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instrument and control systems
HEA3 QUARTERS * 3030 Red Het Lane, Whittler, CA 90601 (213) 802 9021 Telen: 67 4768

October 29, 1982

~

U.S. Nuclear Regulatory Commission
Region IV, Vendor Programs Brand

CgQ@~$p (P \611 Ryan Plaza Drive, Suite 1000
Arlington, Texas 76011 i

Pathf og c $ ' p- -IN \q\h
'

jAttention: Mr. Uldis rotaboue, Chief ;

\

Subject : Docket No. 99900771/82-01 /~

Gentlemen: v'

Comsip Inc., was made aware of an N.R.C. Information

Notice No. 82-311, 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 companies in

writing without regard for the obvious consequences of in-

terpretation by the reader.
8308010452 830726
PDR GA999 ENVCOMSD
99900771 PDR

CUSTOMLINE DIVISION GULF DIVISION & DE'.PHIINSTftUMENTS,INC. DELPHI SYSTEMS DIVISION
1418 E. Linden Ave., P.O. Box 152 8601 Janieel Road, Hcuston, TX 77040 3030 Red Hat Lane
Linden, NJ 07036 P.O. t$ox 41089, Houston TX 77241 Whittier, CA 90601
(201) 486-1272 Telex: 13-8496 (713)460 @ 96 Telex: 79 0421 (213) 692-9021 Telex: 67-4768
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982

,
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The notice also discusses a "Potentially Significant

Problem" existing at Comsip Inc. This assumption is clearly

unjustified. Coms g Inc., h_as;c mplied g yand-has~ received
customer approval for 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 fabrickted.

i The attached is being submitted in response to the above in-

spection conducted at Comsip, on March 22-26, and the com-
iments contained in your letter of October 1, 1982. Thisse-

f sponsensupercedes!.the:Comsip response o[ 5u37215j 1982.
~

I trust that this meets with your approval and that this

matter can be brought to an expeditious conclusion.
7

.

DESIG TED ORIGINAL
I

Eertified BT d kN
g petJT4pf
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982
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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 applica'ble 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

variable s . . . " .
,

.

I

5
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982
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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.3

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 daia and

test results. St:nfever;-there is no basis at this point

g time to assume that this specific Welding Procedure
wagInot properly qual'ified, because the PQR does not7

s g , test.results, in terms of gas flow rate. TheJais-
si/J information is considered,non-essential, and as such

.._v m - - _ _

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

.

h
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982
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Specification 5875-MP-1 Rev. 5 states in part "The

Welding shall be done in accordance with AWS Dl.l.76,

_ sections 3 and 4". Section 4, para. 4.10.7 (AWS) states
, y

' , - "Prqgression for all passes in vertical position welding

') f,)|
*"

, .x
's . shallsbe up-wards. . .etc. " The important fact to be noted

j~ .? 't(

,
isghat para.1-2.1 of WPS does specify that welding is

s
i to by done in accordance with section 4.

t , .

qY' ;
O Y

,

~( ;\
<. CORRECTIVE ACTION
. \,v

f Q" The procedure 5875-MP-1 has been re-qualified and up-
('IM, dated to show all relevant information. jl.3 D

ACTION TO PREVENT RECURRENCE
.

None.

,

.

.

|
'

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

B '. AWS D1.1-76, paragraph 5.10 3, ctates in part, "A

T-tEs.ttfille t.. weld. . . sha11hbeImadeiforleach Jproc~edure
~mg:= -

anL position.to be.,used-in construction...Threermac-
' - ~ ~ -M:c'a:LK ::

| roetchstest'Ispe'cimens Tshall be.- cut ~from each tweldment

...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-MP-1, :,
..

) x
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 resultins ]
} > '

macroetch test specimens were made.

I N
v,

' RESPONSE TO B

(4
---

g--

,X N
The attached welders qualification test records 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 90* Fillet
*

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

ducted and tested, and the results acceptable. However, 'g
k :s .e s

- ,.
.

(

o e

k
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i

F. Attn: Mr. Uldis Potabous , Chief

.
October 29, 1982'
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the paperwork seems to be lacking'in that the informa-
tion should have been recorded on another PQR, and 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

f 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- %

. 3

code states that Qualification in the 5G position shall.g
) N.
( -. Equalif'y the welders for all positions of fillet welds.

i
The requibement by the NRC for a T-Test FilletIWeld_

__
*Sw.

\' examination.ig_obviously_ unwarranted as the procedure
wgQ.na._.2 _~~. +

g- "f . web re'Japalified. in 1979' b'y .T-Test Fillet & Groove Weld
7~ .,~ _

,

. , ' " , \examinagidn.e_Ite.mustberstatedthatfilletweldsforq .3 .- .

w? Jc t pr'oce h re gualification can be accomplished by GrooveJ.(. p - ~ - - .
,

Welh T sts.-''-

s
T k ,CbRRECTIVE ACTION

'
~^

,,

c \ e,

W, \,(N[ne. However, procedure 5875-MP=1 was re-qualified by
ge '

. Comsip on 9/10/82 to faci $, tate' mat'ters. (See attached.--

~ . . . . . ~

^

. x.- - - Procedure 5875-MP-1 MV. 7). ...

4
-p; ( ;

..

q ~ - s.L-< .. ,

c - , -

s :| ; f %
( -x , w-. ,

v,,a t, j .-
''

QyEM- 4 .

=

" ^~ ^ #
- - ., , , . . , , ,, , ,
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Attn: Mr.1 Uldis Potabous, Chief '

October 29, 1982
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ACTION TO PREVENT RECURRENCE
<> .,

'None.
,

REQUIREMENT

C. QA Manual Procedure 9 0, paragraph 3.1, states in part,
" . . .Special Processes a're 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 established. . .to

assure special process activities. . .are accomplished. . .

in accordance with applicable codes,... specifications,...

using qualified personnel. . ." Paragraph 4.3 states,

"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 been accomplished using

qualified personnel, in accordance with applicable codes

and specifications, as evidence 'by the following observa-

.

.

,, .- . . . ,, . - _ ~ ~ . - .-_m . - - , . . , 4~,--- =, , , . -.. . , ,.. _.,%,_ .~ , vy
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982
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tions made by the NRC inspector during a visit to H.R.

Henrich, Inc., the subcontractor performing the fabrica-

. tion / welding of the main control panels for Palo Verde

N clear Generating Station, Unit 3:-u

1. The welding power sources (ammeter 1 & voltmeters)

were not calibrated nor were there any tong meters

available to assure accuracy of the equipment.

2. The following AWS Dl.1 essential variables were

being violated while GMAW was being performed:-

t

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

CFH, but 28 CFH was being utilized, which.is

I 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

permi tted change of i 7% f rom the specified

mean arc voltage.

.

.
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Attn: Mr. Uldis Potabous, Chief
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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.

k .

*
RESPONSE TO Cl

After discussions with the American Welding Society it

was revealed that there is 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 and

acting for and in behalf of the owner on all matters

relating to welding. True,,,the specification states
me.c

that welding shall be done to theiAWS Code. CAliiEEp

has compfig with thing eq 1rement and submitted on
3/14/77 a welding procedure in accordance with AWSDl.l.

Z

@

$

-~- -

, _,. _ ,
.-. - .,
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
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The available section 1 proceddre 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 de,termined immediatep response, thus

the aypilable qualified procedure was submitted and approved
nu

for use by Bechtel Engineering. Therefore,.,there should-r
y- -

be noiquestionLas to Comsip's responsibility as required

by specification. Comsip_ submitted the procedure, and
{p.w- (f, 64*

it was approved for use. Thusythe procedure must be re-

viewe in terms of pction 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
,

N considered a non-essential variable.

i QW-255 (GMAW) Procedure Qualification shows that the
\" essential variables as para. 408.2 and para. 408.9,

,

,

\(i
which makes no reference to shielding gas.

b) Again, Section IX, QW-409 does not show a change in the

voltage to be an essential variable.

1

.

I

*- , _ . , , _ . m. ._
- __ . , . _ _ - - , . _ -
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
October 29, 1982
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CORRECTIVE ACTION

None, However, to expedite matters the Procac re

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

ACTION TO PREVENT RECURRENCE

None.

CORRECTIVE ACTION 01

None, However, in order to facilitate matters, Comsip

has requested that all welding machines being used to

, fabricate Class LIE Panels be calibrated every two (2)3
,

'\ ,/ ~? e ;. .
. . g.i - A. ~ n - .a

'

-. .
, , .

. , . .

't if 3 . years, effective date June 29, 1982..
' /v-, .

7,,% , i 's z$ -
o ,\ ,.' \

, .s

s'' " ACTION TO PREVENT RECURRENCE
'

3

<.4 ;s 'a
None.

>

,

s

-

.
# 4

_b, __| *e

E

.

4

6

9

- - - - - _ _ m ..._ a = % gm ...m., m ay _-,, a m . ,w_, emwm e,.s u..r , a3-. w s--- - -
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U.S. Nuclear Regulatory Commission
Attn: Mr. Uldis Potabous, Chief
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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 S.8. pro-

tective strip shall be installed on Front Edge of bench

section, with concealed fastners." In view of the above,

and the fact that this protective strip is a non-structural

low stress element of the unit it was lef t to Comsip's

(
}- discression whether or not to make available a welding,

.d L
procedure. The client did not require one.#f

,?

CORRECTIVE ACTION

Af ter discussions with the client, an SDDR was issued,
'

Nr taking~ exception to welding requirement on this non-

T structural low stress element. (See attachment "C").
'

l
\_' \ i
Y c|]

[\'

- ,

.

O
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Attn: Mr. ' Uldis Potabous . Chief
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REQUIREMENT

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 D1.1, paragraph 3.6, states in-part, "... undercut

shall.be no more.tha 0.01 inches deep when its direction

is transverse to primary tensile stress in the part that
nis undercut, nor more than 1/32 inches for 'all other sit-

unti ons" . Paragraph 3 10, states in part, "...we1ded
,

.ioints shall not be painted until after the work has

been completed and accepted. The surfaces to be painted

shall be cleaned of spatter, rust, loose scale, oil and

dirt".

r

*
i

i

54
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FESPONSE TO D

All panels were re-inspected for compliance. With re-

gard to undercut..in the-panels,-it- must_be stated that
V%s_cf%

it is impossible-for ~the ~ sub-supplier i;o meet"the-strin-

gent requirements _,of AWS D1.1. In addition the customer
mg5__., --

specification 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 Dl.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/A" and 1/32" for member 3/16".

>
'

.

E

_ - . _ . _
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Attn: Mr. Uldis Potabous, Chief
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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. 6 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.

.

t I

e

%
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' Attn: Mr. Uldis Potabous, Chief
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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 are welding (SMAW)

process.

Purchase Order No. SC-S-6070-1, awarded to Metalfab,

Inc. for,the fabrication of panels suppliad to Callaway
Plant, Unit 1, imposed a SMAW Welding Procedure Specifi-

cation (WPS) No. 5775-MP-1. This WPS requires that
,

) filler meth1 be E-6011, E-6013, or E-7014.

'

Contrary to the above, Comsip Inc., reviewed and ac-j

cepted a welding material certification provided by
Metalfab, Inc., in which the reported chemical analysis

did not correspond to the chemical composition stated

in.the AWS specification.

.

%
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RESPONSE TO E

An effort is being made to acquire a corrected copy

of ' this certification f rom th'e supplier Bergen Steel.

CORRECTIVE ACTION

Obtain c,orrected certification.

ACTION TO PREVENT RECURRENCE
i-

Training sessions report for all Project Engineering

Managers in accordance with Q. A. -Manual Procedure
.

2.2. (See attached).)

L

k

.

%
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REQUIREMENT

F. Q.A. Manual Procedure 6.4, paragraph states in part,

" Drawings used by Shop Supervisors in the manufacturing

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 being 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:-

i

i

e

*

- - -. ,. - . - - , , ,- n , e-- , , ,, e- -. , ,, ,--,,m-
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Drawing Listed On Project Drawings Being Used In
Drawing Control Board Manufacturing

5875-17 Sheet 06, Rev. 5 5875-17 Sheet 06, Rev. 4

5875-17 Sheet 07, Rev. 6 5875-17 Sheet 07, Rev. 5

5875-17 Sheet 17, Rev. 6 5875-17 Sheet 17, Rev. 5
~

5875-17 Sheet 19, Rev. 11 5875-17 Sheet 19, Rev.10

5875-17 Sheet 20, Rev. 9 5875-17 Sheet 20, Rev. 8

5875-17 Sheet 21, Rev. 8 5875-17 Sheet 21, Rev. 7

It should be noted that the above drawings had been issued

to the shop supervisor by the drawing distribution control

i: 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 chan&as being made by the client and

al'so 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.

:

.

e

.
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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 RECUitRANCE+

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.

s

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

f

4(-1
Cole . Ferdinand,
Qpality Assurance Manager

CMF/ss

CC: C. Varinois
e

T. R. Bass*

,

.
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FAIRFIELD TESTING LA80RATORIES
4. tad %ms

f $$$smists Oska$$utglsis b teitogtaf sts
1275 BLOONFIELD AVENUE

BLoo. 5. SecTsoas 21
FMaritLD. New Jensty 07006

- . ,

'

s7s. sees

LAN NO.7620 1.a -Fl{ DATE 11/9/79
.

Netalfab,Inc.
Woodland Ave. Cor. Route 17
Rochelle l' ark,1:. J. 97662

P. O. #13F-1106-02
.

WELDERS' QUALIFICATI0i! TEST
.7

,
Welding Spec s #5875-iip-1 Rev. 5 i.iaterials t" Carbon Steel A569

"delders Stamp Filler Metal: E70s Wirp
_

delders Names Manuel Marques Test Spec: AWS Dl.1-76 Section 5

Weld es 90 Fillet T
' .Part C Modified

f
. '

f.Pos tions Horizon'tal i j i
-

y
s J. 1 L I
o . ,

-

( q .; 1
,

% 'l fMACR 0 ETCH T6ST '' '

) I

Specimen 1 Passes ^' l "'
-

Specimen 2 Passes
.

. FILLET WELD BREAK

Passes

r

.

r
.

( L"! ';*?.",' .*'.."*/""".% "|"" "..".*"^r*,'; .'."". "'" FAIRFIELD TESTI G LABORATORf ES. INC.
.EC.gg Tyg aggggggy gp yygg .V..C L

s - - . . . . . ~ - . . ... .
.

- .. .. .. , ,. - - . m m . .
~

.. .

_

'
.

- - . . . - . - - - - - ^ --

.,p
_
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FAIRFIELD TEETING LABORATORIES .

abt.d Dums
(_ M.w, datali.yist, Spanwg4u

1275 SLOONFIELD AVENUE
BLDo. 5. SecTeo+e 21

FAnnretto. Ntw JListy 07006
_

*
* .7 .....

^

LAB NO.7620-JM-B
11/9/79

,

Metalfab, Inc.
Woodland Ave. Cor. Routo 17
Rochelle Park, H. J. 97662

P. O. #BF-1106.02

ELDER 3'-. QUALIFICATIO!i TEST

Welding Specs 75-MP-1 Rev. 5 Materials i" Carbon Steel A569

Welders Stamp JM Filler Metal 'E70S '.71re '

,

Walders Names Joseph Mogavero Test Spec: AWS Dl.1-76 Section 5
^ .Part C Modified

Weld Butt Groove j*

Positions 1G. .k,. - - - m

j .. 3

R -
- .

BEND TEST .

|
"

Direction Results

Face Passes
~

Root Passes

.

t

.

-
.

.

b L"'J "0" ~ "./'.'.".,|..'".' '""." ". "".""o".",';'."..""
raiaric'o TEST'ao '^=oa^Toa'<5 'ac-

.- . e, . .
.

M POurTW P 48 8 T. Yte. .ASPLA TED OsetV. l.ro.esa, toes
.-- .._---_m.,.

, _

-. v

*^
-

_

_ _ _ .- g __ _ _
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FAIRF1 ELD TESTING LABORATORIES
$ :4"t

..

44 %.,-.

N us aM o.Ilgus Spaa,,94u
f1275 SLOONFIELD AVENUE

BLoo. 5. SecTM>et 21
FAsartELO. New Jansev 07004

s7s. sees

g,go,7621 -FH-1 oATell/15/?')J
~

Metalfab. Inc. ..

Woodland Ave. Cor. Route 17
Rochello Park, ". J. 07662

P. O. fBF-1106,-02

WELDERS' QUALIFICATION TEST .

Welding Spect #5875-mi'-l Rev. 5 tr.atorials t" Carbon Steel A569
ei
- Welders Stamp JC Filler Metal: E70S Wire

Welders N . seplLC vasta Test Spec: AWS Dl.1-76 Section 5
Part C Modified

0Wald Types 90 Fillet T -

'

Positions Horizontal ;
.

~ w _

, 8-

.)
.

4 . 4

, ._ . . . . . _ .

MACR 0 ETCH TEST -
'

3 IPasses (Specimen 1 ,-

Specimen 2 Passes
.

,

FILLET WELD BREAK

- Passes

.

.

.

A

.

.

. -
,

Tus uaseurv or twe FaearisLa Tsavisse Lamonatomise. sac, wms FAIRFIELD TESTING RATORIEM. INC.
naaract to vna osevices cuammes roe passeis, smaa.a. ses no evenv.

|:(. - Two aaneuere or twe envoeca.

T' OUa meremTu rusivaHO 79 vtEE SAGPLS W OSELv.135r05384v1ogg *

CSWFM samusne to tuot Te W - . _ EECSrv WTTts owe

"V

.

^ ~--n--- .. . .m N m n , , n
" '
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FAIRFIELD TESTING LABORATORIES-| . . ~gj
* ''')

~ A ' .'
w. ~.

.' / ' ,' 4 7 %

diam =f*Js dkdada 8WMtsP ' ..

1275 BLOONFIER D AVENUE
BLoo. S. SecTsoes 21

FAsRritto. New Jutsty 07006 d

- - 1
ers..ess

,

uO.NO.7620-AP-FH DATE11/g/7g
.

q*

' '

Metalfab, Inc.
Woodland Ave. Cor. Route 17
Rochelle Park, N. J. 97662

',

P. O. #BF-1106-02 i

.

WELDER 5' QUALIFICATION ?RST

Wel' ding Specs #5875-MP-1 Rev. 5 Materials i" carbon Steel A569 :

I
Welders Stamp AP Filler Metal: 270S Wire

Welders Name: Anthony Payne Test Spect AWS Dl.1-76 Section 5
Part C Modified 4 '

.

....<

6. .,, Weld .
*

90 Fillet T .;5:'
4i: :t .I - ?M +- --. 1 '... .

7 .. g &.. ,_
. .,.~

- y. g.gyfk..g.. -a~ . :-
:t \t . , - . - . ~ < . . .-:

-

,

.
- ~. ..

.. . ,

' '" '

g . MACR 0 ETCH TEST _ .

.

~

Specimen 1 Passes " 'n e
,

Specimen 2 Passes
.,

,

r)
'

FILLET WELD BREAKr.
?f

- Passes

.

,

!
.

.

*
. ,

,

'

Tus uaseuve osrtus grasserse.m Tasnese Lasseavosnes. Inc. wms FAIRFIELD TEST 1HG LA BORATORIES. INC.amersev ,, ,,es een,sene essassere com seamassa, essaa.a. ses eso aveart.
sacame viss asseuwe er nas savosca.

' * OssS N Nases 19 Ts4 asserts TW essLv. GeorcessaTMess
. *'

[ -~ - - ^ em se sesef 19 M - 9. N TfrM Sue
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df Spccific tion'No.: 5875-MP-1a

CARBON STEEL METAL ARC WELDING PROCEDURE

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

.-

:

".

COMSIP INCORPORATED Ref : Bechtel/ Arizona
CUSTOMLINE DIVISION P.O. #10407-JM-300
Linden, New Jersey

COMSIP APPROVAIB
REV. DATE DESCRIPTION BY Q.A. PROD PROJ

6 4/12/82 REVISED TO INCLUDE MODIFIED
ACCEPTANCE CRITERIA TO AWSDl. L *

f}f b7 10/27/82 Requalified 4

-.

.
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Sp' cification NO. 5875 MP-1 Rev.5'' ' * e
208 / Arrmoex [*

,

I

|
|

PREQUAl.lFIED JOINT WEL. DING PROCEDURE
PROCEDURE SPECIFICATION 5717 MP-6 Rev.O |

A569 to A36
'

,
*

Material specification
CHAWWelding process

'

St.at _ Autom atici
-

Manual or machine
Position of welding SC Fired Horirontal_ un < -

.

Filter metal specification AWS A5.18
~

/-

Filler metal classification S-3
ENAWeld metal grade *

Shielding gas 75fAr 25I _C07 Flow rate 25-30CFM |
Single or multiple pass Sinnle

-

,
Single or multiple are Single

DCWelding current
Polarity Reve rs e
Welding progression Unward
Root treatment Grind to achieve shape

Preheat and interpass temperature None

[ Posthest treatment Man *

* Applicable only when filter metal has no AWS classification.

WELDING PROCEDURE q

! I
i

Welding current i
Travel Joint detail iPass Electrode
'P**dno. size Arngres' ' Volu

*
,-

For T .090 .125'
110 10 _18-22 9-10 t pm iT

1 035"
>o _ e - . .

For T .125 .187_ i ^
1 035 150Il0' 18-22 ,a

*

_-

25_ j 3/8" max , li0For T .187 .
. ,

*

f -

160 l0 24-28 ,

1 035 ,,

.

o

? s
^

..

.

This procedure may very due to fabrication sequence, fit up, pass size, etc., within the limitation of variables given in 48,
C, or D of AWS D1.1, Structural Welding Code. ,

b^ WO --5875 MP-1 Manufacturer or contractorProcedure no.
Cmsip, Inc. [-

Revision no. - Authorized by ,

Date

Form E*t o 19J8 by Amer *6cen Welding Society. Aff rioMs resarv.d.

s.

7-
'

.-

4

'~ ' --
. . . , _ . ,
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# # d. '

g
- , af f, ', ,h[a e'. )* , *' * es e, e

. ,e. . f_
.a,b

'' '' - * Spleatf tcetion N3. 5875 HP-1 Rsv,5.. .

208/ArceNoex E

PREQUAllFIED JOINT WELDINC PROCEDURE
PROCEDURE SPECIFICATION $717 HP-6 Rev.0

A569 to A569 .* Material specification
!

Welding process CMAW
'

Manual or machine Semi Aug.ggglic .r.

Position of welding SC Fired Horizontal i fr- 2 /e ee v e. P, s
*

Filler metal specification AWS A5.18
Filler metal claulfication E70s-3 !N/AFlux 8

Weld metal grade * N/A
Shielding gas 7 5Y Av. 75I cot Flow rate-~ 2'li-30CFM |*

Single or multiple pass Sinele
Single or multiple are Sinnie

- i

Welding current DC

Polarity Reverae

Welding progression Unstard
Root treatment Crind to achieve shape

Preheat and Interpass temperature None

i Posthest treatment N= .

* Applicable only when filter meta'l has no AWS classification.

WELDING PROCEDURE | [

* " * " "
Pass Electrode Travel Joint detail i

speedno. site 4m .. m
i

For T .090 .125 '

1 035" 110 10 18-22 9-10 i pm
9 .*

For T .125 . 187
1 035 150t10 18-22

_

For T .187 . 250 jg q
!160 1o 24-28 so*

-

1 035 ..
'

H
P, . f% i

l .

\' #

| |T
$

Yo w. -u youAx,-
(: ,

t

I
!

|. This procedure may vary due to fabrication seq'sence, fit up, pass site, etc., within the limitation e ,f variables given in 48,

g[I d,MC, or D of AWS D1.1, Structural Welding Code.

- Procedure no. 58,75' MP-1 g ,,,,,,,,,,, ,,,,,,,,,,,,

Consip, Inc.
,7 ,

t Revision no.
' Authorized by

~~ ~
October 27;.1982

Date
-,

Form Ot o 1g78 by American Welding society. All rights roweved. ,
_

. .

.

<9 i

En

. .

,
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'

UNITED STATES TESTING COMPANY, INC.-

,

WELDING PROCEDURE QUALIFICATION TEST RECORD
PROCEDURE SPECIFICATION' GROOVE WELD TEST RESULTS

8 'd"** d *'I'" ''"'I " "'t

Material specification ~ .A.569. t.o.....A.36 .... ~ Tensite :tr.ength, psi:
Welding process g d.IG . - -...- ~ ~ N/A

3
-

Semi Augo,ma,,tj.c..,-~~. N/AManual or machine 2
2.F, HorizontalPosition of welding

Filler metal specifir * .. AWS AS.18 Guided-bend test
E7.,S. 3 .... .

Root Face0Filler metal classif
on _ d. A

a.)l~lQ~ 7 M
N/A N/AWeld metal grade 3.

*
Fiow..... . N/A N/AShigiding gas ~

SI 9.l.e._ . _
2, 2 -

PSingle or multiple pass
Single or multiple arc $. jn ,18

..

Radiogeaphic-Ultrasonic Examination Not Reouired

Welding current - Fillet test result:

.Ph.j.U[.Welding progression
,

Min Size Multiple Pass ' Max Size Single Pass"~~~~~*"

- .b_I.e
' '

Preheat temperature
Macroetch. Macroetch

Postheat treatment N.f,,A PassPass 3N/A 3 N/A 3
Weidei's name Ed Urban = 1 .

2_ N/A 2 Pass
1
1 *75% Argon 25% CO,.

Laboratory Test No 83603-6
.

Unite.d Sta T . Company, Inc.
,

Fi nd W P M isAant Vice PresidentWELDI G PROCEDURE Engineering Division <

3\ - ..-

w.idins correns ,j. '
.Pass Elect. Speed of *

;g
,

. .no. sia amp,o vois, srm:
r, = //4

-.
-

. z_,,- - .
.-

"'""*~
l mu.1

'

(160*10'
'24-28 9 10

sk1 0.035 :-

A /.~ ipm 4'
.

e
-- - 1. s y N

*

4 gj,
Nk./ '' . / _'% |s, r

6sds g4 h ,,f 'e;s
.

**
,. '

g/s.i s *

g' 12 m8a-
. ,.

s'
)

-

.

r, t
- e a

.

I-[ -
-

.

SAacreen test' '
"

-6 min
. .e.am

-
, - -

;. y ,

,

..
.

. .

|
,.

We the undersigned, certify that the statements in this record are corre'ct and that the test welds wers prepared,*

welded and tested in accordance with the requirements of SB of AWS D1.1, Structural Welding Code. ' -'' .

f$ Procedure Number 5875 MP-1 fAanufacturd or c''n' or. NAE 9.l.d 3.s...U.e.U.Cic,h,,,I,[Lc,:o

(hp , ..r,,;.,',b.'.j$.E D-!! ' Revision Number- 6 " ' -
'

. .

October 27, 1982-

g,,,
.

e

9
% ,

*

.

.

IV
.

.

p- w .- -+, v.y - ..__2,.- .,--,%,.y , r .,,v
-- p.e , 4-- - + - wrm-e-
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' UNITED STATES TESTING COMPANY, INC.*
.

i

WELDING PROCEDURE QUALIFICATION TEST RECORD
PROCEDURE SPECIFICATIOE GROOVE WELD TEST REsULTS

Reduced.section tension test

WeIding process ,. .E b ,,A36 . ~ ..Matertal specification.. O.5,6,9,,.tg Tensile :trength. psi:
I..h.1 . N/A

3

Manual or machine Semi...Aut,o, map.
..

N/Ac
2

Positionof welding (H rIZontal .*-

IE Guided-bend testFiller metal specification

Filler metal classification d.E0 I
Root Face

A .... N/A g N/A'Weld metal grade -
* 3

Shigiding gas Flow.25-30 CFM 2 N/A 2 N/A'.

Single or multiple pass Single
Single or multiple arc Si.n,gle Radiographic-Ultrasonic Examination *

Welding curre'nt - U..._ Fillet test tesuits
Welding progr'ession Min Sin M@ Pass Mu Sin Si@ Pass,.

.

Preheat temperature . . . .

. . . " .Macroetch Macroetch

We'IdePs namePostheat treatmentk. .r,,,e,y, 1 N/A 3 N/A i Pass 3 Pass
. .

Pass. ,,,,,,,,,,,,,,,,,

2 N/A 2
W *75%' Argon 25% CO,,

Laboratory Test No. 83603-5
United Stat Te ' g Company Inc., .

#
WELDINb PROCEDURE Fra ssistant Vice President,

' Engineering Division
*" -

.Pass Elect. Speed of .

JOIAL d'I8II *

no. staa *g, yoggs , trevel .

- T, = 74
,

- t .

h. 1 0.035 160'i 10 24-28 9-10 JI'"*.
' '

'

ly max.!
.

.

/ ipm 4 8-
, /6 \ /

. .

.-
I s f %,

I sf*
,

'

k
'

$
[ ,a

/ ,~

,/'/
'

s mia. . 451 5 -

,,
' e' 12 m as; .

,

N [i .

C
* 'e 4

T,{/ .
'

I I..
.,e

*

6 mle M*C'** * 888%**

_. Y
We the undersigned, certify that the statements in this record are corre'ct and that the test welds wers prepard,
welded andtested in accordance with the requirements of SB of AWS D1.1, Structural Welding' Code.t.

? Procedure Number 5875 MP-1 Manufacturer orContractor Harold R. Henrich Inc.

zed by..r ::d-i.. . ;.YW . ~ 9.E o. '

6p Rev.ision Number - va-
...

oate ... 9.c.t.@.9.t 2.L..19.8.2.. . ._
'

.

-[ .

-
>.

..

.

'
' .jy

. - -- - - - - . - . .. - - _ . _ . - - - = , : .= --



'. UNITED STATES TESTING COMPANYo INC.
'

WELDING PROCEDURE QUALIFICATION TEST RECORD
PROCEDURE SPECIFICATION GROOVE WELD TEST R ESULTS

Reduced section tension test
Material specification....A569 t_o _ A36 Tensite strength, psi:
WeIding process .... .. G. ( [-........._ N/,'
Manual or machine . Sem,%.M MIG 1,,,A,u,tp,ma t,ic,,,,,,,,,,,,,,,,,,, N/A

I
,

Position of welding 2,F,,,H,0,t,1,z,o,n,,t ,1. ,,,,, , ,,,,,,,,,,,,a

Filter metal specification .A,HS.,,A,5,,,1.8.
.. ..... Guided-bend te:t .

Filter metal classification E],0S-3 Root Face

Weld metal grade . ..M[ A N/A 3 N/Ai
Shi iding gas .... . .* . .. .. . Flow 2,,5-3,0,,,CFM N/A 2 N/At 2

-

Singte or multiple pass .. .. .S.I0.gl 0 .

Single or multiple are Single Radiographic. Ultrasonic Examination _ Not Required

"8*"''"* Fillet test results~

Welding progression UphiT1 ,<

Preheat temperature . die 5t[,,, ,],,$] ]~~~~_" Min Size Multiple Pass Max Size Single Pass"
'

Macroetch Macroetch
Postheat trcatment .... .. .

N.,

Weldei's name John Wesch 1 N/A 3 N/A g Pass. 3 Pass
, , , , , , , , , , , , , , , , , , , , , , , , ,

@ 2 Pass2
q *75% Argon 25% CO,.

83 603.-3,,,,,,,,_
I n c .

Laboratory Test No.
ing Company,United S s

.

Fr pe, Vice Presider
WELDIN PROCEDURE Engineering Division

Wstding Current k
** *
,

Pass Elect, Speed of .

_

'
Amperes Volts div'l *no, size. . ,

-

T=//4_z_,1 .

.

Discard
5- **

1 0.035 160 10 24-28 9.10 -

r --- s .-

\ /4ipm I g 3
- .

' I -

4- s ,, ., I
I#

~g ,s' ,1s

..u...an ,,.e > .

a s

s g2 mgn

% s's

?f.

*T C r 3
g .

. I I

WO scst~ ~

g mta
, ,

_. V " *" i

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

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

___ ---%byu a _ p w _____' T _h y-_-_____ ____ _ _ %___ -C ga- .s _

Revision Number 6*
Date ..

.... QG.tpbet,,,2,Z,, 1982
.

.,

4

1v .-



..
UNITED STATES TESTING COMPANY, INC...

WELDING PROCEDURE . QUALIFICATION TEST RECORD
PROCEDURE SPECIFICATION" GROOVE WELD TEST RESul.TS

" * d " ** d '''''I " ""'I " '"'

Material specification A5 69 t.o .A..3. 6... ..___. ~ Tensite strenoth, psi:-

Welding process ..g
. . . . . . . . . . . . . . . . . . . . . . , , , , , , , , , _ , , , ,

3

Manual or machine E.e,m,i,,,,A,t; to,ma,,ti N/A
Position of welding 2..F. HA. r..,.i..zd.n..t.a..y,c,,,,,,,,,,,,,,,,,,,,

2,,

o o ,
..

Filler metal specification . V.?. 4 I8 Guided-berd test-- '

Filter metal classification ...E7,,0).$ . .
Root face

A N/A N/AWeld metal grade .. i
Shi iding gas .$ . . 'l Flow 25-30 CFM

N/At . 2 N/A 2 -

Single or multiple pass S.Yb Ie
.

1ng e Not RequiredS 9 Radiographic Ultrasonic ExaminationSingle or multiple arc
Welding current. . . . 0C. Fillet test tesults
Welding progression

M.U .h.h.)
"

P Min Size Multiple Pass Max Size Single Pass,,,,,,,,,

1ent .

Macroetch MacroetchPreheat temperature .
N2.h.*

Postheat treatment Pass 3 Pass
Welder's name R,u,be,n,,,Curiel i N/A 3 N/A i

Pass
* 75% Argon 25% C0 2_ N/A 2

2 .

e,y
.

83603-3Test No
baboradnite s """T5i~C6iiipany, -.

F M Pe, Ass't. Vice Preside:
WEl.DINb PROCEDURE Engineering Divisioi

k* l* *Welding Current
Pass Elect. Speed of * .

. si
no. size Amperes Volts travel

T = V4
,

s
L_ t

' .

4 1 0.035 160 t 10 24-28 9'10 03 = ' 6x
s. h .ds.'

'

ipm 4 /
, .

I e / N
t | .

b'j. I4 s

h s' p' .g,''~
is sy

6 min. o.4M # *

/s s
s i / ~

8/ 12 A.
,

"

.

* 4 3T C.

l'
. . l_ ,

.

M*C''' # ****** 6 min

. . .

We the undersigned, certify that the statements in this record are correct and that the test welds wers prepared,
~

welded anstested in accordance with the requirements of 5B of AWS D1.1, Structural Welding Code.
~

Harold R. Henrich Iric.
Procedure Nuinber 5875 MP-1 Manufac.turer or Contractor,. -. ._

' Revision Number 6 CAuthorized by.. :cb.CC.. .-am.h:w=.ms1. mmh. ..

Da te .O..c...t..o..b._e r.. 2. 7...,.19. 8 2._. ... ..__-_.
*

. -.
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'

,

.

. . .1v.
_ _

__ _
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-
!-g WELD 5 5%RL M*. .k , _ ___

N
'g .s

$ g |Yg -l2' _{- -.7-_

l- V ,

3 l

a_m
F ,

IN- I IIt0TE: Minianas fillet weld /
sizes fors T4h'1/8 1/32" l

JT2h 1/4t 1/32" -

-

NOTES

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

g stiffening and base steel.,

2. Edges to be welded shall be pre-
pared by 6.achining, flame cutting

7

or grinding, or any combination of
thesi, to achieve a shape as shown
in the attached diagram.<

3 surfaces to be welded shall be
c1 caned free from slag, paint, oil,
' rust, scale or any other material

g which may be detrimental to the
weld.

:

' - 4. The ninimum length of an interrupted''

^ fillet weld shall be li Snches.
) Go*

S. Groove welds will be in accordance''

n _

with figure 2. .

.m r- p

h,;y 6. If tack welds are used, they shall\ /
be of the same electrode material%4 g

g / as the first root pass and shall be4 ' ,,
I deposited in such a manner'as to

y, 78% facilitate incorporation into theCracked or broken |;
*~ *

weld if need be.-
all others thoroughly cleansed prior |i
tack Welds shall be chipped out and, pq* g'

to incorporation into the weld.'

Bseciln=L ~/o6 4 todo7
xv. DESCRIPTION *""|* *"O . * , ' . . ,'.,".f, g g g ,, _ , _""""'d' ,

....... ....

"'" WEL,0/NQ M74il.

1*d'iNo%WehedW$$*AeNr. . . ' . . n=e-.... -.

F

g}}g,,,~q-
. . .e.....

,

..._. 5/a/-.. . . 0sf, .. -

R.& KNAPP
.

1

i



- ____________ _________ _ _ _ _ __ _ ____ _ _________
.

A Tr1f 4 t W A/T' d h- '". .

.-
_

Supplier Devietion Disposition Request ,

NOTE: s. sechtet enuet be notitled withia 5 days ett.r detection of ise,4etion
1. COMPLETE INSTRUCTIONS ON 6ACK OF THis SHEET6. A copy of she completed EDOR form shell 4o 16 by the suppel., in
7. Items 1 18 below to be completed by suppliet the atuellty vesification date package for eeJa item to which this SOOR'

3. * Items. sechtet entries only applies
4. Attacts additional inferenetton whenewer necessary

FOR BECHTEL USE
FCR SUFFLIER USE Arizona

PROJECT Bechtet SOOR Nc. Dese cecei,ad

Supplier SOOH No. Date Submittea '"

10407
AR-182 11/5/82 JOS NO.

'* f,,,,,'" Coms ip inc . , Cus);pdine Div. 1418 E. Lit $pBS4tye. Linden, NF;p 07036
6. All Pewsous SOOR (No.*s

11/s/82Diso.w/|at,7_s5
5. Devieron Detected

2. Suppiin . ons, No. a. Suppeiw s Part No. 4. Sopplier's Port Nenas

181,10/18/82N/A N/AO 5875 "
~ - uso.oooeis

W UNITS 1,2,3
10. twhtel SQR Notified i1. sechtel Energ Hotified

7. sechtee r.O. 4: Rw. No. 8. sechtet rest No. 9. Sechtel Pwt Home
Main Control. 11/5/82 SDDR 11/5/82 SDDRp

10407-13-JM-200 N/Ag Panels o ,,, -u,, nod ' ne,e y ,, g

j i2. owistion Descriptw (Attoch outre shoets. photoeraphs, sketches, etc. es neesseery and ksent ty <=uentity and oorlot No.*s es opp''s:abiel %
'Rev. 20

B01-B07 (Para. 4.5.2.21)
Concealed f asteners were welded (GTAW) to the 1/R'' th i r le em 4 nl ace
steel protective strip. Spec. calls for AWS Dl_.1 weldina. -

O
--

~

.

'
'

'
_ _ , ,

O we se %we13. Suppliers Proposed Disposition 9 s-
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"

]15. schedule impact None , . . _ ._'

Attach extra sheets, sketches. etc. as ascessery .__ A ~ N 'QQ, 14. cost impact None*

g g * 6. Pi-x :--f Oieposit on and Tschaleet (plus Cost /Schedute if applicablel JustificationBecause o f the minimal number of studs to' be placed onthe__S_s'i.,.i N < |

to be f a'stened to the front edge of the bench 'h_ ;

protective strip, |

E section. and in view of the fact that this orotectiva n + t-i n i a~ a \ ' ig

Cohsin redu ns tfL
~

non-structural low Ptress element of the units. how 'this was to 5__a waiver as it was not indicated through the soecu sx.
17. Associated Supplier Documen".Chenge(si De aCComp11Shed. g

'~ .. u
,N -*

. None '
ap %Ns

18. Suppliers Aut esentative Project Manager i_
iW yisi.

us,ne 10 /23/E2- - 'L-0,ie
K. Kc pans _

signature
O. Owe henee tOsechtet O suppiini O t.icensino Occ.ctonee*ls. sechte4 Eners. Action

,c *
Eners.

O Accepted O soecin chenee (O sechtet O suppiter i O Price Adiustmeat -

ro,,o m , '

O nelected O othe< suppiners avvected O otan _ ;_.

* 20. sechtet Oisposition $tet.,-ant including Justification (Attech extra sheets.5 etches. etc. ss necessary)
-

,
~

_
,

,

'

I
__

W 4

%%'

I _ s

- -"%

W Construction Action Required O ves ,O ao
Q Date

Date* 21. Sechtel AcceptancetSignature' ,

GS 22. Supplier
' *** 23. Bechtet Supplier

-PE , Quality Representative
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!NOTE: ''
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L COMPLE TE INSTHUCTIONS ON 0, CK OF THIS SHEET 5 sechtel must be not.t.ed -.ih.a 5 davi st ee detec t.on at de a .o<*i4 2 Hems t -18 teesoa to be com 6 A copy of the cornoleted SOOR toem thate tie .actuce.3 tar the sappi..: .a* liems, 8echtei ente.es on8,o8eied ter surCe',

,

|i3 A the qual.tv ver.f ecat.on data package foe each sem to wh.cn ta.s SOOH ii
4 Atteca add t.onal entoemat.on whenever necessa*v , apot.es '|

FOR SUPPLIER USE F03 8ECHTEL USEPROJECT Palo Verde B.C.S.Supos.e,500H No Date Subm. fled Seentes SODr' ?sa l a Hecpved j
178 4/8/82 ;ogno,,_10407 M3 A ' ~ y/g )

i. supos.e,

N ,,,e Comsip. Inc .Cu s toml ingo,.s, 1418 E. Linden Avenue 0703o
_ c.iv s siaie Lindent N.J. z,o

2. Suppd.e<'s Oedee No I3 Supos ee's Part No 4. Supplier's Pa/d Nadie 5 Deveaoon Detected 6 All Pee..ous SODR INo's

Q 58/2 3-J-RMN-B01 thiu Main Control ' D *' C" i

\ 4/8/82 _Insp. AR-177, 4/1/82
QJ

B07 -Panels .

os.e u ,ihod

7. SocNeir Q h lev.N & 8. SeChiel Par: No 9. Sechsel Pa" Narne 10. Sechtel 50R Not.f.ed 11 8echsel F ngeg Notef.ed

g; 10407-QNM-QO, 3-J-RMN-B01 thru Main Control 4/8/82 h# 4/8/82 telecon.mRev. 11 J B07 Panels & _ < pyWP pgiueihodg osie ;

12 o ..at.rn ese,.pi.on i Anach
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DUE T0_TIIE IMPOSSIBILITY 4;F. MEETING EVERY* t Of AWS.D,1,1.-76 AND PROVIn)NG AN8

h ACCEPTAILE PANEL, WE REQUE.$T A WAIVER ON M&efR. l.-76.__ JN LIEU WE REQUEST 'ULAI_THE

O _CSNTROLENELS B).;F_ABRICAT?D TO A MODIFIQ MS p.1.1. IKOCEDURE. WITil EXCEPTIONS FULLY2
DOW7NIED AEI$VED BY BEUrlTOL. WE WILI,S G NIT AS AN A$DENDUM TO THE APPROVED PRO-

O CEDURk y flMPECTTdN CRTWRTA _ WET.DF.RS WOUUMLGEP.TTFTED AS 'fMY PRESENTTY ARE _ TO
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AWS PEOCEDURES. _ N_ _ _

PROCEDURE; WTTH MODTFTCATIGN AND ACCEPTMK'E CRITPRTA WTLT, BE SUBMITTED. '
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Q I 4. ca.: impact 10NE -

| 15. Schedule teno.ct NONE . TF ACCEPMD TMMJiDIATELLs
!

Q 16. Proposed Os.oosition and Techn.hf #< aus Co*'iSchedula if aoolicabtel Justk. cation. Attach entra sheets. sketches etc. as necessary t' '

WAIVE BECHTEL REQUIREMEffrS OF MEETING AWS.D.l.l.-76 AND ACCEPT COMSIP ADDENDUM
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. A \ !
" ~ ~

ua e KALLIS V.iK0 PANS PROJECT MANAGR; f_.;.c__ % , _ ,L 'u Titie.
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( COMSIP CUSTOMLIITE, COR1-' ' '
-

_ TRAINING SESSION REPORT

REPORT # QA~7 DATE 10/4/82 MEETING LASTED 20 MTun-

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

INSTRUCTOR C. FERDINAND " ASSURING 'IlfAT THE PROCEDURE MEETS AT.T. 'TH E
REQUIREMENTS 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
I" " "R. MOODY

M. NIKZAD |
* " " "

i" " "V. ORLOVSKY
rM. OSTERBYE, PROJECT MANAGER
M. PUTZER PROJECT ENGINEERING MANAGER

.

N -

.

e

?

10/4/82 BY: C. FERDINAND (INSTRUCTOR)PREGENTED
DATE q

i REVIEWED / 4 BY: i (QUALITY ASSURANCE)l*

DA'l[E ...
3

,

I

|

!
1k:

Procedure 2.2
~

| Revision 1 CCC QA Manual
! QA Form 2.2 Page 3 of 3.

. ' _ , . _ ,
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' ' - COMSIP CUSTOMLINE, COR -

TP1 TINING SESSION REPORT

REPORT # QA-6 DATE 10/4/82 MEETING LASTED 16 minn.

TOPIC: Q. A. Manual Procedure 6.4 Drawings

INSTRUCTOR C. Ferdinand

To re-indoctrinate and train personnel as to the recuirementsPURPOSE

of procedure 6.4 para. 5.5.1 and 5.5.2

4

ATTENDANCE

DEPARTMENTNAME

E. Walinski Production Manager

M. Batson Electrical Shop Supervisors

.

>

f

)-
.

PRESENTED _10/4/82 BY: C. Ferdinand (INSTRUCTOR)
DATE

(QUALITY ASSURANCE)REVIEWED BY: + -

DATE [/-

'

Procedure 2.2 CCC OA Manual
Revision 1 Page 3 of 3
QA Form 2.2 ,

A
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CUSTOMUNE OfvlSION*
,

1418 E.Unden Avenue
P.0, Box 152
Unden, NJ 07036g a

Comsin inc. ==
DELPHI SYSTEMS OtVISION{ 10650 E. Cush Street

instrument and control systems g,an'|'ga';3 ^ $ 733 ,|c

Tesener 4768

VISUAL WEI.9 AND DIMENSIONAL
INSPECTION PROCEDURE

ADDENDUM TO PROCEDURE 3875-MP_-1, RE . 5 :r.

1. Purpose

The purpose of this procedure is to define the requirements
for Dimensional and Visual Inspection of welds in accordance

with AWS Dl.1 (Modified) .

f 2. Scope

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

2.2 This procedure covers mathods utilized by Comsip
Inc., Customline Division, and any sub-contractor

.

working under its direction.
h

3. Definitions

None.
,.

i ~
4. Responsibilitiesj

!

), 4.1 .The Sub-Contractor shall be responsible for per-

L -| forming dimensional and welding inspection on
- Jstructural steel fabrications. These inspections

|#
,

ishall be in accordance with the latest approved
$

; drawings, welding procedure and this prehedurs,
r

t

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

,

i n..
Y.. 2

I ;.' > , L' ,
2. ?: ~ 1 h i :. * % .*

'

.

,' ',';2M . ::..

$ h h.[ $ j' *Page L.of Si
'

.u..

,

, . . ' * - .-

.. .~. .
# ' __

'[ *, _ . '
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5875-MP-1

4.3 The Comsip Quality Assurance Manager / Representative
shall be responsible for receiving inspection in
accordance with Procedure 10.1 and W.1 #1.

.

5. Instructions

' "

5.1 Casignated panels, racks, cubicles shall undergo
Visual Welding Inspection at the sub-contractor.

5.2 Fo rm VWI-l ( Attached) shall be used for each partial
or complete shipment to document final inspection.

n
5.3 Direct visual examination shall be made when access

is su f ficient to place the eye within 24 inches (610mm)
of the surface to be examined and at an angle not less
than 30 degrees from the surface to be examined. The ,

specific section under immediate examination shall be !
illuminated with a flashlight or other auxiliary light-
ing to attain a minimum of 50 fc for general and spec-

| ific examination.

"
5.4 Visual Welding Inspection shall be performed by the

O.A. Manager / Representative and by someone assigned by
the sub-contractor qualified to inspect in accordance
with this procedure and AWSDl.1 (Modified).

5.5 Personnel conducting visual examination shall have an
annual visual examination to assure natural or corrected
near distance acuity that they are capable to reading
standard J-l letters on a Jaegar chart.

&

5.6; 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 the period of fabrication is less than two
(2) weeks.

5.7 An inspection (In-Process) shall be performed to assure
compliance to the dimensional requirements of the purchase
or'er documents. This inspection shall consist of 100%d.- . ~, 3

..5.hJ 2,'' 74 ' dimensional inspection of all cutouts and other dimensions.hkfff~ff ' Q,i

. ; Page 2 of 5
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5875-MP-1.

L -

5.8 Final inspection shall be performed 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
//g IE panels shall be calibrated once (1) a year and re-
'' r- corded for verification.

6. Visual Inspection Acceptance

6.1 A random sampling of approximately 25% of the weldsh 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:-

O

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:

9
( l. 1/16" for members 1/4"

2. 1/32" for members 3/16",|
%
y e) Peening of welds shall not be allowed.
II f) Blemishes or cracks caused by arc strikes

] shi ll be ground to a smooth contour and
checked to ensure soundness.

gp g) The sum of diameters of piping porosity in '
fillet welds shall not exceed 3/8" in any

g,
linear 2" of weld.'g

*h) )No? porosity inIcomp'lete joint penetration
. grove welds.~

n', :e <T
Page 3 of 5'
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5875-MP-1

s, ,

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

7. Non Conformance

. 7.1 Welding identified during inspection to be in

k non-conformance to the purchase order documents
shall be corrected in accordance with Repair Pro-

cedure in Section 9.

8. Documentation

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

.-

_

!

i,

Page 4 of 5
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5875-MP-1.

9. Weld - Repair Procedu re

The removal' of weld metal or portions of Base Metal shall
be done by grinding, chipping or machining. The remaining

weld metal shall be free of nicks and cuts.

.The surfaces shall be cleaned thoroughly before welding.

Condition- Method

t 1. Excessive Concavity, under sized Deposit additional

welds. Undercutting. weld metal.

2 . Excessive weld porosity, incomplete Remove unacceptable

fusion. portion. Re-Weld.

3 Cracks in we.1ds and base metals. Remove the crack and
sound metal 2" beyond
each end of. the . crack
and Re-Weld.

E

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
minimum of base and weld metals, but ensuring, that complete
penetration can be achieved, by welding from this side.

The above1 weld repair procedure shall be 'done in accordance with
the requirements of Procedure Specification 5875-MP-1.

s

Page 5 of 5
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