


Contrary to the above, a weld (Area K) was observed being performed on

Contract No. 82105 (Comanche Peak), Pipe Restraint Assembly 1007-A, which
had not been either originally identified on, or added to, the Davly Weld
Material Distribution Log by a Welding QA Supervisor or storage attendant.

Paragraph 8.6.5 in Section 8.0 of the Nuclear Quality Assurance Manual,
Issue 8, states in part, "On work controlled by the Shop Check List System,
the Welding QA Supervisor shall complete a Preheat-Interpass Monitoring
Log . . . for each Shop Check List . . . The log shall be maintained until
preheat is completed on all items covered by the check list . . . ."

Paragraph 12.3 in General Welding Procedure Specification GWPS-SMAW (WPS 800),
Revision No. 10, states in part, "Joints requiring preheat and/or interpass
temperature control will be checked before welding of the joints is started
to ascertain that the minimum preheat and/or interpass temperature has been
reached . . . ."

Contrary to the above:

1. The Preheat-Interpass Monitoring Log for Contract No. 82105, Pipe Re-
straint Assembly 801-A, was not maintained with respect to checking
of required preheat for performance of a weld repair made after final
assembly postweld heat treatment.

2. Welding was commenced after torch preheating of Area K of Contract
No. 82105, Pipe Restraint Assembly 10075A’ without checking to
ascertain that the required minimum 250" F preheat temperature had

been reached.

Paragraph 8.5.2 in Section 8.0 of the Nuclear Quality Assurance Manual,

Issue 8, states in part, "Welding QA Supervisors shall . . . 8.5.2.6 Maintain
survevllance over the welders throughout welding operations to assure that:

A. The proper welding procedure is being followed . .

Contrary to the above, surveillance over welders was not maintained through-
out welding operations on Contract No. 82105, Pipe Restraint Assembly 1007-A,
to assure that the proper welding procedure was being followed, as evidenced
by the observation of the use of flux core arc welding for Area B, in addition
to the shielded metal arc welding process permitted by the applicable Shop
Checklist.

Paragraph 10.2.2 in Section 10.0 of the Nuclear Quality Assurance Manual,
Issue 8, states in part with respect to postweld heat treatment (PWHT),

", . . Shop QA may designate PWHT for dimensional purposes on process control
documents, provided the Welding Procedure Specification(s) allow PWHT."
Paragraph 10.2.3 states in part, "Shop QA shall . . . Incorporate heat treat-
ing requirements on process control documents by reference to applicable
procedures .









