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SUMMARY

Inspected on Feoruary 18-20, 1981

Areas Inspected

This routine unannounced inspection involved 25 inspector-hours on site in the
areas of welding of steel str'uctures and ' supports (Un'its 1 and' 2), welding or

~
'

safety-related piping (Units 1 and 2), previous inspection findings (Units 1 and
2), and general construction activities (Units 1 and 2).

Results -
-

Of sne three areas inspected, no violations or deviations were identified in two
areas; one item of noncompliance was found in one area (Violation - Failure to
follow procedure for _entrolling nonconforming items, paragraph 8.c).
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OETAILS

1. Persons Contacted

Licensee Employees

W. M. Johnston, Manager, Generating Plant Construction
*K. M. Gillespie, Construction Project Manager
*E. D. Groover, QA Site Supervisor
"R. W. McManus, Manager of GC

, M. H. Googe,.; Manager of.Eield Operations*

*H.'H. Gregory, III,' Assistant Construction Project Manag'er
*R. R. Allen, Assistant Construction Project Manager
*0. M. Fiquett, Assistant Construction Project Manager
*W. R. Evans, Project Station Supervisor - Mechanical
*0. C. Garner, QA Field Representative
R. M. Beavers, Engineering Supervisor, Mechanical Piping

Other licensee employees contacted included construction craftsmen, QC
inspectors, QA personnel, security force memcers, and office personne! .

Other Organi:ations

"J. R. Runyan, QA Manager, . Pullman Power. Products (PPP)
J. Willis, QA Engineer, Pullman Power Prcducts (PPP)

"J. E. Mahlmeister, Resident Engineer, Sechtel Power Corporation
C. L. Fisids. Welding and QA Superintendent, Chicago Bridge and Iron (CB&I)
M. N. Milli ~'A Auditor, Chicago Bridge and Iron (C2&I)
K. A. Fra- ing Engin,eer, Chicago Bridge and Iro.n (CS&I)

* Attended exit interview.
'

"2. Eki t' Ia'te rview
-

. . . ' ..- s

The inspectio'n scope and findings were summarized on February 20, 1981, with
tnose persons indicated in paragraph 1 above. The violation in paragraph
8.c was discussed in detail and the licensee had no dissenting comments.

3, . Licensee Actionf on- Previous Inspection. Findings.

(Closed) 0nresolved' item '425/80-13-05, ' Failure to enter procedure and
'~

~ drawing revision numbers on' weld process sheets. All weld process sheets to
date have been reviewed and no other cases of missing revision numbers were
found. Therefore, this item is considered resolved.

4 Unresolved Items

Unresolved items were not identified curing this inspection.

.
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5. Independent Inspection Effort (Units 1 and 2)

A general plant tour was made and tne following areas of interest examined
by the inspector:

a. General construction activities and conditions such as housekeeping
were observed in the reactor and auxiliary buildings.

b. The inspector observed in process welding for Unit 1 containme.:t welds
3-F and 3-J. The applicable code for this welding is the ASME Soiler
and Pressure Vessel Code, Sections III and VIII,1974 Edition with

, ad.de.n.da.through S75. .The. work was observed to determine wnether:.

, ,

(1) Work is conducted in accordance with a document which coordinates
and sequences operations, references procedure, establishes hold
points, and provides. for production and inspection approval.

(2) Weld identification an6 location are as specified.

(3) Procedures, drawings, and other instructions are at tne work
station and readily available.

(4) WPS assignment is in accordance with applicable code requirements.

(5) Welding technique and. sequence are .specified and adhered to.

(6) Welding filler materials are the specified type and traceable to
certifications.

(7), Weld joint geometry is .in accordance with applicable procedures
and -inspected.

(8) Alignmen.t of parts is as ,specified.
, , , . , , , ,

.

,

(9) Preheat and interpass temperatures are. in accordance with proce -|
' -

dures.

| (10) Electrodes are wsed in positions and with electrical characteris-
'

tics specified.

. . . . ~ . . . . . . . . .

(lli Welding . equipment. f s .i.n good condition.

(12) Interpass cleaning is in accordance with apolicable procedures.

(13) Temporary attachments are removed in accordance with applicable
.

procedures.

(14) Process control system has provision for weld repairs.

- _ _ _ _ _ _ .
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(15) Welcing and inspection personnel are cualified.

(16) Weld history records are adequate.

c. Electrode storage and issue conditions were coserved for the a::ove
welding.

d. Cutting and identifying material for pipe rack X4CP-R5050 in accordance
with PPP Procedure IX-50 in the pipe faorication shop was coserved.

Within the areas inspected, no violations or deviations were identified.
.. .. - . .. .. . . .

. ..

6. Steel' Structures and Supports - Veldfng Pro'cedure'Speciffcations and Qualf ty
Assurance Procedures (Units 1 and 2)

Steel structures and supports are being welded by CE&I, PPP, and Ingalls
Iron Works (Ingalls) as indicated below. The inspector reviewed welding
procedure specifications (WPS) and quality assurance procedures for this
work as indicated below to determine whether specifications and procedures
have been establisned, qualified and controlled in accordance with NRC
requirements, SAR commitments, licensee's CA prcgram, and code requirements,
as applicable,

a. The applicable codes are as follows:

(1) CE&I - Containment Welding - ASME Eoiler and Pressure Vessel Cede,
Sections III and VIII,1974 edition with addenda through 575.

(2) Ingalls . (GP procedures .are used) - Miscellaneous structural
. steel ~ - AWS Structural Welding Code 01.1-75.

(3) PPP - Pipe Supports - ASME Boiler and Pressure Vessel Code,
Section III,1977.edi, tion with addenda through W77.

..

~ . b. ~ ~(1)" QA Manuals'an'd4eferenced documents, as' identified (2) below, were
reviewed to determine whether adequate QA plans and procedures,
including QC Arocecures have been establishec (written, reviewed,
approved and issued) to assure ac::omplishment and control of the
following act1.vities:

. . :-
.

. ..
.

.
.. _

. -(a). ' Organizational. structure including qualifications, training
. and stop work authority

(b) Audits including procedures, checklists, scope, frequency and
qualification of auditors

(c) General quality requirements relative to material soeci fi-
cations, test recorts, procurement documents, deviat10ns, and
control of comconents, structuras, and systems
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(d) Work and inspection procedures including provisions for
review, approval, anc control

(e) Control of material including traceability, nancling, ship-
ping storage, and icentification or nonconforming material

(f) Procedures for Control of Processes inclucing special pro-
cesses

.

(g) Procedures for corrective action

.
- (h) 0ccument control 1.nclucing control.of QA =anual and..periccic

review'for adequacy of document contfol

(1) Test control and control of test equi: ment

(j) Quality records

(2) The following were reviewed:

(a) CB&I

" Nuclear Quality Assurance MANUAL FCR ASME III Products".

Division I, Revision 1, " General"
Division II, Revision 8, " Corporate"
Division III, Revision 9, " Manufacturing"
Division IV, Revision 8, " Construction"

In-house Procedure NRP-1, Revision 3, " Nuclear Records.

Procedure"
* Bechtel Specification X2AG06', Revision 4, " Containment* * *

.

Liner Plate System"

PPP'
~ ^ ~' '

(b) . , ' , "

The PPP controls for welding steel structures and supports
are the same as used for control of safety-relatec pipe
welding. See IE:II Report 50-424, 425/S0-13 for details of
the review made for this progrm. In addition to the previous
review, : one. additional procedure, IX-50, Revision dated.

September;3, 1980, " Pipe Support Field Installation and-
..

Fabrication Procedure" was reviewed.

(c) Georgia Power Procedures for Control of Ingalls Work

Vogtle "QA Manual".

"QA Department Procedure Manual".

QA-01 Series "Organi:ation Division"
'QA-03 Series " Personnel Training Division" -

. . .

>
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CA-05 Series " Audits Inspection Division"

GO-A-24, Revision 3, "Onsite Procurement Process".

" Project Procurement Procedures Manual".

MD-A-03, Revision 1, " Mechanical Section Field procure-.

ment"
GO-A-30, Revision 1, " Receipt, Receipt Inspection,.

Storage, and Handling"
GD-T-01, Revision 7, "Nonconformance Control.

CC-A-03, Revi sion 7, " Drawing Change Notices, Field.

Change Notices, Construction Soecification Charge
. Notices, .and Material Specification. Change Notices. ,.

~ ~ GD-A-08,'Revis~ ion 8, " Procedure ~ Development and Control"'"

.

MD-A-02, Revision 2, " Traceability of Mechanical.

Materials /Ecuipment"
CD-T-08, Revision 1,. " Field Fabrication Miscellaneous.

Steel"
CD-T-14, Revision 2, " Receipt, Storage and Control of.

Welding Materials
CC-T-13, Revision 2, " Structural Steel Welcing Proce-.

dure"
QC-T-01, Revision 0, " Field Book Control".

CC-A-07, Revi sion 3, " Plant Vogtle Procedure Manual.

Control"
GO-A-04, Revision 4, " Calibration and Control".

OC-A-06, Revision 1, " Review and Control of Quality.

Assurance Documentation"
Bechtel Specification X2AP01, " Civil - Structural.

Construction Specificatien"
GO-T-07, Revi sion 2, " Work Stoppage".

''. GA-5-16, Re'vi sion 0, "Stop Wor",0rders"'

c. .The inspector reviewed preparation, qualification, approval /certifi-
~' cation 'and revision 'requ'irements 'for WPSs as covered by Division 4,~

' " Construction"~, ' Sections 6'.0, "QA Handbook and Procedure Control" and
8.0, " Welding" of the CB&I QA Manual.

d. The CB&I WPSs listed below were reviewed for: compliance with docu-
ments of. paragraph c. above; qualification in accordance with ASME
Section .IX;o procedure qualification: records containing essential
variabl.es' and mechanical test.results in accordance with ASME Section
IX; and compliance with PSAR and reg'ulatory guide requirements.

~

(1) E309/74-2195/96, Revision 1

(2) E6010/E7018/74-2195/96, Revision 1

(3) EM12K/585/74-2195/96, Revision 2

,

d.

_ . . _ . _ _ . _ . _ _ _ _ _ _ . _



. ,

.

6

During the review of these %PSs the inspector noted that non-essential
variable 410.16, pertaining to weld 3rogression for vertical position
welding had not been covered. CS&I stated tnat, although the WPS
covered all positions, there were no appiteations for this procedure
(stainless steel) for other than the flat position. C2&I furtner
stated that the WPS will be revised to either delete the vertical
positan or include non-essential variable 410.16. This matter aill be
identified as inspector followup item 424/425/30-04-01, Revision of WPS
to include non-essential variaole 410.16.

Within the areas inspected, no violations or deviations were identified.
-

. .- . . . . : . .
, -

....
.

7. Stee1' Structures arid Support's - Welder Qualification (Units 1 and 2)

The inspector cbserved the welder qualification activities listed below for
welding of steel structures and supports. See paragraph 6.a. above for the
applicable codes for this work.

a. C3&I - Reviewed welder qualification film for 3/S" and 7/3" test
assemolies for welder SPd.

b. PPP - Observed welder (Badge No. 889) in process of welding test C12
and bend sample preparation for welder V-7 for test S-7.

Within the areas inspected, no violations or deviations were identified.

8. Safety-Related Piping (Units 1 and 2)

The inspector examined welding activities for safety-related piping as
described below to determine whether applicable code and procedure require-
merits were bein'g met. The afplicable code''for' this weldirig ~is th'e 'ASME
Boiler and Pressure Vessel Code, Section III,1977 edition, with addenda
through .W77.. ,, .

,

Observation of Weidihg' Actt'vitie's~

a.

The inspector observed in process welding on welds Pd 006-W-03, ISO
2K3-1205-006-01 (Unit 2); FW 006-W-07, ISO 2K3-1204-006-01 (Unit 2);
and FW 006 ,W-09, ISO 1K3-1204-038-01 (Unit 1). The work was observed
tc determine whether: :

.. .

-

.: .. .. ,. ,

(1) Work is conducted in accordance with a document which coordinates
and sequences operations, references procedure, establishes hold
points, and provides for prcduction and inspection approval.

(2) Weld identification and location are as specified.

(3) Procedures, drawings, and other instructions are at the work
station and readily available.



.

.

7

(4) WPS assignment is in accordance with applicable code requirements.

(5) Welcing technique and sequence are specified and adhered to.

(6) Welcing filler materials are the specified type and traceable to
certifications.

(7) Weld joint gecmetry is in accordance with applicable precedure and
inscected.

- (3) Alignment of parts is as specified.
.. ' . . , . . .

.,
. . ..

'. (9) Purge 'gis' and' shielding g'as ' are ~ in 'accordance with hrocedure
'

requirements.

(10) Preheat and interpass temperatures are in accorcance with prece-
dures.

(11) Electrodes are used in positions and with electrical characteris-
tics specified.

(12) Welcing equipment is in good condition.

(13) Interpass cleaning is in accordance with applicable procedures.

(14) Temporary attachments are removed in accordance with applicable
procedures.

(15) Process control system has provision for weld repairs.

(16) Wel' din'g'ani inspection personnel are quhlified.

(17), Weld history records are adequate.
, . . .

~

'

b. ~ Welder Qualification -

The inspector reviewed qualification status records and initial quali-
fication records for welders B7, BA, and BT as applicable to the

~ production welds of paragraph 8.a.
.. - . . . >; .- . .

- .
.

''c. . Wel. ding Material . Control . _
.,

The inspector reviewed welding material procurerent and receiving
records for Heat 97401 E705-2 carbon steel bare wire.

During this review the insoector found ' nat a licusee QA audit GD-10-
80/45 conducted November 25 through Decemoer 23, 1980 had identified a
number of problems with the precurement dccumentation for this lot of
material. The most significant orcolem, wnich resulted in aucit

b
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finding No.160, was that the material was not tested by the vendor
using production preheat and interpass temperature recuirements as
required by ASME Section III. Although, a significant documentation
problem had been identified, at the time of this inspection tne
material had not been nonconformed or placed on hold and was available
for issue to the crafts for use as accepted material. This appears to
be in nonconformance with Paragraph VIII.A. and VIII.E.3.b of licensee
procedure GO-T-01 which require that a nonconformance report (NCR) be
issued and the item placed on " Hold" for incorrect or deficient docu-
mentation. This matter is considered to be in violation of 10 CFR 50,
Appendix B, Criterion V and is identified as item numcer 124,425/81-

04.02, failure to..foll.ow procecdure for . controlling nonconforming,
,

items.
.

.

,

Within the areas inspected, no violations, except as noted in 8.c. above, or
deviations were identified..

9. Inscector Followup Items (IFI)

(Closed) Item 424/425/80-13-01, Review of Nonconformance Reporting Proce-
dures. PP Procedure XV-2, revision cated December 1,1980 and GP Procecure
00-T-01, Revision 7 have been issued. The inspector reviewed these proce-
dures and has no further questions.

(Closed) Item 424/425/80-13-02, Clarification of General Welding Standard.
General Welding Standard GW3-III/I, revision dated Septemcer 18, 1930, has
been iss'Jed to clarify interpass cleaning, purge gas flow rate, and minimum
socket weld size. The inspector has no further questions.

Closed) Item . 424/425/80-13-04, Incorrect Thickness R_ange. on WPS. WPS
(naIII/I-8-KI'-l',''r' Vision dated January 7,-1981 ha's be'en issued to correct3 e
thickness range. The inspector has no further questions.

- . ., .
-
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