pre o8 10Ed

MEMORENDUN FOK . Stewart D. Ebneter, Chigf, Engineering Programs Branch,
Divigton of Engineering 470 Technica) Programs

THROUGK ; Jacgue P, Durr, Chief, Materials and Processes Section,
Ere, DETP

FROM. éa?uel 0. Reynolds, Jr., Lead Reactor Engineer, MLPS, EPB,
£

SUBJECT; 11T/GRINNELL WELDER PERFORMANCE QUALIFICATION TESTING

AT NINE MILE POINT 2

During & routine inspection (August 20 = 24, 19B4), & spocia) effo=t was mede
to obtain specific cdetails concerning welder qualification conducted by 117/
Grinnel) for the Yicensee. The supplement to Inspection Modules 551678 eng
551976 proposec by Mr, E. M, Gray (atteched) wes uvied and the responses 1
each 1tem (where appliceble) are indiceted.

Geners) Informetion

During the last two years the average number of welders for 117/Crinnell hei
been between 300 and 350, The welders are obtained from Union Loce) 273 (Pipe~
fitters and Steamfitters). It 15 estimated that over BO% of the welders are
Journeymen, however, some may be third year Apprentices, The unfon supplies
referra) card to the welder who presents the card upon arriva) to the Time
Office. 1he Senior Genera) Foreman or Shop Steward contacts the union hal)

and confirms that the welder who arrived was the weller sent by the union hall.
The Time Office records the welders name, socia) security number and bade- num-
ber. The welder receives a picture badge which 1s required by security ¢ -
entrance into the plant. The Foreman or Shop Steweard escorts the welder to the
"Test Booth". The Test Booth Clerk shecks for prior qualification history of
the welder at the site and {f appliceble checks the reason for previous termis
nation,

The welder receives a two hour indoctrination program which is recorded as
documented training, During this training the welder reviews the applicable
WPS and mandatory hold points specified in the Welder Qualification Manual
(WQM). The welders receive an information copy of the WPS,

The welder 1s assigned to a specific test booth and fnstructed that “no
visitors are permitted in test booths and being in the wrong test booth may
result in immediate dismissal."

The welders recefve constant supervision by the Test Booth Supervisor and the
¢lerk during qualification,

Prior to welding on the test assembly, the welder stamps the assembly at 12
o'clock, stamps his first and last inftials at the top and "RT".
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The test booth only conducts qualification. No training 1s conducted except
for upgrading of previously qualified welders.

The Field Quality Control Manager (FWEM) has responsibilities for welger
testing and exemination as described 1n FWC §.2-2<6 which has been approved by
SWEC and the Vicensee. o .

Upor completion of «e1ding the test assembly 1s visuelly inspected, ang if
scceptable, wech test assembly recefves & unigue number which 15 stamped on
the test assembly, If there 15 & visua) inspection rejection, the inspection
record 15 kept with the files on “fafled welders". Radiography 1s conducted
by 117/Grirnel) Quality Contre) NDE personne). The radiographic disposition
sheets are strached 10 the qualification test record.

The AN] congucts surveiilance checks approximetely once & week and reviews al)
WPQ records which are fssved from Providence (Corp. QA) following quelifices
tien, The WPQ rernrgs are 81350 checked by SWEC and the licensee.

Upon completion of velding and examination of the test assembly, the welder
receives & site welcing indoctrination program, 1s fssued & blue card for
persora) fdentification of gqualifications completed, and 18 fssued & unigue
stencil.

The qualification 15 authenticated by the Corporate Welding Engineer,

The Test Booth keeps @ datly updated log of welder qualifications. A Key
Sheet 1s 1ssued monthly indiceting welders qualificetion 1imits,

Welders who lose quelifictions by the 90 or 180 day rules are retested in
sccordance with the original test assembly rules.

ANSWERS T0 SPECIFIC MODULE PARAGRAPKS

2.1 Photo badge 13 assigned.

2.2 Test assembly 1s stencil marked with welders fnitials. Unique
stenci) fdentification 15 assigned upon completion of testing along
w1§h a specia) blue card Indicating qualification tests madle by the
welder.

2.3 There 15 ro training function other than that required for upgrading
of previously qualified welders.

2.4.1 Quatification of welders 1s conducted by the qualification test
supervisor, however, QC determines disposition of radiographs of
completed test assemblies.
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ANSWERS 10 SPECIFIL MODULE PARAGRAPKS (Continued)
The WOM establishes t2¢ test requirements in eccordance with SCIX.

Discussions with these in charge of the Test Booth indicated they
were bnowledgeadle of 117/Grinnel) and SCIX qualification systems,

Each test plece 18 fgestified with stenci) marking,

Completed test asserti<es are held for a short time then scrapped.
The pieres are identified 1n & way that can not be confused for the
KT op/ rations,

Over zhecks by the AND, SWEC, and the licensee are conducted,

AN] conducts survedllatce check on & weekly basis and reviews 2l
conpleted qualificatics records submitted by the Corporate Welding
Eigineer.

Approximetely 60% of the welders tested fail the qualification test,
Of these & are "lookez out" or fail the visua) inspection anc & fail
the RT,

Welders were not interviewed during qualification.

The quality of field welding 15 below that desired, however, the
qualification systen is similar in most all respects to other con~
struction sites.

The qualification system provides adequate safeguards t~ nrevent
fmproprieties. The quality of welding 18 less than desired requiring
more than the usua) repair activities. The completed weld quality
levels for field weld ng are determined by inspection of the welds
per se.

RT s conducted by Quality Control NDE personnel.

The disposition of RT is by Quality Control NDE. The AN provides
surveillance checks. There is independence between the qualifiers
and those who interpret the results. Corporate Welding Engineer
officially reviews and signs a)) qualification records,

SWEC and the licensee conduct surveillance checks on the 11T/Grinnel)
system,
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Purpose = To supplement Inspection Modules #551578 and 9551270 for réview/

inspection of Weldor Qualification Systes,
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2.1

1.2

2.3

2.4

2.%

Sign wp for euployment = 1o photo badge sunigned or vhat other nethod
is veed #0 a0 to uniquily fdentify each veldor,

How 48 $dentificotion of enployee maintained thru qualification testing
and subsequent welding oo plant cowponents,

Treining

2.3, Pow wuch time prior te qualification?
2.5.2 Who rune the tratning activity?
Qualificetion

2.4.1 Who conducts weldor qualiifcation tenting?
2.4.2 What test yequirewents are established?

2.4.3 Experience and Qualification of those in control and responsible for
weldor qualfication test progras,

2,4, VYow §s ench test plece fdentiffed?
2.4.5 Wnat 1¢ disposition of good and N.C, test pieces,

2.4.6 Does an overcheck system extst for control of those taking tests,
test pleces mnd during KDE/destructive testing,

2.4.7 Does AR] (Authorired Inspector) obeerve weldor qualification testing
or progran?

2.8 Yercentage of Pass/Fai) on weldor teste?

2.4,9 Toterview weldors during or after testipg te confire Sdentification
and determine thedr comsents on falrnces of testing progran and
other related topics, .

2.4.20 Overell - Yo gualification testdig system and method mensged and contre))ed
adequately to provide qualified weldors to the job xite?

¥on Destructive Exavination (NRE) and Destructive Testing of Weldor Qualification
Test Welds, '

2.5.1 Wo performs these functions?

2.5.2 Who and Mow are scceptadle/rejectable test resu)ts recorded?



2.6 Weldor Quelifd cation Records (WR)
2.6.1 Reviev by vho snd how ars WQR prepored and controlled?

2.6.2 Bov are supervisors st site foformed of weldors qnu\llcatlona.'

2.7 Fellow U

2.7.1 Are site supervisers getting weldors vho are trained and gualified
sdequately to do the required work?

2.7.2 Mow often heve weldors been required to retest &8 s result of
unecceptable job wvelding!?

2.7.3 What s the percentage of scceptable site welding based on NDE resvit
(gainly RT). ¢ the percentege of scceptable site velding high enovp
to indicate thet the weldor training sod qualficiotion progres i

poccessful?



