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HEADQUARTERS + 3030 Red Hat Lane, Whitties, CA 90801 (213) 892-9021 Telex: 67-4768

U.3., Nuclear Regulatory Commission 1
Region IV, Vendor Programs Brand st A
611 Ryan Plaza Drive, Suite 1000 >y
Arlington, Texas T6011
Pota govs 1o 02
Attention: Mr. Uldis Petabeus, Chief N

Subject : Docket No. 99900771/82-01
Gentlemen:
Comsip Inc., was made aware of an N,R.C, Information

Notice No. 82-34, which was apparently sent to all com-

panies that Comsip has fabricated for in the past or is
presently fabricating, regardless of the fact that the
N.R.C, only looked at one procedure for 5875 (Arizona
Project) that had absolutely nothing to do with any other

project.

This information notice identifies a mixture of pro-
blems and a number of companies without specific identifi-

cation of the problems addressed to each.

The N.R.C. has grouped without discremination or con-
cern the non-conformances of two (2) other companles 1n
writing without regard for the obvious consequences of in-

terpretation by the reader.

8308010452 B30726

PDR GA999 EMVCOMSD

99900771 PDR
CUSTOMLINE DIVISION GULF DIVISION & DE'.PHI INSTRUMENTS, INC DELPHI SYSTEMS DIVISION
1418 E. Linden Ave , PO Box 152 8601 Janieel Road, Hcuston, TX 77040 3030 Red Hat Lane
Linden, NJ 07036 P.O. Box 41089, Houston TX 77241 Whittier, CA 90601

(201) 486-1272 Telex: 13-8496 (713) 460-0096  Telex: 790421 (213) 692-9021 Telex: 67-4768
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The notice also discusses a "Potentially Significant
Problem" existing at Comsip Inc. This assumption is clearly
unjustified. Comq%g;}pc., has complied.-with and has received
customer approval fér products it has shipped or being pro-

duced by Comsip.

Needless to say, this action by the N,.R.C, has created a
problem for Comsip in that we are placed in a position of
having to justify our position on jobs shipped and presently

being fabricated.

The attached is being submitted in response tothe above in-
spection conducted at Comsip, on March 22-26, and the com-
ménts contained in your letter of October 1, 1982. This re-
sponse supercedes the Comsip response of July 15, 1982,

I trust that this meets with your approval and that this

matter can be brought to an expeditious conclusion.

DESIGHATED ORIGINAL ]
Gt uw
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REQUIREMENTS

Criterion V of Appendix B to 10 CFR Part 50 states:-
"Activities affecting quality shall be prescribed by documented
instructions, procedures, or drawings, of a type appropriate

to the circumstances and shall be accomplished in accordance
with these instructions, procedures, or drawings. Instructions,
procedures, or drawings shall include appropriate quantitative
or qualitative acceptance criteria for determining that import-

ant activities have been satisfactorily accomplished".

Nonconformances with these requirements are as follows:-
A. QA Manual Procedure 9.0, paragraph 5.1 states in part,
"Special Process Procedures shall be established and

documented to assure special process activities...are

accomplished...in accordance with applicable codes'.

American Welding Society (AWS) Code D1.1-76, paragraph
5.5.1.5, states in part, "In preparing the procedure
specification, the manufacturer or contractor shall

report the specific values for the (specified) essential

variables...".
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Contrary to the above, neither the procedure specifi-
cation nor the qualification record of the gas metal
arc welding process in Specification No. 5875-MP-1

addressed progression to be used during vertical pos-

ition welding, which is an essential variable.

Further, the specific value for gas flow rate, an

essential variable, is not reported in the qualifica-

tion.

RESPONSE TO A

The welding procedure specification (WPS #12A) and sup-
porting PQR #12A should have shown all welding data and
test results., However, there is no basis at this point
im time to assume that this specific Welding Procedure
wag not properly quallfied, because the PQR does not
sq.%itest results, in terms of gas flow rate. Thesmis-
gl : information is cong&ﬁgxed non-essential, and as such
does not invalidate the procedure qualification. The in-
formation required for the procedure qualification is re-

corded on the WPS .

Paragraph 1.2.1 of Welding Procedure
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Specification 5875-MP-1 Rev. 5 states in part "The
Welding shall be done in accordance with AWS D1.1.76,
sections 3and 4", Seﬁiéon 4, para. 4.10.7 (AWS) states
"Prqipession for all ﬁgsses in vertical position welding
shq%} be up-wards...etc." The important fact to be noted
is a’at para. 1-2.1 of WPS does specify that welding is
to bg done in accordance with section 4,

CORRECTIVE ACTION

The procedure 5875-MP-1 has been re-qualified and up-

dated to show &all relevant information.

ACTICN TC PREVENT RECURRENCE

None.
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REQUIREMENT

AWS D1.1-76, paragraph 5.10.3, ctates in part, "A
T-tést fillet weld...shall'be made for each procedure
and position to be used in construction...Thwree mac-
roeten test specimens shall be cut from each weldment
...and one cut face from each test specimen shall be

tested...".

Contrary to the above, althrough the gas metal arc
welding (GMAW) process, Specification No. 5875-Mi-1,
has been used for making the fillet welds in the main
control panels for Palo Verde Nuclear Generating Sta-
tion, Unit 3, no T-test fillet welds and resultidé

macroetch test specimens were made.

RESPONSE TC B

The attached welders gualification test reccords clearly
demonstrate that the procedure 5875-MP-1 Rev. 5 (GMAW,
was properly re-qualified in 1979. (See Attachment "A").
The records for this process show that a 9C°Fillet

T-Test in the horizontal and vertical positions were con-

ducted and tested, and the results acceptable. However,
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the paperwork seems to be lacking in that the informa-
tion should have been recorded on another PQR, snd at-
tached to the existing procedure. We may only be guilty

of a paperwork non-conformance.

In 1981 this Procedure, was used to prepare test coupons
so that fabrication can commence on Unit 3 Palo Verde.
Test coupons were welded in the 5G (pipe) and 2F (Plate)
positions, as required by the manufacturer for welder
qualification. This was accomplished on 3/11/81, the
tests were successfully completed and recorded. The

code states that Qualification in the 5G position shall

qualify the welders for all positions of fillet welds.

The requirement by the NRC for a T-Test Fillel Weid
examinté;gn iz obviously unwarrarted as the procedure

wan -gqualified in 1979 by T-Test Fillet & Groove Weld
examinaéigg,» It must be stated that fillet welds for

procewure-gualification can be accomplished by Grogcve
Weld, Tests.

CORRECTIVE ACTION

N¢ne. However, procedure 5875-MP-1 was re-gualified by
comsip on 9/10/82 to facil‘tate matters. (See attached.

Procedure 5875-MP-1 iwv. 7).

.
Y i !
! "
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ACTION TO_ PREVENT RECURRENCE

None.

REQU TREMENT

C. QA Manual Procedure 9.0, paragraph 3.1, states in part,
"...Special Processes are considered to be those activi-
ties affecting quality...(and) requiring a specially pre-
pared procedure to be written to control that activity
(e.g., Welding...)." Paragraph 5.1 states in part,
"Special Process Procedures shall be establishad...to
assure special process activities...are accomplished...
in accordance with applicable codes,...specifications,...
using qualified personnel..." Parugraph 4.3 atateé,

"The Quality Assurance Manager shall be responsible for
assuring compliance with the requirements of this pro-

cedure",

Contrary to the above, it has not been assured that weld-
ing, a special process affecting quality and subcontracted
by Comsip for all nuclear work, has heen accomplished using
qualified personnel, in accordance with applicable codes

and specifications, as evidence by the following observa-
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tions made by the NRC inspecter during a visit to H.P.
Henrich, Inc., the subcontractor performing the fabrica-
tion/welding of the main contrnl panels for Palo Verde
Nuclear Generating Station, Unit 3:-

1. The welding power sources /ammeters & voltmeters)

were not calibrated nor were there any tong meters

available to assure accuracy of the equipment.

2. The following AWS D1.1 essential variables were
being violated while GMAW was being performed:-

a. Gas Flow Rate - the procedure required 12-20

CFH, but 28 CFH was being utilized, which, is
in excess of the 25% maximum permitted in-

crease in flow rate.

b. Voltage - the procedure required 24-28, but
20-21 was being used which is in excess of the
perm tted change of + 7% from the specified

mean arc voltage.
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3. An individual who was not qualified as a welder had
performed plug welding using the gas tungsten arc
welding (GTAW) process. Further, a GTAW procedure

did not exist, and there was no filler metal ident-

ity.

RESPONSE TO C1

After discussions with the American Welding Society it
was revealed that there 1is no requirement in the AWS

D1.1 Code for the calibration of welding machines.

RESPONSES TO C2,a&b

It must be understood that Comsip received approval
from Bechtel Engineering who is duly designated aﬁd
acting for and in behalf of the owner on all matters
relating to welding. aﬁgg, the specification states
that welding shall be done to the AWS Code. Comsip
has comp%&gg_with this,requirement and submitted on
3/14/77 a welding procedure in accordance with AWSD1.l.
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The available segtion 1§?yroquure was subsequently

submitted, when it was determined by Comsip and Bechtel

that the quality of the welds, would be greatly improved,

if welding was done to the "much cleaner welding process"
(MIG) in terms of the problem of slag, and a better weld
overall. The urgency determined immediately response, thus
the awadlable quallgﬁd procedure was submitted amnd approved
for use by Bechtel Engineering. Therefqiﬁ, there should .

be noguestion as to Comsip's responsibility as required

by speg%?ication. Comsip‘submitted ﬁhe procedure, and

it was approved for use. Thus the procedure must be re-

viewegpin terms of Section 1X, not AWS.

ASME Section 1X QW-408.3 specifies that "A decrease of
10% or more in the rate of flow of shielding gas..." is

considered a non-essential variabie.

QW-255 (GMAW) Procedure Qualification shows that the
essential variables as para. 478.2 and para. 408.9,

which makes no reference to shieliding gas.

Again, Section 1X, QW-409 does not show a change in the

voltage to be an essential variable.
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CORRECTIVE ACTION

None, However, to expedite matters the Proces"'re

5875-MP-1 was re-qualified to AWSD1.l

ACTION TO PREVENT RECURRENCE

None.

CORRECTIVE ACTION Cl

None, However, in order to facilitate matters, Comsip
has reque;ted that all welding machines being used to
fabricate Class IE Panels be calibrated every two (2)
years, effective date June 29, 1982

ACTION TO PREVENT RECURRENCE

None.
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RESPONSE TO C3

Because of the minimal number of bolts to be placed on

the S,.S., wear strip, Bechtel specification did not spec-
ifically address how this was to be accomplished. The
specification states "A Brushed 1/8" thick 8.8, pro-
tective strip shall be installed on Front Edge of bench
section, with concealed fastners." 1In view of the above,
and the fact that this protective strip is a non-structural
low stress element of the unit it was left to Comsip's
discression whether or not to make available a welding

procedure. The client did not require one.

CORRECTIVE ACTION

After discussions with the client, an SDDR was 1s§ued,
taking exception to welding requirement on this non-

structural low stress element. (See attachment "C").
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REQUI REMENT

|
|
D. QA Manual Procedure 10.1, paragraph 4.2 states. "A
Quality Assurance Representative shall be responsible
for performing receiving inspection (dimensional and

welding (visual)) in accordance with the requirements

of this procedure”.

\
AWS D1.l, paragraph 3.6, states in part, "...undercut
shall be no more tha 0.0l inches deep when its direction
is transverse to primary tensile stress in the part that
is undercut, nor more than 1/32 inches for all other sit-
uations". Paragraph 3.10, states in part, "...we.lded
joints shall not be painted until after the work has
been completed and accepted. The surfaces to be painted

shall be cleaned of :patter, rust, loose scale, oil and

dirt".
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RESPONSE TO D

All panels were re-inspected for compliance. With re-
ga;gﬂzg*gqgercut in the panels, it must be stated that
it 1s 1£possible for the sub-supplier .o meet the strin-
ge?t requirements of AWS Dl.1l. 1In addition the customer
spe::f'ication para. 4.5.2.5 states "The front of the

panels on which front of panel devices are to be mounted,

shall be all welded construction as per AWS D1.1, 1/4"

thick hot rolled steel plate selected for flatness and

free from surface defects.”

The remainder of the panel structure was constructed to
ensure adequate structural strength in accordance with
the modified version of AWS D1.1 which is outlined in
Revision 6 of Procedure 5875-MP-1. The acceptance

criteria for under cut as outlined in the procedure
states that welds should not exceed 1/16" for members

1/4" and 1/32" for member 3/16".
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CORRECTIVE ACTION

The weld wire remnants were immediately removed from

the panel in question. The panels were re-inspected

by the client and accepted in accordance with the criteria
as outlined in Revision 6 of 5875-Mp-1. (4/12/82).

(See attached SDDR #AR-178 (Bechtel #3236)).

ACTION TO PREVENT RECURRENCE

A visual weld and inspection procedure, an addendum to
5875-MP-1 Rev. € was initiated which outlines acceptance
criteria, and will be used by the fabricator and Comsip
in performing dimensional and welding inspections on the
units being fabricated.



U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982

Page -17~

REQUIREMENT

E.

AWS D1.1, table 4.1.1, requires the use of electrode
specification AWS A5.1 or A5.5 when welding ASTM A-36
material using the shielded metal arc welding (SMAW)

process.

Purchase Order No. SC-S-6070-1, awarded to Metalfaub,
Inc. for the fabrication of panels supplizd to Callaway
Plant, Unit 1, imposed a SMAW Welding Procedure Specifi-
cation (WPS) No. 5775-MP-1. This WPS requires that
filler metal be E-6011, E-6013, or E-TOlh4.

Contrary to the above, Comsip Inc., reviewed and hc-

cepted a welding material certification provided by
Metalfab, Inc., in which the reported chemical analysis
did not correspend to the chemical composition stated

in the AWS specification.
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RESPONSE TO E

An effort is being made to aequire a corrected copy

of this certification from the supplier Bergen Steel.

CORRECTIVE ACTION

Obtain corrected certification.

ACTION TO PREVENT RECURRENCE

mraining sessions report for all Project Engineering

Managers in accordance with Q,A, Manual Procedure

2.2. (See attached).
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REQUIREMENT

F.

Q.A. Manual Procedure 6.4, paragraph states in part,
"Drawings used by Shop Supervisors in the manufacturirg
process are considered acceptable for manufacture so

long as they are identical to the same drawing listed

on the Project Drawing Control Board. Drawings being
used in the manufacturing process that are not identical
to the same drawing contained on the "Project Drawing
Control Board", shall cause the assembly in the manufact-

"

uring process to be identified as Non-conforming Item...

Contrary to the above, the following examples were ob-
servied of different drawing revision numbers beihg used
in the manufacturing process to those listed on the Pro-
ject Drawing Control Board and the affected assemblies

were not identified as being non-conforming:-
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Drawing Listed On Project Drawings Being Used In
Drawing Control Roard Manufacturing

5875-17 Sheet 06, 5 5875-17 Sheet 00,

5875-17 Sheet 07, . 6 5875-17 Sheet 07.
5875-17 Sheet 17, 5875-17 Sheet 17,
5875-17 Sheet 19, 5875-17 Sheet 19,
5875-17 Sheet 20, 5875-17 Sheet
5875-17 Sheet 21, 5875-17 Sheet

1t should be noted that the above drawings had been issued
to the shop supervisor by the drawing distribution control
clerk, however, the shop supervisor had not issued the

latest revisions to the shop personnel.

RESPONSE TO F

This mode of operation is highly unusual, and apparently
was instituted by Production for the express purpose of
controlling the changes being made by the client and
also hinges on an internal problem of controlling time
spent to accomplish these changes. Positive steps have
been taken by management to correct this isolated occur-

ance.
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CORRECTIVE ACTION

The drawings in question were immediately issued to
the shop floor on March 26, 1982 in accordance with the

requirements of Q.A, Manual Procedure 6.4,

ACTION TO PREVENT REC" «RANCE

A training session was provided for responsible production
personnel. Drawings will not be held, but will be issued

tc the shop floor in accordance with Q.A. Manual Procedure

6.4,

Further, periodic audits will be conducted on the production
department in accordance with Procedure 18.0 (Audits) para.
5.1.4 to verify compliance and document.

(See attached Training Session Report).

Very truly yours,

COMSIP INC.,
CUSTOMLINE DIVISION

GRE?/ : .Oq:,.
Cole M. Ferdinand,

Quality Assurance Manager

CMF/ss

s

C. Varinois

T. R. Bass



FAIRFIELD TESTING LABORATORIES
Matavials Testing
( Chemist: Metallurgists Spectrographens

1279 BLOOMFIELD AVENUE
BLoG B SecTiom 2%
FAIirRFIELD New Jersey 07006

878 ssas

-

LAB NO 7620 puu-FH oATE 11/9/79

Metalfab,Inc.
doodland Ave, Cor. Route 17
Rochelle lark, N. J. 97662

f'. 0. ﬁL?‘1106‘02

B
Welding Spect #5875-L¥-1 Rev, § ™\ laterials 3" Carbon Steel A569

) |
delders Stam\:\rx”‘~—- —  Filler ketal: E70S ¥

P E70E ¥Wire
w#elders Names hanuel iarques Test Specs AWS D1.1-76 Section 5

' & L— .Part C Modified
wWeld et 907 Pillet T .

Positions Horigontal = Y. I8

MACRO £1CH ToST |
- Specimen 1 : Passes ‘

Specimen 2 Passes

FILLET WELD BREAK

Pagsses

CONTAINED MEREIN 18 NOT TO BE REIPHOOUCED. EXCEFT WiTH OuR

; THE LIABILITY OF THE FAIRFIELD TESTING LABORATORIES, INC WITW '
\ RESPECT TO THE SERYICES CHARGED FOR HEREIN SHALL I NO EVENT. FAIRFIELD TESTING LABORATORIES INC.
EXCERD THE AMOUNY OF THE INVOICE /

PER IS8 ON o

OUR REPFORTS PERTAIN TO THE SARPLE TEITED ONLY INFORMATION %
-




FAIRFIELD TESTING LABORATORIES
Matavials Tating
( Chamists Matallurgists Spectrographers

1279 BLOOMFIELD AVENUE

BLpG B SecTion 21
FAIRFIELD NeEw Je ssey 070086

- 878 8sen

DATE

NG 0620-JM-B 11/9/79

iMetalfab, Inc.
Wwoodland Ava, Cor. Route 17
Rochelle Park, N. J. 97662

P. 00 #BP“1106-02

//,,——m—dﬁb 3! ALIFICALION TEST

Welding Spect {5875-MP-1 Rev. 5 /} hMaterials i" Carbon Steel A569

Welders Stamp: JM [=” Filler Metals ®7038 Wire

Welders Name: Joseph Mogavero Test Specs AWS D1,1-76 Section 5
9 B .Part C bodified

s

Weld Typ‘f/iutt Groove
\ Positdoms 8. <
o 2 LI

j THE LIABILITY OF THE FAIRFIELD TESTING LABORATORIES. INC WiTH
& ABSPECY YO THE SEIVICED 25 FOR HENSINS, § ' 6 BVORT: FAIRFIELD TESTING LABORATORIES. INC.

b EECRED THE AMOUNT OF THE INVOICE
OUR REPORTE PERTAIN TO THE SABPLE TESTED OMLY [INFORMATION
CONTAINED WEREIN 18 NOT YO BE REFROOUCED, EXCRFT WITH OUR
PR O ’




- FAIRFIELD TESTING LABORATORIES
on B Matesials Teating
Clhamists Ju-llu,u. JW!.

1278 BLOOMFIELD AVENUE

Buno B SecTiow 21
FAIRFIZLD. New Jersey 07006

LR R L1 L

n621J3=Fi=1 avell/15/7%
LAB NO  #]

Mdetalfadb, Inc.
Joodlard Ave. Cor. Route 17
Rochelln Park, !, J. 77562

Pc O. #BF-1106-02

WELDERS' QUALIPICATION TEST ’

RESFECT TO THE SMERVICES CHARGES FOR MEREMR. SMALL W 8O EVENT.
ERCEED TWE ANOUNT OF THE INVOKCA

OUR RWPOWTS PENTAIN TO THE SAMRMLE TESTED OMLY INFOmmATION
CONTAMED WERGIN 1§ ROT TO B AEFROOUCED, EXCEFT WITH Oouwm

Weldines Snmec: #5875-mk-l Rev, 5 satorial: 2® Carbon Steel A569 |
Welders Stamps JC Piller Metal: ET70S Wire j
Welders Namei Joseph Chvasta Test Spect AWS D1.1-76 Section 5 |
— ~ Part C Modified !
Weld Types: 90° Pillet T \ . 1
/ : |
Position: Horizontal .
) S ——— p . -
MACRO ETCH TEST -
Specimen 1 » Passes $
Specimen 2 Passes
FILLET WELD BazAK
Passes
THE LIASILITY OF THE FAMMIELD TESTING LABORATORIES. INC. WITW FAIRFIELD TESTING TORIES. INC.




; FAIRFIELD TESTING LABORATORIES
;8 M‘ 9-&,
’ Clhamists M’M JW;A

1279 BLOOMFIELD AVENUE

BLoa B SecTom 21
FarrizLo, Now Jersey 07008

878 . 8400
LAB NO. 7620-AP-FH DATE )1 /9/7;
betalfab, Inc.
Woodland Ave. Cor. Route 17
Rochelle Park, N, J. 9‘7662
F., 0. #BF-1106-02

WELDERS' QUALIFICATION TRGT

i Welding Specs #5875-MF-1 Rev. 5 Materials 3" Carbon Steel A569
Welders StampiAP Filler Metals E70S Wire
Welders Names Anthory Payne Test Spec: AWS D1,1-76 Section 5

. Part C Modified

Specimen 1 - Passes
Specimen 2 Passes
¥ FPILLET WELD BREAK
Passes
\ B . S N s FAIRFIELD TESTING LABORATORIES. INC.

EXCEED THE ANOUNT OF THE INVONEL
Ol SEFORTS PERTAN TO THE SASFLE TESTED OMLY. INFOSMATION

» CONTLANED MENDIN M NOT TO B ADPROOUCED, ERCEFT WITH ous d
P e e




Specification No.: 5375-MP-1

CARBON STEEL METAL ARC WELDING PROCEDURE

FOR USE ON PANELS FOR ARIZONA NUCLEAR POWER
PROJECT, PALO VERDE GENERATING STATION,
UNITS 1, 2, & 3.

COMSIP INCORPORATED Ref Bechtel/Arizona
CUSTOMLINE DIVISION P.O0. #10407-JM-200
Linden, New Jersey
Co A K
REV. DATE DESCRIPTION BY Q.A. | PROD PROJ
6 |4/12/82 | REVISED TO INCLUDE MODIFIED m M yi 2 Mé
ACGEPTANCE CRITERIA TO AWSDL.[]“#' : ,
7 [10/27/82 | Requalified My em'o @. QZW/




Specification NO. 5875 MP-1 Rev.S

208/ Avvernmix E

PREQUALIFIED JOINT WELDING PROCEDURE
PROCEDURE SPECIFICATION 5717 MP-6 Rev,0

Material specification AS569 to A3
Welding process ___GHAW

Manual or machine _______Semi Automatic

Position of welding S5G__Fixed Horizontal “2F
Filler metal specification _A¥S _A5,18

Filler metal classification _E&?i-)

Flux

Weld metal grade®

Shielding gas ____1SIAr 25X CO2 Flow rate __25~30CFH
Single or multiple pass

Single or multiple arc Single

Welding current DC

Polarity Reyerse

Welding progression .

Root treatment Grind to achieve shape
Preheat and interpass temperature ___None

Postheat treatment None

* Applicable aniy when filler metal has no AWS classification.
WELDING PROCEDURE

Pass | Elecirode VORI Sy Travel Joint detail
no. size Amperes’ ' Volts speed

18-22 9-10 (1 p=

18-22 [« s

3/8" max ,
264-28 3 g
N\
A s, |

C, or D of AWS D1.1, Structural Welding Code.

Procedure no. — 5875 MP-1 Manufacturer or contractor
Comsip, Inc.

Revision no. 7 A Authorized by
Date

Form E-1 © 1978 by Amaerican Walding Soclety. All rights resarved.
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Specification NO. 5875 MP-1 Rev.S

200‘[ Arrenoix E

PREQUALIFIED JOINT WELDING PROCEDURE
PROCEDURE SPECIFICATION  §717 NP-€ Rev,0

Material specification A569 to A569

Welding process _GMAW

Manual or machine . Semi Automatic . . ;
Position of welding SG__Fixed Ho ta i L T

Filler metal specification Aﬂg A;.IB
Filler metal classification J‘ =
Flux . A

Weld metal grade® . NIA g
Shielding gas _1S5XAr 251 CO2 Flow rate __25-30CF}
Single or multiple pass
Single or multiple arc Single
Weldina current DC
Polarity . Reyerse
Welding progression . Upward
Root treatment Grind to achieve shape
Preheat and interpass temperature ___Non2
Postheat treatment None
* Applicable only when filler metal has no AWS classification,
WELDING PROCEDURE
Weldirg current
P:: Ek:::?d. " Tnvo: Joint detail
i Amperes Volts
| for [T ,090- J’l 25
1 | .035" | 110510 18-22 9-10 |4 pm
Eor =4187
1 035 150-10 18-22
For|T ,187-4250
1 ,035| 16010 | 24-28

C, or D of AWS D1.1, Structural Welding Code.

Procedure no. —- 53.7 5 MP-1 Manufacturer or contractor

Comsip, Inc.

Authorized by

Revision no.

October 27, 1982
Date

© 1978 by Amaerican Welding Soclety, All rights resarved,

by




) UNITED STATES TESTING COMPANY, INC.

WELDING PROCEDURE QUALIFICATION TEST RECORD

PROCEDURE SPECIFICATION GROOVE WELD TEST RESULTS
: Reduced-section tensi t
Material specification ...... A569to A3.6.. - 'r.muil.: .;::ng.;: p"‘i":l'o" -
Welding process GMA_\;!".(MX G) segernssusasesssee 1 ' N/A
Manual or machine semi, Augomatic . 2 N/A
Position of welding 2F Horizontal
Filler metal specific . LAWS A5.18 Guided-bend test
Filler metal classi’ on ..E705=3 ... Root Face
Weld metal grade : LA gy ! N/A 1 N/A
Shielding gas Flow22-30_CFM N/A s . N/A
Single or multiple pass single . :
Single or multiple arc .............51,38.19...............u....... Radiographic-Ultrasonic Examination NOt Required
Whiifing surrent ... Fillet test results
Waiding progression “'""Xg%}g\t '''''''''''' - Min Size Multiple Pass Max Size Single Pass
Preheat temperature
Postheat treatment N/A Macrostch Mamoath
. Pass - Pass
Welder's name £d_Urban 1_N/A 3_N/A 1 <
2. N/A 2 Pass
*75% Argon 25% CO,
x Laboratory Test No, 83603-6.........
_ United Sta T Company, Inc.
wgc_p"\i.c PROCEDURE F " Assistant Vice President
Engineering Division
- Bect, Welding Current r Speed of . '
no, size " Amperes Volts 1 vavel

1 lo.03s] 160 £ 10 | 24-28 |9-10
ipm

We the undersigned, certify that the statements in this record are correct and that the test welds were pr;paud,
welded aned tested in accordance with the requirements of 58 of AWS D1.1, Structural Welding Code.

¢ Procedure Number 5875 MP-1 Manufacturer or Contractor Harold. R. Henrich Inc.

Revision Number 6 TN M e,
' October 27, 1982

- -

Date
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UNITED STATES TESTING COMPANY, INC.

NELDING PROCEDURE QUALIFICATION TEST RECORD

PROCEDURE SPECIFICATION

GROOVE WELD TEST RESULTS
Reduced-section tension test

M.'.fi.‘ W'ia“oﬂ .,...g..s.m.éa.uia-i.g.‘;.g ..................... T.n‘". .l,.ng'h' p|i:
Welding process .... Sl 1 N/A
Manusl or machine .......>emi Automatic . . /A
2F Horizontal
Position of welding .......5 ... £l T
Filler metal specification .....Aw.g' A5 18 Guided-bend test
Filler metal classification .....EJ02-3 i Root Face
Weld metal grade NIA e 4 4 N/A . N/A
Shiglding gas . F|M25‘3QCFM N/A - N/A
Single or multiple pass single .
Single or multiple arc single Radiographic-Ultrasonic Examination
Weiding current : Upg(i;:l i Fillet test results
:“'::"' PE—— Ambient Min Size Multiple Pass Max Size Single Pass
Posthest westment . 7 Macrostch Macroetch
Welder's name Jim Carl A '—slﬁ— 3_N/A__ ‘—%g-gi—-— 3 Pass
2_NA__ - i, AS
*75% Argon 25% CO,
Laboratory Test No. 83603-5
UMWQ Company, Inc.
WELD!NES' PROCEDURE Fra ° MVI'CE President
. Engineering Division
| Pass Py Walding Current Sssdeh T
no, siza * Amperes Veoits | trevel
1 lo.03s] 160 £10 | 24-28 |9-10
ipm

We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
veelded and tested in accordance with the requirements of 58 of AWS D1.1, Structural Welding Code.

Procedure Number 5875 MP-1
Revision Number - 6 :

lv

Manufacturer or Contractor Harold R, Henrich Inc.

“..,o—"

gthorized PR e, MR
DB i ivsonsss October 27,1982 .

“ —--M(‘".,C)




\E{ UNITED STATES TESTING COMPANY, INC.

WELDING PROCEDURE QUALIFICATION TEST RECORD

PROCEDURE SPECIFICATION
A565 to A36

GROOVE WELD TEST RESULTS
Reduced-section tension test

Material specification .. ..o e e irgeissesssmnnssssssssarase i it
Welding p?ocen ............ GMAW (MIGY ,Tm“e T N/,
Manual or machine Sem‘A“tom t‘c ................... - N}A
Position of welding ..2oF. Horizontal . B
Filler metal specification JAWS AS.I8 Guided-bend test .
Filler metal classification .. £703-3 Root Face
Weld metal grade !A ...... ” 1 N/A 1 N/A
Shielding gas .. F|W25-3CCF M - N/A 2 . N/A
Single or multijile pass Single : )
Single or multiple arc ...... Sigg1e Radiographic-Ultrasonic Examination. NOt_Required
a::::: ::g:::sion - Uphill Fi.' " .u“ nau.lu g
st SEREIOUS. Ambi ent.__. Min Size Multiple Pass Max Size Single Pass
Postheat treatment ........ N/A s s
Weldar's name John_Wesch 1_N/A 3 N/A 1__Pass_ 3_Pass
8% A 2 NA__ 2_Pass

Y rgon 25% CO,

Laboratory T;st No. 83603‘4 ...........

WELDING PROCEDURE

United S ing Company, Inc.
Fr pe, Assistant Vice Presider

Engineering Division

\di
Pass Shost Walding Current

: Speed of

A —a
no. size Amperes Vol

avel

1 |0.035f 160 = 10 24-28

o-10 |
ipm

We the undersigned, certify that the statements in this record are correct and that the test welds were prepared,
welded and tested in accordance with the requirements of 5B of AWS D1.1, Structural Welding Code.

Procedure Number 5875 MP-1

Revision Number 6

Manufacturer of CONTraclor ... e iereasssassassssrarsasesesses
§ B ,,’Q—— e —
¢ NANOADEE DY e Moo N

....................

T —— October 27, 1982 ...



! UNITED STATES TESTING COMPANY, INC.

WELDING PROCEDU/:E QUALIFICATION TEST RECORD

PROCEDURE SPECIFICATION. GROOVE WELD TEST RESULTS
Reduced-section tension test
Material lpeci'iatian ...... 605.6-.9..-}9..6.3..6 .................... Tensile ‘('Qnolh. p'i:
Welding process GMAH(MIG) ...... P 1 . N/A
Manual or machine ..26M1 Automatic . .. . : N/A
Position of welding 2% Horizontal . .
Filler metal specification . AN3 AS.18 Guided-berd test
Filler metal classification, .. 70973 ovrovvn.ooeemsermernns Root Face
Weld metal grade o N ; N/A g N/A
Shigiding gas ....... . Flow22:30.CFM N/A s . _WIA
Single or multiple pass Single .
Single or multiple arc S gg‘ € Radiographic-Ultrasonic Examination_NOt Required
vv:‘::m’ i . Uphil '| Fillat test results
NN BORRPRS saess Ambient Min Size Multiple Pass Max Size Single Pass
Preheat temperature
N / A Macroetch Macroetch
Postheat treatment ..... NPT
Wilda's nemé Ruben Curiel 1_N/A a__N/A 1 Pass 3_Pass
*« 75% Argon 25% CO, 2. NA__ 2. Pass

83603-3
ing Company,

babputg Test No
nite S

i : ' : s
weLomdmoceoune T Teres fos . Vice Freside
'
Pass Elect. Welding Current of Ny . " ) :
s prov - e P wousl Joint detail

1 |0.035 160 + 10| 24-28 9-10
ipm

We the undersigned, certify that the statements in this record are correct and that the test welds werg prepared,
welded andrtested in accordance with the requirements of 5B of AWS D1.1, Structural Welding Code.

Harold R. Henrich Inc.

Procedure Number 5875 MP-1 Manufacturer or Contractor
ReVi S i on Number _____6____’_ ’ ( Authorized by ........ o, T s T ST R e S
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Fror: wiatwm 1120t vera TG 1
sizes for: T<} 1/8X1/32%
=14 1/4%1/32%

BECH =L Jos # 0407

L1
NOTES

Base metal shall be ASTM-569 for
body steel and ASTM A-36 for frame
stiffening and base steel.

Edges to be welded shall be pre-
pared by machining, flame cutting
or grinding, or any combination of
thes:, to achieve a shape as shown
in the attached diagram.

Surfaces to be welded shall be
cleaned free from slag, paint, oil,
rust, scale or any other material
which may be detrimental to the

weld. |

The uinimum length of an interrupted’
fillet weld shall be 1% 4nches.

Groove welds will be in accordance l
with figure 2. '

If tack welds are used, they shall
e of the same electrode material

as the first root pass and shall be
deposited in such a manner as to
facilitate incorporation into the
weld if need be. Cracked or broken
tack welds shall be chipped out and
all others thoroughly cleansed prior
to incorporation into the weld.
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Supplier Deviation Disposition Request

NOTE:

1. COMPLETE INSTRUCTIONS ON BACK OF THIS SHEET 6, Bechtel must be notified wAthin S deys sltor detection of devietion

2. ftemn 1418 below 10 be completed by wpplier 6. A copy of the completed LOOR torm shall b8 ~cluded by the supplier in
3. * (term, Bechtel entries only the quelity werification dets peckage for e+l ltem to which this SOOR
4. Attech sdditional informaetion whenewer Ascatiary apolies

0
w
b
w
-
0
2
0
0
i
_
-
il
il
J
0

FCR SUPPLIER USE Arizona FOR BECHTEL USE

PROJECT

Suppiier SOOR No,
AR-182

Date Submittea

11/5/82

j08 NO, _ 10407

Bechtel SOOR Ne

Dete Pacen d

1. Supplier c

Nema

omsip 1nc., Cushgplinc

piv. 1418 E. Lingepsdve. Linden, Ndo 07035

2. Suoplier’s Order No,
5875
UNITS 1,2,3

3. Supplier’s Part No
N/F

4. Sapplier's Zert Nam _1
N/A

_j _6.(.

5. Deviet' on Detected

11/5/82 Disc.w/QK:'""' b,

6. All Previous SOOR (No's |

R- 18 1.' 10//18/

Mathod

7. Bechtel PO, & Aev. No.

8. Bechtel Part No,
N/A

9 Sechtel Part Nama
Main Control

10, B.ehtel SOR Notified

11, Bechtel Engeg Hotifled
11/5/82 SDDR

10407 -13-IM~-20( 11/5/82 SDDR
Rev, 20 “Method

Panels Date

Oaste = - Method

12. Geviation Description (Attech sxtre sheett, photographs, tketchet, elc. o nocetsary and ientily quantity and serlal No.'s ot 209’ cabll ol

ROT-B07 (Para. 4.5.2.21)

Concealed fasteners were welded (GTAW) to the 1/8° thick stainless

steel protective strip. Spec. calls for AWS Dl,l we.ding,

13. Suppliers Proposed Disposition 0 ity Bechts! Requirement

) Use-As-ls [ Repaic

14, Cost_Impect None [15. Schedule imosct None

' 6. Proposed Disposition and Technical (plus Cost/Schedule If spplicable) Justification: Attach extra sheets, skatches, atc. as P oeisary

Because of the minimal number of studs to be placed on the 5.S.. .

protective strip, to be fastened to the front edge of the bench . . __ {

non-structural low ~tress element of the units, Comsip reguests

section, and in view of the fact that this protective strip is a {

a waiver as it was not indicated through the spec, how this was Lo

17. Associated Supplier Documen’ Changels) Pe accomplished.

None

— o c—

18, Suppliers Aumot/AZd zjonumnm
Name \ W

Yitle Project Manager .

10/25/82  ____ "

Signature K. dea ns

Date i

BECHTEL

%19, Bechtel Engrg. Action
D Accepted

O Rejected

Engry.

Followwup
() Other Suppliers Affected

() Owg Change () Bechtel (] Supptlier)
() Scec/Req. Change () Becttet [J Supplier )

() Uicensing Dok, Change

[ Price Adjustment

[0 Other __.

. Bechtel Disposition Statement Including Justification (Attech extra sheets, skerches, ete, o necessary)

Tk e e

. Bechtel Acceptance /Signeiure

GS
PE

22. Supplier

J— i . ® 23 Bechtel Supplier
Quality Papretentative

SFP.20248 RNEV 2/80




Supplicr Deviation Disposition Request

NOTE SCN-__,.Y./‘G

I COMPLETE INSTRUCTIONS ON BACK OF THIS SHEET S  Bechrel must Le notilied within S Jays afier detecton 6! de 1a' 1on
1 Hemi ! 18 Lelow 10 De completed Ly e ee 6 A copyo! the compieted SODR form shall e ncluced by the supohie n

3 *liems Bechie: antries only the quality verihication dara package 1or each vtem 10 whaeh thes SDOR
4 Ach 20011008l 10 MALION whenewer Necesiary 00t eh
FORSUPPLIER USE Palo Verde K.C.S FOR BECHTEL USE

Suppier SODR No Date Submitiea PROJECT R a.un.u oof‘ Noo | ecoved
178 4/8/82 j08 NO. 10407 I _/Q!/E

1 Supopler
u.o..:.(;gmsxp. Inc,Customling, ., 1418 E. Linden Avenue ., . 4 siuie Linden, N.J. 20 07036

2 Suopoiec's Order No 13 Supoters Part No 4 Supplier's Pati Nafe 5 Dewiztion Detected 6 All Previous SDDR (No's !
58/, 3-J-RMN-BO1 thru | Main Control & Oate s
- b s /
BO? Panels 4/8/82 _Insp. |AR-177, 4/1/82
7 Bechie!/ v " A Gev N | B Bechiel Part No 9 Bechrel Pi- Name 10 Bechiel 3QR Nouliea 11 Bechtel £ ngrg Notilied
A - o
10407-15-JM=279 | 3-J-RMN-BO1 thru | Main Control 4/8/82 Lo’ »|4/8/82 telecon
Rev, 17 BO7 Panels o L3, e
12 Oﬁm.m. escriprion (Attach extra sheets, photo’uom tketches, eic aF Ties ary and identily Cuantity and seraV¥iVo & ‘a3 s0plwatisl

| DUE . TO. "HE IHPOSSIBILITY F MEE' MEE"'ING EVERY AS~EC 0. AWS,D.1.1.-76 AND PROVIDING AN

| ACCEPTALLE PANEL WE REQUES™ A WAIVER ON :45.QL.1.-76, _I% LIFU WE REQUEST THAT THE |
| CONTROL RANELS B! FABRICAIID TO A MODIFIFD AwS.D,%.l. TROCEDURE, WITH EXCEPTIONS FULLY
| DOGy.FNIED, AEAZ(VED BY BELATZL, WE WILL SCMMIT AS AN AYDENDUM TO THE APPROVED PRO-
izmm!gmmnmuwwww.imvwvmmu__‘

| _AWS PUOLEDURE
_ZRQCED'w MODIFICATION AND ACCEPTANCE CRITERIA WILL BE SUBMITTED. -

- — W e e

13. Susptiors Preg-red Duposition rj Use-Agle O Repair Lx_ Ml v Bechtel Requirement

14 Cou imosct _NONE. E IS Scheduie imésctNONE, TF ACCEPTED IMMEOIATELZ. |
16. Propoted Ditoosition and TM foius Coer/Scneduls if spplicable) Jusitii€ation. Attach extra theets, skeiches, e1c. 88 necesiary J
| WAIVE BECHTEL REQUIREENTS OF MEETING AWS.D,l.1.-76 AND ACCEPT COMSIP ADDENDUM

TO APPROVED COMSIP WiiiTNG PROCEDURE 5875 MP-1, REV, S5 G .

SUPPLIER COMPLETED

s kg -almem Y v
o8 Jor0 T

17, Associated Supplier Document i 40:"/

[ NONE_ : = X -
> —— -

- - mrﬁm '

]

18. iers AuthoriZed Represer o v
—KAA'TS V. ROPANS. rue __PROJECT MANAGER |3 = o]
Signaturs ' Date . 2 o - :
*19, Bechiel Engrg. Action et ) Dwg Change (D...qa'm'D Suootier ) C] Liceniing Dou. € ki .
Accepted Followwp | Soec/Rea Change ((J Bechtel 7] Supprer) wvmm' / o
x Rejected [0 Other Susmpiiers Aftected X L

" 20. Bechtel o«oomM Starere- 'fﬂuem' Justification (Attach extra sheets sketches, e1c as necessary)

Construction Action Required G

BECHTEL
l
]

22 Supolier

o 23 Bechiel Supptier
- Quatity Renresentative




( COMSIP CUSTOMLINE, CORE,

TRAINING SESSION REPORT

REPORT # OQA-7 DATE 10/4/82 MEETING LASTED __ 20 MINS

TOPIC: Q.A. MANUEL PROCEDURE 1.0 PARA, 4-1-2-1-4

INSTRUCTOR C. FERDINAND "ASSURING THAT THE PROCEDURE MEETS ALL THE
REQUI REMENTS OF THE CONTRACT."

PURPOSE TO RE-INDOCTRINATE AND TRAIN PERSONNEL AS TO THE REQUIREMENTS
OF THE ABOVE PROCEDURE 1.0, IN ACCORDANCE WITH Q.A. MANUEL

PROCEDURE 2.2 "EDUCATION & TRAINING,"

ATTENDANCE

NAME DEPARTMENT

K. KOPANS PROJECT ENGINEERING MANAGER

R. mony " " "

M. NIKZAD . " " "

V. ORLOVSKY " " "

M. OSTERBYE PROJECT MANAGER

M. PUTZER PROJECT ENGINEERING MANAGER
PRESENTED  10/4/82 BY: C. FERDINAND (INSTRUCTOR )

DATE '

REVIEWED Iﬂl‘!l £1- BY: cm;‘*{’""// (QUALITY ASSURANCE)
. DATE

Procedure 2.2
Revision 1 cCcC QA Manual
QA Form 2.2 . Page 3 of 3



COMSTP CUSTOMLINE, CORE,

TPAINING SESSION REPORT

REPORT # QA-& DATE 1lo/u/82 MEETING LASTED 15 mins

TOPIC: Q.A. Manual Procedure 6.4 Drawings

INSTRUCTOR C., Ferdinand

PURPOSE To re-indoctrinate and train personnel as to the requirements

of procedure 6.4 para. 5.5.1 and 5.5.2

ATTENDANCE

NAME DEPARTMENT

E. Walinski Production Manager
M. Batson Electrical Shop Supervisors

-

PRESENTED 10/4/62 ¢. Ferdinand (INSTRUCTOR)

DATE
(’,'/]Z’W{W aﬂ// (QUALITY ASSURANCE)
/

REVIEWED

DATE

Procedure 2.2
Revision 1 CCC QA Manual

QA Form 2.2 page 3 of 3




1.

4.

CUSTOMLINE DIVISION
1416 E. Uinden Avenue
PO.Box 152

,NJ 07038

- - - 201)486-1272
omsip, IiNncC Toes 130408
, . DELPHI SYSTEMS DIVISION
nstrument ar rtrol ¢ 5

10650 E. Push Street

South El Monte, CA 91733
(213) 442-0882

Telex £7-4768

v tor
DY p 3 A9

VISUAL WELD™ AND DIMENSIONAL
INSPECTION PROCEDURE

ADDENDUM TO PROCEDURE 53875-MP-1, REV, 5

Purpose

The purpose of this procedure is to define the reguirements
for Dimensional and Visual Inspection of welds in accordance
with AWS Dl1.1 (Modified).

Scope

2.1 This procedure is applicable to all panels, racks,
cubicles and sub-assemblies of contracts requiring
a Quality Assurance Quality Control Program.

2.2 This procedure covers mathods utilized by Comsij
Inc., Customline Division, and any sub-contractor
working under its direction.

Definitions

Resggnsibilities

4.1 The Sub-Contractor shall be responsible for per-
forming dimensional and welding inspection on
structural steel fabrications. These inspections
shall be in accordance with the latest approved
drawings, welding procedure and this prokedur:,

4.2 Comsip shall be responsible for auditing/monitor-
ing sub-contractor's welding inspections.

3 Pace i of 5

1



3 ey
- A1

annual visual examination to assure natural or corrected
near distance acuity that they are capable to reading
standard J-1 letters on a Jaegar chart,

Visual welding inspection (In-Process) shall be performed
by the sub-contractor every two (2) weeks, depending on
the fabrication life of the job, and at least once during
the job, if tlie period of fabrication is less than two
(2) weeks.

An inspection (In-Process) shall be performed to assure
compliance to the dimensional requirements of the purchase
order documents. This inspection shall consist of 100%
dimensional inspection of all cutouts and other dimensions,

Page 2 of 5
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6.

5875-MP~-1

.

5.8 Final inspection shall be perfcrmed by the sub-
contractor, before the units are turned over to
Comsip Quality Assurance for Receiving Inspection.

5.9 All welding machines used in the fabrication of Class
IE panels shall be calibrated once (1) a year and re-
corded for verification.

Visual Inspection Acceptance

6.1 A random sampling of approximately 25% of the welds
shall be visually inspected for location, size, length,
cracks, etc. in accordance with drawing(s). A weld
shall be considered acceptable by visual inspection if
it shows the following:-

a) No Cracks

b) All craters filled to the full cross section
of the weld.

c) Complete fusion between base metal and weld
metal.

d) No undercut exceeding the following criteria:

1. 1/16" for members 1/4"
2. 1/32" for members 3/16"

e) Peening of welds shall not be allowed.

f) Blemishes or cracks caused by arc strikes
shi 11 be ground to a smooth contour and
checked to ensure soundness.

g) The sum of diameters of piping porosity in
fillet welds shall not exceed 3/8" in any
linear 2" of weld.

h) No porosity in complete joint penetration
grove welds.

Page 3 of 5



5875-MP-1

i) Barriers, Front of Panel Plate Supports,
Unistrut Supports for instruments and
Door Framing are not considered structural
members and as such de not contribute to the
structural integrity of the pan2ls, there-
for, these are excluded from the stringent
requirements of AWS.

Non Conformance

7.1 Welding identified during inspection to Dbe in
non-conformance to the purchase order documents
shall be corrected in accordance with Repair Pro-
cedure in Section 9.

Documentation

Appropriate records shall be accrued and maintained by
Comsip and its sub-contractors.

Page 4 of 5



5875-MP-1

—— e -

The removal of weld metal or portions of Base Metal shall
be done by grinding, chippirg or machining. The remairing
weld metal shall be free of nicks and cuts,

The surfaces shall be cleaned thoroughly before welding.

Condition Method
welds. Undercutting. weld metal.
2. EBExcessive w2ld porosity, incomplete Remove unacceptable
fusion. portion. Re-Weld.
} Cracks in w»2)ds and base metals. Remove the crack and

sound metal 2" beyond
each end of the crack
and Re-Weld.

4. To repair those structural areas of the control panels where
complete joint penetration was not realized, the other side
of member shall be backed gouged being careful to remove a
minimam of base and weld metals, but ensuring, that complete

|
|
1. Excessive Concavity, under sized Deposit additional
penetration can be achieved, by welding from this side.

The above weld repair procedure shall be done in accordance with
the requirements of Procedure Specification 5875-MP-1.

Page 5 of 5



