing the

two-part tag which if attached to each

- 25 - September 28, 1979
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item or lot to indicate acceptability and

by placing such items in segregated storage
locations. The description, lot, heat,

date and Purchase Order numbers and other
identification numbers are indicated on this
tag to maintain traceability to the certifi-
cation data. Like items or materials that
cannot be uniquely identified by the manufac-
turer's heat number or serial number or
because of some distinct difference from the
others in the group shall also be serialized

and recorded on the Quality Receip* .aspection

Report and two-part tag for each such
different item or material.

3.5 Deficient or Nonconforming Material

3.6

3-5.1

When deficient or nonconforming material or
equipment is discovered during receiving
inspection, the Quality Control Supervisor
and/or Quality Aszurance ineer or
Inspector shall direct the Stores Superviscr
to attach a Quality Assurance "Hold" tag to
the item and initiate a Discrepancy Record,
Figure 18. The Maintenance Assistant Super-
intendent or Master Instrument Mechanic and
Technical Staff Supertisor shall evaluate the
cause cf the nonconformance, and describe the

(S

|+ @

action required to dispose of the nonconformance

and the corrective action to prevent
recurrence. The Quality Assurance Engineer
or Inspector approves disposition of such

deficient or nonconforming items, in accordance

with Section 11,

Material Storage and Handling

3.6.1

ASME Section III and safety-related material,
parts and components are identified, tagged
(See 3.4.2a), and stored separately from
other Station materizl. Segregated storage
is maintained except when the size of the
item precludes placement in the segregated

e 26 o “September 28, 1979
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306.2

Stores area. When size precludes placement

in segregated area, the item is uniquely

identified and segregated by special

enclosure, barriers or container. The

Station Stores Supervisor is responsible

for operation of segregated storage. I 9

Special handling or storage requirements

are normally stipulated by the component/
material supplier. When suchk information

is not provided by the supplier, the depart-
ment head approving the Request for Purchase
shall designate the need for any special
handling and storage on the request and
shall develop the procedures for special
handling and storage of equipment and
materials for use at time of receipt and
until the item is placed in service. Also,
any special tools required for safe and
correct handling are identified. The Quality
Control Supervisor and Quality Assurance
Engineer or Inspector shall verify adherence
to such requirements and procedures by
inspection, surveillance and audit.

The Station Stores Supervisor is responsible l 9
for handling and storage of equipment and

materials while under his control. After issuance
Py the Stores Supervisor, the Maintenance T 9
Assistant Superintendent or Master Instrument
Mechanic are responsible for meeting handling

and storage requirements. Instructions and
responsibilities for control of handling,

storage and shipping activities are further
described in Commonwealth Edison Company

Quality Procedure 13-51. Quality Assurance
Engineer or Inspector maintains surveillance

of Station Stores and the Station for adherence

to Code requirements during the storage and
installation period to prevent damage, deter-
ioration or loss.

- 27 - September 28, 1979
(Revision 9)



4.

PROCESS CONTROL

4.1 Production Order System

4.1.1

l‘.l.z

Work at the Station involving ASME Cecde and
safety-related items is initiated upon
§gproval of a Work Request, Fi 7. The

owchart for prccessing Work Requests is
shown in Figure 8. The Operating Assistant l
Superintendent reviews and authorizes each 112
Work Request and indicates on it if ASME Code '
or safety-related, whether a modification,
outage requirements and inspections and
operating tests to be performed and assigns
the work to the Maintenance Assistant Super- ’12
intendent. He or the Master Instrument
Mechanic, as applicable, in turn review their
Work Request and direct their staff to prepare a

tenance/Modification Procedure, Figure 9,

as applicable, which together with the Work
Request and all other documentation connected
with the job constitute the Maintenance/
Modification work package. A copy of all
Work Requests will be provided to the Quality
Control Supervisor to verify that ASME Code 12 .
and safety-related wor< is accordingly designated.

Maintenance/Modification Procedures are used

to detail the individual steps required

to accomplish maintenance, repair and

modification work on safety-related items and
components. The Maintenance Assistant {
Superintendent is responsible for the preparation|l2
of such Procedures. A Station Traveler,

Figure 6, is applied as a companion document; ,
its preparation is the responsibility of the ;
Maintenance Assistant Superintendent. The 112
Station Traveler is used as part of the work

package as detailed in Commcnwealth Ediscn

Company Quality
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Procedures 3-51 and 3-52 to outlirne the

key work stens and to designate both

Station Qual.i .y Control and Quality
Assurance hold points and those of the
Authorized Inspector prior to start of the

ob., Additionally, it serves as a Check-

ist and provides for indication and sign-

off of completion of steps, inspections and
witnessing requirements. In preparing the
Maintenance/Modification work package, the
Maintenance Assistant Superintendent or Master |12
Instrument Mechanic utilizes inputs such as:
specifications and drawings covering the work from
Engineering; welding and NDE procedures contained
in the Special Process Procedures Manual or

such approved procedures provided specifically

for a job by Engineering or the Level III
Examiner; technical input by the Station
Technical Staff; inspections and witress and
hold points from the Quality Control Super- Pz
visor and the Quality Assurance Engineer or
Inspector; and hold points from the Authorized
Inspector.

Qualified and approved special process
procedures (e.g., welding, nondestructive
examinations, etc.,) and manufacturer

manuals and instructions are incorporated

by reference in the Maintenance/Modification
Procecure. The weldiig procedure and supple-
ments shall be approved by the Station Nuclear
Engineering Manager, Maintenance Manager - FZ
Nuclear Stations and the Manager of Quality
Assurance; the nondestructive examination
procedures shall be approved by the Common-
wealth Edisucn Company Level III Examiner

and reviewed by the Manager of Quality
Assurance., Written Maintenance/ Modification
Procedures are required for modifications,
maintenance and repair work involving safety-
related jtems and for fabrication and
installation work to be accomplished in
accordance with ASME Section III Code

requirenents.

« 39
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For safety-related items and ASME Section III, ’
Division 1 systems and components, the Main- |
tenance Assistant Superintendent will request 12
the Technical Staff Supervisor to obtain witness

and hold points of the Quality Control Super-
visor and Quality Assurance Engineer or Inspector

and from the Authorized Inspector (See Section

10.3). After the Maintenance/Modification work
gackage consist of the approved Work

equest, Station Traveler, Maintenance/Modi-

fication Procedure, Finel Documentation Check-

list and other supporting doccuments has been
processed in accordance with Quality Assurance .
Procedures 3-51 and 3-52, the Maintenance {
Assistant Superintendent or Master Instrument
Mechanic sends the work package to the Station 2
Quality Control Supervisor for review and approval
The Quality Control Supervisor will review quality
control requirements, witness points and hold
points as to adequacy and that the materials

and equipment to be used and installed has
been inspected and accepted by Station Quality
Control and Quality Assurance. If acceptable,
he w_1l review and approve the Maintenance/
Modification Procedure and sign the Work
Request and Station Traveler. He will then

forward the work package to the Technical Staff
Supervisor for review and approval of the .
Maintenance/Modification Procedure. He then
shall forward the work package to the Quality
Assurance Engineer or Inspector for verification
and approval of the Maintenance/Modification
Procedure and sign-off of the Work Request and
Station Traveler that necessary quality hold
points and other requirements are provided

for in the Work Package. Then, after authori-
zation of the Maintenance/Modification Procedure
and the Modification Approval Sheet by the
Station Superintendent, the Master Mechanic,
Master Instrument Mechanic or Master Elect:rician
will then assign the work.

——
n

Work shall not proceed beyond a designated hold
point until witnessed, signed-off or formally
waived by the individual who established the
hold points. Further, hold tags may be used
for in-process status control purposes. In
this use a Discrepancy Record is not required.

July 15, 1979 .
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After completion of the work, the Maintenance Assistant
Superintendent or his designee shall have the Quality
Control Supervisor and, if applicable, the Authcrized
Inspector review the documentation and completed work
to verify satisfactory completion of the work, inspections,
quality control requirements and sign-off the Final
Documentation Checklist, Figure 23, plus obtain Quality
Control Supervisor approval of Part 3 of the Modification
“pproval Sheet and the Work Request. After satisfactory
completion of operational testing and authorization of
operation by the Operating Assistant Superintendent,

the Quality Assurance Engineer or Inspector shall verify
the requirements of the work package have been satisfac-
torily completed and shall approve Part 3 of the Modi-
fication Approval Sheet and the Work Request.

For routine type maintenance involving safety-related and
plant reliability related items where Quality Control and
Assurance personnel are not on-site and work must be done
immediately and maintenance methods and procedures have
been established and proven through use and previously been
reviewed and accepted, the Work Request and applicable docu-
mentation may be approved and work assigned upon approval
of the Maintenance Assistant Superintendent, Master
Instrument Mechanic or their designee. Under such main-
tenance approach, each Work Request and associated docu-
mentation shall be reviewed promptly after completion of
the work by the Quality Control Supervisor and verified

by the Quality Assurance Engineer or Inspector and

their approvals shall be indicated on the completed

Work Request Form.

Routine type maintenance methods would not ncrmally require
use of the Station Traveler or Final Dccumentation Checklist
Forms plus the Maintenance/Modification Procedure rorm where
the equivalent requirements for safety related work can be
provided on the Work Request., Work not having detailed
procedures approved as provided in 6.2.A of the Technical
Specifications which would physically alter the characteris-
tic of an item such as welding and machining, replacements
nther than like-for-like, complex disassemblies and re-
assemblies, such as control rod drives and other safety-
related items which would have serious consequences froam
faulty workmanship or incomplete testing and inspection

oplus all ASME Code related items shall Se processed in
accordance with this procedure. If maintenance is not
safety-, plant reliability- or Code-related, proceed with
work in accordance with station practices,

July 16( 187¢
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4,2 Material Issuance

4.2.1

4.2.2

Material, parts and components identified
in the Maintenance/Modification work package
are issued for safety-related or ASME
Section III work only upon receipt by Stores
of Material Request, Figure 10, approved by
an authorized supervisor and identifici to
an approved Work Request. Only material
which has been inspected and accepted by

the Station Quality Control Supervisor and
Quality Assurance Engineer or Inspector
shall be issued by the Stores Supervisor

for such work.

After being accepted, the material, parts and
components are tagged with a two-part tag which
is attached to the item or lot while in Stores
and after issuance until installed. Identifi-
cation shall be applied to all pieces when
material is divided.

When complete, the two-part tag is removed and

made a part of the final documentation. Verifi-
cation that proper materials, parts and components
are available shall be determined during the formu-
lation stage of the Maintenance/Modification Proce-
dure by the Maintenance Assistant Superintendentu-
or Master Instrument Mechanic. The Quality

Contrel Supervisor and the Quality Assurance
Engineer or Inspector shall verify that proper
material, parts and equipment being used on

each safety-related or ASME Section III job

are correct and identified prior to final

approval as to completeness.

If the material which has been issued in

accordance with 4.2.1 above, is not used,

it may be returned to Stores and accepted

and tagged by the Stores Supervisor using

the same control as utilized originally in
connection with items from off-site pro-

vided that:

a. Identification to the Purchase
Order and Certified Material Test
Reports has been maintained.

-32 - September 28, 13579
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b, It is accompanied by a completed
Material Credit Form, Figure 11.

NOTE: Control and issuance of welding
materials is further covered in
Section 5.

5. WELDING QUALITY ASSURANCE
5.1 Welding Material Control

5.1.1 Welding material purchased for use on
Code and safety-related systems at the
Station complies with ASME Section III
requirements and is controlled throughout
its use at the Station. The weld filler
material to be used on a job is specified
in the Welding Procedure. Upon acceptance
of welding electrodes ar rOdu:I the Station
Stores Supervisor, Station Q ity Control
and the Quality Assurance Engineer or Inspec-
tor, certification adata is placed with the
Purchase Order and is forwarded to the
Qffice Supervisor. Any lot of weld rod
whose complete identification is lost or
destroyed before being issued, is immediately
assigned to Maintenance for control and
use in training or application where ASME
and AWS Codes are not applicable; ovens are
identified and maintained by the Maintenance
Department to be used only for these elec-
trodes. The ovens are locked and under
centrol of the Master Mechanic, who reports
to the Main:enance Assistant Superintendent.
‘felding rods in the shop, whose identity is
lost will also be segregated and controlled
by the Master Mechanic to prevent use in ASME
Code or safety-related work.

5.1.2 Each full container of electrodes and bare
wire is stored in the main storercom. Only
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identifiable, traceable material is issued

for safety-related and ASME Code work., Elec-
trode stabilizing ovens are maintained in the
Station storeroom by the Stores Supervisor. The I 16
ovens are held at the temperature recommended
by the manufacturer and have an instruction
sheet attached indicating the required tempera-
ture setting and other special requirements. '
A log sheet is provided for daily recording

of time and date and the temperature of the
ovens, Separate ovens in the storeroom are
designated for carbon steel electrodes and

for stainless electrodes. The Station Quality
Control Inspector and the Quality Assurance
Engineer or Inspector verify by on-the=job
checking and review of the documentation that
only electrodes with proper certification are
used on safety-related or ASME Code work.

5.1.3 Welding electrodes and other filler material
used in welding processes are issued to
Maintenance personnel upon receipt by the '
Stores Supervisor of a completed Material Request I 16
Form. Completed Material Request Forms will
be approved by Maintenance supervision.

5.2 Qualification of Weld Procedures and Welders

5.2.17 Welding Procedure Specifications such as the
examples in Figures 12a and 12b are prepared
by the Nuciear Station Maintenance Department
personnel and are reviewed and approved by
the Manager of Quality Assurance and the
Station Nuclear Engineering Manager and
approved prior to issuance by the Main-
tenance Manager Nuclear Staticns.

Procedure Qualification Testing in

accordance with ASME Secticn III and IX is
performed by the "perational Analysis Depart-
ment (CAD) of [ .icneealth Edison Company or a
qualified independent testing agency.

September 28, 1979
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5.2.2

The actual Welding Procedure Specification

qualification is performed at the Commonweal th
Edison Company Station, or at the weld training
center for a Station, first requiring the new
procedure. Upon acceptance of test results,
the Operational Analysis Department formally
transmits the results to the Staff Engineer-
Mechanical Maintenance (Production Dcz;rtlnnt)
who approves and issues ASME Form QW- 3
Fi 8 12e and 12f, to document a qualified
proven procedure, Subsequently, the
Commonwealth Edison Company Nuclear Stations
Maintenance Department issues the new Welding
Procedure Specification for incorporation
into the Special Process Procedures Manual
after approval by the Station Nuclear
Engineering Manager, Maintenance
Manager. Nuclear Stations and the
Manager of Quality Assurance. The Welding
Procedure Specification and qualification of
the procedures shall be submitted to the
Authorized Inspector for review,

Personnel qualification is accomplished in
accordance with ASME Section III and witnessed

by the Station Quality Control Supervisor or 15
designee, Required destructive and nondestructive
examinations are accomplished by the Operational
Analysis Department or an approved Independent
Testing Agency. Upon satisfactory completion

of test results and the review and approval

by the Nuclear Stations Maintenance Department
ASME Form QW-484, Figure 13, is completed by

the Staff ineer Mechanical Maintenance
(Production Department) to document qualification
of the individual. The Maintenance Assistant Superin-
tendent is responsible for keeping a log of
records covering qualification for each welder

to the requirements of Section III. The

foreman for the job is responsible for

checking this log prior to performing Code

work to determine that the individual (welder)

is qualified. These qualification documents

are submitted to the Authorized Inspector for
review,

November 1, 1975
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5.3 Weld Inspection

9:3.1 Insgection points during welding are

uded in the Maintenance/Modification
work package for individual jobs. Upon
completion of the portion of the weld
performed by the welder, the welder shall
lightly stamp his identification adjacent
to all permanent welded joints made by him,
at three foot intervals or less. The
identification stamp shall be a low stress

stamp.

As an alternative, a record shall be kept
of permanent welded joints of a component
and of the welders used in making each of
the joints. The method of providing such
traceability shall be indicated on the
Traveler.

The results of inspection are recorded on

the Weld Inspection Record, Figure 14, for
each joint by the Station Quality Control

Supervisor.

5.3.2 The Station Quality Control Supervisor will
maintain surveillance of welding operations
for compliance with the essential and
nonessential variables stated in the
applicable welding procedure. Also, the
Quality Assurance Engineer or Inspector
reviews, nonitors and audits
welding operations, as well as, all other
Jjob activities.

6. NONDESTRUCTIVE EXAMINATION
6.1 Qualification and Testing of Personnel and Procedures

6.1.1 Procedures for nondestructive examinations
performed by Commonwealth Edison Company are
prepared in writing and approved and quaiified

- 36 - july 16, 1979
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by a Level III Examiner in the Operational
Analysis Department (OAD). Also, the Manager
of Quality Assurance reviews these procedures.
Details of procedure qualification shall be
described and will be proven by actual demon-
stration to the satisfaction of the Authorized
Inspector. The comprehensive NDE procedures
for ordinary use are contained in the Common-
wealth Edison Company Special Process Pro-
cedures Manual. The special use NDE proce-
dures are retained at their respective
Generating Station.

6.1.2 Commonwealth Edison Company personnel evalua-
tt:f nondestructive examination results are
qualified and certified as Level II or III
in accordance with SNT-TC-1A and the Code.
Personnel are selected from the Operational
Analysis Department and other departments
such as Quality Assurance, Station Construction,
Production or Engineering, dependent upon the
test being evaluated and individual qualifica-
tions. A qualified Level III Examiner in the
Operational Analysis Department is responsible
for examining and qualifying Commonwealth Edison
Company personnel performing nonsestructive
examinations. The Operational Ana.ysis 12
Manager of the Operational Analysis Depart- !
ment is responsible for training and the
qualification of the Level III Examiner,
Training of personnel is according to a planned,
written program for NDE under the surveillance
and direction of the Commonwealth Edison
Company Level III Examiner. Records of
qualification are maintained in the Operational
Analysis Department under the direction of
Level II1I Examiner.

6.2 Status of Nondestructive Examination

6.2.1 The status of the inspection as to accepta=-
bility of the required nondestructive testing
is recorded on the applicable form. (See
Figures 14, 15, 16, 16a and 17.) Additionally,
the inspection status is recorded on the
Weld Inspection Record.
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7.

6.2.2 When an outside contractor is utilized for

nondestructive examination, Commonwealth
Edison Company sudits its performance in
accordance with Quality Procedures 9-1, 18-1
or 18-51, For all Code work, the contractor
is required to conform with the requirements
of ASME Section III and SNT-TC-1A as stated
in the procurement documents., Written
procedures by contractors shall be approved
by a Level III Examiner employed by
Commonwealth Edison Company and shall be
retained in the Station permaunent central
files. NDE inspection reports and personnel
records shall be reviewed and accepted by
the Quality Control Supervisor and the Quality
Assurance Engineer or Inspector and be main-
tained in Commonwealth Edison Company files,

6.3 Qualification of Equipment

603.1

The Operational Analysis Department Level

III Examiner is responsible for the selection
and testing of NDE equipment. Equipment
qualification requirements are contained in
the Commonwealth Edison Company Special
Process Procedures Manual.

QUALIFICATIONS OF GAUGES AND MEASURING EQUIPMENT

7.1 Means of Recording and Testing

Te1a1

14

The Maintenance Assistant Superintendent and the Master |14

Instrument Mechanic maintain a master list of
measurement and test equipment and instruments

that require calibration with standards traceable
to National Standards or other recognized standards
when National Standards do not exist. The Operational
Analysis Department is responsible for maintenance
of calibration records. Alsco for the inspection
and testing equipment which are calibrated #t the
station, calibration records shall be maintained

by the department rerforming the calibration.
These records are available for the Authorized
Inspector's review, Inspection and testing
equipment utilized for acceptance measurements
shall be identified by serial number in the
work package, Calibration and

&b 38 = JUl 169
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7.1.2

7:1.3

€

control of measurement, test equipment and
instruments are conducted in accordance with
Commonwealth Edison Company Quality Procedures
12-1, 12-2, 12-51 and 12-52. For each piece
of equipment, the date of last calibration and
the due date of next calibration shall
acco:gany the piece of equipment at the time
of calibration and shall remain with the
equipment until the next calibration. These
items shall be identifiable by use of tags

or stickers.

All pressure gauges used in ASME pressure testing
shalg be calibrated against a standard dead-
weight tester or a calibrated master gauge prior
to each test or series of tests. A series of
tests is that group of tests, using the same
pressure test gauge or gauges, which is conducted
within a period not exceeding two weeks.

When discrepancies in inspection or testing
equipment are found during calibration, the .
Maintenance Assistant Superintendent or Master |
Instrument Mechanic shall determine what correc- 11
tive action is required andthe Quality Control ‘
Supervisor shall review and. approve the corrective
action. Materials, fabricated items and

components previously checked (since the

previous valid calibration) with equipment

which is out of calibration shall be

considered unacceptable and be treated as

a nonconformance per Section 11. The

Quality Assurance Engineer or Inspector ‘
shall review and approve corrective action. |11

8. HEAT TREATING

8.1 Description of System

801.1

Post-weld heat treating is normally
perfcrmed by qualified outside contractors.
Contractor performance is audited by
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Commonwealth Edison Company in accordance
with Quality Assurance Proceduires 9-1 and
18-1. The Station Cuality Control Supervisor I 14
and the Quality Assurance Engineer or
Inspector review and approve records
associated with the heat treating operation
prior to accag::nco. In those cases where
Commonweal th son Company performs heat
treating on ASME or safety-related material,
it shall be performed in accordance with
written procedures approved by the Station
Nuclear Engineering N.nager, approved by the
ger of Quality Assurance and approved and
issued by the Nuclear Stations Maintenance
Department as part of the Special Process
Procedures Manual., These procedures shall
include the method of calibration of heat
treating equipment, and the records required
for the heat treating process. For ASME
Code work, the time and temperature records
shall be submitted to the Authorized Nuclear In- l 14
spector for review. For material requiring impact
tests, the Maintenance Assistant Superintendent
shall be responsible for determining the accumu- ‘
lative heat treat time and documenting same.

9. DOCUMENTATION
9.1 System for Acquiring Final Documentation

9.1.1 Station Quality Control and Quality Assurance
personnel verify on the Final Documentation
Checklist that the complete set of all the
completed procedures, certification data,

NDE results, etc., that were required to
repair, fabricate and install the items
specified in the Maintenance/Modification
work package are in the package and in
accordance with the ASME Boiler and Pressure
Vessel Code. All forms used shall indicate
the appropriate ASME Section III Class. After
review by the Authorized Nuclear Inspector, | 14
“he document package is transmitted to the
Station Office Supervisor for filing

and retention in the Station
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records for the life-of-the-plant. Where
Commonwealth Edison Company has contracted for
the fabrication or repair, the qualified
contractor is responsible for the final docu-
mentation package. However, upon the comple-
tion of the required testing, the complete
documentat.ion package is submitted to the
Station for review and acceptance. Upon
completion of the review and acceptance by
Quality Control and Quality Assurance personnel,
the documentation package is forwarded to the
Station Office Supervisor for filing and reten-
tion for the life of the plant,

9.2 Checklist of Final Documents

9.2.1 For each contract involving ASME Section
II1 and safety-related items, a checklist
of final documents required is prepared by
the contractor or Commonwealth Edison Company,
or its Architect Engineer, as applicable, and
shall include, such as, ASME Section III Data
Reports, specifications, drawings, production
travelers, maintenance procedures. The
checklist includes spaces to indicate the
Authorized Nuclear Inspector review. For 16
modification work performed by the Station,
a completed and a blank checklist form are
shown in Figures 23 or 23-1.

9.3 Submittal of Data Reports

9.3.1 Upon completion of each ASME Section III
work project, ASME Data Reports shall be
properly filled-out and signed by the Main-
tenance Assistant Superintendent or his alter-
nate and then submitted to the Authorized Nuclear| 16
Inspector for review and signature.(See Par. 10.5.1)

A copy of the design specification shall be

made available at the manufacturing site before
fabrication begins. In addition, the Design -
Report and certification indicating that the

Design Report has been reviewed by the Owner and

that it does satisfy the requirements of the

- 41 -
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design specification shall be made available

to the Authorized Nuclear Inspector at the I 15
manufacturing site and a copy, plus the certi- ‘
fied Design specification and Data Reports,

shall be filed at the station anc ma-e available

to the Authorized Nuclear Inspector ana the l 15
enforcement authorities (Superintenaent of

Boiler & Pressure Vessel Safety Office of the

State Fire Marshall, State of Illinois) having
Jurisdictional authority over the station
installation before the components or appur-
tenances are placed in service. The ASME

Data Reports will indicate those cases where
modifications have been performed to an existing
system or component versus a completely new
installation. Upon review, acceptance and

signature of the ASME Data Reports by the

Authorizea Nuclear Inspector, the Authorized | 15
Nuclea: Inspector autnhorizes the application

of the appropriate stamp to the completed component
part or appurtenance.

10. AUTHORIZED NUCLEAR INSPECTOR

10.1 Relationship In-Plant

10.1.1 The Authorized Nuclear Inspector's primary contact | 15 .
is with the Station Superintendent and/or the
Technical Staff Supervisor, with access to
the Quality Assurance Engineer or Inspector.
The Authorized Nuclear Inspector shall have
free access to Commonwealth Edison Company
facilities at any time while work on the
item is being performed duriag the period
of assembly and testing within the limita-
tions of station safety, health and security
regulations. He shall be provided ample
time t¢ insert his hold points, prior to
start of work, in the Maintenance/Modification
work package relating to Section 11l Code
work. The Authorized Nuclear Inspector will 15
notify the Stati>n Superintendent or Technical
Staff Supervisor of any problem and concur in
the resolution of the problem.

- L2 - September 28, 1975
(Revision 15) '
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10.2 Documents Available to the Authorized Nuclear Inspector

10.2.1

The Authorized Nuclear Inspector shall be afforded
full access to any procedures, specifice<ions,
drawings and design specifications and other
documents and requirements involved in ASME Section

II work. Also a copy of the Corporate Quality
Assurance Manual shall be made available to the
Authorized Nuclear Inspecto:.

10.3 Choosing of Hold Points

10.4

10.5

10.3.1

Special
10.4,.1

The Authorized Nuclear Inspector shall be kept 1l
currently informed on relevant aspects of

the Maintenance/Mocdification work package

covering work involving ASME Code. He

shall be supplied a review copy by the

Technical Staff Supervisor who shall

review the work with him when in the

rough draft and planning stage. The

Authorized Nuclear Inspector is then afforded the 11
opportunity to enter his hold points.

During the preparation of the final issue

of the work package, the Station Quality

Control Supervisor assures that the Authorized 11
Nuclear Inspector's hold points are included.

Processes and the Authorized Nuclear Inspector 111

All detailed procedures including procedure
qualifications are available for review

by the Authorized Nuclear Inspector prior to their,
use jn ASME Section III work. Personnel 11
files are open to the Authorized Nuclear Inspector.
He may require requalification of either

procedure or personnel if specific reason

exists to doubt the validity of test results.

Checklist of Final Documents and Data Reports

10.5.1

When all of the documents identified on the
Final Documentation Checklist have been
prepared as required by Section 9 of this
Manual, the entire package shall be made

- 43 - July 16, 1979
(Revision 11)



€

available to the Authorized Nuclear Inspector. |
When the Authorized Nuclear Inspector is satisfied, |12
he shall certify the Data Reports by

signature and authorize the application of

the appropriate nuclear stamp by the Quality

Control Supervisor.

10.6 Facilities

10.6.1 The Station Superintendent shall provide
adequate facilities including a drawer of
a file cabinet and a desk for the Authorized
Nuclear Inspector's use. P2

11. NONCONFORMITIES AND CORRECTIVE ACTION

11.1 Nonconformances

11.1.1 Examples of nonconformance include: noncon- ‘
formance to ASME Code, physical defects,
test failures, out-of-calibration, inadequate
documentation or deviations from specifica-
tions, drawings and procurement requirements
or from presc.ibed processing and inspection
or test procedures.

11.2 Inspection Hold System

11.2.1 Nonconformances found during receipt inspection
are documented by Quality Control personnel on
a Discrepancy Record, Figure 18. The noncon-
forming part(s) is tagged with a Quality
Assurance "Hold" tag, Figure 19, by or at the
direction of Quality Control personnel for the
Quality Assurance Engineer or Inspector, and
moved by Storerocom personnel to a segregated
area (size permitting) pending disposition.

- Bl July 16, 1979
(Revision 12) .
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11.2.2 Nonconformances found during fabrication or
installation work are documented and resolved
in one of two ways:

a. If an approved repair procedure exists
(e.g., welding) tchat nonconfurmance is
documented on the Weld Inspection Record,
Figure 14. Authorized Nuclear Inspector review |14
is required prior to starting the weld
repair. The repair is performed and
subsequent reinspection and acceptance
of the repair by the Quality Control Su- |1h
pervisor and Quality Assurance Engineer
or Inspector is documented on the
original Weld Inspection Record.(See Par. 11.4.1 14
for Authorized Nuclear Inspector Acceptance) !
b. When a nonconformance cannot be reworked
to achieve conformance, a Discrepancy
Record (DR) is initiated by the involved
supervisory person. The nonconforming
part is tagged by the DR originator with
a Quality Assurance "Hold" tag, at the
direction of Quality Control and Quality
Assurance personnel for the Quality
Assurance Engineer or Inspector, removed
from the work area (if practn‘cai) and
held until disposition is received and
approved by the Station Quality Control Su- 14
pervisor and Quality Assurance Engineer |
or Inspector.

11.3 Resolution

11.3.1 Discrepancy records are reviewed and disposi-
tioned at the Station by the Technical Staff
Superviscr, Station Quality Control Supervisor, . 14
and the Maintenance Assistant Superintendent or
Master Instrument Mechanic.

If unanimous agreement cannot be reached
between these Parties, the matter shall be
referred to the Station Superintendent for
resolution. The Station Superintendent will
resolve the discrepancy by utilizing station

(Revisionlé )



personnel. If additional expertise is
needed, off-site personnel such as the
Authorized Inspection Ageicy, Statiorn
Nuclear Engineering Depar tment, Production
Department, Operational Analysis Department
or Quality Assurance Department will be
solicited for assistance with technical

and quality items.

The agreed upon disposition and suggested

corrective action shall be submitted by the ,
Maintenarce Assistant Superintendent or Master |
Instrument Mechanic to the Quality Control Super—’lB
visor for review sign-orr, to the Technical

Staff Supervisor and the Quality Assurance
Engineer or Inspector for approval and,
where the ASME Code is involved, to the
Authorized Nucl2ar Inspector for review. 113

|
1

Copies of the Discrepancy Records
pertaining to ASME Section III and safety-
related items will be sent to the Station
Nuclear Engineering Department for review
and acceptance of the disposition. The
Authorized Nuclear Inspector shall be notified |13
prior to work being performed, concern.ng
discrepancy records that pertain to
fabrication or installation work to ASME
Section III requirements and a copy of
these records shall be available to him

at the Station, and documented in the
Station Traveler.

11.4 Return to Production

11.4.1

When the discrepancy is satisfactorily
resnlved, an amendment is attached to

the Station Traveler by the Maintenance or
Master Instrument Mechanic per Section 4 of
this document. In those cases that the
disposition is "scrap," the Quality Control Su- 13
pervisor and the Quality Assurance Engineer
or Inspector has the Quality Assurance
"Hold" tag replaced with a Quality Assurance
"Relect" tag, Figure 20, for the Quality
Assurance Engineer or Inspector who verifies
disposition complience. Upon satisfactory

¥ E July 16, 1979
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solution of corrective action, Maintenance
Supervision shall sign Part 3 ot the DR,

and obtain sign-off review by the Quality
Control Supervisor and, ifapplicable, obtain
Authorized Nuclear Inspector release followed by
review and approval by the Technical Staff
Supervisor, the Station Superintendent and
the Quality Assurance Engineer or Inspector.
Upon acceptance of such action, the Station
Quality Control Supervisor and ths Quality
Assurance Engineer or Inspector sign-off
the appliczble step of the revised Station
Traveler., Alter sign-off, the Quality
Assurance "Hold" tag is removed and work
again progresses in accordance with the
next step in the original Station Travler.

12. AUDIT
12.1 Audit Systenm

12.1.1 The adequacy and implementation of the
Station Quality Assurance Program for
maintenance, repairs, modifications, in-
service inspections and Stores activities
are verified by periodic, pre-planned audits
including Maragement Assessments as
described in Section 1.2.1a >f this Manual.
The station Quality Assuranc2 Engineer or
Inspector, assigned from -
the Manager ot Quality Assurance's 0ffice,
is responsible for conducting continuous
surveillance of ASME Code and safety-related
material, parts and components and for
conductance of audits and reporting of
results to responsible management including
the Station Superintendent, Manager of
Quality Assurance, [.vision Manager-

Nuclear Stations, Quality Assurance
Supervisor and the Vice President of Nuclear
Operations, 15

- 47 -
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The following types of audit are performed:

a. System Audits - audits of gquality systems
including: methods, procedures, instruc-
tions, tests, 2xaminations, records,
documentations and practices established
to control and verify activities that
affect quality.

b. Product Audits - audits the effectiveness
of inspections and tests that are specific
to the receipt, fabrication, installation,
construction, testing and operation of an
~tem.

A schedule of audits to be conducted at
the Station is prepared and maintained
by the Station Quality Assurance Engineer
or Inspector.

Follow-up audits are scheduled and

conducted to assure that deficiencies or
adverse conditions previously identified

are corrected. Copies of these scheduled
audits shall be transmitted to the Station
Superintendent and the Manager of Qualitv
Assurance, The Quality Assurance 8
Supervisor (Maintenance) will refer

the items found uncorrected at a fcllow-

up audit or survey to the Station Super-
intendent an' the Manager of Quality

Assurance for resolution. The audit

schedule is reviewed and approved semi-
annually by the Quality Assurance

Supervisor (Maintenance). An Audit 8
Log, Figure 21, indicating assigned

number, title, initiation date, re-audit

and follow-up completion is maintained

by the Quality Assurance Engineer or

Inspector.

The format of the audit checklist is
shown in Figure 22. The requirements

of audits and independent outside
reviews and operational audits are
described in Commonwealth Edison Company
Quality Procedures 18-51 and 18-52.

- 48 - September 28, 1579
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The audit reports are filed at the Site
and made available for review by the
Authorized Nuclear Inspector I 7

(End)
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COMMONWEALTH EDISON COMPANY QUALITY ASSURANCE MANUAL TRANSMITTAL
To all CECo Quality Assurance Manual Holders:

“Effective Date
VE the following pages from your controlled copy of the
CECo Assurance Manual. INSERT the new pages as indicated.

SIGN this transmittal form in the space provided for Manual holder
Pelow. RETURN this signed sheet along with the superseded pages
before to:

Mr. G. F. Marcus

Director of Quality Assurance
(Engineering/Construction)
Quality Assurance Departaent
Room 922 Edison Building

If you have any gquestions or comments, please list them in
the space provided below.

¥W. J. Shewski
Manager of Quality Assurance

“MANUAL NO.  — MANUAL HOLDER-SIGNATURE _______~ DAIE
(I1f£ new holder, please advise Q.A.)
DOCUMENT REMOVE/REV, DATE INSERT/REV, DATE

NOTE: 1. Acceptance shall be obtainad from the Authorized
Inspection Agency Inspection Specialis* for revi-
sions to the Station Quality Assurance ‘lanual
prior to issuance.

2. Revisions requiring training are indicated above by *,

FIGURE 1 November 1, 1979
(Revision 8)



REOU’ FOR PURCHASE -

e

NUCLEAR GENERATING STATIONS T —r—r oroer | X | REQusimonwo. 2057 |
C.E. CO.86-5024(S) 80 =
786 70420 9 VIA. [:_] P.0 and REL.NO, "!‘/_‘, ﬁ T
DATE 7-30-74 - SMALL P.O. - N/A o %{6
venoor _Paviik Compapy == requesteo sy R. Spear  »g
55k Green Bay Road  Kenilworth, Illinois 60043 est. cost $504.,00 “a
cHarce To: 004 N E‘E
70 BE USED FoR:  Bstablish 1 year supply bonded stock welding rod 34637-2 20 p=
for Units 1 & 2 Quad Cities . S oaTe Requikep_11-30-74 2
ITEM] QUANTITY ASME | SAFETY | STORES | . rﬁ.n?s—c‘é-%z‘?sm—‘r
NO. | REQUIRED DESCRIPTION RELATED |RELATED | ITEM NO. | Repars wane] ey
1| 800 1 lbs. woldin’ Electrodes, coated, type HIL-701f, 1 | YES | N/A | N/A [N/A N/il/AN/A N/A
E7018, size 3/32x12 in long, 8 1b. moisture cans,
McKay No. 7018 2
QUALITY ASSURANCE REQUIRED: ASME Spec. SFA 5.1, g
5.4, 5.5 or 5.9, Bonded Stock, double tagged,
identified by Heat No. and Lot No., Certify
conformance to spec., & grade sctual chemical
analysis, tensile and impact properties as
deposited.
bl .
APPROVED B DATE
17,
£, 2 hasmavo | I G Ef_ga____.ﬁ_&id _ﬁmw‘ﬂ‘ 7-30-74
DEFT, HEAD B ) QUALITY CONTR®L B . | QA INSP./ENGINEE 5‘5' (o]
DATE RECEIVED URCHASE ORDER NO. STOCKMAN DATE




SAHP%%
# PURCHASE REQUISITION Commonwealth Edison Company
g 7 nieieithepa

ITEM CLASS { VENDOR No. c.C. ITEM | FUNCT. OR ORDER suB.
786 | 70420 | 9 Il 9| 004
REQUISITION REQUESTED B8Y LA [f ‘[
QC 2057 '@ R. Spear P I |
TO BE USED FOR Establish E yeo.r , i

supply bonded stock welding
rod for Quad Cities

SHIP TO

r COMMONWEALTH EDISON CO.

Quad Cities Nuclear Power Station

3 Miles north of Cordova off Bt. 84
Cordova, Ill. 61242

N
'.%'x;-u: QUANTITY | DESCRIPTION | c.E TEM No.
f i
800 . Lbs. Welding Electrodes, coated, type MIL 7018, E7018, ;
. size 3/32 x 12 ia. long, 8 1b moisture tight cans,
. McKay No. 7018
i
| |
, i
|
' QUALITY ASSURANCE REQUIRED: ASME Spec. SFA 51, 5.4, 5.5,
' or 5.9, Bonded Stock, double flag tagged, Identified by |
 Heat No. and Lot No. Certify conformance-to spec. & grade |
- actual chemical analysis, tensile and impact properties :
. as deposited. f
|
Sapannas e MAIL INVOICE IN DUPLICATE TO: essss» Commonwealth Edison Company
ASME cuss 1 Sm Rmm POST OFFICE BOX 767 % CHICAGO, ILLINOIS 60690
£
Pavlik Company Q.A. Dept-gfé:——-
554 Green Bay Road Kenilworth, Il. 60043
DELIVERY REQUIRED | ORIGINATORS EST. COST | %GINATORS UTHORIZED APPROVAL | PURCHASING DEPARTMENT APPROVAL
'+ 504,00 | K € gﬁm ' |
1 1"30-7“ I REQUISITION DATE ’ AUTHORIZED AF'ROVAL%{CU@ | PURCHASING EXECUTIVE APPROVAL
6-30-74 ‘
ITEM DATE P. O.NO VENDOR REMARKS

Q@1 NA N/~ W/ B N/ 1

.12-15-78
Figure 3b Revision 3



e
k).. RETIVMIG DLEY
-

ry . Commorwealth luehton whiian, - -
ST i oK oe l-cv):;|0;;:|:':';-r~ . .‘-.:. ‘l " ai FUNCT, GA CHIEY .l SOl NIMATLY & g 3 1 wm
136 PR 1 R A O I 74 15 S . L LB Sy S A o o
. 5 J S TSNS, L7 % B3den K - - v | | e s — c— ‘ ' J F 0Lt ™ -
REQuts iluN IR a2 BY § e ! R ¥ L ¥
170 . L p , | -
QC 4748 Spear/eae [ A | r_ _m<“__,.__i_m.
e i i AN : . o
re BEC USC0 FOn !l i :. | A'?R 0 5 lgio
eplace stock i < ! e ;
reae 130606 _
e ® "
e &~
P SHIP TO -
PSS COMMOBSEALTH EDISON CO. "2
. - . “n
WELTIETAR CQ ) Quad-Cities Nuclear Power Station 0" n
1750 MITCHELL "'E‘_- 3 Miles North of Cordova Off Rt 24 - - o
pURDRA, IL. 40504 Cordova, IL 61242 !
;;:—-—— ' r. 0’!) SHIP VIA ;E(_:':".;i'_'(!l‘(l 'EE?S\";:ED SIHIPMENT PRAOMIGED CARTH!.I‘\'.\ 3 — -
' HONT
gud = = NOM"_? L i i SRR
D neste SHIPPING FLIE OF PAYMENT| YOUR QUOTATION | DUYER TEL, NO. (112) T —— TAGUICLAIM Mo,

B
H

ATRTe & WUNICIPAL

i", 'Ln::cc-_._._-. pO/ N T

Aqy-drod
‘JJ_-_LZL@/,_'&LL?.Z____

C.E. NTEM No

fER _tMNVOIC

DESCRIPT'(:I\'

QUANTITY i

e e . . = 3

1

(| wo | 611,800V

velding clectrode, AWS E7018, ASME SFA-5.1, mild steel, size 3/32 in.
dia.
Tested=ASME Sec. (11,

Packaged in molisture tight cans.

LB.

Material: E7018 electrodes

i

e —

Q.A. Documentation Required:

]
i£7018 electrodes shall conform to ASME Section 11, Part C, Spec. SFA
5.1, 1977 Edition, Currcnt Addenda.

Certified Material Tast Reports shall be furnished in accordance with
the requirements of ASME Section 111, NCA 3867 and NB-2L00 1977
Edition, Current Addenda ard shall include the folleowing test results
land information:

——— = ————- — ——

— i ———— — —

(Cont'd. on page 2)
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. - w'e™

%
QrTy. n:aul uNIT

.
-
‘O)

. grraamecs WHOSAFETY RELATED (GJT,JRF) (0 REQ.) g -
SR, (aeL) ialiass A Q.A. Dey®
R S ‘ c b Qi oa AT _} . ‘Vmcr'-; 7O BE MAILED TO ALOVE ADDRESS

2087 | Y. 870 — -

GCeramonwealth Edison Compeny
20ST OFIICE ROX 767 BnOCHICAGD, HLNe .5 6uh90

J/f. 3

NECTIVED AND eHrceco LYy
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3{.41
Ire s

T RLQUISITION Ne. Y d L L B

ac h748 £ wd GO

QUANTITY

D E S C RI! PTI1I ON

C.C. ITEM No.

A.) Chemical analysis of undiiuted weld metal. (Deposit chemistry)
(c, ¢r, Mo, Ni, Mn, Si, P, 5, V, Cu).

B.) Radiographic Test.
€C.) Fillet Weld Test.

D.) All-Veld-Metal Tension Test.
Specimen to be tested as welded.

£.) All-Weld-Mctal Tension Test.
Specimen to be tested after stress relieving at 1100°F - 1250°F
for 8 hrs.

=i
.
~—

Charpy V-Notch Impact Test.
All-Weld-Metal Specimens to be tested, as welded.
Minimum V-Notch Impact requirement to be 20 ft-1b. at -20°F.

G.) Charpy V-Notch Impact Test.
All-Weld-Metal Specimens to be tested after stress relieving at
1100°F - 1250°F for 8 hrs. Minimum V-Notch Impact requircments
to be 20 ft-1b. at =-20°F.

H.) Lot MNumber(s).

1.) Documentation must reference purchase order number,

Electrod s must be packaged in moisture tight containers.

éslrcmi”d by the Nuelear Rezulctory Commission, the

aﬁvﬁr‘&r :é:’cby notificd that the rreovisions of luclear
gulatory Lomzission fezulaztion 10 CFR Par R 4

this purchase order; e TR Part 21 2pply to

CONTINUED ON PAGE Z -

— e —— —— . ———

12-15-78
(Pevision 3)
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% | SR §f B I olty
PR ;_-“)' ‘- -
| e 474 Y| oie. 72290
QUANVITY Q___!: $ C R 1 PT I O N C.E. ITCM No.

Cuality assurance documents.as specified herein are an
integral part of this order. Two copies of specified
documents, referencing the purchase order number, are
required with the shipment of material. Invoice payments
will be withheld until documentation is received,

12-15-78

(Revision



? PultWASIA G DEPT. COPY
AL s Commonwealt son Company

ITEM CLASS VENDOR No. C.C. | 1 EM| FUNCT OR ORDER  CODE |  EST. AMT. CHANGE m"‘.g.‘“
786 70420 9 I 1| 34637 [ 2 l s
REQUISITION No. REQUESTED .Y 1A ! ' 7‘95‘.7
C 2057 A . Spear/Gamper] P GATED
REASON FOR CHANGE Mat|. comes in 50 1b. | 6-30-74
cans, vandor overshipment, welding 1 ' NI A yo— DATE OF THIS CHANGE
rod bended stock supply for Ul&2 QC ToTAL |8
Pavlik Co.
554 Green Bay Rd.
Kenilworth, 11. 60043
l— BUYER:
| Please make the following changes on our Purchase Order 713547 S TR W

dated 6-30-74.
CONFIRMATION

Increase quantity of item | from 800 lbs to 900 lbs,
overshipment, Station will retain for scheduled repairs.

Change 2st. cost from $504.00 to 567.00

Depantment Memo ASME CLASS | SAFETY RELATED

PURCHASING DEPARTMENT

Cocarion TWYERY cuad-Cities Nuclear Power Station ;
2.A. Dept..

CHANGE ORDER REQUISITION DATE | CRIGINATORS THORIZ APPROVAL
8-30-74 2. o, M
PREVIOUS EST. P.O. COST EST. AMT. THIS CMANG;.‘- AUTHORIZED APPROVAL-EXECUTIVE l
$ 504,00 % +63.00 s i
. Commonwealth Edison Company

CHANGE ORDER REQUISITION
12-15-78

FIGURE 3d Revision 2
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. SAD . HEELR TO Oun
e

FULCHASE ORD'R NUMTER

| . ;cod 719547
Commonwealth Edison Corm pany ‘' owe
PO3Y OFFiICL BOX 787 * CHICAGO, 1 Ll"oﬁl. 80890 9-30-7“

— ————

r Pavlik Company *
554 Green Bay Road

Ry CHANGE ORDER \3

- BUYERT . <
fhce =5 Mlease muke (he following changes on our Purchase Order 719547 Dated e - RS .
6-30-74
CONFI RMATION
increase quantity of I[tem #1 from8001bs to 900 Ibs. ¢ 611 AQO

Change Cost from $504.00 to $ 567.00

Material already received, overshipment,
Station will retain for scheduled repairs

—
0 v
Qo
-
7 E
i
~J
®
)
3]
™
<
(o8
»
(8
o
S
W

PURCHASING DEPARTMENT

" . <A Dept.é;%_;;
i g !

c
ALL OTHER TERMS AND CONDITIONS OF THE .
ORDER AKRE TO REMAIN UNCHANGED {
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7018

CODE DESCRIPTION

STCR=S D

PAHL

B o bdh
S“u‘:“u:o
—_——

Vm

REQU ISI"‘ION CARD

611A00 LBS. WELDING ELECTRODE, TYPE
MiL-7018, E7018, SIZE 3/32 X 12 IN. LG.
8 LB. MOISTURE TIGHT CANS, MCKAY NO.

iwg DESCRIPTION m mﬁ;)}
SAFETY-RILATEY

_‘

QUALITY ASSURANCE
60043 £neiNEER OR INSPECTOR

i1tem Ciass 786
Vendor No.70420
cC 9
Pavlik Company
554 Green Bay Road
Kenilworth, I1.

|

acoeave suvenGleason |LocationQA Weld Ca SNOTES: Continued QA Requirements
e atuEnrs | Y | oatg [UM!T CCST 63 |bs, identified by Heat No. and Lot No., certify
""kfrb T RS |11 NOTES. ASME spec. SFA 5.1, conformance to Spac. & Grade, Actual.Chem.
t 5.L, 5.5, or 5.9 Bonded Analysis, Tensile and Impact Properties as
Stock, double fla depnsited. :
cumrm:s | | . e
it ARO ust | onoen | owose llat‘o"!oz '::::2:- “m:v’ A .":3'“ TO 85 YsEh *eA i .‘:J'J'.’.'(.'
' 1 : 1 |
7/30/7‘ . '50 | 0 13007 fl'i/?‘b 34637-2 Gamper | MW‘H Estaolish Stock ’fQC 2057
|
|

WA

|
|
-

e

.\\

r.

b — 4 -

l
] |

REOUISITIOI CARD

C.E.C0. 80-83070(8) 1172

FIGURE 3f

Revision 2 March 21, 1975



lmmc.m; DEPT. COPY i . .
Commonwecalth Edison Company SHIPMENT RELEASE

Ho SUGLIS) Y6 1Y
TTEMCL ASS [ VERDOR NO [CC Prem[fUNCT ORORDER | SUB | ESTIMATED COST H
2 ____‘_l 23130 | 9 | | 34747 i 10|s 8160 | ro nO
HEQUISITION NO REQUESTED BY } 'T 500553
RINERL S = .!-!L_"‘MPL'Y | I ? 4| RELEASE
TO BE USED FOR T ' Z2-77
Stock | 1 DATE
™ T
QA Hequired 1 ! E
i = SHIP TO
| COMMONWEALTH EDISON CO.
Crane Packing Co.
6400 Oakton Street Zion Gen. Station c/o Storekeeper
Morton Grove, IL 60053 101 Shiloh Blvd.
L Zion, IL 60099
t;itfn:!}.&‘a::!;uﬂ Fo8 TR SHIP VIA DATE REQUIRED
rumcase owpen | Morton Grove, IL E.N,
V[ cuanuiry DESCRIPTION STORFS ITEM
132 | Ring, Grafoil Packing 2PC CTN Union Carbide, 1,020/1.010  604A89
ob x ,623/.618 ID x 3/16 THK EA _ { ____

CERTIFIED FOR NUCLEAR SERVICE = |

_TO CONTAIN LESS THAN 200 PPM CHLORIDE |
o Figure 3-g May 12, 1978

(Revision 1)
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6L6T ATne

€ UOTSTASY % TUNODIL

‘e

Safety Related Yes |oD
asue Class 1 ves (X) xe )
QUALITY RECEIPT INSPECTION st Yes ) Mo
other _None
REV.
e E7018 3/32" Coated Weld Electrodes o __RiA N/A
e e e el i11em nesc. E7018 3/32" Coatea Weld Electrode
SUPPLIER jm INSP. NO. 1
ro. K susconrmact [J N0, 719547 irem no. 1
> worx oroer wo. N/A inse. sYK. Houseman oare 9-1-74
PR Terrx. I:L.Hvs(‘gn%ﬁ_wﬁl “":'/AOLZ‘%— CECo K]  sweeLien [ customer (J ary. 900 1bs
APPROVED BY __ 9‘10 ol DATE 8/31/74 ﬂ_ —
QUATTTY ACSURANCE ENGINEER OR TWSPECTOR apPLICABLE SPEc. SFA-5.1, 5.4, 5.5,9%9 reF. no.
. INSPECTION CHARACTERISTIC - COMMENTS/ADDI TIONAL |NFO.
i Chemical Analysis No Comments
2. All Weld-Metal Tension Test No Comments
3. Impact Property (V-Notch Impact) No Comments
¥ Dimensional Requirements for Fillet Welds No Comments
» Radiograph No Comments
No other requirements
ACCEPTED __Fred Geiger DATE _9/2/74 AccepTep __Dale Thayer 9/3/74

C.E.CO., B6-5163

QUALITY CONTROL SUPERVISOR

7-79

QUAL ITY ASSURANCE ENGINEER OR INSPECTOR

Page _1_ of _1
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SAMPLE

SHEET 1 OF_2
DATE REC'D: 12-1-74
&ATE DUE: 12=18-74 STATION TRAVELER REVISICN: O
ESCRIPTION Replace: ASME CLASS 2
YSTEM: Off-Gas . -
WR_MO,: 98-74 | Line 10 GRM-0"-0 SAFETY-RELATED _ZNES Jo/NO
DWG. NO:MS- I3 sl | SOUKCE INSP. REQ'D YES:
SPEC. NO: X wngPARED BY: [) ate 72-2-7¢ Vo X
P. 0. NO:NA APPROVED BY 1.%”1&-’4’“
0PR. tord |t ocs | o | anas
DEPT | NO. OPERATIONS Point | pate | Date | Date | Date
QC 1 QC verify traceability of Jjob
materials
QC 2 Record pipe heat Numbers/P.O.
Numbers
QcC 3 Record fitting Heat Numbers/P.O.
Numbers
QC 4 Record weld filler metal Heat & P.O.
Numbers
Maint 5 Prepare V bevel dimensions o
3, 4, 5, 6, 7 & 8 per Drawing Ms-hoa
C S5a QC verify Operation No. 5
(Maint 6 Perform fit-up on Joints 4,5,6 & 7
QC fa| QC verify fit-up under Operation 6 | X
Maint 7 Perform root pass welding on Joi
G, 5, 6 & 7 per welding procedure
Lo—13y PV
QC 8 Have PT examination Berto:%gg on
root pass of joints 4, 5, 6 &7
Special
Process Procedure NDE 2-1-0, rev, 1
Mainti 9 Cowmmhﬁ- &7
per welding procedure GS-1B, eev. O
QC_ |10 | Have PT em%igmnn_m_nnm:
Joints 4,5,6,&7 per Special Process
Procedure NDE 2-1, Rev, 1
OAD | 11 Have Joints 4,5,6 .& 7 radio hed
pef Special‘P;oéess Procedur gﬁE
2 L N
HOLD POINTS INCLUDED:
q Quality Control Supervisor: Date /2/5/7‘/
QA Engineer or Inspector: Date /1/_{/ 7/
Authorized Nuclear Inspector: Date /&Zéﬁ/?f/
FICORE ©

C.E.CO. 86-9165(5) 8=79

(Sheet 1 of 2)

(Revision 8)




SAMPLE

STATION TRAVELER (Continued)

.STEM: Off-Gas DESCRIPTION
Replace Line 19 602A-6"-0 SHEET _2 OF _2
WR NO: 98-74 Revision: O
OPR. Opera-
DEPT | NO. OPERATIONS Hold tor/ QC/ QA/ | ANI/
Point Date | Date Date | Date
ANI | 11a 3 '
r' or acceptability X
QC | 11b |QC Supervisor verify X
QA [11c [QA ineer or Inspector verify X
Naint 12 |Hydro-test Srool piece per
~Inst. aintenance/Modification
Maint rocedure i
ANI | 125 _ANI witness hydro-test for
acreptability X
QC 12b |QC Supervisor witness hydro-test for X
acceptability
| QA | 12¢ | X
test for acceptability

QC APPROVAL/DATE

COMPLETION REVIEW/DATE
FIGURE 6

(Sheet 2 of 2)

AUTHORIZED NUCLEAR INSPECTOR.QA ENGINEER OR INSPECTOR

APPROVAL/DATE

(Revision 8)




NUCLEAR

WORK REQUEST ¥ No. f——'_'—'—o'c;;“; 3
1B Diesel Generator 1 |59 218 LIIIIIIIIII [ 111 ]

[PROBLEM/WORK REQUESTED

Jacket water leaking into crank case. ,

suspect wrinkle belly or gaskets

!
|
|

:’Iil‘&‘miv JOATE

’ resT requined: ves® wo O ey -OOGnD O em O
Krawzak 7-02-79
| DEPT. ASSIGNED PT-11
MM M EM OTHER -
[SHIFT SUP APPR. l
| Pruett T&%ﬁ'""" spec nea ves® no O 3.15.2.B
| B ™LOAD REDUCTION | UNIT OUTAGE
snoun |  woT !
PRIOAITY -ﬂ ves O wo A I e | COLDB | OseeciaL —
| RELIABILITY [ mMooiFicATION | cooe
SAFETY ves X | necareo ves B | ves 4 work  ves O
1 o P o ke R S v : .
sl 1~ S O & | __ %0 B nOvALS ARE NOT REG'D. |
[oPER. EnNGR. APPR. /OATE
Fuerst 7-02-79
MAINT DEPT /OATE
Rafter  7-02-79 |
WORK INSTRUCTIONS ROUTINE MAINT ) CRAFT CAPABILITY &
|
O MmN TRAVELER:
FWORK ANALYST |COOE| PARTS CHECRED, PARTS ASSEMBLED JOBCODE | W.O. OR FUNCTION NO SUBDIVISION
AND FOUND IN STOREROOM
LO.b.l' AVAILABLE UNDER THIS W.R. NO. E[ S| 3/1/189|"|4] |
!.' Y f* ATTACHED DOCUMENTATION REGUIREMENTS “WoRk YO ®E CONTRACTED
=0 QTMER | sorTION 0 ALL [ P.O.NO
AEVIEW / YES NO CONTRACTOR
.1‘_“_”.’_!__—&2& TRAVELER oS REASON FOR CONTRACTING
) o e 2258 | snoceoune T O DG 001/3-4 |Lowemcost O | exsosume Leveuna D
| WORK ASSIGNED TO: RED TAGS o = ;":::l' —— I— -
A e L | s neao O | o
MAINT. FOREMAN— GOE T SPECIAL PART NO'S AND TOOLS USED
! J i £ ACT
SCHEDULED f o
s B
A
“‘O:L'.Y'A'U‘T;Q.!lAYIW T0 e 1&
" TOTAL 150
 Flowers 7-02-79 MRS e e
®G C. AELEASE JOATE| WORK PERFORMED
. Laureys 7-06-79 Removed cylinder head, replaced all "0" rings,

T MAINT. FOCREMAN COMP /DAY“

reassembled torqued and hydro head

Winstead 7-06-79

TesTs Comp. JDAT

Stetkar 7-13-79 WORR AEGUEST PACKAGE COMPLETE
GAPPROVED COMPLETION /DATE LC. ENGR. /OATE QA ENGR. OR INSP /OATE
__Stetkar 7-13=79 |[wosxman Larsen Allen 7-17-79 | Kuhner 7-23-79

CE CO. 882229 5) 1178

Figure 7

MASTER COPY

August 28, 1979
(Revision 9)
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Balance. ¢f plant

ATTACHMENT A

ATION WORK REGU @
1. Review work request
S.E. ——42. Log and assign number

3. Sign-off (Acceptance)
™. Review job
2. Approve or reject
2. Prlo;tty

Operat . Modification or not

En‘m.::‘ ~15. Designate dept. to do work

1'

6. Outage requirements

7. Indicate if safety-related or ASME
Specify post maint. GQ.C. operating

tests {tuncuonal

Safety-related and code type (Note provisions for

routine maintenance.)

1. Review
{ 2. Prepare work procedure, specifying:
| PP — a. Existing procedure to be used.
! [ wa:ntenance If none exists, prepare one.
| Stase Asst Supt. b. S"'ﬁi" details of Q.C. roqﬁrugu.
| Nadt T 3 including maint. tests or pection.
| {e— ;)::;:;1;“"' c. Prepare forms and/or cover sheets
b e & o necessary for documentation.
3. Sim—ott approval
(4. Have Tech Staff Supervisor notify
ANI, 1! -ppucnblo
[1. Review Q.C. requirements, witness
| | points, and hold points as to
| adequacy
| Q.C. ‘2. Sign (approval)
[ oUALITY | 3. Have QA Engineer or Inspector
i ASSURANCE | insert hold points and approve.
Review, | |
|Surveiliance| | Naster —{Assign Work
: & Mechanic
| Audit X =
S pia Maint. [—iRequest Equipment 0.0.S.
Fore,
. Review request for 0.0.S. in light of
{ Tech. Spec. requirements, surveillance
! requirements, etc.
| ! S.E. 12. Identify Tech. Spec. r ements in
k(e work package and sign-off.
i t_}. Take appropriate action and remove
| equipment.
r- Responsible that maint., inspection and
Quality control requiresents are
| r__l_ completed,
| Maint. }__12. Cozpleteness documentation.
| ‘ Fore, 3. Have Q.C. review for completeness and
— | sign-off.
|4, CObttain ANI cincurrence of ASME Code Work.
| LS. Fand carry to S.E. and clear 0.0.S. cards. .
. Review package for completion and G.C.
{ | sign-off
| i 2. Clear 0.0.S. cards
} DRI I— DO .}m DECLARE OPERABLE 5
| | £t Engr. -—‘ 3. Perform operating tests and document
! LI Y - {4. If satisfactory, declare operable, log
{ and clear out work request.
| ! 5. Forward work request to Q.C. group
E 1. Vcruy completion of requirements and
| | sign.
{ { @.C. 2. Have CA Engineer or lnspector approve
| = as coamplete.
| |
. office J_{m‘
' | Supervisor
—e
September 28, 1979
FIGURE 8

(Revision 10)



MAINTENANCE/MCDIFICATION PROCEDURE

W.R.#

' 1. Special instructions or precautions:

2. ##Describe work to be performed, and identify by revision and/
or date, the applicable procedures/drawings/traveler/etc. to

be used.
Prepared By:
Approved By: Date:
Maint. Assist. Superintendent
Accepted By: Date:
Quality Control Supervisor
Approved By: Date:
Technical otaif supervisor
Approved By: Date:

Tuality Assurance Engineer or inspector

‘ Authorized By: Date:
Station Superintendent

##Attach additional pages as required

Figure 9 DATE: __1-22-00
C.E.Co., £86-5218 (Revision 8)




SAMPLE

STATION MATERIAL

REQUEST FORM
ATERIAL REQUEST | ‘AEPARED BY ! AFPACYED BY ;wou: REQUSEST| CHARGE FUNCTION i
[ATION STOCK l NUMSBER OM WORK ORDER NO. | 2 8 8 1 2
Kirkland Kirkland | !
| 54024
DATE DATE ' STOCK LOCATION
¢ CO. 86.5088(5) 10-7) 6/14/78 6/14/78 J' ' |
voiiin | Comnia® |
15 Welding Rod E70S2 3/32" Dia. 611A58 15 EA
to ASME Section III Class I i
Heat #065118
P.0. #212650 !
!
; :
| i t
3 B !
| |
i !
ILLZD BY: ;HICIWSD Y i:uruw av: 3
Okraski | Osmundson | Sdetz 1 ACCSOU:T:NO
ATE CATE Ious ’
6/14/78 6/14/78 . - 6/14/78 .
FIGURE 10

September 27, 1978
(Revision 5)



MATERIAL CREDIT FORM
(Red on White)

MATERIAL CREDIT

STATION STOCK

PREPARED BY APPROVED BY

DATE DATE

C.E CO 86-5090(S) 7.78

CREDIT: WORK REQUEST NO.

FUNC/W.O. NO.

34647-1D

01594

STOCK LOCATIUN

gy LA DESCRIPTION i . QUANTITY UNIT
Filler Ring, Part No. D 30686 123A00
. | Job No. 22690 Prod. Code 6690 1 each
|
i
T
|
I
T
|
| i
FILLED BY: RECEIVED BY: Annoveoﬁy zz i
J. Smith R. Dimmig Stockman ' : ACCOUNTING
oaTE 12=20-=74 DATE . DATE: Fotamas cuc l COPY
FIGURE 11 12-15-78

(Revision 5)



SAMPLE

!’ Qu-482 WELDING PROCEOURE SPECIFICATION (wPS) _
rage | of &

————
\

Welding Procadure Specification Wo. €S-23 ODate Supporting PQR No. M 2442 -74¢

Revisions _ 2 2 -l-7L

3 -2/~
Welding Pracess(es) GTAW /e mAan Tyoeis) MANUARL

FJQ(NTS (QW-402) POSTWELD HEAT TREATMENT (Qw-407)
| Groove Design  Siuenz Ve ok Swag U Temperature N/A
| Sacking: Yes — hia X Time Range N/a
| Backing Material (lype) N/A Other o
{ Qther —_—
t . GAS (Qu-408)
: Shielding Gas(es) ARGCM
' 3ASE METALS (Qu-403) Percent Composition (mixtura) 397-Puez
| P No. i to P Mo. 1
' Thickness Range Y. 10 74" Flow <atz |1S-20 C=H
| Pipe Dia. Ranae v reTZaS Gas Backing ARELN
! Qther CATTION: Szz Motz R Trailing Shiglcing Gas Compositicn s
CILLER METALS (QW-d404) ther  —
s No Qther —_—
A No 4 ave & Other —————=— | ELECTRICAL CHARACTERISTICS (Qu-409) graw-
j Spec Mo. (3r3) _Fe(s£)\ -~ Fo(S5.19) Currenb AC or OC DC °olarw/ g,_ggnénr_
t *WS Ho. (Class) e-21e) = Ea(E-205-2) Amps (Range) _0-1S0*% Valts (Range) |Q-zg
.ize of Electrode aa Other Bovpaity: SMRW-R2yss2 ¥ 552 Tamis 1
Size of Filler Yia %2 anp 75"
Elactroce-Flux (Llass) N/A TECHNIQUE (QW-410) |7 PASS - WEAUE
| Consumable [nsert SEA S8 P22 Bin 3 String or Yeave Jead D St - STDINGS
Qther El ¢f:2"QECT.|Nﬁ§"=\|' Yas # p% A.S QOrifice or Gas Cup Size Ya 1.D
: QLRSS TNTH -2, [nitial & ;’rxta\mass Cleaning (2rusning,
— G'mc.rg, etc.) _AS-\Stzscpmpy
2QsSITIC h"'i-JCZ,‘ DuTiaw: Pe2 czp Bl Q Teza 23 7 3
Pasition of Groove /)l AlL | ats: FE2 S 2).0 Paa 3.3 1513
: J42iding Progression JEISTIN ( .'p-fe: 03 OF 33ck Gouging u',’é
| Cther | :»sc*.lla:wn pitte /A
Contact Tube to wWcork Tistanca /o
| BREHEAT (Qui-4C6) dultiple or Si ngle Pass (per sic2) MWlIoLE
| reneat Tamo. LO°F MIN,
| [ntaroass Temp. FO6FL AKX Muitiple or Singie clectroces SINELE
| Prenaat Maintananca — Travel Speed (-c-&m}e) N/A
| Other J— "“he-' r
i
CPERATIONAL DETAILS
1 T¢ges OF parts 0 de welded snall be prepared hy mac ¢ or grindirg per ~igurss 1 or 2
defcre welding, the surfice of the Dase mezal within 2 inches of tha a<je greparaticn
snall be smootn, claan and Fr2z of all Furwign matarials such as greasa. gil, macnine
oricants, marking crayen, ¢irt, chlorize-tearing camoounds, sulfur, l2ag, zinc anc

2%® saz - = A T Tt ol ol ad ~ )
ers £5d. C@ n 3cSerzZancs 4

FIGURE 12a May 12, 1978
Revison 5



SAMPLE

WPS No. _(S5-23
COMMONUEALTH ENISCN COMPANY Rev. No. _h _
Page 2 or &
QW-432 WELDING PROCEDURE SPECIFICATIONM (WPS) U

QPSRATIOMAL DETAILS (Con't)

M
*s

Fit-up Consumablie insert.

3.

small tacks.

b.
of tacks joining the first pipe.

Tack weld insart to end of first pipe at approximate

Weaving of passes shall be limited to 3 timas welding

1y 2" intarvals using very

Tack welds joining the second pipe to insert should be in-tetween the first series

rod size,.
the surface of the adjacent

§. Finished weld should be approximately 1/16 inch above
base metal and shall be ar even and smooth appearance.
7. Undercut at edge of weld shall

exceed 1/32

g t rq is required for ASME, Sec¢

¢t tes
f 5 inch and larger #ap AraTes 4L

3
N AN )Ase

be the minimum practical but in no case shall it
inch and shall not encrecach on the raquired saction thickness.

sion III, Code relatad work on pipe or tube

ovez V5" rmcrvers.

4

TARBLE

CPERATING PARAMETERS

Pass Ai4PS VOLTS WIRE SRE P
RCCT lco - 140 g-15 Yig” ¥4 (W)
RCCT IO =140 =t g,_ ELTY Y
ReCT 140 - (70 g-/15 YVa " Y,
2 0 =120 19-22 Y3z 7
3 BNG MegE 100 - 150 32-2% Ye"
-— 370100’
1 A\ s
] | ¥ \, E 088" 592
7 ,/ ‘_ {
X ', A A
I S el | ] FIGURE 12b
| L] ."“" ‘ 2
- hoiied -~ "C"* May 12, 1978
: ,’ -
- : Revision 7
'
a.l (Sizzs meeze’T e 3ss men 1)

.......

[




SAMPLE

COMMONWEALTH EOLSON COMPANY Qev. MNo.
Page A of 4

QW-482 WELCING PROCEDURE SPECIFICATION (wPS)

Fiq. 2 (Sizes weeze “T"1s K TO 674")

FIGURE 12c¢

May 12, 1978
Revision 6




SAMPLE

COMMONWEALTH EIP[SON COMPAILY

WPS No. E8-2
Rev. No. j"é

Page 4~ of — &

QW-432 WELDING PROCEDURE SPECIFICATION (WPS)

——i ,‘-‘—.cn‘ _—
A 3

ST

fCnsuMmanrLE
YE’" 1nsERT

> e X!

% | \ N
& U.‘&','.L?h:.ﬁ,“’

z

b :
/-
!
e T — 6‘ :’Z’.‘l

CONSUMA'ILE  INSERT

FIGURE 124

May 12, 1978
SN Reviszion 5

LY LA A - Tl
! | 1 ¥ A ¢ e . 4

A% 0y A
FRRIMEL P L L PYY

ARAAAGES s - o

-
e
Ao, il

P P

v spos
-v-a Srdit Vil V. J) ;ﬁ;'lv;f‘z 5;?4 - '

= po :—Q
g e &

-mle /2-6-7-.

7 /
7773 , 77



SAMPLE

MOTE: The infcrmation on this form has been transfered from a previously approved

POR and has btesn reviewed for carractness.
Approvals: he»dﬁ"[ Date: s2-~4-76
SNED AN L Date 'y QA: /A L(*?é\k Date: ff G 2D

- > /J

COMMONWEALTH EOISON COMPANY
Qw-433 PROCEDURE QUALIFICATION RECORD (PQR)
Page _|_of_2

Procedurs Qualification Record No. M-2453-74 Oate gg-n WPS No. &S -23
welding Process(es) C-.an_/§MAW ypes -'anuau utomatic, Semi-Auto] MAmuBRL

-

OIHTS (WH=402) qunue - U

Groove Design Used
BASE METALS (Qw-403) POSTWELD HEAT TREATMENT (QuW-407)
SRtarft Saae. SA . 233 Temperature N/A
Tvce or Grade &2e0e (o Tiire m—
P No. ‘ ta 7. Ne. X Qther —_—
Thickness L3377
Clamerter 4.0" Nem Dia
::ner ——— — R -y )
GAS (QM-408)
Type of Gas or Casas Lga REOM
Compesition of Gas Mixture S8, S 2T
FILLER METALS (74-404) |
Weld Matai Analysis A le. { ;
-~ s g ' - maway . - - o, - A
Size of £lactroce 3 /a9 * | ELECTRICAL CHARACTERISTICS (Qw-s0%9)
Fillar Metal F No. I Current > ol
SFA Specification Sl omp S8 | Polarity GTRW- STReanT Shipw - Bavesss
S Classificaticn £708-2 - E-I2 ‘ ANDS. Grae =100  Sweg.ild .oats@"-,g maue
Oiner Comsumade e sysowT vsEDd (RCT) | Other
|
|
PASITIN (G225 ) =
Fasition of Groove L& 5 .
i eld Pragrassicn (Uom L3unnt | Ll | sSaring o
geher J—— | i11]
—_—— ! « WG33
Seamsat Tgen. . 2gez
1tgr3asy Tam an’c
R J—
__ _Figure 12e _ May 12, 1978_ (Revision 5)




SAMPLE

W

COMMONWEALTH EDISCH COMPANY

QW-433 PROCEDURE QUALIFICATION RECORD (PQR)

Tensile Test (QuW-150)

POR No. M-2d63-7¢
WPS Mo. _&S-2%

Page _2 or__2
v/

Ultimata Uitimate Character or
Specimen Total Lecad Unit Stress Failure %
o, Width Thickness Area 1b. psi LJo_gcmn
Top | 6.320 | 0©.75¢C 0.2400( 18,290 76,210 Du¢t - Tase Meme
| Aptvemen | O %272 | 0750 D 2415 \8.230 7%.490 Duct = 2852 Metay
|
i !
| ——
Guided Bend Tasts (QW-180)
| Tyoe and rigqure No. Rasult
QNde? 3 (3) Fase “Theezn
L Q) 462 3 (3) “RraT Tacem D
' CwW 447 2 ) Fene Packsn
G 852 3 () ooy |_Passzn
Toughness Tests (QW-170)
l Specimen | Moteh hoteh | Test | Impact | Lateral cxp. | Orco Weignt
| MNo. | Lozizien | Type | Tema. | vaives | % Snear Mils | 3reak O dre
I | | | | | |
! A AR | | | ] | | |
NVIAN | | | | ] | |
L | | : [ ' i | ;
{ | | | | | | | i
Fillet Weld Test (QW-180)
lesyit - Satisfactory: VYes Ho. Penetration into Parent Metal: Yes He
Macrg - Results
Qther Tests
Wgldar's lame Tanzy Ruskizy Staticn Starg to. &=
Tests congucted dy: _Madw | syse Latoratory .ast i
ne Cartify that cha statsments 12 tH1S racors ira Carrect ang that the tass weids were pratare
vai23d ang ta3%2C in 3csorianca with the raguirsments 37 Secticn "X of zne ASME Coce
. . ﬁ- - [ <= ﬂ.
anutaclurer  LoOMMOMWSASLTHE SDISSA LimParn i
Jite 10 =24 -74 2y | S lLaTuen p
:..w*,j..m../
Figure 12f December 15, 1978
Revision 6)



(SAMPLE)
COMMONWEALTH EDISON COMPANY

QW-484 MANUFACTURER'S RECORD OF WELDER OR WELDING OPERATOR QUALIFICATION TESTS

elder Name Dennis Hillison tation L=Salle Stamp No. 2

delding Proces Type Manual
In accordance with Welding Procedure Specification (WPS) Go2 Rev, No.3 Date 7721777

Backing (QW-402) _Argon Purge Plate or Pipe Pipe
Material (QW-403) Spec. io. 3516635 to SA106GB of P lo. 1 to P No. _1

Thickness 1/16 to .674 Dia. 2 7/8 and over
Filler Metal (QW-408) Spec. MNo. SF'%_S_TE. — Class No. E7082 F No. FO

Other SFA 5.1 E7018 L
Position (QW-405) (1G, 4F, 6G, etc.) 606G

Gas (QW=408) Type _Argon % Composition _99 _

Electrical Characteristics (QW-409) Current DC Polarity GIAW St\r;zisgt
ield Progression (QW-410) Uphill e

Jther Witnessed By _Dan R, Beeler Date __&/17

Quality Control

FOR INFORMATION ONLY
GTAW Linde 65 3/32

|ler Metal Diameter and Trade Name SMAW Lincoln Jet LH72 3/32
~ubmerqged Arc Flux Trade Name

245 Metal Arc Welding Shield Gas Trade Name

-

Guided Bend Test Results QW-462.2(a), Qu-462.3(a), QW-462.3(b)
Type and Fig. lo.

Result
- oW 4 _passeg
2 - QW 4o2.2(a passed

T ¥ - LW sb2.z2la) passed
|4 - QW 4b2.2la) nassed

Radiographic Test Results (NW-304 & QW-305)

For alternative qualification of groove welds by radiography

22dioqraphic Results: N/A

Fillet Weld Test Results [See QW-462.4(a), QW-462.4(b)]

“racture Test (JI?;scribe the location, nature and size of any crack or tearing of the specimen!
_ N/A

.ength and Per Cent of Defects

inches
'acro Test - Fusion
Appearance - Fillet Size (leg) in, x in. Convexity in. or Concavity in.
S. J. Robb .
Test Conducted by _Neil J, Mares Laboratory - Test Ho. _M=78-65

Je certify that the statements in this record are correct and that the test welds were prenared,
volded, and tested 1n accordance with the requirements of Sections IX of the ASME Code.

Oroanization ___Commonweglth  Sdison Company
@ -7 97 By ot
- !

August 30, 1978
FIGURE 13 (Revision 7)



. WELD INSPELION RECORD ’ ’
sysrem___LDX LINE NUMBE R 1C0X002- 4 DATE €-8-78 REV 1
SPEC NUMBER ___DS-COX-01-15 K2 DESIGN TABLE__N/A WELDING PROCEDURE___ > 7 REV__3 i
CODE ASME SECT Wi CLASS ! otner _N/A PROCESS CTAW SMAW
BASE METAL TYPE AND GRADE PIPE SA333GR6 FITTING SA 234 WPB PIPE DIAMETER _ 4 IN. NOMINAL WAL L THICKNESS SCH 80 .337
BASE METAL - HEAT Numier PIPE LO2628 FITTING CAK JOINT DESIGN 374 Y "3" CONSUMABLE INSERT
WORK REQUEST NUMBE R 77- 34 WELD NUMBER __ 4 ORIGINAL % REPAIR NUMBE R WA
;——-—qm
STATION LASALLE HOLD POINT SIGN-OF F/DATE HOLD POINT SIGN OF F/DATE
DATA ac Jaal] ai Imaint] ac QA Al DATA ac laal ar [mant] ac QA Al
LsC L.c | rcs Jo
WEL DERS L.C. # 73 WELD ROOT . PE_R vguo N 6/5 le-5-7
1.0 i . CHECK AMPS & VOLTS P ROCE DURE X 6-5-78 6-5-78
CONSUMABLE L.C RCS VISUAL INSPECTION NDT-V1- RS L] RCS £JS Jo
INSEHRT Ok 4125607 x s 6-5-78 COMPLETED ROOT ! :
BACKING RING (HT #) 6/5 {ACCESSIBLE AREAS) ATTACH 5 X x| x Sle-s-784--§-78}6-5 78
L.c | rRcs Jo fORO'::“f 9 . £E8 | RCS
.~ - \J - - ;
o GTAW 065118 X X 6/%5 l6-5-718 6-5-78 :‘IDS;,OMPLEIEU :ZV”ON 6/5 6-5-78
MATERIAL 0
HT NUMBE R . e
L.c | res 0 - .
SMAW 42286311 X X INTER PASS AOFF MRX B
6/5 l6-5-78 6-5-78] TEMPERATURE 5N 486 6/5
L.c | res - L.c | rRes J0
ClLEANLINESS o+ COMPLE TE WELDING * PER WELD s
INSPECTION X 6/5 l6-5-78 CHECK AMPS & VOL TS PROCEDURE X X k-s-78 .
NDE WELD FOR INFOf PT-2-NP €8 POST WELD N/A 2
PHEP ONLY REV O 6-5-78 HEAT TREAT
L.c | re £JS o | VISUAL INSPECTION NDT-V1 RS L.¢ | res eas | a0
FITUP AND e ) e oo COMPLETED ; BJ
ALIGNMENT XX} X] 6/5 [6°5-7u -578J6-5-78) gy ATTACH. § | X | X| X | 65 |5.5-78]6-5-78} 6-5-78
YOKE
L.C PT/MT MT- 2-NP EB RCS EJS J0
TORCH GAS FLOW 16-20 CHH 6/5 FINAL PASS REV O x| x| x |6-8-78|6-8-7e}e-8-78} 6-8- 74
BACKING GAS LESS THAN L.C RCS JD RT -‘3- NP EB RCS EJS J0
(% O9) 1% S'N 1436 X A 6/5 |6-5-78 6-5-78] RADIOGRAPHY REV X X X le-8-78 6-8-78l6-8-74 6-8-78
609F MIN e
PRE HEAT S/N 486 6
REMARKS OR REPAIR NOTES weLD acceptep__obert C. Stone 6-8-78
- N QUALITY CONTROL DATE
REVIEWED BY - Edwin J. Stevak 6-8-78
QUALITY ASSURANCE DATE
HOLD POINTS INCLUDED oc RCS _6-3-78 jqa _EJS 6-3-78 sa _JD 6-3-78 John Doe 6-8-18
AUTHORIZED INSPECTOR ODATE

"MOTE  Amps and Volts will be checked as required However, Actual Values need not be recorded

CE VO 8o 9167

6-78

FIGURE 14 (REVISION ‘o,



—

RADIOGRAPHIC EXAMINATION RECORD

WORK REQUEST MO

10674

1-3202-1FW

DRAWING NUMBER

OATE RADIOGRAPHED

10/1/74

FW-1

WELD JOINT IDENTIFICATION __

[
| MATERIAL | SIZE THICKNESS TYPE OF WELD
| | O
 SA106 G-ade B | 4"0,D, Sch. 80, sacking mine [ wserr i1 OTHER
| LOCATION:
| swoe (] FIELD @ Procedure No. NDT-A
ﬁuuv r) | seryp *p' SETUP *'C*" | REMARKS (SKETCH SPECIAL
I D D | TECHNI1QUES )
|
i 1 ]
STATION ' STATION STATION :
MARKER MARKER | MARKER |
! L ’ i
Q Ll mﬁ | /,@ |
o I T |
SNURCE l : ! . SOURCE SOUALE :
i ' ]
Wi ;ﬂ 0% | |
PENCTRAMETER | e PENETRAMETER | PENETRAMETER .
AND SHIM ! ‘lc ol AND SHIN AND SHIM {
! f -
| \ i
\‘lLI \bﬂ‘.l Ficn : E
er i QUALIFIED |
TECHNIQUE NO — | TECHNIQUE w0. 2 TECHN IQUE NO. !
| X-RAY 1SOT3PE ‘
4
‘ WACH | NE FOCAL sPOT | e [ Wit iampERes wa 1vPE INTENSITY (CURIES) | SI12E |
, t
' NA NA \ NA | NA IR=192 ' 25 Curies .10 x ,10 |
| SOURCE FILM DIST TIME | FiLN | NUMBER EXPOSURES REQUIRED SENS!ITIVITY ] 0) OGRAPHER | DATE
1 6" 70 sec ANSCO AA 3 2T | ?‘/ 10/1/74 |
- - 1 0 1 o
ol s R gl |
z L |z |® | | ! g | S | ;
5 - = N £ I 13| Zlw iw lwS| | - '
— - o . o [T | Q9 [ ) e |
S @ * $| |wE 32| :‘, | & |wZiF |2 |=’ur | ©8 a
- 22 g xSz |88 |«|8S .:a,;,::;;::;: | g s
. & el 1 - = lw - i De=lD - S a n
= =" - .,“m:‘."lz-f‘g ": 3 e Bl T Bt hX ]
-z - @ w38 |2 I8 R |23 %282 e .o % L (-
=& &= = S ([ SIeZcl=iggls|Z|2cleglSiceizzozioz = SEs el 9!
- - { a n « “ )‘Ff‘i':“[f%" = 252;4-5.‘.:323‘23;: -3 a = :J\
T R SRy pum aem +— + i
FW=1 | 10- 1T | | |1 | L 1
a<b | [ x | 11| 1 " none T Tx]
. o0 (ESEES NSRS | - i e | i e R ‘ - . | |
~ b=c | X | [ | none | X
v T i 1 T T 1 | BT R -‘.
P_.C_Q o S | { | { | i none X
! e ; — ! ' T ' e P
promm —— —— + 4 R S A W S— e s —_—t
L L ~ ] [T ¢ ‘ | —_—
! ! - + - ! ;i T | 1 |
— - - : — iv ‘ ' : i : — i
- L L L] | T R G S S I e | [ 1 ]
{ il A j i 1 1 A : T .
o % . - L Ol Gl T b S | Y
ST OR SPE x.;PﬂS'YlON REY IEWER AT ;‘
ASME Sec. IIT Reviewer Decision '
aass 2 accert (i mevect [0 aepain [ aerare [ 1[{1{ 4 fl@ ﬁg‘z y7 10/1/74 |
‘i['ﬂtls INSPECTCR DATE |
|
Slag inclusion and porosity noted are ‘ééﬂ( Yz ;
within acceptable limitation .Authopized Inspgctur 1C/1/74

12-75

" FIGURE 15

(Revision 7)



COMMONWEALTH EDISON COMPANY @

(A) No.
(B) Date 12-20-74
‘ Page of
ULTRASONIC EXAMINATION
TECHNIQUE RECORD & REPORT () [J Attachment
(Station [Unit | Work Request No. Governing Specification CECo. SPP
Summer
| C - |3 4836-75 4 ASME S 1974 |s  NDT-C
Part Description Class I Drawing No. Item No. |Rev. No., ! Stage of Manufacture
6 Spool Pine for piece 7 1=3203-1 FW | FW1 _ 0 sPrior to Welding
Test Instrument i Model Serial No. | Defect Alarm and/or Recording Equipment
9 Magnaflux ! PS 702 10 None
Feeding Mechanism Special Search Units Serial No.
Il None 12 Longitudinal 3806
Test Surface Couplant Surface Finish (RMS)
13 O 1Ip o0 Olror  OJsorr (O sIpeE|w Glycerine )s  As Found
Method s Technique 7 Scanning
™ contact U Imersion | (¥ Pulse Echo [J Thru Trans. O Reson. I8 100%
Mode of Transmission g Transducer Serial No. {’Test Frequency
Shear Wave (& Longitudinal (J Surface|z0 45° Shear 4701 2.25 MHg
ield Joint Ident. | Thickness Ma arxiﬁlm Specification Type or Grade Weld Procedure
NA 22 337 |23 Steel SA 333 Grade 6 2 NA

| Description of Calibration ethod ca1jprate to ASME Section III, Sumner 1974
Edition paragraph NB-2552, CECo will furnish reference specimen. At % node
position, set I.D., notch at 75% screen height, lock controls then move to

full node 0.D., 1% Node I.D. and 2 Node positions, obtaining the data
points for DAC. Confirm in both directions. Calibrate "L" wave by
setting first back reflection at 40% of CRT width and 100% of CRT height.

Jetails of Examination Technigue Scan pipe circumferentially, in both directions,
%with shear wave transducer directed circumferentially using a 10% overlap;
then repeat with trasnducer directed axially, making one scan directed
toward one end, then repeating with transducer directed at other end.
Make one 100% scan of the pipe using straight beam, using 10% overlap.
Indications equal to or exceeding DAC shall be casue for rejection, while
any less indications must be fully evaluated and reported.

Edward E. Potter
Designation Level III1 Examiner

NDE Tester Level Date [ DR. No. Reviewed by
Authorized Inspector
‘7 11 OIII i P 20
istribution: {(J Requester
(J Inspection Pkg./Job File
(] OAD Technique File August 7, 1975

FIGURE 16 (Revision 7

C.E.CO, 96.5163 6-7%



C.E.

Document No. _ Techpique C-1 of SPP-NDT-C

Revision Dated Qriginal - 12-18-74
Application: ASME Section III, Clags T
Tu Pro A 2 Test

PROCEDURE CERTIFICATION
Procedure Title: C.E.Co = 5169A (9-73) Ultrasonic Examination

Procedure NDT-C Technique C-1

This is to certify the above titled procedure is in
compliance with the requirements of the ASME Boiler
and Pressure Vessel Code Section III 1974 Editien

Appendix NA Paragraph
Wﬁ@ 12/18/74
gnature of SNI-1C-1A Level’ 11l ~rate
Reviewed by: L,Eéﬁ 2@’7%/» 12/20/74
Mafiager of Quality Assurance Date

I, the undersigned, holding a valid certificate issued by the National
Board of Boller & Pressure Vessel Inspectors and/or the State or

Province of and
employed by of
nave reviewed, walved review of the above titled proceduras.
Date
Commissions
Inspector's Signature National Board, otace,

Province and No.

August 7, 197
FIGURE 16a Revision 3

CO. 8883221 .78



S.1I. - Slag Inclusion SAMPLE
P. -~ Porosity

iy e Jan s N 4 V L 7 Pl“”i 0'____1
RAD |OGRAPH IC REVIEW REPORT oare 10,/1/74
STATION SUPPLIER  |swecontmacrrome. | womx Reauest l Procedure No.
fQuad Cities Stat.on/Magnaflux Co. - 500321 _ . 106-74 | NDT-A
COMPONENT & SERIAL NO. a7 PATTERN NO. & SERIAL NO HEAT NO
1-3201-7 NA Pipe J-1074
ACCEPTANCE STANDARD CLASS GOVERNING SPECIFICATION MATERIAL SPEC MATERIAL MATERIAL DIAMETLR
ASME SEC. III| 2 | S&L T-3187 SA106 Grade B Carbon Steel 4" 0.D. -
[ wareriaL THick 1SOT0PE DIA. X LENGTN | CURIES 01STAMCE ™ FILM TYPE FiLm SIZE FILM TECHNIQUE
SCH 80 IR 192 .10 x .10 25 64" 18 sec. Arsco AA| 4" x 8" E]Smﬂt_{Pam:u
X way A i DISTANCE TiME FOCAL SPOT SIZE | FILM PROCESSING Ommmu eve
. NA__ | NA | NA NA NA __NA __CE-1A W
ke, [ rim PENE - J0INT _ NEFECT TYPE: FILM Pots. o
SEAM OR INTERVAL | TRAMETER WPEOR | = | S INTER ;
16 INT NUMBER SIZE AND | CASTING | [ % FOR LEGEND SEE PRETATION IF NO DEFECTS INDICATED, STATE **NO APPARENT DEFECTS'
NUMBER COND I T1ON ole REVERSE SIDE glcn‘»"‘:lms' ;
FW-1 | 10-2T |J-Bevél e
| FW-1_ | a-b | 10-2T J-Bevel{ |S.I, "No Apparent Defects"
F¥-1_ | b-c | 10-2p [J-BevglxX |P. Slag inclusion and porosity
noted are within @cceptable limi
OSSN, RS —t
FW-1 | c-a |10-27 |J-Bevalx |- | | - B
— — _ﬁ-—- ——
- - b - . [ T— i
L. S SEPCEEENTIE (SRS o IO R R, SR S o
R s SR SRR | FERE — R o ] S
p—-— —_——— —_ e - - — S GEEEem e S -_ — — ————— e
- gt e —— e sl el ce———————— ,{»__—JL__ —— e am—— <atm— - S—
o 12=75 FIGURE 17 May 12, 1978

(Revision 7)



e DISCREPANCY RECORD

Commonwealth Edison EX_A.I_{PE 0
IGENTIF ICATION & DESCRIPTINN ‘
ESCRIPTION OF ITEM £QuiPMENT wATER:a COMPBONENT DART IITEMNO. pamt no.. sERIAL NO.. EQUIPMENT NOJ
‘ Pipe Flanges = | e
YSTEM AND UNIT MANUFACTURER SUPPLIER
. MIDCO Pipe & Tube Inc.
EGORY SAMAGE [ NSAT CONDTH BSERVED DUR! loPER AT ION START .up
EFECT [T Jows noncmene x JOOCUMENT AT iON ACYNG (N8P MAINTENANCE { CALSRATION
— T MILUNE IPEC NONCMP NG BLANT N3p JTENY

DESCRIPTION OF DISCREPANCY

2 ea, 3" 150 1b. RG Slip on Flange SA 181

2 ea, 3" 150 1b. RG Blind Flange SA 181
Received with no documentation and taken out by Maintenance Foreman

© ~ » TEM NO | QA ~OLD TAG MO | WORAK REQUEST ~NO PREPARED B v
P.0. 719101 R. J. Gamperl St';ox:es L/2L/78

EVALUAT K

AUSE OF D‘l;REPANCY AND EFFECT ON THE SYSTEM

10CFR21 Notification
No Documentation Yes No

Name Date Time

ACT ON REQUIRED TO CORRECT THE DISCREPANCY
__(Receipt of Docs) OAD to perform chemical analysis of

. _items to verify SA 181G1 material. SNED approved the use of the item

based on QAD recommendation.
CRRECTIVE ACTION REQUIRED TO PREVENT RECURRENCE OF DISCREPANCY waiTE n/n » noT onoae

esignated CECo Qffice:

0 REVEWED av },J# /51 APRPRAOVED B ﬁn( EWED By 'rAD’.OVID 8y,
R Spear Na4.1Y W, Burkamper | L.Gerner A | W Caldwell 124D, Thayer 4 )4 ) ¥
MAINT ASSIST _‘m'pcq', OATE P _:";‘pgﬂ'/'ﬁ"ﬂ OATE TESw STAFY sioy SATE WuoqI C LEAR Patt | OA ENGNEEN oaTE

= DISPOSITION (
CNOF ACTION TAKEN YO ,OPRE T THE DISCREPANCY

OAD tested specimens from each flange and verified that

_they _gq._go_n;‘prm to ASME SA181. Copy of chemical analysis is attached.

O%PLE T'ION

TIME RETURNED TO SERVICE

SCRIPT

OATE e A,

“SCRIPTION OF CORRECTIVE ACTION INITIATED TO PREVENT RECURRENCE
None required.

ML ETE 3 IEVIEWED By 5379 | ARPROVED B | apeaovED By s3 "\' | APPROVED avy
T. Shaw 5.9 w 3urkamper L.Gerner 53¢ N A(alivianakis D. Thayer §-3-7¢

AT 176 = g b 137y N ST RN T N T ATt Th TNANEER

URE DEDvp'

A R FAILURE REVIEW all
=8 - N T = - | ADDITION AL AEQURED SREPARED
— A ECURED —— ADEQUATE e €/ A REQUMED [ TOMBONENT e e —_— ——
r - N ~ . - | |
N/A CI—— L.uerner y -5 sz_ OENTI NO. __ . . bl Ll
STEON SEu TS TV e : ” - - .

D.Thayer 55947 N. Kahvxanakis

1 g B L Ui

€. o0, 8681798 EoaM 1ta. 7<-79 FIGURE 18 July 16, 1979
(Revision 9)
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COLOR

LLOW
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3
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- B

BACKGROUND - Y
LETTERS

7y N
HOLD

] ovarceo [ DOCLEsENT CEFICIENCY
) EXGIHEERING KON - CONFORMANCE

[ oesicn cwr o€ [ oruenm

R, .. s

ITEM

[AF™=n™ gy . i‘ 1LakT, OR §14 =0

IR BO ﬁ.nnpto\n....o
RELEASE *.O..J UsSE

DATE : oY:

HOLD RESOLUTION DATE:
HOLD RELEASE DATE:

AVTHRORIIED BY

Quality Assurance
Engineer or Inspector

YHIS TAG TO REMAIN ATTACHLO UNT:L
REMOVED BY AUTHORIZED PERSONNEL

TAG NO.

August 7, 1975
(Revision 5)

FIGURE 19
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Audit Record No. 2

Page 1 of 1

AUDIT CHECKLIST AND RECORD SHEET Batas 11=1-74
ana . Checklist 1 ‘ b . f
Ossaniiggti;lAudited.H&intenance Prepared by: D. Thayer 6831?£§dA§Z&r§§3£f Assistant
Char. Locggfbn: ad Cities Auditor: D, Thayer Date: 10/15/74
No. gg g?dég Ite? ol e e COMPLIANCE |
REINES (OF UNServation 3 dure Activit Other¥ [Commi t-"
: D ent rocedure c y
C) Comment (?: recommendations) ocum acc. | DEF. ACC. DEF - ;ﬁ?é
1 Implementation of welding procedures Special X NA |
No's 5 and 6 for fabrication of field| Process ,
weld #1 has been found acceptable Procedures
based on review of applicable docu- Manual
mentation. No corrective action
required. !
|
l
i
FIGURE 22 Lu st |7, 1975
( evisron 5

Activity 1s effective but documented procedures are not avallable,
C.E.CO. 86-512) 6-75 (Fomm 18.1.1)



ASME CLASS_Z1 _

PINAL DOCUMENTATION CHECKLIST (ALTERNATE) Page [of 3
,. . ’ . . .
‘
@ onx reavzer w0 am9-28 DATE:__S-/4-78

08 DESCRIEPTION: MIOiFchTien]) (M-4-1- 7%-7)

Fabewcnmon o/ spoe Flece. § 8o E
= =k A<
HEE DOCUMEN > >
DOCUMENTATION 2| 2 NOMENCLATURE 2 COMMENT
1. Cenr. 1.0/t 7Tesr Kepers| ¥ | X X | @/ Porch oepers
@) Mari Fumch orders | | x | Po Rambge on Bstcss X Fre WoFFiee Super.
(b) Quac Kecpr. ZWsps. | x | x - ol x & Pyrch croers
() Plat . Kep 765 - x| X X
2. Work KHeluesr x| y |00t19-7%
-3, Maer. /Moo. Pexeovee |x | x | Rev.0 ¢ Ameno. A X
4. Staron TRAVCLETZ x| i
5. FrRABRuAT N Hrocepyses | » X
(3) BoLr TiGHMENING 1 “%m:“%?swwz X | DaTED MAYE, 1778
o T< ‘UyoLosmTIC Tast For WP MAy 6, 197§
bl ool AR oy oo au Vo b
(1) Pae-Tesr émgelac. | x | x  REETIN T & S i
G PosT-TEsTéavgelae. |w | X |- -~ - - = - X
. Welpina ’ o
(3,) Weld Procedoges  PRR S | X | % x |Fé ¥
(63’ WEWer AuAces x! = x | Per MmN i EucorDs
((5,; WELD QoD Gk TASS % | ¥ %
) (el FNsp. KectRos % X ‘ X |
(&) Consumadie insert BdThass | % ° oX | X

DATE__ &-,8-78

DATE - 9-7¥

REVIEWED BY: £ . W DATE 4= 9= /¥
b ) b CLEAR INSPECTOR

. .
\PPROVED B Co e T 7% 4.€ « D.TE é’,/‘/‘/ 5~
ASSURANCE tyoii- .
OR INSPECTOR é.
1se3230 7=T79 uly 16, 1979 b
Revisicn 7

Figure 23



PO Numbers

219346 - (0" Sch B0 q0° ELBoWS

. 2224 - " xg" ae" SA36 PLATE
219g4 - b" gch 40 pife
219¢47 - Io" ech 0  WalD Neo< ELANGGS.

722549% - 10" Sh¥o ConsSemABLE [NSerts.

3/3," Bure WiRE WD RoO.

aAl199a3 -
g43vz ~ /g'" B~ Wiee WeldD RoD.
725465 ~ 3/32" E 708 Coy €tV eLeECcRobe.

Figure 23 (Pg. 1 Cont'd)



ASME CLASS_Z _

FINAL DOCUMENTATION CHECXLIST (ALTERNATE) Page_z_of.g_

®

WORK REQUEST NO. X9 -728 DATE: 9 -/8-78

systeM:_ UYmyr I HPEL

JOB DESCRIPTION: /lfao/;/zmlflf-¢4- 78- L)

Falricramon 07[ SPooc Pece,

DOCUMENT
NOMENCLATURE

REVIEWED
BY Q.C

REVIEWED

BY AI

DOCUMENTATION

77 Drawmwes (cxs- o)
(8) M-733 Keo. A.
G) m-23¢ ks 8.

@) #7735 K. C..
) Frévee 2 KerO

@) QGUM LA &4’0
(¢) provee *8 R, 0

- MNOE
a8y NDE ProccDJREss

b6) NOE Operaror. Quits.
@) VisvAc reporrs

@ M7 epperrs

@ U.rtT. feports

@& R.T. Reports

(9> NDE Marls &d TAes

COMMENT

 ReV. (Reusteas 5.7
-| Rev. oReLeasel for lanct-b-1|

-—

1]

Rey & &m“*(""‘
e@“ 7 ol

X X Ry X XX K X x X

- L, 4 e s ee .

b
)

& - -

per SPPMFENBaM

IF REQD.
W /RACIOGRAPHSD
I REQ'D.

:

F Y x ¥ xXx XX XX XX XX X REQUI RED
% .

Exﬁxxxxxxxxx X X x

- .
o
3
)

D Note* RADGPPRs T© be fed WiTh Quatiti, ContRet. MLl mﬂwfwﬁr 15 TRamstend to
(hwgﬁitaum :H !

pars_ S-/§- 7§
oare b-9-74

REVIEWED BY DATE /— 9- 77
APPROVED BY: L - P CATE gz /8

OR INSPECTCR i
€.23. 83-5230 T=T79 July 16, 1979 ¢

Figure 23 (Revision 7)



ASME

CLASS_1

FINAL DOCUMENTATION CHECKLIST (ALTERNATE) PageZof 3
. »}oax REQUEST No. O019-78 DATE: §-18-78
sysTEM: _UUne {1 - H.P.C.T.
JOB DESCRIPTION: _ MODIFICATION (M-4-_L- 78-1)
FRRRWATON of SPoon- | 2] 8. =
g § . =
g| &x DOCUMENT S >
DOCUMENT /. TION 2| &2 NOMENCLATURE & COMMENT
= e REBD .
Q. ASBur TRAWING = | NorRaso. ST —
10. Mo aTion Pauchee ®| X 3
(8) Desen SPec. | x | R-3279-Rev 2 @ | »
(b) DEsIGN Reperr Witw .« (i B0
LOAD CApACiTY DATA: | | % % ¢ APreosn
, (€D Overresssore Pesteer E
‘ Sag 0N Qe porr % X
. Compurtso DetrepAnen | 5| x | pF #7081 K, [$2¢ Po 219546 {';_’;F*('
REPORTS pR% 1079 see Po- 219897
2. Eo..ch.o%m.P“(c Exam %o Quad -A RuO. Apcen 1O LsT - WiTh
. Prowdune e X Fb&»&&zg&xg9.
/13, DATA REPORT XX X
rueb“duuopkb-_

S-18-78

i

-~ =

£‘

R RSAT

/2 /*/' 57

REVIEWED BY: A lgy /),é:w/ patE b-
® é% £¥ NUCLEAR INSPECTOR
PPROVED BY: Ay S L DATE &
QUALITY ASSURANCE EASL E
OR I{{3PECTOR
¢ c-s232  7=T79
Figure 23

‘h

July 16, 1979
(Revision 7)
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611400 LBS. VELDING ELECTRODE, TYPE Biie
ASSURED % 611400 LBS. WFLDING |
liatemia  ¥EL-7018, E7018, SIZE 3/32 X 12 IN, ARl - WIL-7018, E7018, SIZE 3/32 X 12 IN. |
ToRfuamon LG, 8 LB. CANS, WCKAY NO. 7018 LB, oovics - ., 1G. 8 LB. CANS, MCKAY NO, 7018 LB. |
MATERIAL -, “cory . ' ’ "
' Lot No. 12345 ' 1 3
anecanonwe. 108 N0: 12363 Bin 1 Lot Wo. 12345 Bin ¢ |
E;mn 710000 | ROV 710000
Bart soc aeco. 2/01/80 s 3707785~ B gus sec mece. ~2701/80 -y ¥ ol
sttt : |

COLOR

Backgrours ed & White
Letters - Liack

SIZE

5/8 Actual size

Implementation of computer printed stock tag effective March 1, 1980. (See
addenda for respective stations.)
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