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GUEF - STATES UTILETIES ' COMPANY'

, RivtR Bth0 5f At|ON POST OFFtCE B0x 270 $f FRANCISVILLE. LOUISIANA 70775

ARE A CODE 504 635 6094 346 BOS)

|

> < ' November 26, 1990
.

RBG- 34066 |i File Nos. G9.5, G15.4.1 j

-|

l'.' S. Nuclear Regulatory Commission-

Document Control Desk
, . Washington, D.C. 20555

Gentlemen:
River Bend Station - Unit 1

Refer.to: Region IV
Docket No. 50-458/90-27

Pursuant to 10CFR2.201, thh btter provides Gulf States Utilities. Company's
' (GSU) responsefto.the Notice o. Violation. for NRC Inspection Report No.#'~

5 -50-458/90-27.. .The inspection.was conducted October 1-5, 1990, of activities* Lauthorized by NRC Operating License NPF-47-for River Bend Station - Unit 1
' ,

. (RBS)., GSU's' reply,to the violation.is.provided in the attachment. '

It Should cyou have any questions, please contact ' Mr. L. A. England at
~

(504)t381-4145...
,

$ Sincerely,
'

.

}'|h' -

, . x
P ~

# W.-H. Odell- l,

?, Manager-0versight
.

'

'
.

- River Bend NuclearJGroup

E '1 PDG/FRC /DRD/GKH/ch
y.

|
.

7. Attachment i|

'
,

r% cc: . U. S, Nuclear Regulatory ' Commission:,

f(egion 'IV'"
,

,,

i ", c611 Ryan Plaza LDrive, Suite.1000
5 ; Arlington, TX 176011:

1

Senior Resident Inspector
* Post 0ffice Box'1051' ,I-

; |St. Francisville, LA 70775 ~1

.
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UNITED STATES OF AMERICA
NUCLEAR REGULATORY COMMISSION

- STATE OF LOUISIANA )

? PARISII OF WEST PELICIANA )
Docket No. 50-458

In the Matter of )

GULF STATES UTILITIES COMPANY )
.

(River Bend' Station - Unit 1)
1

-APPIDAVIT

.W. H._Odell, being duly sworn, states that he is a Manager
._

$' - Oversight for Gulf States Utilities Company; that he is
'

'
authorized on. the part of said_ company to sign and file'with.

the- Nuclear Regulatory Commission the documents -attached

' hereto; ' and 'that all such documents are true and correct to
u, ;

' the best'of his: knowledge, information and belief.'

hl '

i

D
/,

L

! R. II. Odell *
, ~,

+
*

g: Subscribed and-sworn to before me, a Notary Public,in and
;for, the' State :and Parish :-above~ named, this c86 , day of',

$7td4kam/Au , 19 A . My Commission expires with Life.-
'''

3.g
'

::I!.
'

'|
l

0)O_Lt} $, ks&~
|a Claudia-F. Ifurst

f_^..+
Notary Public in and for-

~ West Feliciana Parish, Louisiana-
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ATTACHMENT

REPLY TO NOTICE OF VIOLATION 50-458/90-27
LEVEL IV

REFERENCE

Notice of Violation - Letter from S. J. Collins to J. C. Deddens, dated
October 25, 1990.

,

VIOLATION

Critorion IX of Appendix B to 10CFR50 states, in part " Measures shall be
estah11shed.to assure that special processes, including welding . are. .

controlled and accomplished by qualified personnel using qualified procedures
in accordance with applicable codes, standards, specifications, criteria, and
other special requirements." In the following examples, this did not occur.

1

'

1. Section 5.1 of the .AWS 01.1 Structural Welding Code exempts from
qualification testing (and designates as prequalified) those welding
procedures which conform to all of the provisions of the Code fneluding
utilization of the snecific weld joint designs detailed in Section 2.
All other. welding procedures are required by Section 5.2 of the Code to :

-be qualified prior to use., ,

|Contrary to the above, WPS-W1.1-01, which was designated as an AWS D1.1 '* '

prequalified welding procedure, was utilized in an application where the
weldL joint details did not conform to the requirements of Sectit,o 2 of ,

the Code. Specifically, the joint configuration used for w .ing the !'

!flange to outer plate on a modification to the diesel gen ^rator tornado
damper separator-(Modification Request 86-1389) did not conform to the
Section -2-'prequalified . joint . details for included angle, thereby !
invalidating:the procedure as prequalified. I6 was also determined that *

1 : General Welding Procedure SPP-7002, Revisi_,i,1, which was referenced in
' WPS-W1.1-01 - fo r joint. fitup tolerances was _ inconsistent with the i

.

requirements 'of: Section ' 2 of the Code;. for example, the allowable root
opening for Joint A-TC-U4a_in SPP-7002 exceeded that: permitted oy the AWS

3

D1.1 Code for a prequalified joint.-

'

Paragraph 6.8.5 .of Procedure 001-3.15 " Visual Welding Inspection ASME,
'2. . ANSI B31.1 " Revision 2, requires.-that Quality Control verify, on a

random -basis, the sin-process welding for proper technique, cleaning 1

between passes, appearance of individual welding beads, sequence of ;s
,

: welding, and-use of correct voltage and amperage. ;

Y Contrary to the above, Quality Control' was nei ther scheduling :nor
performing random . verifications of in-process welding to ensure that
. elding conformed to proce'jural requirements.w,
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T ' REASON FOR THE-VIOLATION .<

@
.1.. : American Welding Society (AWS) Code DI.'1 Paragraph 2.9.2 allows variation

,
. . .

<

onJdesign"and: detail drawings within the limits as specified -in Paragraph
3.3.4 ' of AWS-DI .1. GSU's weld-joint details are specified in Attachment
6 ,of. procedure SPP-7002. These details show the total variationLallowed,

. by; Paragraph 13.3.4- and thus are in conformance with the cods
<w requirements.-

,

0 ,

'For the example' referenced in. the Notice of : Violation, joint detail,

i" A-TC-U4: -(copy attached) in Attachment 6 of. procedure SPP-7002 lists the
allowable joint' variations as: -

n, d =-groove angle = 40' to 65
. / R = root ope.ning = 0 to '1/4"

.
.f = root face = NL (not limited) !*

<4 .

_.

variations (copy attached) _ >of The LAWS = 01.1 Code lists. the allowable joint
u -as:-

[- Groove prep As detailed 2.9.2 As fit-up 3.3.4
~

R =-0 to 1/8 +1/16, -0 +1/16, -1/8-
.

: f = 0 to 1/8 : +1/16 . -0 not limited 1% 1

fi +a 45 ' +10', -0* '+10 , -5
#

The; groove; ' preparation . and ' tolerances - when . combined: provide for the '..
;, following allowances:

b"
,

' :.
h|e d.=!40* to 65 ->

.

;R k 0 to 1/_4"
9, , . ,

N f:= not-limited-
P" . . . . . . . .. .. .

-

i Asi canEbe: seene these ; allowable . joint-variations 'are identicial to those
identified:;in~ Attachment 6; of..SPP-7002. =GSU' has identified- no-

~ '

'
-

-

4 inconsistenciestiin lSPP-7002 qwithirespectito AWS 01.1 prequalified weldL'
<

n | Join't d.etails.g, ,

'b _

-

..

,.?', |2., f GSU;QualityfControl failed 'to! adequately implement existing procedures -'

% s; sinvolving >verificationi of _in-process : welding activities (. This was;' -

'

a. ;primarily caused by infrequent; welding activities:during plant-operation..
,

e 4 . ,
. ..

.
. . -<

:gy_, ;CORRECTIVEL, STEPS-WHICH HAVE BEEN TAKEN AND THE RESULTS' ACHIEVED.

$ |The(following"actionshavebeentaken.to:correctthedeficiencies identifist- @
g, 119 thelRBSiweld mg programt g

am g> > ,

2'Traininglon:ith'e RBS c weldingt Lprogram ,was3 developed and conducted forWM '
- ;

Lcontract welders.-QC-inspectors and_ foremen. :-
. :p. .

g ~! Requirements for weld machine amperage checks have been implemented. .
}

1-
,

x,%. . . . .* ': Anc sin-proce'ssMweld monitoi ing/ QC' checklistf - (QCL-SPC-0010)z has been
m.g. M [ generated.

~ m s
.

|ii ~!>

g [%4
'

~
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0 . v .,;;QC welding; inspectors were : instructed concerning procedural requirements
y Lfor'in-process ' monitoring. of welding activities.,

*

The Operations QC Annual' Monitoring Plan hasi:been . revised to include 1--
,

1 - welding" monitoring when welding activities are being performed.. :]
"

,

y .

pb , t,
'

.,i
-

-CORRECTIVE STEPS WHICH WILL-BE TAKEN TO AVOID FURTHER VIOLATIONS/ ,.

~

-Ini addition: to ~the actions 111sted above, the-following actions are planned
p ~ : for implementation.-<

r,1

iProcedure SPP'7002 is' cur ently being reviewed and will be revised -as- -
.,

i . requi red.-
w ,

~. - _ . -

-

g ,, , ~ ProceduresW. ill. be revised to require independent ~ verification .holdpoints. ---

,Wu . ji

; ~m A Leomprehensive six hour welder training program was developed andigivenL l.'

'during thefthird refueling. outage. This program:will:be expanded'for- the U
f.ourth ; refueling outage. L]y ,

'
w

-..k '

.DATE WHEN FULL' COMPLIANCE'WILL g ACHIEVED/E .. :n.; a.
q ;c

, *r1 :,The ' corrective)' actior.s . identi fied abovef are complete with the exception ofc,'
& :procedureyrevision, land the comprehensive welder training > program. These J

h(f|:|N f9it ~ actionsi will. Ebei coniplatedr prior' 'to- welding = during the fourth refueling -
d

..
'

6 Joutage
.
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SMAW - Complete Penetration '"N
!

*

and Partial Penettstion 'a' elds

1

NOTES' 8 NOTES $ NOTES A,3
, .,

,

'
'

;
,

s e 4ce g ese .sease 6:0*te ts' e et e ac te 00 e s so* m e s*_ ,

'

I m e 0 te s/4 A e0 te s/4 $ 4: 0 te 1/4_ A
fe=L. fewt f s NL 6 /

efe -efe- Le / s,t ^q 'y 4
y n.,.,

* *
, t # '

. junuuntr
.

L' -e4 +vwuulTto -aa4 bV uuttto [f /* "

L A.8.U4 A.S.USe A.TC .04,0 ).,

NOTES- ' A,8 NOTES A,8 NOTES
_

'[
~ '

*

e e 40' to 68'- f e NL eeao',esee e e 40* to 64* i/le 4 3 /84
,

m:0 to t/4 S e e to 1/4 9 s o te 1/4 y*" /
e.* e le NL % i>*gr i% i, ,

| 8

Y
UNuMITED

f (''r k k

]+ _ f 7, n
h

. 1. ie
' + .g N utt a,

pg u~co,ru p-i: - -

L V%:4 710 Y f.f uwustf7 to go''

A.TC.U46 b U"U '
A.TC.U$i A-70-U5d

'

NOTES | NOTESNOTES- -

_._
Oa t -ple , Cat Ste 4 s 0 to 1/G e $s'to TS* . s . gf f e;;;,y,-- ~~
ti a 1/4 W AX tle1/4 WAX R e O to 1/16

.g..g. ,

j* ^ " ' ' ' ' '

__

4 e Q fo I/g 4 s 71/2 MIN 4/IG.4/ig -- - h f. Ne? MMIMD I
.f

4(1Niet/32 To1/8 /[* '"'3/32 WIN f/32 To t/[8- / A'
'h 7

4

[ ' [f _f,,.,,,,ud wa x
'

u
,

I f 1[3 ~~~~
: E;t y -(! ',2n us r i - -n-

4tileFh M ha -*1h 8
.

'

W
L- 0 - 8 ' Pio : 0 8 -Pic O.8 Pit *' 0 '

O - 3C 82 i

NOTES' '-- | NOTES | NOTES.. -

4:55* To 7s* s $ siro 7s'- $ = E,ffactivei4iao' Yoso'-
cac'4 e i/32 to $/12 4's o TV 1/14 , , , y3g gigoq,6,

fic 70 3/1e - t s' g M is4. .X _ o 1/.e '? ; war,< i

g'f
g

-
e .,% ;

t/32 to i - }
* >' l' A |

,

'

f [ 1/2 Wax- 7 .A h 4

"s.'t ,,,,,, ) t h
'

t ' Th"L
08P2 0-8-P3 0 8.A4

S??-7002 Rev. 1 r
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a Lmtationsf s\ t $,regie bevet groove weid (4,k
-

I

h Butt joint iB) _

|
% hj 'J

'
_, Brioge spobcanen brmts tre uw of these iomts te
,'

r hontontal position Ny 912.1.A.gii
4 - j.__ rJ

'r.-- M ,
_ ._.; _

- +hT i -.---.

Groove preparG. |
-

].. g,
~ -- gy ;

rnetal tNrA n,m i Hact overmg i 1weor m , py, ;e' :

'

Weldmg JSnt (O * Unkmited) f Hottisce fEMaled I Ashtup { weLimg | ict ) j
(f Cant j e4otes }". ' em en w T. I T, I Genu a- , tgy j g 3 3 4, j pos o,

SVAW D U4 u i R e O to M '* l t i 6.- U * 1/16.- 1 A I _.,A 4
- --,fC.N ,f

OMAW I a 0 to 1/8 +1/16, O not hmit*d 4
'

A C.g
BWM U -

o e45' +105 ff + 10' ,- 5' . required N,

FCAW -. ,.. l
,

t
m,

.1 - . . _ .

&ngle bevt+9"xw weld M) ~h
,

r + *a 'g* g, r + v . Note V
Heint (T)
Corner >nt (c) s i

-- - --{ - ~ft~.Uf f 1 tij);;n '

.
Note Y -' + Noto .I

+hl1 +--
;

T_ |
i

Base Grm prewatron ,,,o '

; metal thick ne.s Gas - I

Hoot opering : Tote.am _ Perm.tted w;,gm, . '0

y ;W+1dm0 L .

- (U m unkrnitgJhj Noot face A$ det,)ileci Aiiit'u[$ YvekfirNI forr Jomts

; process' = designation' Tt Tg , Groove ende (see 2;}.2) Ne ;t 3 4i . positions (fCAW! .N.ot.e.s .-~
=-

C fNp,'
n o O to 1/8 ' + t/16,-0 - 4/10..1fd AU -

h. i,'
,

JSMAW1 : TCU4a - .O U --

}["s.
,

TC U44 0F - U .U
.

. + 1/16.-0 - Not timetarf -
.

' f -. 0 to 1/8
.

iogAw A'I N0' '*4 A C=DI,

i = <W HDO 5*
g, 'pcyg

i

r0 , t /4|-D
,

.
Rr0[ . ..

;TC L4a S - 3/4 max V f . = lib mix +0.-1/8 - tI/10 . Had - J.v,y ,
'

'

SAWs o

f'
' #4 = 60 40 ,..e

,
1.q 7.,$ '

.u., - . -.- . -.
L

'?

k Note A6 Not prowahhnt for.ps rnetal ere weldo9 tMew> twt orenit rs iransler. Refer to Arcenibx Of

$ i Note IMGound tom to sound metal tnefore wetriing otNr SWe,

J hoto JL - || fiuet weds are und ht bundiatit to reinforte groove welds in conwe ord T ioolts, they shall be equat to 1/4 T, tot -

: tweef not eaccotj 3/8 trL Groove welds in 8:orner arx1 T4oints of or+0ges shall be reinforced with tillet clus ecvs to
,

' 1/4 T but not more stm 3/8 in.
, '

t,- <

(> ;1 tote N: The oriimtation of tM ewo members in tM soims may very fire 135 den to 190 deg proveed that the basic joint
('

. conhgutmon (croove sytc, rom f ace, root opening) remain tr'e same and that the des 9n twoat thones* is'
qs

//.
,

. maiMamed
,

,

,

| [ ' Note Vi ' For c.omer }oints, the nutside groove preparation may txiin either o. both membert provided tho basic greove
- emaigurath le hot cherW) and adwwate edge thstance is maintained to support the weldity operations witimt'

'.l E excessne ettp frWiirg.
!

.Lrp ' Note Yi ahieRW metal wc, submerged arc,945 metal arc (spray transfer), av hux core : bachng fillet wvld re,1uired

d ' Fig. 2.9.1 (continued)-Prequalified complete joint penetradon groove welded joints
.{'
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e2.9 Cornplete Joini Penetration J- und t-gromes may be prepared betare or alter
(iGroove Welds """* * "

2.9.3 Grome preparations detailed for prequal;fied
; 2.9.1 Complete joint penetration groose welds made by shielded rnetal arc weid:djoints may be used tot prequal-

snielded tiretal arc, submerud e'c., ps metal arc (eteept ified ps metal are or lius cored arc welding.
shon circuiting translut or flux ccred are welding in 2.9.l Joint Root Oper ings. Joint root openinp ma3butt. cmner. .and I-joints whir 5 may be uvd without

urv as noted in 2.9 and 2.10. Ilowevcr. for autornatic oiperforming the joint u elding procedure quahreion test mN hine welding using flux cored are, gas metal arc,and
prewribed in12 are detailed in Fig. 2.9.1 and are subiect submerged are welding procenes, the maximum root
to the brnitatiom spceified in 2.91 opening variation (rninimum to maximum opening as

Ali completejoint pcne ration proove welds made b) fit up) may not emed iM in. a2 mmt Wriationt
short sinuitmp tr.in'.ler pas nietal are weldmr bre gt;mer tb. @li he locaib cunctied prou i
Appendix Disha:! bc quahlied by the uciding proscdult automnw us m.4 tune wekung.
qualibcation tests prescribed in $1

2.9.3 Corner Joinh. I or corna ; - ms, me outsme ytomt.

.1.9.1 Dimemionel loterances. Dimenuons of groou preparation may he m euber or both members, provided
i welds specified on design or detailed drawings may sary the basic groove conhguration is not changed and ude- '

'

) from the dimensions show n in Fig. 2.9.1 within the limio, quate edge distance is maintained to support the welding+' specified in 1.u operations without cxccuive meltmg.
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* auH o d mornhm \( 3
,amm

|.
< %. or the mntractm shall oemanstra'e that the rtymred

Min 9 6 d15 clieCin e throat ha. been obtained
E ne separat hin bet w eef) lasil.J surlases (d plug arid/ n m ne .

sh ' w tlds and ol buit loints larbiifig on a bat hmg. shall' " , '
not exceed i 16 m ( I t mm.i I he use of fdlers is pro-

j , ' ' ' hibned esceri as specified on the drawings ce as specialb
_

g ,,,.- appnned bs ths i opmeer and made m accmuance v ith -

u- "
..-

, t
.

N ~ ~ , ,,,- -
! 1.M i ht par a t o he p u n':d b3 partiat iomt pene'ranon

,. / proose we de. parahe! to the lengt h of the vember bean
'% .. me ucon e m.pted. shaU hr. N . ueht mio as dm c mntaer

g. ,,. s - ' s i

4 s r am ewp: o,wes ms.m m mm hA
, , Wapes m pham 3 m i% 2 mmi or great. in tun kness ! g''

. es i <s 'o or Nc%i

uma ne uoscu sutuacnu)ti nv;ct m; u mr ,mu h
" " " " " " "Fig. 3.2.3.3-Edge discoritiriuities in cut plate rnmi o appheaNe provide? "P"# d 5 " * * " _

>
2

p e e bad mv weld m ,uitab!c g( N..kmg n used and loc hnai weld mvis the requac
| mes ior elketwe thioat !1 he fdlet and m adiacent cuts shad maet uitbeut olhe

k
3J.11 'I o mnes for bonny noms shai! he m at - ~l,

r.
or cutting paa the pomt of tannocy ounce mm in< apphee s onum xp; 4,;anons (
3.2.5 Machmmg. air carbon arc c uttmg. 05 > gen cutung 333 Par ts to h( iomed by proote welded butt loims shat! . hongen gouging. chipping, or gundmg rua . he uwd f or be caref uits abgned Where the para pre ef fectnely re- gpunt preparaten. back googmg. or the remos al of unw. stra ned agamu bendmy due tra ccentncity in ahgnmeru,

ceptabk work or rnetal.escept that m> pn gaugmg shati an oibe: not euccdmg IOG of the thid new of the ER
# +

* i
.

I
~

not be used on steels that arc ordered as quenched and thmne part Huned. but m no case more than i t m (3.2 $
-

; ^ - tempered or nortnaived mmi. shidt be pumdted m a depart ure h om t he theoren. -

cal abgnment in correctmg mnabgnment in such casc3 4
1 3.2.6 Ldges of built-up beam and pirder wehs shah be cut ihe partub:dl not be draw n m to a greater slope t han 1 2 'lto the prescribed camber with suaable allowance im m ,12 7 nuni n' 12 m i W4 mm) Measurernem of Mtsee "

shtmkage dus my og a uJ , ilm o > n vms e n . n nd upon the ccmcr hne ol parts umess oint t
_

e

\ ate v;triation trotn the sp;cdied camber tolerance me he w he show n on the drawmp
corrected bs a carefolk supenned apphcanon o! heat

.

t

3.2] Corrections of errors m camber of quenched and ueidmg and uith the execpuon of 3 3 4 I lor root open- 4

[ tempered steel must he pnen prior approval hs the mg5 m men of those permitted in the tabie beinw and .=
; Engineer diustrated m hg Ll4. the dimension, o! the cross j
] sechon ni the groose welded iomts w hich sar3 fromj 3.3 Assembly those shown on the detad drau mgs by mine than the g

. toUow ing tolerances shall be ref erred to the I nginee, f or g
3J.! 'l he para to be tomed M hhet w eld s, shad he arnw a! cr cororhon }f tvrought imo as Jose contad e practicable . he root M

] opemng shall not exceed 3 16 m (4 A mm) escept m -- -~ - - 2
.$. cases insoh'ing either shapes or plates 3 in D6.2 nun) or " ""' " #[

" " ' " Ai
2

p greater in thicknen it. alter straightenmg and in assern. poured rougeo,'
_.

i bly, the root opemny cannot be closed suf ficienth to
"

m mn. m mni a
mest thn tolerance in such cases a mammum root - - - - --

;opening of $ lh in (b O mm) h acceptable prosided a iI R md kee oi M M 'I lb id % hmited
;) . h d mguik Uda' 't',>:r" is N' Itf' 't:

g horl b i Ib in | ! D mni) or greater. the irg 01 the tille u n not.: uccina mg i s t.

( weld shall bc mcremed bs the nmount ot the ioot openmg Root openmy ot iouns !4 64 % ;

) wuh ueel badmy i !6 16 a pphcaNc. ]i --

I h (proose angle ni iomt a 10 deg + 1n der -
~

h itading mas he of flus. rid % tape, iron powdVr. (U MnblJr
5matertalt bs means of shicided metal arc wekhny root p.nses "

j'

denised mth low hydrogen electrixies, or other art weldmy asec m Ii ! nn tuerances f or complete ioon pencitanoo tubular gprocenes now w e made imm one ude whom buamp @d
!? y

p $
q
,

. 5
;
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lhot openings wr, we permitted in 3.3.4, 4 10' + 10-

_ but not greater than A thickness of the thinner y -5N/ [ -5^y'

' part or 3/4 in. (19 rr.o.,. whichever is leu, may be cor-
rected by welding to acceptable dimensions prior to f [. ' '

s

iL joining the parts by welding. P. cot openings larger than j l 4 /
the above may be corrected by welding only with the i ~~T T I I

'

approval of the Engineer. R3 1/16 - 1 1 t 1/16 i i f/16
q .- 1/4

y + 1/16.,

4 3.3.5 Grooves produced by gouging shall be in accord-
-

[ ance with Froow profile dimensions as specified in Pigs. * O'"" ** *"h "' (BI G'"''' **'d "ith
f" - 2.9.1 and 2.101'

' tacking - root not gouged backing - root not gouped{
! 3.3.6 Members to be welded shall be brought ir to correct

a w :- -,,;,,,, s, s au ,,n ,% s ,%. . . ,. ,,,

jr 1/16 1.6guy hnes, struth, and other suitable devices, or sy tack a

- wcids until weldmg hm been completed. The ine af jigs is ay
and fixtures is recommended w here practic .ble. Sdtable 1/4 64

y. Wowances shall be made (of warpage an< shrinkue. ;

3,3.7 Tack Wdh
R + 1/16 L 7

| . 3.3.7.1 Tack welds shall be subject to the same quality 1/8 I f not hmited

requirements as the final welds except that
fl) Preheal~is not mandatory for single-pau tack (C) Groove weld withnut backing -4

welds s hich are rentelted und incorporated into contin- r wtgoused
s

uous subrnerged are welds.i
:'

'' Notes:. (2) Discontinuities such as undercut, unfilled cra-
ters, and porosity need not be removed before the final L a ge angte

g, submerged are welding. 2. n . root o:wrsing.
,

t c' 3.3,7.2 Tack welds which ate incorporated into the 3. t root f ace.
-

IC final weld shall be made with electrodes meeting the require" 4. The groove Configurattons 6hown are for iHustration only.
'

N ments of the final welds and shall becleaned thoroughly.

N: Multiple. pass tack welds shall have cascaded cr;ds.-

I
'; 3.3.7.3 flack welds not incorporated into final welds Fig. 3.3.4-Workmanship tolerances in

shall be removed.except that for buildings they need not anembly of PJoove welded joints
ne removed unless required by the Engineer.

3.4 -Control of Distortion and 3.4.4 The direction of the general progression in welding
on a member shall be from points where the parts are

Shn. kage relatively fixed in position with respect to each othern
toward points w here they have a greater relative freedomp

3.4.1 in assembling and joimng parts of a structure or of- of movement-
built up members and in welding remfwmg parts to

E ' members, the procedure and sequence shah be such a 3.4.5 Joints expected to have signif< cant shrinkage
t ' wdl rainimite distortion and shrinkage. should usually be welded beforejoints expected to have ,

, . lesser shrinkage.They should also be wvided with as little -,

!' ; 3.4.2 Insofar as practicable, all welds shall be made in a restramt as possible.-.

7 sequence that wdl balance the applied heat of welding
"while the welding progresses. 3.4.6 Mi shop splices in each component part of a cover-

plated beam or built up member shall be made beforeo
3.4.3 The contractor shall prepare a welding sequence the component part is welded to other component parts

1

for member or structure which,in conjunction with the of the member, l.ong cirders or girder sections may be -
p jot. weldmg procedures and oserall fabrication snett" made by shop-splicmg subsections, each' made in' ac-
[ ods, wdl produce members or structures meeting the cordane'c with this paragraph.

>

quality requirements specified. 'The wc! ding sequence
and distortion control program shall be submitted to the 3.4.7 In making welds under conditions of severe external -

' lingineer, for information and comment, before the start shrinkage restraint, the welding shall be carried continu-
of welding on a member or structure in which shrinkage ously to completion cr to a point that will ensure freedom 1jior distortion is''likely to affect the adequacy of the . from eracking before the joint is allowed to cool below the
member or structure,

, minimum specified preheat and interpass temperature. *

;,
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