Washington Public Power Supply System AT LB

A JOINT OPERATING AGENCY ) N otd F
. .:,\ b= J
ot o 25 %
. ';—:f ‘; o0 . —~
PO Bor 988 JOO0 GHL WASHINGTON WAY BicuLanD WASHINGTON 99352 ";5‘{_1(0‘1-879-3; oo
A N
September 19, 1980 S Vi
G02-80-209 £ 35

s

Mr. R.H. Engelken, Director

Office of Inspection and Enforcement
Nuclear Repulatorvy Commission
Region V

Suite 202, Walnut Creek Pla:za

1990 N. California Boulevard

Walnut Creek, CA 94596

Subject: WPPSS NUCLEAR PROJECT NO. 2

- DOCKET NO. 50-397, CPPR-93
NRC INSPECTION - June 3 - July 25, 1980
REPORT NO. 50-397/80-08

Reference: Letter R.H. Engelken to R.L. Ferguson, dated August 15, 1980
Dear Mr. Engelken:

Washington Public Power Supply System hereby replies to the Notice of Vio-
lation which was transmitted to us as Appendix A to your letter dated August

5, 1930, The reply pursuant to 10CFR paragraph 2.201 consists of this let-
ter and Appendix A. The scope of the reply to the Notice of Violation in-
cludes the matters relating to that notice discussed both in your transmittal
letter and in the text of Appendix A itself,

In Appendix A, we guote the items of noncompliance from Appendix A of your
August 15, 1080 letter, address the corrective actions which have already
been or will be taken to correct the noncompliance, identify actions which
already have been or will be taken to avoid further items of noncompliance
and the dates when full compliance will be achieved.

If you have any questions or you desire further information, please contact
me.

Very truly yours,

D.L. Renberger
Assistant Director,
Generation and Technology

DLR/JPT/nsm
Attachment: as stated

ce: JM Blas - B&R, NY - w/l1 HR Cantor - B{R, NY - w/l
JR Lewis - BPA - w/l V. Stello - Office of Inspection §
JJ Verderber - B&R NY - w/l Enforcement, WDC - w/1

£010810 050 ap - 4|



Washington Public Power Supply System
Ricnland, Washington 99352

Construction Permit No. CPPR-93

Based on tne resuits of an WRC investigation conducted between June 1 througn
July 25, 1330, 1t appears thal certain of your activities were not conducted
in full compiiance with conditions of your wiC Facility License lio. CPPR-93 as
indicated beiow.

Tne NRC investigalion revealed signiricant deficiencies in your quality
assurance program, in Lhat wurk perioried by the contractor, Wright,
Schuchart, Harvor, Boecon, Boveée & Crail, Gokl (WG), did not conform to the
criteria of 10 CF? 50, Appendix 3, as described in Appendix D of your PSAR.
Specifically, prior to June 1980, the iteus listed below had not been
identified or correctad by the project quality assurance organization.
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A. 10 CFR 50, ~ppendix 8, Criterion I, and PSAR, Appendix D, paragraph
0.2.5.1 states, in part, that "The persons and organization performing
quality assurance functions shall have sufficient autnority and
urganizational freedom to identify quality pronlems; to initiate,
recommend, or provide solutions; to verify implementation of solutions. :
such persons and organizations performing quality assurance functions
shall report to a management lovel sucn that this required authority and
grganizational freedom including sufficient independence from cost and i
schadule when opposed _. safety considerations, are provided." |

Contrary to the above requirements, on iovemner 15, 1979, your site

contractor (WBG) responsinle for safety related mechanical construction

and related aquality assurance functions, established the autnority of the

Swing Shitt Construction General Superintendent to order the termination '
of swing shift QA/QC personnel, Memorandums Nos. LGB-229 and PWS-063 *
from the contractor's QC Manager and QA Manager ducumented this authority |
of the Swuing Sxift Construction General Superintendent. :

This is an infraction,

-

ACTION TO COURRECT UEFICIENCY

On July 23, 1930, Wright, Sconuchart, Haroor/soecon/ueneral Energy Resources,
Inc., (WdhL) U Hanaqer rescinded Interoffice Memo ilo. PWS-U63, dated

December 5, 1979 and interoffice demo No. LGB-<£29, dated November 15, 1979, by
issuing Interoffice demo Wo, TBP-U0Y, dated Septemper 9, 1980. [Inis memo
clearly establisnes and reaffirms UA/Je independence from construction.

ACTIONS TO PREVENT RECURRENCE

The 0A/QC managers responsisle for issuing the rescinded [nteroffice Hemos |
have been replaced. A letter will be sent to all site contractors stating the |
intent of 10 CFR 50 with regard o JA/ QU independence from cost and schedules.
DATE OF FuLL CUMPLIANCE

10/1/80




3. 19 CFR 5d, Appendixz 8, Criterion ¥, states that "activities affecting
quality shall pe prescrined by documented instructions, procedures, or
drawings of a type appropriate to the circumstances and shall be
accomplisaed in accordance with these instructions, procedures, or :
drawings. Instructious, proceduregs or drawings shall include appropriate
quantitative or qualitative acceptance criteria for determining that
important activitizs have heen satisfacterily acconplisned.”

Paragraph 0.2.5.5 of the JA Program as delineated in the PSAR states in :
part, that “Activitice affecting auality...shall o2 accomplished in
accordance with these instructions, procedures, or drawings..."

l. The contractor's "Field NQuality Assurance Manual®, Revision 1J for
APP5S Contract flo. 2808-215, in paragraph 17.2.3 states, “"The ,
comp leted document package shall be delivered to the Project Quality :
Assurance Manager or his designee for review and acceptance. He '
4111 indicate his acceptance by sianing the work package".

Lantrary to tha above, as of June 9, 1980, the document package for
- 1ow pressure core spray pumnp LPLS-P-Z which had peen reviewed and
accected oy the Quality Assurance ranager's designee on uUecemober 10,
1979, was incompiete. Quality records in tne package pertaining to
equi?ment Goiting and alignment (forms NF-159) are dated Uecember 11
and 13, 1979, :

This is a deficiancy.

ACTIONS TU CORRECT ucriCIENCY

This conditica occurred as a vesult of additional work beiny required

subsequent Lo the work package dpproval. The document package for LPCS-P-2

has been reviewed again, tie deficiency correcied and approved., Tnere are

only eight equipment installation packages in Lhe Wb QA vault that have been

reviewed and acceptad. These eiyht packages will be reviewed again to assure :
that they dc not have the same deficiency. :

ACTIONS TO PREVENT RECURRENLE

Work Procedure Hdo. 115 wul dork Procedure Lo, 86 will be revised to prevent
completed work packages from b2ing returned to the ficla after approval. This
will be accomplished by requiring all rework and rivision of packages to be
done througn the usage of addendum work packages. Addendum packages will be
reviewed and approved in the same manner as the original package when
completed,

DATE OF FULL COMPLIANCE ' |

12/1/80
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2. W46 Quality Assurance Procedure, QAP-5, paragraph 1.1 states that
the "procadure provides the responsibilities and methods for the
control of nonconforming conditions found in...construction
activities" and further prescribes in paragraph 3.1.2 that "Quality
Assurance, Quality Control and Juality Engineering personnel shall
initiate an inspection raport (I2) upon discovery of an apparent
discrepant condition,” The WBG QUl-Z2 (Non-destructive Testing
Procedure for dagnetic Particle Inspection) required in paragraph
9,7 that magnetizing current shall be used at a misimum of 90 and a
maximum of 112 amps per inch of prod spacing for sections less than
3/4" thick.

Contary to the above requiraments, the inspector observed that two
survetllance reports, performed hy the WBG Level IIl examiner, each
dated 2/12/749, identified tnat, during tne performance of magnetic
particle examinations of material less than 3/4" thick, the amperage
was not lowered following a decrease in prod spacina from 4,5" to 3"
theraby increasing the amperaqe from approximately 100 amps per inch
to 130 @inos oer inch. Thne report i1dentiriad this as a noncompliance
4itn specifications ana no 1nspection report was written.

fhis is a deficiancy.

ACTION TO CURRECT DEFICIENCY

Inspection Report Ho. 6U/74 was written to document the discrepancy, All
previous survelliance reports will be reviewed to assure that iaspection
reports were gencrated ds required.

ACTION TO PREVENT RECURREWCE

WBG will review quaiily assurance Prucedure Wo. 15 to assure adequate
instructions -are ,ruvided for the inspector. The Level [l examiner will be
retrained to Lhe roquirements of docuwenting nguconforming conditions.

DATE O'f. Fdl-L ‘-d;';l)«.;l\vd;i

12/1/80
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3. Piping isometric drawings ..-{90-11.20 and Sd-237-8.17 identify that
these spools are subject to the requirements of the ASME Boiler and
Praessura VYoss. | Code, 1971 Edition, Section III, Class III and were
identified as Quality Class I. The axamination requirements and
acceptance criteria for welds in ASHE Section III, Class III piping,
pumps and valves are specified in naraaraph ND-5220.

Contrary to the above requirements, the governing acceptance
standard identified in Northwest Industrial XRay Liquid Penetrant
txamination Reports Nos. 230 asi 244, dated July 31, 1975 and August
20, 1375 respectively, was ASMz Section VYIII. The liquia penetrant
examination reports indicated that the r.sults of tnese examinations
performed on pipe spools 5W=290-11.20 and SW-297-8.17 were evaluated
to tne acceptance standards of ASME Section VIII. These standards
are less stringent than those required by ASME Section [II.

This is a deficiency.

ACTIUNS TO CORRECT DEFICIENCY

Inspection Report No. oUd4/ was written to document tne discrepancy. WBG will
review all completed liguia penetrant reports and segregate those reports with
the incorrect acceptaice standard and document any additional discrepancies on
Inspection Hepurts. Inese discrepant iiquid penetrant reports will be
reviewed against tne ASHME Section Il requirements and appropriately
dispositioned,

ACTIONS TO PREVENT RECURRENCE

The Aacceptance criteria for liguid pencirant exaninations are delineated in
QAP-16, These acceplance criteria conform to A5H4E Section [IIl requirements,
even though QAP-10 references ASAE Sectiun Viil in addition to ASHE

Section IIl. QAP-156 will be revisea to delete reference to ASME Section VIII.

DATE OF FULL CUMPLIAWCE

12/1/80
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4, WG Quality Control Procedure No. 24 (QCP-24), Attacnment 2 (dox in
Clearance) requirss that for systeus under 2009 F and piping sizes
from 2 1/2" to 12" the maximum allowed clearance hetween support and
pipe, when summed on bhoth sides, b2 1/8%. (QCP-24, Attachment 6
(Stop Clearance) specifias that the sum of clearances between both
pipe stop attachments and th2 support structure be a maximum of 1/8%.

Contrary o the apove requirements, the inspactor ohserved the
followinag:

(a) The summed horizontal clearance bhetween the 4" pipe and support
was 3/16" for support No. EDR-362. The support was as-built by
4B8a Engineering an! inspected and accepted by QC on March 22, |
1979, }

(b) The sumned horizontal clearance between the upper pipe stops
and the support structure was 7/32" for support No. RCC-457. |
The as-built drawina nau been orepared oy WBG Engineering and
Lie support nspected and accepted by UC on December 7, 1979,

Tnis is aa iafraction,

ACTIONS TO CORRECT OeFICIENCY

Inspection Reports nave been issued Tor boin Eux-362 and R(C-457, The entire
"as=-built" prog-am 1s Deing revised and ali previous "as-builts" will be
reverified oy W8G tor compliance to tne new “as-built" preocedure. Conditions
which do not compiy witn tne "as-built" procedure requirements snall pe
documentaed on IR's and apprupriaiely dispositioned. Final acceptavility of
the "as-built" will be determined during tne A/E technical acceptance of the
“as-built" nanger drawing and Cne systeu Stress review.

, ACTIONS TU PREVEWNT RECURREWCE

W3G is developing a aew training program and will train all its employees to
all applicable procedures .- or Lo sending them out to tne field to perform
any quality related worg.

DATE OF FULL COMPLIANCE

11/71/30
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a6 Project Directive No. 75, paragraph 6.3.1 states that
“Calculations required for minor re-design shall be limited to:
those cases involving any changes in the sizes of members, welds or
confiquration, whicn will result in increasing the stress in members
of connections...”

Weh Project Directive No. 75, paragrapn 7.1.3 also states, in part,

"All mogifications...shall be noted on the support detail to reflect
field revised conditions prior to performing the work and initialed

and dated by the Field Engineer or WBG Design Supervisor."

Contrary to the above reguirements:

ta) Tne "as-built" drawing for support MSLC-21 modified the
originally approved detail in such a way that the originally
specified 1/4" fillet, all around, for attaching PC2 to PC4,
was changed to a 1/4" fillet only on tne outside of each PC2

ma a full slat weld attachina the web of PC2 to the

2 0f PG4, Tne delation of tne fillet weld on the inside

ti2 flanges of PCZ would increase the stress in the

connection,  Lalculations had not been prepared to Justify the

CHANgE andg the cnanged welding detalis were not initialed or

datad,

g
flanga
flana

gt

WD) The "as-pulit" drawing for support RHR-326 was revised to
SPECITY a new weld joint without the necessary caiculations to
Justary tne cnange. Tne weld attacning tne Luorite assembiy to
Lne pipe was originally specified as a bevel-groove weld. Un
fay Do, 1UcU, tne weld sywool was modified by W8G Engineering
Lo ndicate a square butt (groove) weld since the weld
Tonflauration did nol conform to a bevel-groove weld. The
ASTING weld 05 nob 4 groove weld configuration, but is

conf igured as a "cap" weid.

e "35-6uiit" drawing had veen prepared by WBG Field
Lnataeering on day 8, 1980, and the support inspected and
weepted oy QC on May 9, 1980, with a note that the snubber was
Mssing.  Tne EQA audit identified tnat this weld was
undersized and not welded to detail. The EQA finding was
resoived by the notation that the weld symbol was changed and
the weld was "ok"™ on May 16, 1980. o calculations were
pertormed justifying the adequacy of the resolution provided
for the EQA finding.

(e} Toe weld details of the "as-built" drawings dated June 3, 1979
for support ilo. RRC-3 were modified to conform to the
“as-burIt" configuration on January 23, 1980 by a WG
engineer, This changed the welding detail from that approved
by durns & Roe in the original drawing on March 11, 1973, The
changes anvolved the deletion of a" fillet weld and addition of |
a weld across the flange of an I-beam. Calculations and the |
desiguer*s approval were not provided to support the
acceptipility of this design change,

This 15 an infraction.
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9. Continued

ACTIONS TO CORRECT DEFICIENCY

Inspection Reports have been issued for hangers MSLC-21, RHR-326 and RRC-3.
These nangers will be "as-built" again, technically reviewed and design
verification performed under thne same program wnich was described in the
response to the pravious infraction,

ACTIONS TO PREVENT RECURREWCE

In the future, all desiagn changes will be approved by the A/E prior to the
changes being made. The WBG task force that is reviewing the hanger
installation requirements and procedures is making changes to installation
procedures to assure that installations are performed to specification
requirements.

DATE UF FULL COMPLIANCE

12/1/80
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p. Contract specification 28083-215, Section 17A, paragraph 3.4 requires
that weld filler material for weiding P-3 material shall be "type
£308 or type E316 or as specifizd in the approved weld procedure®,
The WBG welding Procedure Specification #5 ( or P-3 material
welding) requires E308-16 filler metal.

Contrary ta the above, on Octoher 11, 1979 and thereabout, WBG

personnel aelded eighteen P-8 to the P-8 material socket welds with

the incorrect filler metal and switn the incorrect welding :
procedurs. Welds numbered MS<533-1-FW2 through MS<555-1FW2 were -
completed using £309-1o filler metal using welding procedure
specification #6 (for P-3 to P-1 welding). These are welds of
thermowells to nozzles on safety relief valve lines. '

This is an infraction.

ACTIONS TO CORRECT DEFICIENCY

A Nonconformance sReport (WCR-54U4) was issued on these welds. The proposed
disposition of this JCR was to “acceot-as-is". This disposition was accepted i
by the A/E. Tnis deficiency was caused by an incorrect weld callout by the
weld engineer. [0 assure that tnis was an isolated case, a sample of tne weld
records prepared Dy tnis weld engineer will be reviewed for accuracy. Based
on the resulits of tne review, appropriate corrective action will be
implemented, If required.

ACTION TO PREVENT RECURRENCE

If there are additional errors discovered during the review of weld records,
appropriate actions ~ili e taken 4ith regard to the responsiole weld engineer
and his previous wurk.  The JA Progran geview, now under way, is reviewing
NCR's, IR's, etc., Tor potential Crends. Correccive action will be taken, as
necessary wnen trends are identified.

DATE OF FULL COMPLIANCE

11/1/30
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e The WEG Work Procedure ilo. WP34, Weld and Repair Procedure for
Structural Steel witnin the Reactor Drywell - Attachment Welding to
sacrificial Shield Wall, Paragraph 8.2 states, in part, "each weld
shall be magnetic particle tested as a minimum...at 72 hours or more
after complation and cooldown of tha last weld in the seguence..."

contrary to the above requirement, as of June 10, 1980, accepted
welds 2-1 and H-1 attaching pipe support EUR-392 to the sacrificial
shield wall had not heen magnetic particle tested. The pertinent
plocks on Form iWF<62 for docusenting tne required inspections had
peen marked "AR"™ (not required).

This is an infraction.

ACTIONS TO CORRECT DEFICIENCY

Work Pracedure No. 84 is a comprenensive work orocedure which invokes
attachments for specific types of jobs. For the welding of EDR nangers
attachment 52 is requir2d. Ihe inspector selecteg attacnment 83, which is for
the mast common situation encountered. Inis attachment does not require the
72 hour MT. An I[nspection Keport was wrilten to document tnis deficiency.

The 72 hour MT has now been perrormed and found acceptable. A sample of the
hanger packages that were wor<ed TO the requirements of Work Procedure No. 84
will be reviewed Lo determine if this proniem 1s of a generic nature, Based
on the sanpie review resuits all of these packages wili be reviewed.
Inspection Reports will De 1ssued for all discrepencies found and corrected.

ACTIONS TO PREVENT RECURREHLE

Work Procedure wo. J+ will De reviewed witn tne iatent of simplifying and
consolidating it's requirements, 50 tnat it will be clear which attachment is
to be used wnder all conditions. A1l 43G personnel performing work and/or
inspections in accordance witin Work Procedure Wo. 84, will be trained to work
Procedure Ho. 84 prior Lo guing out in the field.

D“TE UF FULL (.\J:‘;.‘)Ll:\nbﬂ:

12/1/30

10

e e e T e e e e e e e By B L e Bl B Ll e o e B s A

—



L

C. 10 CF4 35U, Appendixz 8, Criterion VI, and Appendix D, paragraph 0.3 of the
PSAR state, in part, "Chanqges to documents shall be reviewed and approved
by tne same organizations that performed Yo original review and approval
unless tne applicant designates another » onsinle organization.”

With respect to the control of traceabilit: of certified materials the
W86 procedures JCP-24 [paragrapn 6.5), Project Jirective Ho, 75
(paragrapn 7.3.1) and 00P-17 (paragrapn 5.1) state that "When a part is
cut from an originally identified niece, the identification shall be
accurately transferred to tne cut prior to tne cut". These procedures
wer? approved for fabrication by durns & Roe on the dates indicated:
Project Directive No. 75 (Hanger Engineering Standard), Revision 4, on
June 20, 1979; Quality Control Procedure Ho. 17 (Traceability Procedure),
Revision 3, on April 4, 1974; and Quality Control Procedure Ho. 24
(Hanger Inspection-Traceability Systems), Revision 8, on April 11, 1980.

Contrary to the above requirements, on January 18, 1980, the WBG QA |
Manager issued an interoffice memo (io. PWS-10Z) to all QA/QC personnel, |
Aithout prior Surns & Roe approval, wiich mogified tne traceadility
gar<ing requirements of the above procedure in that the memo eliminated
the requirement Lo provide a traceaviliity mark on the inaterial.

This is an intraction.

ACTLONS TO CORRECT UEFICIENCY

Interoffice Heno wo. Pus-1J2, datea January i3, 1930 has peen rescinded by
Interotfice Jdemo wo. 78-003, dated August 1, 1930. Work accepted under the
direction of the rescinded meno wili be identified and Inspection Keports will
be issued if deficiencies are found.

ACTIONS TO PREVENT MECURRENCE

An Interoffice Meno Hdo. T78-107, dated Sepianoer Y, 1930 has been issued |
emphasizing the requirement that all changes to documents shall be reviewed

and approved by the same urganizations as the original documents, and that

memos shall not be used to alter procedures. QCP-24, QCP-27, and Project

Directive 75 have all been incorporated into WP-117. Work Procedure wo. 117

is being rewr'iten to clearly establish the traceability requirements.

\
A letter will be sent to all site contra.tors stating that changes to
documents shall be reviewed and approved by the same organizations that .
performed the original review and approval.

UATE OF FULL CUMPLIANCE

12/1/30
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U, 10 CFR 50, Appendix B, Criterion XVI[, states, in part, that "sufficiznt
records shall be maintainea to furnish evidence of activities affecting
quality. The records snall include at least the following: operating
logs and the results of reviews, inspections, tests, audits, monitoring
of work performance, and materials analyses...fecords shall be
identifiaole and retrievanle.” The WPPSS implementing commitment for 10
CFR 50, Appendix 8, Criterion XVI[, is descrived in Appendix D, paragrapn
Ve3.4.17 of the PSAR wnich states the required records shall be
identifisnl2 and retrievabie. Contract specification 2308-215, Part 52A,
Section 3.17, requires the contractor to impiement a system of recsiot
control anich shall include 3 records clerk list designating the required
quality assurance records structured to permit a current and accurate
assessnent or tne status of quality assurance records during tne process
of records raceipt.

I, The Contractor's Field Quaiity Assurance Manual, paragraph 17,2
states, in part, that ".,.as documents are received tney shall be
chackad for completeness and acceptavility...a document checklist
snall o2 preparea.,.”

Lontrary to the acove:

a) n gune 23, 193U, a document cnecklist was not prepared nor was
inotner metnod estanlished for performance of an accurate and
carrent assessiment or tne status weld repair records for
structural steel at elevation 5Z4' of the reactor containment
DUt Hing.  Jocument reviewers could not assess from the records
anztner or not Lhey nad all of the weld records for repairs of
stend snown on drawings FSE=215 through F3K-217.

b}  uUn Jecemoer <8, 1973, the contractor certified as compliete, the
Cords packdge for structural steel at elevation 505' of the
reactor building, although neither a checklist or otner method
nad y=t peen estaolisned for assessing the status of the
records.

This 15 a deficiency.

ACTIONS TO CURRECT UCFICLENCY

A cnecklist will be developed in oraer to establish a complete listing of all
records required for a completed work package. A checklist will also be
developed tnat will list all documentation of each work package that was
previously accepted. These checklists will be checked against each other and
all discrepancies will be documented on inspection reports.

ACTIUNS TO PREVECHT RECURRENCE

ALl new work will have work packages developed using a checklist of required
items, The tas< force that is developing these checklists is also
establishing guidelines wnich will be used during the review of work packages.

DATE OF FULL COHPLIAKCE

1/1/80 .
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2., Contract Specification 2%U3-215, Sectiun 52A, paragraph 3.8 requires
that "Objective evidence shall be available which substantiates the
approva’: of a vendor as an acceptable sgurce of equipment, material
or service", The Contractor's Quality Assurance Manual, Section II
requirgs in paragraph 3.2.1, "All purchases are made from either A
or & vendors on the Approved Vendor's List™ and in paragraph 3.2.4,
“A file snhall e maintained on eacn vendor, including the original
basis for acceptance, and periodic renorts of service exgerience”.

Contrary to the abuve requiresents, on Septemper 11, 1973, the Bovee
and Crail/GERD 0A Uepartment issued a letter to Puget Sound Company
identifying that the vendor was "supplying ASHE material to us in
violation of the ASME Section III, paragraph NA 3732". HNo pericu
report of the service was in the vendor file, and no other data was
available to identify the nature of the violations, their
evaluation, and disposition of the material.

This is a deficiency,

ACTIONS TO CORRECT DEFICIENCY

The survey report initiating the action against Puqet Sound Company cannot be
located by Wis. w8bG nas initiated Corrective Action Report Wu, 183 to
document tnis dericiency. As a partl or tne resolution of tnis Corrective
Action Report, a review will be conducted to insure that all vendor survey
reports for the period from July 18, 1974 to the present are on file. An
evaluation of tue adequacy of the material supplied by Puget Sound Company
will be made from cthe Cime of the last satisfactory woG survey (July 6, 1977)
to tne time that Lney were deletad from the iist of “approved vendors for
Quality Class [ wmateri-ls" Septemper i1, 1973,

ACTIONS TO PREVEUT RECURREWCE

Quality Assurance Jrocedu e Jo. | will be revised to include a requirement
that survey reports nust ve prepared within two weeks of the date of survey.
The Qualiiy Assurance Procedures controlling source vendor evaluation and
dudits have been recently revised, Project yuality Assurance will evaluate
these procedures for adequacy of loaging, filing, ard control of required
documentation to insure provisions are established to prevent recurrence of
this condition.

DATE OF FULL COMPLIANGCE

12/1/50
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. 3. W5G Quality Assurance Manual, Section 10, paragraph 10,3.7 states,
in part, that "all welding including tack welding is peifcrmed by
welders qualificd as requirad by Section [II and Section IX of the
ASHE Code,™ ASME Section III, paragraphs NX-4321(b) and WX-432).2
cequire tne welders of teuporary attachments and tack welds to be
qualified ana that the material used for temporary attachments be
compatinla for welaing to the component material and be certified,
ABG Work Procedure No. 42, paragraph 20 requires with respect to
"Walder Record", a record of welder's namel(s), fillar metal used
(includes neat and 1ot numhers as applicable), and the date(s) that
welding was performed,

Contrary to the above requirements, the weld record packages did not
contain idencification of welders or filler metals used for tack
welds and temporary attachments made on pipe spools LPC-756-5.6,
LPCS-756-19.21 and LPCS-2271-1.

This is an infraction.

ACTIOUS TO CORRECT DEFICICICY

The date and locations of ail tewporary aiciacnments, welder, and weid filler
metal identification are recoroged on rorm wWrFr-Z560. A review of ail work
packages requiring traceanility wiil be conducted to determine when tne NF-£30
forin 1s required. Copies of the required NF-Z8o forms will be incorporated
into tne work packages. I]'s will be issued wnen iWr-<Z86 forms are required
but not locala2d. inspection reporis nave peen written on the weld record
packages for oipe spools L-uS-7a0-5.0, LPL5-750-19.21 and LPCS-2271-1.

ACTIONS TO PREVENT KELURRLACE

Work Procedure wu. of fas been fevised and now provides for recording tne
welder identification, weld process, and identificetion of the filler material
for tempordry attacnnents and tuck welds on tne work package weld material.

DATE OF FULL COUMPLIANCE

171751
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