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INTRODUCTION AND EXECUTIVE SUMMARY

Management Analysis Company (MAC), under Contract No. CP10-0619 with Consumers
Power Company (CPCo), provided consulting services relative to the Midland
Pra:ject Quality Assurance Program. The consulting services involved the
performance of the following three tasks:

An assessment of the adequacy and timeliness of both part and process
corrective actions taken on a sample of "big ticket" hardware problems.
(Covered in Section A of the report.)

Using sampling techniques, an assessment of the degree to which the
physical characteristics of selected significant supplied components and
parts meet their respective quality requirements. (Covered in Section 8
of the report.)

Based on the subtasks enumerated as follows, an assessment of the overall
adequacy of the Quality Assurance Program (covered in Section C of the

report):

0 An assessment of the corrective actions in response to the 1980
Biennial Quality Assurance Audit. (Covered in Section C-1.)

0 An assessment of the results of Tasks A and B given immediately
above. (Covered in Section C-2.)

0 An assessment of the effectiveness of the supplier documentation re-
review efforts currently underway. (Covered in Section C-J.)

0 An assessment of the adequacy of the Checkout and Precperational

Testing activities. (Covered in Section (-4.)

0 An assessment of personnel qualifications. (Covered in Section C-
5.)



The field activities at Midland, Ann Arbor and Jackson, Michigan were
performed between February 23, 1981 and April 30, 1981, by the eight MAC
associates listed in the table below, with Jack Norris as team leader. The
HAQ_toll had a total of 85 years of combined nuclear experience. y
Tean Member Task

A B C1 C-2 C-3,I C-3,IT C-3,III C-3,Iv C-4 (-5

J. Norris 2 5 3 x X X X X X X
J. Marcella X X X

J. Orlando X X X X

C. Smiroldo X X X
E. Dolim X

M. DuDeck X

T. Eddinger X

R. Herbst X

The results of the assessment are classified into three levels as follows:

Finding - A serious deficiency in that it is a technical deficiency or a
possible technical deficiency.

Concern - An administrative deficiency.

Observation - An item which should be noted but is discretionary as to
requiring further action at this time.

Following is a summary, by task, of the results of this evaluation.

<

Task- A
1.07 Summary of Task

The adequacy and timeliness of both the action necessary to correct the
part (part corrective action) and the action necessary to preclude
recurrence of the problem was assessed by selecting a sample of ten of
the twenty 50.55(e) reported items for which final reports were sud-
mitted to the NRC and for which there had not yet been an NRC response.




2.0

Of the ten items selected, the part and process corrective actions
relative to the specific deficiency appeared to be appropriate. Four of
the ten have further actions necessary to close out the part corrective

action. In one instance concerning the Control Room Air Filter System,

it appeared that the corrective action was directed to the specific
problen and, as such, failed to assure that all specification
requirements for that item were met. In another related to ITT Grinnell
pipe supports, while the part corrective action was good, there was a
failure to consider possible conflict with an FSAR commitment. In a
third related to the Main Control Status Display Panel, there was
evidence of failing to follow through on a corrective action commitment
after it was found impossible to implement at the originally designated
location. The fourth relative to the liner ‘plate bulge, requires
follow-up to assure that necessary committed actions are completed.
These cases are covered in detail in Section A of the report.

Assessment

In all cases, the corrective actions relative to the specific deficiency
appeared to be appropriate to the circumstances and, as such, would
preclude a recurrence of that problem for that item; however, the
implementation, completion and documentation of corrective actions
appeared to be slow in several instances. Further, the corrective
actions in some instances are too specifically focused on the problem at
hand.

.

Summary of Task

The degree to which significant physical characteristics of selected
procured materials and components met their respective quality
requirements was performed by selecting twenty-two items aad conducting
visual and dimensional 1inspection of approximately 270 individual
characteristics, fincluding an finstalled system walkdown covering ten
components. With two exceptions, I[TT spool pieces which measured
shorter than required, dimensions conformed to specified requirements.

In the laydown area, inspection of the crane trolley for the Ederer 12°




ton crane for the Auxiliary Building disclosed undersized fillet welds,
questionable weld profiles and undercut. This led to a reinspection
using Ederer marked up drawings showing critical welds. The
reinspectior confirmed the finding and led to origination of a Bechtel
NCR M-01-9-1-048. The deficiencies identified were evaluated as not
reportable wunder 50.55(e), but technical disposition of the
nonconformances had not been made at the completion of this assessment.

2.0 Assessment

Except for the auxiliary building crane trolley, physical inspection
demonstrated a high level of conformance to requirements. Minor
dimensional variations on two pipe spools located in the laydown area

were detected. The welding deficiencies on the structure of the crane
trolley are perceived as the most significant. The evaluators
considered this finding to be an isolated case, both because there were

no other weld deficiencies identified during this reinspection and
because Bechtel/MPQAD have previously identified and taken action to
evaluate and obtain technical dispesition of similar welding
deficiencies on other components. Other variances from B«fhul
procedures were observed in the area of storage and segregation
control. These were classified as observations because they were not
within the scope of this task.

The "System Walkdown" review indicated no deficiencies in the area of

documentation and didentification of hardware and systems. Final
evaluation confirms compliance with existing procedures.

Task C-1
1.0* Summary of Task

The adequacy and timeliness of corrective actions relative to the 1980
Biennfal Quality Assurance Audit was assessed Dy reviewing the nineteen
MAC findings and CPCo responses relating to the Midland Project.



In all but two cases the corrective actions recommended appeared to have
correctly addressed the root cause of the problem. One of these two
appeared to be an invalid finding. The other, a valid finding but on
non-Q items, was not within the scope of the audit.

0f the nineteen findings, four were closed within ninety days of the
transmittal of the findings to the identified action organization.
Eight were not closed until after seven months.

Assessment

Except as noted above, the corrective action appeared to be correctly
directed to resolve the root cause of the finding; however, the
timeliness of corrective action did not appear to be adequate in a
majority of the cases. Part of the delay appears to be due to lack of
understanding, or unwillingess to challenge an audit finding prior to or
during the exit interview. This would have disposed of, or accelerated
disposition of four of the nineteen findings. Another delay occurred
due to holding up procedural revisions for a general revision of the
Quality Assurance manuals. This accounted for five of the eight
findings not being closed for up to seven months.

In summary, the corrective actions were appropriate to the
circumstances, but the timeliness of corrective action needs to be
improved.

Task C-2

The results of Task A relative to corrective action on 50.55(e) reported items
and of Task B relative to conformance of supplied hardware have been

indfvidually assessed in their respective sections.

Task C-3 -

1.0

Summary of Task

The effectiveness of the re-reviews of Bechtel and NSSS quality

verification documentation for procured ftems was performed by taking
documentation samples, stratified bouth by dates of procurement and



2.0

diversity of hardware, and performing an assessment of the documentation
using the same criteria previously used for the re-reviews. In all
cases, a groundrule was that the document had to have been re-reviewed
by others before the effectiveness of the re-review was assessed Dy
MAC. One hundred and five document packages, covering forty different
suppliers, were randomly selected and evaluated. Sixty-seven of these
had been previously re-reviewed by Bechtel at Ann Arbor, twenty-five by
Bechtel at Midland and thirteen NSSS packages previously re-reviewed Dy
Babcock & Wilcox (B&W), Lynchburg.

The results of this assessment showed two findings, one concern and six
observations involving eight of sixty seven packages re-reviewed Dby
Bechtel at Ann Arbor and containing nearly seven thousand documents.
The observed fraction defective, based upon total documents was slightly
over one tenth of one percent. Similarly, the evaluation of twenty-five

Bechtel packages re-reviewed at Midland showed two observations for an
observed fraction defective of less than one tenth of one percent. The
re-review of thirteen NSSS packages showed no deficiencies in twelve of
the thirteen. One package had five incomplete documentation entries
resulting in five concerns for an observed fraction defective of three
tenths of one percent. On a percent defective by package basis, there
were four packages showing either a finding or a concern for an observed
fraction defective of less than four percent.

An assessment was made also of a sample of twenty-five procurement
quality documentation packages to specifically verify that Bechtel was
correctly reviewing the test results reported in CMTRs to assure their
compliance with applicable requirements of the ASME Boiler and Pressure
Vessel Code year and addenda. No deficiencies were noted.

Assessment

The observed effectiveness of the procurement quality docuu—untaﬁon is
in the range of ninety-five percent for packages to ninety-nine percent
for individual documents. On this basis it {s deemed to be adequate for
documenting the quality of safety related hardware and is considered to
be well above average.



An assessn. . was made also of radiographic documentation. While this
assessment was outside the scope of Bechtel's re-review of documen-
tation, the results confirmed advisability of the ongoing effort of

~ evaluat‘ng and interpreting radiographs and their documestation which
previously had been initiated by MPQAD.

Task C-4

An assessment was to be made of the adequacy of the checkout and
preoperational testing program. However, based on the status of Q-system

turnovers to CPCo for test and the availability of test procedures, it was
determined that this task should be rescheduled into 1982.

Task C-5
1.0 Summary of Task

An assessment of personnel qualifications was made for welding, NDE and
inspection personnel. An assessment also was to have been made of test
personnel; this assessment was postponed bocause of the postponement of
Task C-4. An assessment also was made of the qualification of personnel
performing quality audits.

A sample of thirteen of thirty welders qualified by Bechtel was assessed
by reviewing their qualifications and certification records against the
requirements of AWS Dl1.1l.

A1l five of the Bechtel personnel certified under SNT-TC-lA were
assessed by reviewing their qualification and certification records
versus the current requirements of that standard.

. Eighteen of efghty-eight Bechtel Quality Control Engineers were assessed
by reviewing their qualification and certification rocord;‘against the
requirements of ANSI 445.2.6 and Bechtel Procedure SF/PSP-G-81, Rev. 3.



2.0

Four of the eight Bechtel certified audit personnel were assessed by
reviewing their gqualification and certification records versus the
requirements of ANS! N45.2.23 and Bechtel Procedure Section B Number 8

Revision 2.

-

Similarly, five of the CPCo certified audit team leaders were assessed
by reviewing their qualification and certification records against the
requirements of CPCq Quality Assurance Department procedure 8-5 Rev. 1
and ANSI N45.2.23,

Assessment

2.1 Based upon a review of records, perscnnel meet the qualifications
of applicable standards and procedures with two exceptions:

1. A minor administrative problem was noted in two =ecords that
did not have an impact on the qualifications of these welders.

2. The Auditor/Auditor Team Leader Qualification Questionnaire
was not in the file of an auditor certified before February
1978. Such a questionnaire was not required at the time of

his certification.

The records were readily retrievable, complete and in good order.

Overal]l Assessment

MAC's overall assessment of the effectiveness of the Midland Quality Assurance
Program is that in general, it meets the NRC requirements and is adequate for
the control of quality assurance of safety related hardware.

Generally speaking, the identification of the root cause of quality problems
has been correctly assessed and with few exceptions nas been addressed to both
the specific manifestation of the problems and to the potential for similar
occurrences in other areas.



The response time for implementing corrective action seems to be excessive.
Recognizing that there are many problems establishing priorities, and that in
most cases corrective action has been scheduled for implementation or
completion, delaying such actions, particularly in the areas of hardware
correction, can cause actions to pyramid beyond the capaéity of the
organization to resolve as the project gets closer to fuel loading and
licensing. This can result in unwarranted schedule delays and may result in
necessary corrective actions being seriously curtailed cr omitted.

The conformance of supplied hardware to specified requirements was generally
good and would be considered above average. The kinds of welding deficiencies
fdentified on the crane trolley have been found to be quite common fin
structural members at other sites. This indicates a need for more rigid
controls on the part of both producer and consumer. It is likely that it also
indicates a need for reaiistic revision of the welding code to reflect
acceptable industry practices. Further, it demonstrates the need for persons
performing source surveillance or inspection to have efther qualification in
applicable special processes or the support of specialists who do. The
dimensional deficiencies noted in some spool pieces are minor and are such as
can be readily accommodated in field installations.

The overall completeness and adequacy of documentation packages which had been
re-reviewed are above average. [t was observed that packages relating to more
recent deliveries were generally better than those received earlier. This
reflects greater sophistication on the part of even the same supplier as he
gained experience in meeting nuclear quality requirements. Such later
packages include tables of contents and indices that will assist CPCo in
future years in utilizing such documentation. It would be desirable to obtain
such tables of contents and indices, where lacking, as a by-product of
Bec!;tﬂ's continuing review of procurement quality documents.

While the findings relative to the assessment of this document task were
relatively few, some were of sufficient significance to warrant increased
attention to these kinds of deficiencies during Bechtel's continuing review.
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Bechtel's procedures for tnis task define what is to be reviewed, but there is
need for greater specificity as to what is required. This is based on
evidence of lack of uniformity on the part of different reviewers or to what
is specifically required. This was reflected in different responses relative
to-tertain types of documents such as CMTRs and certificates ~f compliance.
Further, it is not clear fram the G321-D form whether documents to support
radiographic examination such as reader sheets, technique sheets and the film
itself are required, and if required, whether they should be in the document
package or with the radiographic film. The results of this radiographic
review performed during this assessment supports the need for MPQAD's ongoing
effort of evaluating and interpreting supplier furnished radiographs and
assocfated documentation.

The review of personnel qualifications for both Bechtel and CPCo personnel
showed that personnel were properly qualified for the tasks to which they are

certified. The completeness, currentness and retrievability of this
information was superior.

Based upon the above, the overall assessment of Midland's Quality Assurance
Program is that it is somewhat above average for nuclear plants, particularly
those for which construction permits had been issued in the same time frame.



TASK A

1.0

2.0

Statement of Task

11

Select a sample of "big ticket" (50.55(e)) problems and assess them ac
follows:

1.1

Research the nature of each problem to determine whether or not
the root cause of the problem was adequately identified.

1.2 Assess the process corrective action to determine whether or not
it addresses each root cause and whether or not it is effective in
rrecluding or minimizing the probability of recurrence of the root
cause in some other areas of the project.

1.3 Assess whether or not the hardware or part corrective action was
arrived at through a disciplined, reasonable process.

Method

2.1 Eleven of the twenty-one 10CFRS0.55(e) items were randomly
selected for assessment. The criteria for selection were that:
2.1.1 The fitem represented a broad spectrum of equipment, and

CPCo had submitted a final report to the NRC.
2.1.2 The item was essentially complete with the exception of a
NRC formal closeout.
2.2 The items selected for review are listed in Table 1.
2.3 The following approach was used in the assessment of-the selected

50.55(e) items:

2.3.1 The background was researched to arrive at an under-
standing of the problem.



3.0

2.3.2

2.3.3

2.3.‘

Results

12

An assessment was made to determine if the root cause of
the nroblem was correctly identified and if the process
cor~eC ‘ve action recommended and committed was appro-
priate.

An assessment u2s made to determine if the appropriate
process corrective actions were taken as commitied and if
they were taken in a timely fashion.

An atsessment was made to determine if the part corrective
actiuns were taken as cormitted.

Overall results and cask asses.ment are included in the Irtroa ;v.:.ion and
Executive Summar). Detailed results of each item investigate. are
included in the foilowing pages.
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NRC-Assigned 50.55(e) No.: 77-01
CPCo File No.: 0.4.9.10
Subject: Liner Plate Bulge

A. > BACKGROUND

"< In Containment Unit 2, between azimuths 250° and 270° and from approxi-

mately elevation 593' to 696', the 1/2" liner plate bulged inward about
two feet from the theoretical location and separated from the exterior
wall. Movement of this plate caused spalling of the concrete adjacent to
the plate, generally about three inches in depth, except for some local-
fzed areas where spalling up to ten inches was noted. The half-inch
thickened liner plate, about a set of four penetrations covering a
surface area about 6'8" square, was bent. Initial observations indicated
that this incident was caused by a leaking water line, previously used to
provide a water supply during construction, embedded in the exterior
concrete wall (at approximate azimuth 260°). Bechtel NCR 717 and Bechtel

MCAR 16 were issued on 2/28/77.

RECOMMENDATIONS/COMMITMENTS

Recommended corrective actions were:

1.0 Determine the extent of the damage to the liner plate and
containment wall.

1.1 An extensive investigation was conducted by Bechtel to
determine the extent of the cdamage and the exact cause of the
problem. Repafr procedures were developed. The repair
adequacy was reviewed with the NRC and the repairs were
made. Midland Containment Unit 2 Bulged Liner Plate
Replacement Report was fissued by Bechtel in August 1977,
documenting such items as the extent of damage, the cause of
the problem, test program and results, details of repairs,
fabrication of replacement plate, and various procedures.
The replacement liner was checked and found adequate to meet
the original design criteria as well as the ASME Code,
Section III, Division 2.




1.2 This item is closed.

Develop methods of repair for affected areas.
2.1 See 1.1, above.

2.2 This item is closed

Determine the cause of the problem.

3.1 See 1.1 above. The liner plate bulge was determined tc be
due to failure of a temporary water pipe, attributed to dent-
ing of the pipe and notches in the seam waid. Water then
leaked between the liner and the containment, froze, ex-
panded, and buckled the liner plate.

Jod This item is closed.

Take necessary actions to preclude repetition for both containments

if the cause indicates possiblie recurrence.

4.1 Corrective actions to preclude repetition were: 1) Fill the
temporary service water lines with grout, 2) Complete and
issue SCN-7002 to Project Specification 7220-C-231 requiring
all embedded temporary piping to be tested in accordance with
ANSI B3l.1, except the test pressure will be operating pres-
sure, and 3) Revise PQCI C-1.20 to include QC surveillance to
assure that temporary and non-Q piping embedded in Q concrete

has been properly tested.
This item is closed. A thorough review has concluded that
the root cause of the liner plate bulge was correctly

identified and that the corrective action was appropriate.

Chapter 13 of Bechtel's Bulged Liner Plate Replacement Report

outlines a specific surveillance program. Measureménts of

relative radial displacements in the replaced plate were

taken using the proper surveying instruments or a straight templat
and deflectometers. These measurements were t0 De taken at three
elevations and at the locations of the angle anchors in the

circumferential direction. The first measurements were to be taken




after
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the repair work was completed to establish a datum.

Thereafter, measurements are to be taken:

501

5.2

5.3

gefore and after pre-stressing (Bechtel)

After the structural integrity test (Bechtel)
Before the unit goes i1nto operation (Consumers)
During the first refueling shutdown (Consumers)

-

After liner repair, Bechtel failed to obtain the "“before”
pre-stressing data until the pre-stressing process was well
underway. This was documented in CPCo's NCR M-01-9-0-011.
Additionally, Bechtel NCR 2755, which was originated to
document noncompl iance with Section 13.0 of the Bulged Liner
Plate Replacement Report, indicated that the calibration of

the thermometer used was in guestion and also that there was
no evidence that the "“before" data had been submitted to
Bechtel Project Engineering for review and approval. Bechtel
ultimately obtained "before" and "after” pre-stressing data,
using approximately 40 horizontal tendons (of sixty
horizontal tendens and a total count of approximately 120
tendons, including vertical and dome) to calculate the plate
deflection.

The "before" data that could be taken during the tensioning
was taken using accepted construction practices, but no
approved procedures. The data on data sheets FSK-CC2-177
Rev. 0 with additional comments on Field Engineer's Report
(FER) CC-105 was transmitted to Project Engineering by
Bechtel letter REMC-2482 (12/7/79). Project Management
Office (PMO) Construction advised PMO Testing that Bechtel
"adequately obtained the necessary data without a formal
procedure . . . =

In April 1980, an approved procedvure was used to obtain the
data “"after" pre-stressing which was transmitted to Project
Engineering review in Bechtel's letter BCBE-2924 (4/16/80) in
FER CC-120.



5.4

5.5

5.6

5.7

5.8
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The results of both series of data FER CC-105 and FER CC-120
and the procedures used to obtain these measurements have
been reviewed by Project Engineering and incorporated into
the draft of Specification C-114(Q) (Bechtel letter
12/23/80). There is no evidence that this dita has been
approved as acceptable baseline data. On the contrary, the
letter points out that the specification has not been
approved by Civil Engineering and indicates that addi tional
measurements may be required. There 1is no documented
evidence that this problem has been resolved.

Bechtel NCR 2755 was resolved in that the thermometer was 1in

calibration and the data was transmitted to Project Engi-
neering for review. CPCo's NCR M-01-9-0-011 is still open.
The original anticipated response date from Bechtel was

12/1/80.

A check of Bechtel's Remaining Work Schedule shows item C-
71300 which requires the structural integrity test
specification to be prepared.

Evidence has been obtained that the construction pipes in
Units 1 and 2 were filled with grout. Pour cards document
this action, confirmed by visual inspection of the accessible
pipe end.

This item is open because:

5.8.1 The request of Bechtel's Civil Engineering for
additional measurements must be resolved by Project
Engineering.

C-

5.8.2 A1l the data previously taken and incorporated into
Specification C-114(Q) must be formally approved.

5.8.3 Specification (C-114(Q) must bDe completed and
aporoved.



5.8.4

5.8.5

17

Attention should be addressed to other embedded
construction pipes to assure they are properly
closed off when there is no further need of them.

The CPCo NCR must be closed out.



18

NRC-Assigned 50.55(e) No.: 77-03
CPCo File No.: 0.4.9.12
Subject: ITT Grinnell Pipe Supports

e

BACKGROUND
" ITT Grinnell pipe support design sketches showed fillet weld dimensions

less than the dimensions required by ASME Boiler and Pressure Vessel
Code, Section III, Division 1 in NF-3292 and in Table XVII 2452.1-1 of
Code Appendix XVII NA-2452.1. MCAR 18 was originatnd October 17, 1977 to

document this problem.
Subsequently, Bechtel MCARs 19 and 21 were written to document fabrica-

tion welds and field installation welds that were also found undersized
to specified requirements.

RECOMMENDATIONS/COMMITMENTS

MCAR 18 recommended the following corrective actions:

1.0 Obtain a formal justification of the vendor (ITT) position on Code
interpretation (relative to fillet weld dimensions).

1.1 This item is open because the file carries no objective
evidence that the vendor's position on Code interpretation
(relative to fillet weld dimensions) was formally justi-
fied. Reports do show that results of analyses and physical
tests on "worst case" welds substantiate that undersized
welds are well within Code stress levels.

2.0 Seek a Code clarification fram the ASME Code Committee.

2.1 This item is open because there is no objective evidence of
Bechtel or vendor action relative to seeking a Code clarifi-
cation from the ASME Code Committee. To the contrary, ..e
final report, dated 8/1/78, stated that "based upon an infor-
mal request November 1, 1977, to the ASME Code Committee
chairperson and that person's response, no further Code
clarification would be pursued". The chairperson’'s response



2.2

2.3

19

was that if a formal inquiry were made, he would support an
interpretation that a minimum fillet weld size be at least
the thickness of the thinnest member where the Code minimum
weld size for Table XVII 2452.1-1 calls for a weld equal to
or greater than the thickness of the thinner member. There
appears in the CPCo file a formal response to an inquiry to
the ASME Code Committee from W. R. Bird, MPQAD, which states
that both the dimensions and the stress levels of the Code
must be maintained. Further, there is a memorandum dated
February 13, 1978, J. R. Barbee to Welding Engineering
personnel, stating "no portion of the weld can be less than
the size (and length) specified on the drawing”.

Rezports BLC5935 and BLC5936 recommended a disposition to use
the affected hangers “as is" based upon the results of
physical tests and stress analyses showing that the worst
case undersized weld was conservative relative to allowable
stress levels.

This item is classified as a finding because the recommended
disposition is contrary to the inquiry response that both the
dimensions of Table XVII 2452.1-1 and the allowable stress
levels must be adhered to. Adherence to the Code for design
of piping supports is a commitment of Midland 1 and 2 FSAR
Yolume 8, Section 3.9.3.4.1 which states "the designs of ASME
Section III supports, hargers and restraints are in accor-
dance with ASME Code Section [II, Subsection NF and
applicable Code Cases”.

A meeting to address this problem was held March 17, 1981 at
Ann Arbor between CPCo and 3echtel personnel. It was agreed
that the FSAR would be clarified relative to this Code
commitment and that the hangers met Code allowable stress
levels but did not comply with the physical d‘mensions of
Table XVII 2452.1-1. If this is done, the recommended



— 3.0

4.0
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corractive actions 1 and 2 in MCAR 18 will no longer pertain
and all other actions will meet or exceed the recommendations

of that document.

Prepare a detailed analysis of a one percent sample of hangers not
meeting Table XVII 2452.1-1 of Code Appendix XVII NA2452.1.

3.1

3.2

In lieu of a one percent sample inspection of hangers, a
complete survey of Grinnell detail drawings was performed.
(This resulted in identifsing 330 underspecified welds.)

A memorandum dated 11/10/75, Castleberry (Bechtel) to Paul
Dillman (ITT), states that ITT is to make a 100 percent
inspection of all welds made since July 1977.

A letter dated September 8, 1978, HOWE-163-78, S. Howell
(CPCo) to J. Keppler (NRC), transmits to the NRC final
reports for MCAR 18, BLC 5935 and MCAR 19, BLC 5936, both
dated May 1978.

A memorandum dated September 11, 1978, Dreisbach (Bechtel) to
Martinez (Bechtel), relative to MCAR's 18, 19 and 21 under-
sized hanger welds states that “corrective actions have been
verified and the subject MCARs closed”.

Reports BLC 5235 and BLC 5936 carried the results of stress
analyses and physical tests supporting the position that the
"worst case" undersized welds were conservative relative to
Code allowable stress levels.

This item is closed.

Obtain a QA/QC reinspection of a sample of 25 instal1ed_hangers and
15 warehoused hangers. Tabulate the actual weld size versus the
size specified on the drawings. (MCAR's 19 and 21 were originated
as a result of this and subsequent reinspections.)
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4.1 Inspection of hangers resulted in the origination of MCAR 17.
4.2 This item is closed.
Prepare an interim report within 15 days . . . and so forth.

5.1 This item is closed. o
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NRC-Assigned 50.55(e) No.: 78-01
CPCo File No.: 0.4.9.13
Subject: Reactor Coolant Pump Motor Flange

A

BACKGROUND .

During a routine dimensicnal inspection of a reactor coolant pump (RCP)
motor at the vendor's (GE) shop prior to shipment in February 1277, it
was determined that the as-built rabbet height dimension on the motor
mounting flange was less than that specified on the motor drawing. The
rabbet is a cylindrical extension 6f the motor flange that fits into a
counterbore in the motor support stand flange with a very close clear-
ance; its purpose is to assure axial alignment of the motor with the
pump and to bear the horizontal shear locads resulting from Loss of
Cooland Accident (LOCA) and seismic forces. Upon further investigation
it was determined that the rabbet had also been incorrectly designed and
was not adequate to withstand the design loads; this inadequate design
exists in all eight of the RCP motors for Midland 1 and 2.

RECOMMENDATIONS/COMMITMENTS

1.0 Augment the load carrying capability of the motor flange rabbet by
fncreasing the friction load between the surfaces of the motor
flange and the motor support flange of the RCP.

1.1 This augmentation would be accomplished by replacing the
16 cap screws with studs and nuts and by specifying the
required stud preloading. The replacment of the screws
with studs was necessary since the cap screws could not be
tightened to the preload required to achieve the flange
friction force due to the fact that the limited available
access to the screws precluded the use of the necessary
torque tools. The available access, howeverf-nas adequate
to permit the use of stud tensioners and hence, the use of
studs, which can be tightened with tensioners, was
adopted.



This corrective action has been approved and is being
implemented for all eight pump and motor units for Mid)and

1 and 2. The motor vendor stress reports have been

revised accordingly and the report has been approved.

An inspection at the Midland site verified that the RCP
motor flange problem was being properly addressed by B&W
and CPCo. B&W's Field Change Procedure 112 details the
stud installation for RCP 2P51A for Unit 2. Similar pro-
cedures exist for pumps B-0 and for Unit 1 pumps 1PS1A-D.

This modification and assembly program is an ongoing

concern that B&W and CPCo are actively pursuing.

A visual examination was made of RCP 2P51D, mounting studs
and rabbet. Repairs are in process according to the
revised drawings and Field Change Procedures.

This item is open pending completion and acceptance of the
ongoing modification.

The instruction manuals describing the method of attaching the
motor to the motor support stand are to be revised to provide for
the use of studs and stud tensioners and to specify the required
oreloading of the studs.

A check of B&W's manuals and drawings showed t

necessary changes have been incorporated.

This item is closed.
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NRC-Assigned 50.55(e) No.: 78-04
CPCo File No.: 0.4.9.16
Subject: RPS Loss of Ground

-~

A.

BACKGROUND

B&W conducted an evaluation wherein it was postulated that a loss of
ground could cause the NI/RPS to fail to perform its intended
function. This was reported to the NRC under 10CFR Part 21.

“The concern was discovered while investigating the Davis Besse ground
system. A review of the Reactor Protection System indicated that loss of
ground will not cause a channel trip, as was previously assumed. There-
fore, the potential exists for a loss of ground to occur without being
detected. To our knowledge, current operating procedures do not call
for periodic ground continuity checks. If a subsequent fault is imposed
upon the system, then more than one channel might be adversely affected.

“A detailed analysis of the event is not possible by Babcock & Wilcox
(B&W) because the individual ground systems vary from plant to plant and
B&W does not know what ground continuity checks individual utilities may
perform. However, a preliminary review indicates that without
additional 1information to the contrary, this concern represents a
substantial safety hazard as defined by 10CFR Part 21 since the concern
has the potential for a loss of safety function to the extent that there
could be a major reduction in the degree of protection for a licensed
facility, if ground is lost and another fault occurs.

"It should be pointed out, however, that loss of ground on the NI/RPS is
believed to be a very improbable occurrence because of the multiple
ground circuits which exist; e.g. each channel connected to the ground
bus, each cabinet interconnected through multiple bolted -joints, etc.
In addition, loss of ground by itself will not prevent the RPS from
tripping.”
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B. RECOMMENDATIONS/COMMITMENTS

1.0 B&W recommended that CPCo implement a test procedure for a
periodic test of the RPS to assure that the ground has not been

lost.

1.1

1.2

-

CPCo notified the NRC that the B&W test specification was
revised to require a continuity check to assure that no
loss of grounding has occurred and to obtain baseline
data.

Preoperational Test Procedure 2TP-RPS-02 has been written
(though not yet approved) to ensure that baseline data is
obtained. This will further be expanded to provide the
basis for a periodic test of the RPS to assure ground
continuity. This is item 02532-56160 of the Startup
Tickler List.

This item is open pending approval of Preogperatioral Test
Procedure 2TP-RPS-02 and its expansion to require periodic
test of the RPS to assure ground continuity.
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NRC-Assigned 50.55(e) No.: 78-06
CPCo File No.: 0.4.9.18
Subject: Small Break Analysis

~—

A.

BACKGROUND

CPCo was notified by B&W in May 1978 that a problem existed in the smal)
break analysis for utilities with operating 177FA lowered locp plants,
of which Midland is one. It was determined that the Emergency Core
Cooling System (ECCS) analysis for B&W's 177FAs may be nonconservative
for a small break in the Reactor Coolant Pump discharge. This problem
required revisions to the Makeup and Purification System for Unitis 1 and
2. QOver the course of several B&W transmittals to CPCo/Bechtel, seven
possible fixes were presented for evaluation. Bechtel was requested to
evaluate the proposed fixes for the following two categories:

1.0 Least expensive fix with no operator action to mitigate the
consequences of an accident.

2.0 Least expensive fix with operator action within the control room
to mitigate consequences of an accident.

RECOMMENDATIONS/COMMITMENTS

1.0 Based on several meetings between (CPCo, Bechtel and B&W and a
review of Bechtel's recommendation (see BLC-6225 dated July 10,
1978), CPCo authorized Bechtel to install High Pressure Inje-tion
(HPI) 1ine crossovers downstream of the HPI line isolation valves
and outside of the building as well as to five check valves per
unit requiring no operator action.

1.1 A review of P&ID's M403, Sheet 2(Q) (Unit 1) and M404,
Sheet 2(Q) (Unit 2), Makeup and Purification System,
indicated that Revision 7, dated 12/8/78, had been in-
corporated to include the proposed changes. Specifically,
the HPI 1ine crossover and associated check valves 157,
158, 159, 160 and 161 were correctly shown as required in
Rev. 7.
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The question was asked of Bechtel whether or not all QA
requirements were considered when Bechtel presented their
design change recommendation to CPCo. Specifically, was a
Design Review Verification Checklist (DRVC) filled out per
EOPI 4.1.1 “Preparation of the Design Requirements
Verfication Checklist for the Midland Project?" An
investigation revealed that Rev. O to EDPI 4.1.1 existed
at the time of the recommendation. Rev. 0 allowed the
supervisor to determine whether a design change was major
or minor. A minor change did not require that a DRVC be
considered. Rev. 0 also did not require the supervisor to
document his justification that a change was minor. For
this particular design change the supervisor concluded
that the change was minor and therefore, by procedure, did
not require a DRVC to be completed.

An on-site inspection was made to verify the installation
of crossover lines and check valves. On Unit 1 and 2 it
was physically verified that most of the HPI crossover
piping had been installed and that check valves 157 and
158 were installed in the correct locations.

This item is open pending completion of the HPI crossover
pining and valve inctallations.

In addition to design changes, B&W was required to revise Topical
Report B&W 10103 to reflect the new system designs.

2.1

2.2

It was verified by discussions with B&W that an accident
analysis program for various configurations of small and
Targe breaks, with and without pumps, etc. ;- was underway
and that CPCo's Topical Report 10103 would be revised or
amended upon completion of that program.

This item is open pending revision of or amendment to the
CPCo Topical Report 10103 relative tu this modification.
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NRC-Ascigned 50.55(e) No.: 78-13
CPCo File No.: 0.4.9.25
Subject: Control Room Air Filter System

.~

A.

BACKGROUND

MSA reported a problem that undersized wire had been installed of
incorrect size for a 40A fuse.

RECOMMENDATIONS/COMMITMENTS

1.0 Bechtel MCAR 27 disposition required:

1.1 Defective wiring to be replaced; scheduled completion May
22, 1980.

1.1.1 Bechtel NCR 1733 was originated in the field to
document this problem and to initiate and follow
corrective measures. A copy of this NCR was not
available in the Ann Arbor files; it was available
at Midland and marked "closed 2/11/80 - #8 AWG wire
installed."”

MSA, under Bechtel cognizance, made the necessary
replacement of undersized wiring on May 22, 1980;
however, CPCo on a October 18, 1980 over-inspection
discovered that while the proper gage wire was
installed, Technical Specification Requirement 7220-
M-150Q Rev. 4 para 6.12.5 required "all wiring to be
TYPE TA or SIS single ccnductor Class B8 stranded,
No. 14 AWG min. wires, capable of passing flame
resistance test per 1PCAE Pub. 5-61-40." Contrary
to this, replacement wiring is coded IYPE USE-RHH-
FR-1. CPCo NCR M-01-4-0-067, dated October 20,
1980, was originated and dispositioned "Accept As
Is" on January 14, 1981, by R. C. Holler for L. H.
Curtis, on the basis that the replacement wire meets
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or exceeds requirements of the Technical
Specification paragraph referenced.

Inspection of four units by CPCo per;_onnﬂ in the
presence of MAC personnel during the week of March
1, 1981, disclosed that the undersized wire had been
replaced as stated. Further, testing of terminal
tightness by hand disclosed that some terminals were
loose, possibly as a result of using an incorrect
lug size. During this inspection, it was stated
that a NCR would be originated to document this
deficiency. Follow-up on April 3, 1981 disclosed
that no NCR had been issued on the premise that the
vendor, MSA, would be in on May 15, 1981 to rewire
these units. The problem of loose links and incor-
rect lug size were stated to have been added to the
punch 1ist for this repair. It should be noted that
previous rework under NCR 1733 had been signed off
by Bechtel as having been satisfactorily completed.

There was not, on April 3, 1981, formal NCR docu-
mentation of the loose terminal deficiency, although
it is recognized that the deficiency could be
addressed by rewiring and proper inspection as a
result of the vendor's latest rework of these
units. Failure to document this nonconformance on a
NCR does not appear to strictly satisfy the
requirements of 10CFRS0 Appendix B, criterion 16,
that "measures shall . . assure that . . . non-
conformances are promptly identified and corrected."

C-

This item is open pending:

YedeBel Documentation of the 1loose terminal
deficiency on an NCR.
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1.1.2.2 Correction of the loose terminals by the
vendor.

1.2 Steps to prevent recurrence.

1.2.1 This item is open because there have been no steps
identified to prevent recurrence, only to repair the
specific problem. When the undersized wire was
replaced with the proper gauge, another error was
introduced in that the wire was not to the proper
specification. In addition, a third error was
possibly introduced in that some terminations of the
replaced wire are loose, possibly because of an
incorrect lug size.

1.3 Investigation as to whether other components could be
affected.

1.3.1 Disposition of MCAR 27, E. M . Hughes for L. H.
Curtis, dated September 27, 1980, states that there
are no other MSA supplied components involved per
MSA telex to Bechtel dated January 17, 1979.
Corrective action on MCAR 27 is signed as complete
by A. E. Rice for L. A. Dreisbach, Septemt:r 22,
1980.

1.3.2 This item is closed because the scope of the MCAR
relates to a report by MSA of their use of under-
sized wire. While undersized wire could be used by
any other supplier, it is to be expected that it
would be identified by the supplier inspection or be
detected by source surveillance or inspection.

Further investigation by Bechtel as to the correctness of wiring
disclosed that another requirement of Technical Specification
7220-M-150Q, Rev. 4, para. 6.12.5 had been violated. This was
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also covered by CPCo NCR M-01-4-0-067. The Technical Specifi-
cation requirement is that “seller's wiring shall not have more
than two wires connected to any terminal”. The received condition
showed three lTugs per terminal. This deficiency was not a part of
the original MSA notification and not a part of the 'MCAR. It was
dispositioned as unacceptable on January 14, 1981 on the basis
that the three lug instailation might prevent good electrical
contact and reduced holding capability of the terminal,

Inspection of four units by CPCo in the presence of MAC personnel
during the week of March 1, 1981 disclosed that the problem of
three Tugs per terminal still remained.

A communication A.I1.5-407, relative to CPCo NCR M-01-4-0-067, was
transmitted to CPCo, MPQAD on March 19, 1981 stating that “. . the
vendor is scheduled to come on site May 15, 1981 to do the repair
or rework necessary to bring parts into a conforming condition.
Processes and procedures to assure that replacement parts and
equipment used for repair or rework meets the original specifi-
cations and requirements will be accomplished by the vendor."

4.1 This item is open pending correction of three lugs per
terminal per requirements of Technical Specification 7220-M-
150Q, Rev. 4, para. 6.12.5.



32

NRC-Assigned 50.55(e) No.: 79-01
CPCo File No.: 0.4.9.26
Subject: Loose Terminations, Main Control Status Display Panel

-

A. Bechtel NCR 2176 was written 5/11/79 identifying a problem with the Main
Control Panel, Control Panel Section 1C14 furnished by Magnetics on P.0O.
7220-J-201, Rev. 6. Five wire terminations on the Status Display Pane!
Module were found loose from their soldered connection to the individual
switches as follows:

Swi tch Terminal Problem

1Sv-0127 G not soldered

1Sv-0127A G loose solder joint

1SV=0127A c cold solder joint

1MO-1257 G not soldered

1IMO-5336A B not soldered

1MO-0912 G wire touching movable member

B. RECOMMENDATIONS/COMMITMENTS

1.0 Bechtel MCAR 28 recommended the following corrective actions:

1.1 Determine effect of loose wires, if undetected, on plant
safety.
1.1.1 Bechtel reported the effect of loose wires in the
attachment to BLC 7644, as follows:

‘ a. Loss of safety display function

: b. False indication ,

¢. Overheating and possible burnout of voltage
dropping resistors

d. No l1ikelihood of control panel blowout.

1:0:8 This item is closed.
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Examine other components by Magnetics

1.2.1

1.2.2

1.2.3

1.2.‘

1.2.5

Other components supplied by Magnetics were

identified to be:

a. Light display units for panels IC{Q, 2C14, and
0C10

b. Amphenol connectors for panels 1C14 and 2Cl14

¢. Resistor banks 0C10, 1Cl14, and 2C14 1light
display units.

Oral Communications Record WRB 55:79 (prepared by M.
J. Schaeffer 5/29/79) stated that inspection of all
36 modules taken from panels 1Cl4 and 2Cl4 showed the
same kind of discrepancies as in the one module of
panel 1C14.

Light display units for panels 1Cl4 and 2Cl4 were
detached and returned to Magnetics for inspection and
repair. (NCR 2176 dated 8/21/79 required removal of
all modules and their return to Magnetics.)

Remaining components were to be checked in the field
per a schedule to be established between Bechtel and
Magnetics by June 1, 1979.

Further detailed actions relative to examining other
Magnetics components were defined in interim reports
to the NRC as follows:

1.2.5.1 Magnetics to perform one hundred percent
inspection of status display 1ight modules.

1.2.5.1.1 A letter, L. Dreisbach to R.
Castleberry, dated June 1,

1979, required one hundred

percent inspection of

Magnetics modules for
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soldered connection, excess-
ive wire stripping and loose
or damaged Amphenol connect-
ors.

-

A memo P. L. Gray to L.
Dreisbach, stated that the
Bechtel SQR at Magnetics had
completed inspection of the
ESFS display 1light medules
completing Supplier Quality
Department Action 4895A.

A report, P. L. Gray to L. D.
Sokol, dated 1/16/79,
provided the status of
special fabrication/inspec-
tion processes and stated
that certain panels will
require installation and
soldering inspection in the
field.

Final report MCAR 28, dated
August 29, 1979, stated that
Magnetics completed one
hundred percent inspection on
all soldered connections on
the Main Control Boards at
the Jjobsite. wWhile the
inspection was_ completed,
rework was required and
scheduled for completion Dy
December 30, 19739, Rework of
modules returned to Magnetics
was scheduled for completion

October 15, 1979.
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1.2.5.1.5 This item 1is open because
there is no objective evi-
dence that required rework
and reinspection has Deen
completed by Magnetics.

Bechtel Field Quality Control to perform
inspection at completion of Magnetics
100% inspection of all status display
light assemblies and associated
components and devices. Bechtel Supplier
Quality Representative (SQR) to perform
100% inspection at the supplier's plant
prior to shipment to jobsite.

1.2.5.2.1 This item 1is open because
there is no objective
evidence in file showing
completion of necessary
rework and reinspection by
Magnetics or Bechtel inspec-
tion of Magnetics supplied
components after repair
either at the supglier's
plant or at the site.

Bechtel to review the Magnetics fabri-
cation program to determine if other
processes are not adequa‘tely specified
(or controlled).

1.2.5.3.1 Trip Report, P. L. Gray to L.
D. Sokol referred to “other
special fabrication/inspec-
tion processes.” Nothing in



1.3

36

this repurt indicates that
ail processes have Deen
identified. Processes men-
tioned or inferred are:

-

Process Remarks
Stripping In new

procedure
Cupping Unclear |
Tool

Calibration Crimping only

Certification In new

of crafts precedure
Potting N/A
Soldering Submitted to
Bechtel
Inspection Submitcred to
Bechtel
Crimping Submitted to
Bechtel

1.2.5.3.2 This 1item can probably be
closed, but documentation is
not conclusive.

Determine why the Magnetics Quality Assurance Program and the
Bechtel Procurement Supplier Quality Program did not detect
this discrepant material.

1.3.1

Bechtel determined that the reason the Magnetics
Quality Assurance Program and the Bechtel
Procurement Supplier Quality Program d1‘d not detect
the discrepant material was:

a. A detailed inspection plan for all soldered
connections was not a part of the Magnetics QA
Prcgram.
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b. The Bechtel program calls for random surveil-
lance.

1.3.2 This item is closed; however, attention should be
directed to actions taken to resolve tfie identified
deficiencies.

Determine if a functional check would have revealed the above
discrepant conditions.

1.4.1 Bechtel determined that a functional check would not
detect, necessarily, loose soldered connections,
since one had been performed and they were not
detected.

1.4.2 This item is closed.

Determine the reportability to 50.55(e) regquirements Dby
5/25/79.

1.5.1 The item was determined to be potentially reportable
5/29/79, and was so reported.

Y.5.2 This item is closed.

Determine the root cause of the problem and take appropriate
steps to prevent its recurrence.

1.6.1 The root cause of this specific problem was
determined to be lack of identification and control
of special processes requiring detailed procedures
for the process and for inspection:' inspection
acceptance standards, and qualification of
personnel.

1.6.2 In MCAR 28, interim reports contained additional
specific commitments, transmitted to the NRC, to
prevent recurrenc2, as follows:
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Magnetics to submit a detailed
manufacturing and inspection plan for
soldering practices.

1.6.2.1.1 Detailed manufacturing and
inspection procedure was
supplied by Magnetics and
approved by Bechtel.

1.6.2.1.2 This item is closed.

Magnetics to submit a procedure for wire
stripping and craft certification.

1.6.2.2.1 The file does not disclose a
specific procedure for strip-
ping of wire and certifi-
cation of crafts. A refer-
ence does state (Trip Report,
P. L. Gray to L. D. Sokol on
July 16, 1979) that such is
included in a procedure sub-
mitted to Bechtel, but the
procedure identified by
number is not identified.

1.6.2.2.2 This item 1is open pending
confirmation that wire
stripping and personnel
qualifications are suitably
covered in some written

procedure.

Magnetics to submit a procedure for wire
crimping and inspection of terminal lugs.
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1.6.2.3.1 A procedure for crimping and
inspection of terminal lugs
was approved by Bechtel
7/21/80.

-

1.6.2.3.2 This item is closed.

Bechtel to furnish men, materials and
tools to accomplish necessary rework
under Magnetics Q.E. surveillance.

1.6.2.4.1 Bechtel was to supply
personnel, materials and
tools to accomplish necessary
repairs under Magnetics
supervision and Q.E. sur-
veillance. This work was
scheduled for completion Dby
December 30, 1979.

1.6.2.4.2 This item 1is open because
there is no objective
evidence in the file of the
completion and acceptance of
this work.

Bechtel to review Q-listed procurements
to determine the need for additional
surveillance of special processes and to
propose a sampling inspection of work-
manship characteristics of other

suppliers.



1.6.2.5.1

40

Bechtel evaluated outstanding
procurenents identifying 15
othar procurements as potent-
ially requiring special pro-
cess controls.

SQRs were directed to review
hardware associaled with
other purchase orders to
assure that problems similar

© to Magnetics Jid not exist.

W. R. Bird, in a memorandum
(WRB-64-79) dated July 28,
1979 to b Dreisbach,
requested that ar? evaluation
be made of improvements
needed for SQRs to assure
thdt program deficiencies are
identified, Quality Action
Reques., AI, dated March 30,
1980, stated that SQRs cannot
request vendors to comply
vith special process control
requirements not in  the
procurement documents. This
response appeared to bDe a
misintergretation of B8ird's
request.

Based on identification of
these 15 procurihents, this
item could be closed; how-
ever, a series of memoranda
relating to these procure-
ments indicated that the
requirements could not Dbe



1.6.2.5.2

41

imposed because (in most
cases) the items hacd been
shipped or were past the
point in production where the
special  process  controls
could be implemenrted.

It appears that this item is
answered in part by items VI
and ¥II in the MCAR 28 final
report and by "Specification-
MR Package Review for Special
Processes" transmitted by M.
G. 0'Mara August 7, 1979.

This itam remains open
because there is no objective
evidence that the recommended
sampling inspection for
special process quality of
components fram other sup-
pliers was accomplished by
Bechtel, nor does it appear
that W. R. Bird's July 28,
1979 request was satis-
factorily answered.

1.6.2.6 Bechtel to revise MEDs 4.55 and 4.49 for
future procurements.

1.6.2.6.1

This item 1is open because
Revision 12 to MED 4.49 dated
11/30/79 and Revision 13 to
MED 4.55 dated 8/28/79 do not
incorporate the required



provisions for special
process control of future
procurements.

The Bechtel Procurement Supplier Quality

Cepartment to issue a Supplier Quality
Action Request requesting infcrmation
from suppliers regarding similar pro-
blems. Upon receipt and review of this
information, procedures will be developed
to provide a comprehensive supplier
surveillance progranm.

Bechtel Procurement Supplier
Quality DOepartment issued a
Supplier Quality Information
Bulletin, SQUB 79-1, dated
June 11, 1979, which alerted
all SQRs to be aware of
similar soldering
deficiencies from cther
contractors. Further, 3
Supplier Quality Action
Request (SQAR) requested
information fram suppliers
relative to similar protliems.

A statement was made in
28 Interim
dated Jure 2

receipt ard review
responses (fram the QAR)
procedures will be developed
to provide a comprehensive
supplier surveillance pro-

gram.




1.6.2.8

This 1item 1is open because
there is no objective evi-
dence of procedures developed
to provide a more compre-
hensive supplier surveillance
program.

Bechtel to evaluate improvements needed
to assure that SQRs pick up program
deficiencies such as lack of a procedure
for soldering, workmanship, and inspec-

tion acceptance criteria.

1.6.2.8.1 This item is open because
there is no documentary
evidence of Bechtel's eval-
uation of improvements needed
to assure that SCRs pick up

progran deficiencies such as

lack of a soldering procedure
for soldering, workmanship
and inspection acceptance

criteria.

Bechtel to address, per request of
Bird 6/6/79, the safety implications
the modes of failure (identified
Bechtel) that could occur as a result
undetected 1loose connections. This
request asked for clarificaticon of two
statements relative to failure modes.
1.6.2.9.1 MCAR 28 Interim Report No.

dated June 7, 1979

naragraph 1 that none cf

indicated problems are like
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to disable the control cir-
cuit. Interim Report No. 2
states that because of the
indeterminate rature of tne
possible failure modes, and
therefore the possibility
that safety related circuits
might be rendered inoperable,
it is suggested that this
item be considered reportable
under 50.55(e).

It is considered that these
responses close the request
for the safety implications

of the failure modes.

1.6.2.9.2 This item 1is open because
there is nothing in the file
to show clarification of
failure modes (C and D) as
requested Dy W.R. Bird. (See
paragraph 1.1.1.)

1.7 Take corrective action to assure that Main Control Cabinets
comply with specification requirements.

1.7.1

Corrective action to assure that Main Control
Cabinets comply with specifications was taken by M.
Schaeffer, MPQAD, who directed performance of over-
inspec ion of installed units in the coatrol room in
addition to inspections performed Ey SQRs ¢n
Magnetics components at source. Referance memo, P.
Gray to L. Dreisbach, stating that SOD Ac.ion 48954
is complete and reference ClPE78, M. Schaeffer,
dated 7/13/80. The latter required additional
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over-inspection based on too high a fraction
defective found in the first over-inspection.

1.7.2 This item 1is open because the additional over-
= inspection directed by M. Schai .- 2r, MPQAD, had not
been completed at the time of this evaluation.

2.0 Additicnally, as a result of Bechtel investigations, commitments
made in Interim Report No. 1 and upon requests by Consumers, other
corrective actions were required as follows:

2.1 Bechtel to revise the MCAR 28 interim report to reguire
investigation of all soldered terminals purchased under the
J-201 specification. Documentation covering reinspection
after rework or repair is not in the MCAR 28 file.

2.1.1 The MCAR 28 Final Report, dated August 29, 1979,
states that Status Display Modules for panels 1Cl4
and 2Cl4 were shipped to Magnetics for necessary
inspection and repair and that all other components
were inspected one hundred percent in the field.

el ol On the basis that the requested revision of the
report has been made, this item is closed; however,
it must be recognized that documentation covering
reinspection after rework or repair is not in the
file.

This review was made in parallel with a review being made by Midland
"_Project Quality Assurance Department. Therefore, it is not possible to
evaluate the effectiveness of such review, since the MAC review was
completed before the MPQAD review. The significant concern here is the
fength of time necessary to complete all of the corrective action
commi tments.
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Specific to this 50.55(e) item, it is recommended that all of the open
corrective action commitments be reviewed and their present validity be
established. Thereafter, they shouid be entered into the computerized
tracking system for improved follow-up and closeout. The 10'_\9 span time
for completing the rewiring of these units should be 1nv§stigaud or

- justified and th. correction of the specific problems should be

expedited. For other future items, it is recommended that commitments
made in interim reports and final reports be entered into the
computerized system in addition to those made in Bechtel's MCARs.
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NRC-Assigned 50.55(e) No.: 79-04
CPCo File No.: 0.4.9.29
Subject: States Terminal Blocks, Cracked Disconnect Links

-

A.

BACKGROUND

During the electrical checkout by CPCo of non-Class 1E startup trans-
former OX03A, 238 individual nickel plated brass disconnect links out of
156 were found to be cracked. The initial failure was identified when,
in an attempt to reconnect a circuit after testing, the link failed to
tighten and make a good connection. Subsequent investigation by Bechtel
on four cubicles in class 1E 4.16kV switchgear 2A06 revealed seven
individual States terminal blocks with cracked disconnect 1inks.

The subject terminal blocks are used extensively in all major electrical
equipment, both Class 1E and non-class 1E. The terminal blocks are sup-
plied as appurtenances to the major equipment and, therefore, a large
number of equipment suppliers are involved.

The narrow breaks, or flaws, were believed to be caused by stress
corrosion cracking which propagated by both transgranular and inter-
granular cracking. The stress corrosion was believed to be the result
of excessive cold working of the brass and the subsequent exposure of
the brass to a corroding agent during the nickel plating process.

RECOMMENDATIONS/COMMITMENTS

Bechtel MCAR 32 recommended corrective actions were:

1.0 Determine what effect cracked links in States te=minal blocks
could have on plant safety if uncorrected.

1.1 Safety implications were noted in a report dated 2/20/80.
1.2 This item is closed.

2.0 Determine the cau.e of the cracked disconnect )inks.



3.0

4.0

5.0

2.1

Determine the magnitude of the problem. A

3.1

3.2

Based
CFRS0.

4.1

This ftem is closed. See Background.

A review of operating history at other CPCo plants has
indicated that no generic problems are known to exist with
the States sliding disconnect 1ink terminal block.

Al1 of the links in Class IE circuits will be exercised
during preoperational testing. Links that fail to provide
an electrical connection or which are found to be broken
will be replaced with links which are known to be jood.

CPCo will continue investigative efforts, including taking
advantage of any industry information which may become
available to determine long term mortality statistics. If
the 1links are determined to be unacceptable for long term
operation, new links will be installed (see CPCo-NRC letter
dated 3/5/80).

This item is open pending the exercising of the circuits and
the completion of CPCo's investigative efforts.

on the above three items, determine reportability under 10
55(e).

This item is closed. A 50.55(e) report was issued.

Take those corrective actions necessary to prevent recurrence and
assure the integrity of terminations associated- with States
terminal blocks.

5.1

The terminal block manufacturer and the major equipment
suppliers were informed of the deficiency.
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The terminal block manufacturer was supplied with a 1ist of
all the other equipment supy iers involved and was requested
to eval:~te and determine tre probable cause (refer to para-
graph 4 below) and to stipulate what corrective actions need
to be taken to identify and correct the ‘nonconfonning
terminal blocks. The terminal block manufacturer replied
that terminal blocks sold to equipment manufacturers were
not tr2ceaole to any sp:cific baich or period of manufacture
and that only isolated instinces of failures had been
reported in the past. ‘e terminal block manufacturer did,
nowever, agree to provide known good links to replace all
cracked 1inks, as required.

An inspection plan was Zevelgped by MPQAD for determining
the extent of ~racke. links in the major equipment using
€.ates terminal blocks. The inspection activity has been
completed. The summa-y of inspection plan results noted
that 15% of 501 links were zracked and 1.6% would not
tighten.

The terminal block manufacturer and CPCo independently
conducted metallur;ical failure analyses to determine the
probable cause of the sliding link cracks. These metal-
Turgical analyses were reviewed and the cause was determined
to be as stated in this report.

A search was initiated by CPCo of the operations records of
CPCo facilities to identify any other link failures of
States terminal blocks. No extensive failure problems with
the sliding links were found, only isolated cases.

The status of delivery of (lass IE equfpmehi containing
States terminal blocks was reviewed by Bechtel and CPCo to
determine which pieces of equipment have not yet been
shipped to the jobsite. This review was intended to support
considerations for potential in-process (i.e., prior to
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shipment) corrective action that might reasonaoly be applied
to equipment that has not yet been shipped.

The test and inspection program devised for_ Midland was
performed satisfactorily. Terminal blocks whose connectors
break when tightened have been Tlocated and replaced.
Reasonable assurance has been obtained that connectors
exhibiting cracks are not likely to fail after being
tightened and placed in service. Consumer's Electrical
Checkout Group (ECG) has committed to perform the States
Terminal Link verification check on all Midland systems with
the following constraints.

5.7.1 States links shown on the Bechtel "E" prints shall
be exercised (1ink screw taken from a loose to a
tight position at least once, applying a normal
amount of force).

5.7.2 Spare links shall nct be exercised unless they are
later integrated as a current carrying function.

5.7.3 The States Terminal Link Verification Sheet shall be
an attachment to the ECG checkout package and not a
procedure in itself.

[t was also noted that all stocks of pre-1967 States
terminal bc s were purged. All new spares are ordered
with a Cer.. 7icate of Conformance stating that the 1inks
confurm to ASTM 5-184. Therefore, it had been determined to
be unnecessary to exercise spare links that are routinely
installed after testing. -
It was also verified that Bechtel did a follow-up search to
notify other Bechtel projects of he problem associated with
States terminal 1inks.

This item is zlosed.



NRC-Assigned 50.55(e) No.: 79-06
CPCo File No.: 0.4.9.31

Subject: Station Battery Qualification

A.

-—

BACKGROUND

During the qualification testing to IEEE 323 1974 of Exide's "GN" series
of batteries, some of the test cells demonstrated low voltage condi-
tions. An internal examination of the involved cells indicated that
failure was most likely caused by a material resistance path across

top of the plate separators, between the hanging lTug of one plate to
conducting Tug of the opposite polarity plate.

As a consequence, the qualification program was started and the NRC

notified under 10CFR21. Exide was not able to provide five and twenty

year qualifications by the scheduled date. The present Exide batteries
already at the site were determined to have a qualified life of 3.9
years.

RECOMMENDATIONS/COMMITMENTS

Redesign "GN" series batteries.

1.1 Exide initiated a redesign program to their "“GN" series
batteries and, after several iterations, initiated aging
tests on their new batteries the week of May 7, 1980. After
all testing was completed, estimated to be about February 1,

1981, production of the redesigned batteries would begin and

CPCo could expect to receive shipment of the n batteries

-

on or about April 15, 19

This item 1is open pending verification
receipt of replacement batteries.

installed batteries for preoperational
Bechtel issued NCR 2906
series class 1E batteri

preoperational tests but committed
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new batteries prior to fuel load. A check of the Bechte!
Qualification Open Action Summary (QOAS) found NCR 2906 as
an open item requiring further action (installation of the
new batteries). NCR 2906 will remain open and be a punch
l1ist item until the new Exide batteries are installed. Hold
tags are not placed on the existing batteries in order to
allow periodic charging of the batteries as required and
thus to avoid violation of the intent of a Bechtel hold tag.

This item is closed. Adequate follow-up will be achieved
thruugh NCR 2906.

Address questions to Exide concerning the need for new battery
racks to accommodate the new battery design, the interpretation of
when operating life of a battery begins and the differentiation
between service 1ife and shelf 1ife.

3.1

3.2

A search of correspondence indicated that all questions to
date have been answered by Exide.

This item is closed.
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NRC-Assigned 50.55(e) No.: 79-09
CPCo File No.: 0.4.9.34 -

Subject: Gould Part 21 NEMA size 3 starters

—

A.

BACKGROUND

Gould Inc. submitted a 10CFR Part 21 report to the NRC reporting a
defect in the NEMA size 3 starters which cou’d result in seizure or
binding of the carrier assembly within the support plate of the
stationary contact assembly.

An investigation at the Midland site revealed that none of the subject
starters had been installed in Class 1E systems. There were six spare
starters which fall within the dates for which faulty units were manu-
factured and/or distributed. Two of these were dedicated for non-Q
systems whereas the other four were not dedicated and could have been
used in Q applications.

An NCR had been written to cover these units, and they had hold tags
applied to prevent their usage. These units were to be either modified

by the manufacturer's retrofit kits or be returned to the manufacturer
for replacement.

RECOMMENDATIONS/COMMITMENTS

1.0 Modify starters by use of manufacturer's retrofit kits or return
to supplier for replacement.

1.1 Bechtel NCRs 2580 and 2697 identified eight NEMA size 3
starters, all located in the warehouse, which were manu-
factured or shipped during the period in question. The
starters have all been modified to correct the deficiency
identified by the supplier. After closure of the above
NCRs, five starters were withdrawn and installed in Non-
Class IE Mctor Control Centers (MCC) 0B41, 0B49, 1835 and
1851.
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Three Class 1E NEMA size 3 starters, located in the ware-
house, were disassembled and overinspected by CPCo QA. The
support plates (P/N 401178), using calipers, measured 1.400
inches; the requirement is 1.392 to 1.400 inches.

The carrier assembly (P/N 401179) was also manually actuated
to check for seizure or Dbinding. It was found to be
satisfactory.

In addition, all Class 1E MCC's were examined for size 3
starters. The following MCC's had size 3 starters: 1853,
1854, 2853, 2854, 0B45 and O0B46. All size 3 starters were
dimensionally checked and manually actuated; all were found
to be satisfactory.

The results of this overinspection are documented in PIPR
#01-E12A Rev 0, PIR #001.

This item is closed.
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NRC-Assigned 50.55(e) No.: 80-03
CPCo File No.: 0.4.9.40
Subject: Power Supplies to Emergency Core Cooling Actua<tion System (ECCAS)

~—

A‘

BACKGROUND

During the course of a review of B&W drawing 02-5264 ND-03 (V.P. 7220-
M1.32-56-5) by Bechtel, it was noted that the power supply to the ECCAS
digital subsystem | is shown from vital bus A and the supply to ECCAS
digital subsystem 2 is shown from vital bus C. The drawing also shows a
-15 volt control signal to ECCAS digital subsystem 2 from ECCAS analog
subsystem 3. Subsequent review of Bechtel schematic 7220-E-374(Q)
revealed the same situation. In accordance with the reguirements of
section 3.3.3 of B&W balance of plant criteria for plant electric system
(B&W document 36-1004513-00, V.P. 7220-M1.J-1-1) and FSAR figure 7.3-1
(ECCAS block diagram), the ECCAS digital subsystem 1 should be powered
from vital bus A and ECCAS digital subsystem 2 from vital Sus 8. The
-15 volt control signal to ECCAS digital subsystem 2 should be from
ECCAS analog subsystem 2.

ECCAS digital subsystems 1 and 2 are responsible for transmitting
actuation signals to all components associated with the emergency core
cooling system (ECCS). The identified discrepancy could result in a
loss of power to both ECCAS digital subsystems. According to B&W system
description for ECCAS (V.P.-M1.32-86-1), loss of a vital bus produces a
cannot-trip condition in a digital subsystem. Therefore, the reported
deficiency would prevent both manual and automatic actuation of both
ECCAS digital subsystem channels thereby preventing the ECCS frem
functioning. The condition is in violation of the single failure
criterion (reference Regulatory Guide 1.53).

Thus, based on the BAW drawing and the Bechtel schematic;‘-a postul ated
event assuming a loss of power from the common load group coincident
with a failure of the associated battery, would result in a loss of

power to both ECCAS digital subsystems, since both A and C would be lost
simul tanequsly.
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The apparent cause of this discrepancy was due to a misinterpretation of
the Midland plant 120 Vac preferred (vital) power system, specifically
the electrical load grouping. The Midland 120 Vac preferred power
system, which powers the ECCAS, is served by a two battery scheme, where
each battery serves two protection channel buses. :

RECOMMENDATIONS/COMMITMENTS

Bechtel MCAR 39 recommended corrective actions were:

1.0 Correct electrical drawings.

1.1 The ECCAS supplier, B&W, was contacted and informed of the
discrepancy (reference: Bechtel Jletter B&W-1452, dated
6/25/80).

B&W concurred with the evaluation and agreed to correct B&wW
drawings to show ECCAS digital subsystem 2 powered from
vital bus B8 and -15 volt control signal from ECCAS analog
subsystem 2.

Drawing change notices correcting the discrepancy have been
issued for the following electrical drawings:

7220-E-31(Q) DCN #7 dated 6/19/8C Panel schedules
7220-E-32(Q) DCN #10 dated 6/19/80 Panel schedules
7220-E-374(Q) DCN #2 dated 6/20/80 ECCAS schematic
7220-E-37 OCN #411 dated 6/23/80 Circuit schedule
7220-£-900 (Connection 1ist)

investigation of correspondence indicated that B&W will
revise their drawings by October 31, 1981, to show ECCAS
digital subsystem 2 powered from vital bus 8 and -15 volt
control signal from ECCAS analog subsystem 2.
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The Bechtel drawings and Connection List were found to be
properly revised. Corespondence indicated that a request to
B&W to review logic diagrams to determine the impact on
other safety related systems was completed (B&W's letter
dated 8/15/80). Procedural aspects associated with B&W and
Bechtel electrical dncuments requiring revision have been
corrected.

This 1tem is open pending revision of the B&W drawings.

Determine impact on other systems listed in B&W Balance of Plant
Criteria 36-1004513-00, section 3.3.3.

2.1

Other systems listed in B&W Balance of Plant Criteria 36-
1004513-00, section 3.3.3, have been reviewed for similar
discrepancies. The one system of concern was the Reactor
Protection System. The RPS has four subsystems powered from
vital buses A through D.

Drawings reviewed were:
Bechtel Drawing No. B&W Drawing No.

Subsystem 1 E-370(Q), Sh 7 D8059136E
Subsystem 2 E-370(Q), Sh 8 08059148E
Subsystem 3 £-370(Q), sSh 8 08059160E
Subsystem 4 E-370(Q), Sh 8 080591 72€

No discrepancies were found.

Prepare a written list by 7/2/80 in accordance with NQAM Section
¥V, No. 10, paragraph 4.1.2.

3.1

3.2

Report dated 7/7/80 includes description of deficiency,
cause, safety implications and corrective actions.

This 1tem is closed.
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NRC ASSIGNED # CPCO FILE # TITLE MCAR #
77-01 0.4.9.10 Liner Plate Bulge 16
77-03 0.4.9.12 ITT Grinnell Pipe Supports 18, 19, & 21
78-01 0.4.9.13 RCP Motor Flange N/A
78-04 0.4.9.16 RPS Loss of Ground N/A
78-06 J.4.9.18 Small Break Analysis N/A
78-13 0.4.9.25 Control Room Air Filter System 27
79-01 0.4.9.26 Main Control Status Display Panels 28
79-04 0.4.9.29 States Sliding Links 32
79-06 0.4.9.31 Station Batteries N/A
79-09 0.4.9.34 Gould, Part 21 NEMA Size 3 Starters N/A
80-03 0.4.9.40 ECC Actuation System Crossover 39
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TASK B

1.0

2.0

Statement of Task

Using sampling techniques, MAC's task was to assess the degree to which
the physical characteristics of selected significant supplied components
and parts meet their respective quality requirements.

Method

Twenty-two components were selected to be subjected to physical inspec-
tion by MAC personnel. To the degree possible, they represented
hardware that related to the same procurements for which quality
verification documents were assessed per Task C- 3. Where hardware
inaccessibility for inspection made it necessary, alternative items from
the same supplier were selected if possible. Where this was impossible,
an item of the same type from a different supplier was inspected. One
subsystem was walked down for inspection of installed hardware and
related documentation. The following characteristics, as applicable,
were selected for review:

a. Material verification - CMTRs.

b. Dimensional - Drawing requirements.

c. Wall thickness, as applicable, utilizing UT method.

d. Identification/ASME Code data.

e. Direction of flow/rotation, as applicable.

. Visual inspection of weldments, as applicable.

g. Coatings, as applicable.

h. Packaging/storage conditions.

Inspections included accessible dimensions and inspection of wall
thicknesses by UT methods, where appropriate.

In ad4ition, a system was selected as "representative’ containing
various "Q" listed components such as valves, pumps and heat exchan-
gers. Specific items were selected from the Piping and Instrument
Diagram (P&ID) for review. The review consisted of:
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a. a preliminary walkdown of the system to verify that the equipment
was installed (or in the warehouse)

b. a document review of the individual procurement data packages for

accuracy and completeness

-

c. a final walkdown verifying such items as tag numbers, general
nameplate data, traceability numbers, etc.

The system selected for review was the Fuel Pool Cooling System (FPCS),
P&ID M-414-A(Q), Revision 2, with DCN #4.

The specific components chosen fo- review were:

CPCo PN Component
QE-76A-D Heat Exchangers
OP-76A, B8 Pumps

OVFPCOO1 Butterfly Valve
OVFPCOO2A, 8 Gate Valves
QVFPCO04A, B Gate Valves
OVFPCOO6A, B Gate Valves
OVFPCOCH Gate Valves
OCKFPCOO3A, B Check Valves
OCKFPCO08 Check Valves
OFE1436A, B Orifice Plates

Procurement
Specification

M-55AC
M-56
M-132AC
M-125CC
M-125A
M-125A
M-125A
M-125A
M-125A
J-232

A sketch of the system is shown on Attachment B.5.

Results

3.1 Upon completion of physical

Supplier
Yuba Heat
Gould

Henry Platt
Anchor-Darling
Westinghouse
westinghouse
Westinghouse
Westinghouse
Westinghouse
Vickery-Simms

inspection of the 22 components

inspected, eight components were identified as having one Or more

anomalies, as follows:
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Purchase Order Component Identified Problem

£-26 600v Cable storage

J-258AC Butterfly Valve documentation

M-093 125 Ton Crane welding

M-104 Piping dimensional; noncon-
formance control

M-104 Piping carbon steel
contamination

M-104 Piping rust and scale

M-104 Piping gouged metal

M-104 Piping noncon formance control

See Attachment B.6 for complete inspection resul ts. Details of
the anomolous conditions are given in paragraph 4.0 of this
section. '

No discrepancies were found in the reviews of all the selected
components. Also, the final system walkdown ravealed no discre-
pancies between the documentation and the actual identifying
characteristics of the components such as supplier, year built,
purchase order, item number, tag number, drawing number, trace-
ability number, location and direction of flow. The orifice
plates were not yet installed and were inspected in the instrument
crib.

In the primary loop of the FPCS, gate valves QVFPC 007 A and 8
were not selected for review because they are to be replaced with
throttle valves per DCN 4 to M-414, The new throttling valves

were not yet on site.

To further assist in clarification of certain conditions, the
following attachments are included: =

Attachment 8.1 List of components subjected to physical
inspections at Midland site.
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' Attachment 8.2 Reference item (K) Ederer Crane 125T, list of

drawings utilized for physical inspection by
Bechtel/CPCo to verify MAC findings.

Attachment 8.3.1 Weld profiles - extracted from AWS D1.1.
Attachment 8.3.2 AWS acceptable and unacceptable weld profiles.
Attachment 8.3.3 AWS quality of welds.

Attachment B.3.4 AWS permissible undercut values for buildings.

Attachment 8.4 Participants of meeting with Ederer Crane
Company on 4/30/81.

Attachment 8.5 Schematic for "System-wWalkdown" task.

Attachment B.6 Detailed inspection reports.

4.0 Results for Items Having One or More Anomalies

4.1

Purchase Order No.: E-26
Supplier: Rockbestos, New Haven, Connecticut
Component: 600 V Control Cable

Requirement:

ANSI N45.2.2, paragraph 3.2.4 :
“A11 openings into items shall be capped, plugged or sealed.”

“Items subject to detrimental corrosion shall be suitably
protected.”

gechte! Power Corporation BPCF.1-£4.100, paragraph 4.3.:

“cable end (protected) to prcvent'...contninauon and
damage."
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Actual:

One reel of stored cable had an unprotected end. This was an
isolated case, not evident in other reels stored in same area.

Assessment:

This has been assessed as an observation. Bechtel NCR 3322 was
originated upon notification.

Purchase Order No.: J-258AC
Supplier: Fisher Controls, Coraopolis, Pennsylvania
Component: Butterfly Valve, Drawing F 43213, Revision D.

Rogirmt:

G321-D form, item 20, requires:

“Radiographic Examination Procedures and Verification
Reports.”

Actual:

Radiography S/N PSA7770, P/N G25808 has no documented evidence of
acceptince; package contained acceptance for P/N G25802. Ouring
review of film it was observed that P/N G22308 had been referenced
in lieu of P/N G25802.

Assessment:

This has been assessed as an observation. The casting serial
number is correct in both places. The difference .1}1 numbers is
the difference between the drawing number for the casting and the
drawing number for a machine casting.
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chi rement:

Specification J-605, Appendix G, paragraph 1.0 requires nameplates
to be fastened by screws to unpressurized portion of valve body.

Actual:

The nameplate data is OK; however, nameplates .re attached to
valves by means of wire rather than Dy screws as required in
Specification J-605, Appendix G, Paragraph 1.0. Part does conform
to drawing, which appears to not be fin direct conformance with
specification.

Assessment.:

This has been assessed as an observation.

Purchase Order No.: M-093
Supplier: Ederer Crane Company, Seattle, Washington
Component: 125 Ton Crane-Auxiliary Building

(See Attactment 8.2 for drawing numbers.)

Rﬁgirﬂﬂ\t:

Welding in accordance with AWS D1.1.
Actual:

Due to the lack of supplier's fabrication drawings, a visual
inspection was performed of the welaments to determine compliance
with AWS Dl.l1 requirements. (See Attachments B8.3.1 through
8.3.4.) -~

Results of the preliminary inspection, without applicable drawings
which were unavailable at the site, were as follows:
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a. \Undersize fillet welds.

b. Fillet weld profiles questiorable. (D1.1).

¢. Undercut (paint should be removed to verify acceptance).
(01.1).

d. Paint preparation inadequate. Evidence of pafnt over slag
areas. (Dl1.1).

e. Fillet welds terminated short of stiffener plate ends.

(D1.1).

f. Fiilet welds on stiffeners not wrapped on exposed end.
(D1.1).

Assessment:

Without detailed drawings, it was not possible to ascertain the
extent of nonconformance.

MAC reported the above conditions to Bechtel and CPCo. It was
agreed by all parties to request the supplier to provide Bechtel
with detail fabrication drawings. (See Attachment 8.2.)

A meeting was held with Bechtel, CPCo, Ederer and MAC on
4/30/81. In reviewing the drawings it was observed that all
critical welds were identified on drawings and non-critical welds
were identified, only by general drawing notes. A1l visual
requirements for the two catégories of welds were to AWS D1.1 and
Suppliers General Welding Requirement Document, G-3E. In
addition, critical welds required magnetic examination. No NDE
was required of non-critical welds.

The supplier highlighted critical welds on drawings, in addition
to referencing topical report paragraph. This information was
then transposed onto the crane to facilitate visual inspections.

.Inspoct1on to drawing requirements was to be performed by MPQAD
and Bechtel inspectors with deficiencies to be documented on
nonconformance reports.

R R e e B s
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Based on the above visual inspection requirements, the Bechtel
Quality Control R.presentative performed a 100% visual inspection
task utilizing the fabrication drawings furnished by the sup-
plier. CPCo originated NCR M-01-9-1-048 on 5/8/81 identifying the
extent of the reinspection, acceptance criteria and discrepancies
noted.

A categorical summary of the inspection results is as follows:

Nature of Deficiency Total Times Documented
Undercut 11
Slag 10
Weld-splatter R

~J

Overlap/roll-over

Pinholes/porosity 5
Undersize welds 3
Hole-in-welds 2
Arc-strikes 2

Total —2;

The above deficiencies identified by Bechtel/CPCo after the
original MAC assessment, confirmed that the suppl fer had violated
AWS D1.1. This inspection showed further violations which could

only be determined with detailed drawings.

Requirement:

-, 1 1

Reference AWS, Part A (General Requirements) Paragraph Z2.1.1:

"Full and complete information regarding location, type, size
and extent of all welds, shall be clearly shown on the

drawings. The drawings shall clearly distinguish Detween

shop and field weids."
Actual:

Contrary to the requirements stated above, it was observed and

documented (NCR) that five additional welds were identified and

not referenced on Drawing All5.5.
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The above deficiencies were evaluated Dby Bechtel CPCo and
determined to be not reportable under 50.55(e).

Assessment:

These have been assessed as findings; however, these deficiencies
are considered to be isolated instances. Bechtel/CPCo have pre-
viously identified similar welding deficiencies, notably on hang-
ers and supports demonstrating their awareness of this kind of
problem. Further, there were no other welding deficiencies
identified in other iiems sampled.

This item does demonstrate the need to assure that source quality

personnel and/or receiving inspection personnel should efither be
versed in special process requirements and controls such as for

welding, or such activities should be periodically assessed Dy
specialists in such fields.

Purchase Order No.: M-104

Supplier: ITT Grinnell, Kernersville, North Carolina

Component: 6" SS Pipe Spools, P/Ns 2 CCA-4-5-602-3-1 and
2 CCA-4-5-602-3-2

Requirement:

Spoal Piece 2CCA-4-602-3-1; length dimension should be 7' 7-9/16".
Actual:
Length dimension is 7' 7-1/8".

Req__uirunent:

$pool Piece 2CCA-4-5-602-3-2; length dimension should be 4' 7-
3/8”0



Actual:

Lenyth dimension is 4" 5".

Requ? “ement:

Bechtel Procedur e SF/PSPG3-2 Revision 6, paragraph 33.2 states:

"Nonconforming i%wms shall be identified, and where possible,
segregated.”

Actual :
During inspection of welding, it was noted that spool piece 2CCA-
4-5-602-3-2 had been cut and in process of welding in a new area,

previously not identified on the drawing.

This nonconforming condition was not identified on a noncon-
formance repcrt nor was the nonconforming condition identified on

the pipe spool.

Rog_nrcncnt:

Bechtel Procedure SF/PSP G3-2, Revision 6, Paragraph 33.% requires
that:

“Nonconforming {items be segregated from conforming
items, when practical.”

Actual:

The noncenfermint pipe spools were being stored by ~Bechtel with
other acceptable pipe.

Assessment:

The above conditions are treated as observatiof: Decause:
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a. evidence of spool piece modification in the area makes it
possible that spool pieces may have been altered from the
original procured dimension,

b. dimensional variations are such as can be readily accom-
modated during field installation, and

¢. storage conditions and control were outside the scope of this
assessment. The items were identified to Bechtel/CPCo
personnel for necessary correction.

Purchase Order No.: M-104
Supplier: ITT Grinnell, Kernersville, North Carolina

Component: Borated Water and Chemical Supply Pipe Spools
P/N 2 HCB-2-5-613-7-1

chirmnt:

ANSI N45.2.2, paragraph 3.2.4 requir°s that:

"Items require protection from physical ana mechanical
damage."

Actual:

stainless steel pipe spools had evidence of carbon weld splatter.
During initial visit to laydown area, two pieces of stainiess
steel pipe were observed to Dbe in contact with carbon steel

pipe. Evaluator physically removed C/S pipe. It appeared that
welding on C/S pipe was conducted in this area.

Assessment:

This deficiency is treated as an observation because storage was
not in the scope of this task. The number of spool pieces stored
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in the area is small, thus . 4icating that the prob.em ts 1so-
lated; however, it appears that conm "~ need to prevent possible
damage by handling, rework and Dy contam. *tion.

Purchase Order No.: M-104 o
Supplier: ITT Grinnell, Kernersville, North Carolina

Component: Service “ater Pipe Spool
P/N 2 MBC-..(-5-618-3-1

Regg1rlment:

ANSI N45.2.2, paragraph 3.2.4(3) requires that:

"Items subject to detrimental corrosion either internal
or external shall be protected from corrosion and

physical damage.”

Actual:

S ———

Excessive rust and scale was visually observed internally and
externally.

Assessment: *

This item is treated as an observation because handling and
storage was beyond the scope of this task.

Purchase Order No.: M-104

Supplier: ITT Grinrell, Kernersville, North Carolina

Componerit: Reactor Coolant Pipe Spool
P/N 1 CCA-4-5-6001-3-2

Reggirement:

ANSI N45.2.2, paragraph 3.2.4 requires that:
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"Items require protection from physical and mechanical
damage."

Actual:

Several areas of handling damage were observed. The most
significant was a gouge area approximately 1/8" deep by 1/2" «x
1/2". Other minor surface contamination was observed.

Assessment:
This has been assessea as a concern.

Purchase Order No.: M-104
Supplier: ITT Grinnell, Kernersville, North Carolina

Component: S-S Pipe Spools
P/N 1 CCA-15-601-2-7 and 1 CCA-15-601-2-9

Reggirement:

Bechtel Procedure SF/PSP G3-2 Rev. 6, raragraph 33.2 requires
that:

"Nonconforming items shall be separated from other
accepted items uniess it is judged impractical because
weight, size, configuration, etc. It can remain with
other accepted items provided that the item s
adequately tagged or marked indicating the material is
nonconforming.”

During review of the area, the two pipe spool pieces noted above
were found to be tagged with 344 Nonconformance Report 1671
(10/11/79). These nonconforming pipe spools were being stored in
the accepted items storage area. This is in conflict with the
~equirements of Beciitel Procedure 33-2. The spool pieces were

subsequently isolated from accepted material.
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The Bechtel material person, Bernie Began, noted that when B&W
returns material such as the subject pipe spool to stock, the
responsibility for storage, etc. returns to Bechtel. He further
noted that Bechtel does not take notice of Ba&W NCR reported items,
and that they are normally stored in general accepte_ -stock areas.

Assessment:

There appears to be a lack of control and interface Dbetween
Bechtel and B&W on the matter of handling, storage and non-
conformance control.
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P.O. # COMPONENT VENDOR A.E.O. #
E-20AC Cable Penetration Assembly Amphenol

E-26 600v Control Calble Rockbestos

F-3037 Filler Material Valley Oxygen 14293/14307
F-102030 Weld Wire Valley Oxygen 657 (alternate)
J-255A - INuclear Serv. Control Valve Copes-VYulcan 1653
J-256 Solenoid Valves Target Rock 14546
J-258AC Butterfly Valve Fisher Controls 9796
M-014 Auxiliary Feedwater Pump Bingham-Wi]lamette | 5661
M-51AC Component Cooling W-ter Heat Ex{ Yuba Heat 1556

M-52 Component Cooling Water Pump Babcock & Wilcox 5762

M-56 Spent Fuel Pool, C.W. Pumps Goulds Pumps 8090
M-093 1257 Crane - Auxiliary Building| Ederer Crane

M-104 Class II Pipe Spools ITT Grinnell

M-104 6" Stainless Pipe Spools ITT Grinnell

M-104 Borated Wtr. & Chem. Sup. Spoolq ITT Grinnell

M-104 Service Wtr. Pipe Spool ITT Grinnell

M-104 Reactor Coolant Pipe Spools ITT Grinnell

M-104 Stainless Steel Pipe Spools ITT Grinnell

M-112AC 30" Expansion Joint Assembly Associated Pipe

M-117 Valves, 24" and larger Anchor Darling 1022
M-1188BC Nuclear Valves Rockwell Int'l. 10156
M-140 Nozz'e Type Relief Valve Crosby Valye

M-140AC Main Control Room Air Filter Mine Safety 4453/4448
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Drawing

8-14733
B-14642
A-11516
A-11514
A-11515
A-11553
A-11513
A-11568

A-11068

A-11073

ATTACHMENT 8.2
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M-093 Ederer Crane Drawings for 1257 Crane

Title
Drum Disc Brake Mounting Wedge
Upper Block Frame
Trolley Frame Details
Trolley Frame
Trolley Frame
Lower 8lock Frame
Trolley Frame Detail

Upper Block Frame

4-F-250 Hoist Case Fabrication
Drawing

Trolley Assy.



ATTACHMENT B.3.1

3.6 Weld Profiles

3.6.1 The faces of fillet welds may be slightly convex,
fat, or slightly concave as shown in Fig. ¥.6 (A), 2a
(B). with none of the unacceptable profiles shown in Fig.
3.80). Cxcept at outside comer joints, the convexity shall
not exceed 0.1 times actual leg size, or the longer leg in the
case of an unequal leg fillet weid, plus 0.06 in. (1.5 mm).
See Fig. 3.6(D).

3.6.2 Croove welds shall preferably be made with slight
or minimum reinforcement except as may Le otherwise
provided. In the case of buut and comer joints, the remn-
forcement shall not exczed /8 in. (3.2 mm) in height
and shall have gradual transition to the plane of the base
metal surface. See Fig. 3.6(D). They shail be frce of the
discontinuitics shown for butt joints in Fig. 3.&LC).

3.6.3 Surfaces of butt joints required to be Mush shail be
finished so as not 1o reduce the thickness of the thinner
base inetal or weld metal by more than 1/32 in, (0.8 mm)
or 5% of the thickness, whichever is smaller, nor leave
reinforcement that exceeds 1/32 in. However, all remn-
forcement must be removed where the weld fonns pant
of a faying or contact surface. Any reinforcement must

blend smoothly into the plate surfaces with transition
areas free from edge weld undercut. Chipping may be
used provided it is followed by gnnding. Where surface
finishing 13 required, its roughness value® shall not ex-
ceed 250 win. (6.3 mm). Surfaces finished 10 values
of over 125 wmin. (3.2 um) through 230 wmin. shall be
finished parzllel to the direction of primarv stress. Sur-
faces finished to values of 125 win. or less may be fin-
ished in any direction.

3.6.3.1 Cnds of butt joints required to be flush shall be
finished so as not to reduce the width beyond the de-
tailed width or the actual width furmished, whichever is
greater, by more than 1/8 in. (3.2 mm) or s as not 10
leave reinforcement at each end that exceeds [/8 0. (3
mm). Ends of butt welds shall be faired (0 adjacent plat
or shape edges at a slope not 10 exceed 1:n 0.

-
e

3.6.4 \Welds shall be (ree (rom overiap.

The requirements on
41 of AWS D1.1-80

Vadead®™

American Welding Soc
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8
t

page have been taken
Structural Welding
Miami, Florid:
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‘—- Sh.—-l

Note: Convexity C shall not exgeed Q.1 times actual leg
size, or the longer leg ingthe case of an unequal leg
fillet weid, plus Q.06 in. (8.3 mmi.

Desirabie lillet weid profiies (8] Acceptabie fillet weid profiles

A

l—-ﬁu }-—s.a }—-s:u

Insu Hicient Excemsive
nroat convexity undmt

Inadequate
penetration

(C) Unscceptabla fillet weid profiles

T

\>.- 7/ L '
\\ T t L
ir

Note: Neinlorcement R shall not exceed 1/8 in. (3.2 mml. See 3.6.2.

(D) Accaptabie butt weid profiie

Excessive Ingulticient Excessive
convexily throat undercut See J 6.4
See 362 Sce 363 See 8.15.1.5,9.25.1.5,
or 10.17.1.5
(€) Unacceptabla burt weld proliles =

Fig. 3.6—Acceptable and unacceptable weld profiles

The requirements on this page have been taken from page 40 of AWS D1.1- 80,
“1980 Structural Welding Code - Steel", 1979, American Welding Society,

Miami, Florida.



ATTACHMENT B.3.3

8.15 Quality of Yvelds

8.15.1 Visual Inspection. All welds shall be visually
inspected. A weld shall be accepuble by visual inspec-
tion if it shows that

§.15.1.1 The weld has no cracks.

8.15.1.2 Thorouch fusion exists between adjacent
layers of weld metal and baiween weld inetal and base
metal. :

8.15.1.3 All craters are filled to the [ull cross section
of the weld.

8.15.1.4 "Veld profiles are in accordance with 3.6.

8.18.1.S Irrespective of length, undercut shall not ex-
cead the value shown in Fig. 8.15.1.5 for ths pamary
stress direction category applicudle to the area containing
the underert, Further. the undercut may be iwice the value
permitied by Fig. 8.15.1.5 (for the applicable stress cate-
gory) for an sccmnulated length of 2in. in any 1210, (51
jom in 305 mm) length of weld, but in no casc may
undercut on one side be greater tan 1/16:1n. (1.6 mm). For
weld lengths less than 12 in. (305 mm), the pennitted
length should be proportional 10 the actual length.

8.15.1.6 The sum of diameters of piping porosity in
fillet welds docs not exceed 3/8 in. (9.5 mm) in any
linear inch of weld and shail not exceed 34 in, (19.0 mm)
in any 12 in. (305 mm) length of weid.

8.15.1.7 A fillet weld in any singic continuous weld
shall be pernitied 1o underrun the nominal fillet size
required by 1/16 in. (1.6 mm) without correction, pro-
vided that the undersize portion of thg weld docs not
esceed 10% of the length of the weld. On web-to-flange
welds on girders, no undermun 1S peruitted at the ends for
a Jength equal (0 twice the width of the Nunge.

8.15.1.8 Complete joint penctranon griove weids in
butt joints transverse (o the direction of compuied tensile
stress shall have no piping porosity. For all other groove
welds, piping parnsity shall not exeeed 3/8 in. (9.5 mm)
in any liacar inch of weid and shall not excezd 3/4 in.
(19 mm) in any 120, (305 mm) length of weld.

8.15.1.9 Visual inspection of welds in all steels may
bepin immediately after the complzted welds have cocizd
10 ambient lemperature, Acceptance Cniena for ASTM
AS14 and AS17 stezls shall be based on visual inspection .
performed not less than 48 hours atier completion of ihe gt
weld.

The requirements on this page have been taken from page 133 of
AWS p1.1-80, “1980 Structural Welding Code - Steel", 1979, American
Welding Society, Miami, Florida.
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o.08

| ]
No calculated stress
207 e s Sl e i i

0.06125
(118}

£ |
§ / /\ énmw Tensile Stres
0.04 = Jres——" Parallel 10 undercut; -
3 i * / shear, COMBILLSIoN in
g 063 by F /4 any durection
o Primary Tm;o Stress
a0 / Traneverse (0 undercut
0.01
£
© e 1 2 3 4 5 5
s a 3

Member thickness, in

Fig. §.15.1.5 = Permissible undercut values for buildings

The requirements on this page have been taken from page 134 of
AWS D1.1-80, “1980 Structural Welding Code - Steel", 1979, American
Welding Society, Miami, Florida.
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ATTACHMENT 8.4

EDERER CRANE

Participants of Meeting Dated April 30, 1981

Name Compan itle

J. L. Zimmerman MP QRO QAE IE & TV

John Decker MPQAD NDE /Welding Supervisor
Tony Charette MP QAD NDE/Welding

L. R. Howell MPQAD Fluids/Msch. Spur

P.
Je.

W.

L. Gray

Norris

Skelley

Ashley Thomas

Steve Stevenson

R. F. Steigerwald
J.
J.

Marcello

Conen

Bechtel

MAC CPCo
Bechtel
Ederer Crane
Ederer Crane
Bechtel

MAC CPCo

Bechtel

Project SQ Supervisor
QA Consul tant
Nuclear Systems

Chief Engineer

QA Manager

Manager MEQS

QA Consultant

Nuclear
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INSPECTION

b, o PHYSICAL :
PURCHASE ORDER #  E-20AC  SUPPLIER _ Amphenol ~ EVMUMOR J. R. Orlando
s L e LOCATION  Chatsworth, California = OATE  4/8/80

COMPONENT  Cable Penetratlon Assemblx

~ S/N AS 230-6, P/N ¢ 500-13093- 31. EQTH 12105

ITEM CHARACTERISTICS RESULTS REMARKS
1.0 |verify dimension of penetration
assembly as follows:
1.1 Flange to baffle and baffle to 0K
baffle
1.2 Flange bolt hole size and loca- 0K
tions
1.3 Dimensions and orientation of 0K
pbaffle and flange cable pene-
tration holes
1.4 Fflange diameter, thickness and 0K
machine details
1.5 Lifting eye and thermocouple 0K
extensions
2.0 |penetration flange nameplate and data 0K Nameplate: 70psi
to be verified 300°F
50°F service temperature
EQ# 12105
3.0 Storaqe/Narehdﬁie 0K Shipping crate was constructed in a manner which minimized
possible damage during storage and handling. The component
is subject to a constant purge.
4.0 |visually inspect for damage and 0K

general workmanship

18
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PURCHASE ORDER # £-026 SUPPLIER Rockbestos EVALUATOR M. Dubeck
AE.O. ¥ /A LOCATION New Haven, Connecticut DATE 3/31/81
COMPONENT 600y Control Cable 3 reels, #10319, 9838 and 10683

ITEM CHARACTERISTICS RESULTS REMARKS

k- Material Quality:

1.1 CMIR's, C of C, etc. satisfactory | Material certifications reviewed indicated compliance
with purchase order requirements.

Fabrication Data Results: Satisfactory Evaluation of the following source surveillance data
resulted in compliance with P.0. requirements:

sQ 221A (source surveillance reports)
G321-a (documentation requirements)

Further review of dats submitted verified compliance
with design and procurement requirements. NEMA and 1EEE
requh1mmnt5umintanum.

Storage/Warehouse (ANST N45.2) Unsatisfactory Violation for level "D" storage and BPC F.1.E4.100 para-

graph 4.3 "Unprotected cable end to prevent mechanical/

item from contamination and damage".

NOTE: Consumers Power representative notified - NCR
#3322 issued.

Isolated case - not a generic problem.

Comment

Reference Item 3.0; item was documented. , However,
storage and nackaqing not a part of MAC's task.
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PHYSICAL INSPECTION

{

PURCHASE ORDER #  F-3037 SUPPLIER  valley Oxygen EVALUATOR M, DuDeck
AE.O. # 14293714307 R I e SRR e DATE 338
COMPONENT  Filler Mate:fal iy o= i s e e )

ITEM CHARACTERISTICS RESULTS REMARKS

1.0 Welding Filler Material:
1.1 CMIR's

1.2 Cof C

2.0 Identification:
2.1 ASME

2.2 iow hydrogen type

2.5 wvare filler rods

3.0 Storage/Warehuuse

satisfactory | ASME Section I1I applications - CMTR's report actual
test results identifying the specific test conditions
used.

satisfactory | Applications other than ASME Section III - A C of C
with tie requirements of the welding filler material
specification is provided.

satisfactory | Identification included heat and/or lot number and marking
code that identifies the materials with the manufacturer’'s
CMTR report, manufacturer's trade name, specification,
grade and classification.

satisfactory | Furnished in hermetically sealed containers (£ 7018,
£ 308-16, EN CR FE-3)

satisfactory | Identifying fla? tags on one end of 18" lengths and
both ends on 36" lenqths.

satisfactory | Storage of filler material is isolated and locked. Only
authorized personnel are authorized to enter or obtain
material.

£8



"PHYSICAL INSPECTION

{
Valley Oxygen EVALUATOR M. Dubeck

PURCHASE ORDER # F-10203Q

At

0

§ 657 (alternate)

COMPONENT  Weld Wire

ITEM

CHARACTERISTICS

Material Quality:
1.1 CMIR's

Shop NDE Results

Sturctural Details

Weld Procedures and Qualification
NDE Procedures and Qualifications

Identification

Material Requisition Requests

Storage/Harehouse

SUPPLIER

LOCATI

Sat

In/A

JN/A

N/A

IN/A

ON

RESULTS

isfactory

Satisfactory

bservation

[Satisfactory

WRTT

DATE 3/31/81

REMARKS

Reviewed tag #E70, heat #7000A1, lot 12559 and verified
that procurement requirements had been complied with.

Material identified in accordance with purchase order
requirements.

Field purchase orders initiated for weld filler material
are not designated as "(Q" item on purchase order.

Re-review of procurement packages indicated that documenta-
tion received from suppliers meet or exceed "Q" item
requirements for weld filler material.

Storage of all filler material is segregated and maintained
under lock. Only authorized personnel permitted to with-
draw material.




PURCHASE ORDER #

AE.O. ¥
COMPONENT Nuclear Service Control Valve

ITEM

1

.0

" PHYSICAL
SUPPL IER
LOCAT 10N

| ‘
J-255A

1653

CHARACTERISTICS

Significant characteristics verified:

1.1 Overall package dimensions

Top of diaphragm case to center
of bore

Valve bedy overall

Diameter of diaphragm case

Valve body minimum wall thickness

(random sample), minimum callout
7/32" (.218)

}:8

\
Nameplate Data

Code Nameplat¢

Identification

Copes-Vulcan

Lake City, Pernsylvania

INSPECTION |
EVALUATOR E. Dolim/T. J. Marcella
DATE 4/16/81

1FV-0349A-1

RESULTS

Acceptable
per drwg.

Acceptable

Acceptable
per drwg.

Acceptable
per drwg.

Acceptable
per drwg.

REMARKS

Per drawing number B-170032, Rev. 5

27-3/4"
7-3/4"
11-1/72"

Minimum wall readings 0.263 and 0.268. In addition,
readings of .452, .614, .628, .615, .612.

Valve nameplate:

Size 1" class 1500

Material F-316

Seats 1"

Flow 15 GPM

AP 200 psi

Maximum allowable serv. temperature 1050°F
Maximum allowable pressure @ 100°F 2085 psi
Stem and seat SS

Code nameplate:
Copes - Vulcan, Inc.
3200 psi @ 200°F

S/N 7410-9532/7-2-1
Year built 1976

Valve body material identification was verified by
etched markings on valve body (ASME SA-182, F-316)
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PURCHASE ORDER #  J-256

CER N },.‘59?’_  |
COMPONENT Solenoid Valves

PHYSICAL INSPECTION ‘
SUPPLIER  Target Rock  gymuAator E. Dolim
LOCATION  East Farmingdale, New York pATE  3/16/81

1.D.# 39, Tag # 1 PCV-2111

ITEM

1.0

2.0

3.0

Overall Package Dimensions

Valve body minimum wall thickness

Nameplate Data

768401, Rev D

Satisfactory
Per Dwg

Satisfactory
Per Dwg

CHARACTERISTICS RESULTS REMARKS
Satisfactory | Random overall package dimensions were taken and found
Per Dwg to be as shown on the dwg 768401, Rev D.

A) Centerline of body to top of cover - 8.62" t .5
gs Overall length of body - 7.50" t+ .06
C) Diameter of body - 2.13" Ref.
Wall thickness measurements were taken using a
Krautkraemer digital readout thickness gauge (ultra-
sonic) at accessible locations on the valve body.

Measurements were 0.566, 0.572, 0.574, 0.572. The
drawing does not call ocut minimum wall thickness,
however for an outside diameter of 2.13" calculated
minimum wall thickness is 1.13 gor 0.565" for a

1" valve. 2z

Actual nameplate data corresponds to drawing name-
plate data.

98
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PURCHASE ORDER #
AL.O. ¥
COMPONI NI

1M

0

e PHYSICAL NSPECTION f
SUPPLIER
LOCATION

J-258AC
9796
Butterfly Valve

CHARACTERISTICS

Dimensional Checks

Actual dimensions vs drawing dimen-
sions (F-43213, Rev 0).

1.1 Orientation and location of
gland leakoff connections.

Wall thickness valve port to
outside (calculated).

Overall dimension, switch
bracket.

Valve Port Diameter.

Valve, Switch Bracket overall
dimension.

Valve port location to location
of aland leakoff connections.
Qutside Diameter,

1.6
1.7

Material Checks

Materials identification on valve
body compared with call-out on dwg
Bill of Material SA 351 GR CF8.

Nameplate Data

Actual nameplate data vs specifica-
tion J-605, Appendix G, Para 1.0.

X-Ray Review

2B/13F 236583/2M0 1114A

RESULTS

Satisfactory

Satisfactory

Satisfactory
Satisfactory

Satisfactory
Satisfactory
Satisfactory

Satisfactory

Observation

Observation

Fisher Controls

Coraopolis, Pennsylvania

E. Dolim
4/10/81

EVAL UATOR
DALE

REMARKS

Drawing

1-1/4" 1-1/4"
17-1/2" 17-1/72"
6" 6'.

9-5/8"
8.875"
8.850"

9-5/8"
8.875"
8.850"

Nameplate data OK, however, nameplates are attached to
valves by means of wire rather than by screws as re-
quired in spec J-605, App G, Para 1.0. Nameplate attachment
conforms to drawing.

S/N PSA7770, P/N G25808 has no acceptance, however,
contains acceptance for P/N G25802. (See Part Il of Task
C-3 report for additional information.) P/N 625802 is
the drawing number for the machined casting.




2.0

3.0

4.0

| .

PFURCHASE ORDER # M-014
AL.O. !

5661

PHYSICAL

SUPPLIER  Bingham-Willamette
____ LOCATION portland, Oregon
COMPONENT  Auxiliary Feedwater Pump, Tag #1PO5SA

INSPECTION ,

[VALUATOR E. Dolim

CHARACTERISTICS

RESULTS

Overall Package Dimensions

Pressure bounijary minimum wall
thickness.

Flange dimensions were compared
against drawing requirements.

Nameplate Data

Accept per
dwg D-8647X
rev 7

Accept per
dwg

Accept per

>

Accept per
dwg

DATE _4/10¢/80
- - e e 4
REMARKS
Overall Dimension 151-172"
Height of pump 42-1/2"
Width of Pump 34-1/2"

Height of Base 9*
Bearing housing wall
and .733 as verified
Thicknes< Gauge.

thickness .749, .715, .814, .797,
by Krautkraemer Digital Readout

- 900#R.F.

ischarge flange 4" - 900#R.F.

Suction flange 8"
i:

fg by Bingham-Williamette - S/N 15210276, size 4xBx10-1/2"
7 stage, 3560 RPM, 1600 GPM, 2700' Head.

|Code Name

ASME N CLASS 3
SEC # 15210276
YR BUILT - 1977
NO. 1POSA

NB - 465

ameplate data 1s consistent with drawing requirements.
In addition, direction of rotation as indicated on
rawing was confirmed with tag on pump casing.




PURCHASI

COMPONENIT

M-51AC
1556

ORDER #
0. 1

Component Cooling Water

CHARACTERISTICS

Dimersions and orientation of
nozzles.

Minimum wall thickness, shell and

heads.

Visual Inspection of Weld Quality.

Nameplate Data.

Mfd by Yuba, Inc.
fransfer Corp)
ASME "N" Class 3
Nat'l Board 3316
Design Press Shell
Design Temp - Shell

Tubes 220°f
MFR S/N J4-N-011-1A
{ear Built 1976

(Yuba Heat

200,
220°F ,

Tubes 125

PHYSICAL

SUPPLIER
LOCATION

Heat Exchangers

RESULTS

Satisfactory

See Note #1

Satisfactory

Satisfactory

Yuba Heat
Tulsa, Oklahoma
1E73A/74N-011-1A

Page 1 of 2

INSPECTION {

tVAMUAIOR  E.
DA 3/16/81

Dolim

REMARKS

Selected dimensions verified using a 12' steel

tape were:

Channel cover flange to centerline of channel vent
connection - 2' 1-1/2".

Channel vent to channel relief conn. - 6".
Channel vent to shell relief conn. - 2' 6".
Channel vent connection to centerline of shell
and outlet (ozzles - 3' 9-1/2".

Return chanii.l vent to stiffener ring - 7' 8-1/2".
Dimensions are in accordance with the drawings.

inlet

Minimum wall thickness of shell and return channel
head taken at various locations.

Shell thickness of plate adjacent to ret.rn channel -
0.445 and 0.452.

Thickness of return channel head - 0.500, 0.523, 0.545,
0.503, 0.491, 0.502, 0.509.

Thickness measurements were made with Krautkraemer
digital readout thickness gauge (ultrasonic).

Visual inspection of butt welds on vessel shell seams
was made. Weld contour good with uniform crowning and
no evidence ~f undercutting.

Nameplate data is in accordance with the Purchase Order
and drawing requirements.
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1TEM

1.0

2.0

PURCHASE ORDER #
AE.O. 1 : e
COMPCNENT  Component Cooling Water Pump

R s e

| Pe
M-52

5762

CHUARACTERISTICS

PHYSICAL

SUPPLIER Babpockﬂ& ﬂilcoxr :
LOCATION  Norwood, Ohio
_#1P73A (A11is Charmers Motor)

RESULTS

Ver!fy pump dimensions in
accordance with app'd drawing

Verify nameplate data in
accordance with drawing/spec
requirements.

Satisfactory
Dwg G-500

Satisfactory
per dwg

INSPECTION Rl
tvauator  E. Dolim
- DALE ~ 4/8/81
 mes

Overall length from end bell to coupling face - 44",
Diameter of motor - 28-1/4:.
Lifting eye to endbell - 19-1/4" to frame - 27".

Nameplate:

S/N B5112-90226-2-1

Type GS-Frame 507US

Model # 145 NOB

HP 350, Serv Factor 1.15

RPM 1780, Hertz 60, Volts 4000, Phase 3, Amps 45.3,
KVA Code F, continuous ambient 50°F, Class Insul VPI,
Permissible starts 2 motor cold, 1 motor hot.

16
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| .

PHYSICAL INSPECTION

(VM UATOR E. Dolim

410781

PURCHASE ORDER 1 M-56 SUPPLIER  Goulds Pumps »
AE.O. 0 8090 ~ LOCATION _ Seneca Falls, New York DATE
COMPONENT  Spent Fuel Pool, Chilled Water Pumps  #OP76A
1M CHARACTERISTICS RESULTS RE MARKS
1.0 Size and Orientation of nozzles and Acceptable Checked inlet and outlet nozzles
drain. also size of casing drain and loc
is properly sized and drilied for
Outlet nozzle is 6" - 1504 R.F.
welded. These sizes and dimensio
with drawings.
2.0 Identification Acceptable Nomeplate Data:

MFD by Gould Pumps

Serial No. N754B658.1

Max WP 150, Des WP 15, Temp 212°F
Test Pressure 225

Equipment No. OP76A

Spent fuel pool pump

Code Nameplate:

ASME “N" stamp, year built 1978
Des Press 1504 @ 212°F

N 754 B 658.1

Model 3196xL7

6 x8x 13

1320 GPM

113" Head

1730 RPM

Material Code S-101

for size and type,
ation. Inlet nozile
8" - 1504 R.F.
Casing drain is 1/2"
ns are in accordance

SNUR———

26



. PHYSICAL INSPECTION ,

PURCIASE ORDER # M-093 ~ SUPPLIER  Ederer Crane Company EVALUATOR T, J, Marcella
AE.O. 0 , , LOCATION  Seattle, Washington DAIE  4/7/81
COMPONENT 125 Ton Crane, Auxiliary Building

———

1TEM CHARACTERISTICS RESULTS REMARKS

————————————————————————

1.0 Verify overall dimensions

1.1 tength 0K Further dimensional checks not made because of lack
1.2 Width 0K of available drawings.

2.0 Visual Inspection of Weld Quality Iinsatisfactory| Inspection made without applicable drawings.

a. Undersized welds based on fillet being less than
thickness of thinner member.

b. Fillet weld profiles questionable based upon
unequal leg dimensions.

c. Evidence of undercut greater than AWS DI1.1
allowables (paint should be removed for accurate
“heck).

d. .Jvidence &f paint over weld slag.

Concern a. Filiet welds terminated short of stiffener plate
ends .
b. Fillet welds on stiffeners not wrapped on exposed
g end.

| '
|

Because of lack of detailed drawings showing specific
dimensional and weld detail criteria, a reinspection
was requested to be performed by Bechtel/CPCo with
suppliers drawings. This inspection performed after MAC
departure resulted in Bechtel NCR #M-01-9-1-048 dated
5/8/81.

€6
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PURCHASE ORDER #  M-104.

AEO. ¥ - i R T
COMPONENT CIa;s 11 pipg‘§pools__ i

PHYSICAL INSPECTION
SUPPLIER _ ITT Grinnell ~_ EVALUATOR I;_.J;,."'a_rcelle,,-_ g
LOCATION  Kernersville, North Carolina  pATE  4/7/81 Iy

_ 2 ELB-1-5-639-13-2A

CHARACTERISTICS

RESULTS

REMARKS

results:

Dimensional :
Overall length 20'0"
Diameter 24"

Visual:

2.2 surface condition

Paint

Storage/Waréhouse

Identification/Markings

A random sample of pipe spools in the
laydown resulted in the following

2.1 welding (X-ray quality)

Acceptable

Acceptable
Acceptable

Satisfactory

Observation

Acceptable

Length and diameter was physically measured and verified
that drawing requirements were maintained.

Welding contour was acceptable.

Carbon steel pipe appears to be satisfactory; however,
some handling nicks and scratches were observed.

Spool was painted with carbo-zinc 11 and appeared to be
satisfactory, although storage conditions and weather
does deteriorate paint.

Wooden covers were taped on the ends. Stencil stipulated
that two (2) bags of silica-gel were located at each end
of pipe. It would be more appropriate to identify size of
bags i addi‘]oa to 2uantity. Bag count' is Lo assure
removal of a essicant.

Nameplate indicated ASME Class Il pipe with N-stamp.
Other identifications were heat treat number, pipe schedule,
material and type.

Comment

Reference Item 4.0; item was documented, however, storage
and packaging are not within the scope of the MAC task.
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i
PURCHASE ORDER # M-104
AE.O.# s IR .y S
COMPONENT 6" Stainless pipe spools

PHYSICAL

INSPECTION

SUPPLIER _ ITT Grinnell A
LOCATION _ Kernersville, North Carolina

Page 1 of 3

 EVMUATOR . R, Orlando
CDATE 4/1/81

2 CCA-4-5-602-3-1, 2 CCA-4-5-602-3-2

ITEM

CHARACTERISTICS

RESULTS

REMARKS

1.0

2.0

3.0

Check spool dimensions as per drawing
#M-602, sheet 3.

Check material type as per drawing
requirements.

Perform visual inspection of welding
performed by vendor.

’/

Pavfarm vicnal ‘ﬂ(n“r"ﬂ" f()r Surface

Concern

Satisfactory

Observation

Satisfactory

Spool piece 2 CCA-4-5-602-3-1: Drawing states pipe
dimension of 7'7-9/16". Actual dimension is 7'7-1/8".

Spool piece 2 CCA-4-5-602-3-2: Drawing states pipe
length of 4'7-3/8". Actual dimension is 4'6". Refer to
Task C of report for additional information.

It was verified by identification that pipe is Schedule
#160 SA-312 TP-16 and fittings were Schedule #160 SA-403
WP-316.

During inspection of welding, it was noted that spool piece
2 CCA-4-5-602-3-2 had been cut and in process of welding

in a new area previously not identified on the drawing.
(Refer to attached drawing for location of new weld.) The
Bechtel materials person (Bernie Began) at the laydown

area noted that the subject spools had been returned to
Bechtel laydown area by B & W. Mr. R. Shopp of B & W site
was contacted regarding the spool pieces. He noted that
the subject spools had been received at site with one end
out of plumb by approximately one inch (refer to attached
sketch). This condition was identified on a B & W Request
for Information RFI #346, dated 3/10/80 which approved re-
pairs in accordance with B & W Field Constyuction Procedure
40 for the Reactor Coolant Pressure Control System. It

was further found that another new weld identified on the
attached sketch had already been accomplished by B & W.

This nonconforming condition was not identified on a non-
conformance report nor was the spool identified as to its
nonconforming condition by any means.

The nonconforming pipe spools are presently being stored
by Bechtel with other acceptable pipe.

The spool pieces were inspected and found satisfactory.
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INSPECTION

PURCHASE ORDER # M-104° SuPPLIER  ITT Grinnell | EVALUATOR * T.'). Marcella
AE.O. # LOCATION _ Kernersville, North Carolina DATE __4/1/81
COMPONENT Borated Wtr. and Chemical Sup. Pipe Spools 2 HCB-2-5-613-7-1

Page 1 of 2

CHARACTERISTICS

RESULTS REMARKS

General:
Re-review of ma_rial located
in the laydown «r<a *o evaluate
Bechtel source surveiliance
activity.

Material (stainless steel) 6" schedule
#160:

1.1 CMIR's Acceptable (MTR's included physical and chemical tests on SA-312,
type 304 and SA-403 WP 304-W.

Testing Acceptabile Tast data reflected pressure test of 150 psi temperature
350°F per specification.

Visual
3.1 Welding {X-ray quality) Acceptable Welding conto'r appeared acceptable to code requirements.

3.2 Surface condition Observation No anomalies observed other than evidence of carbon weld
splatter and storage adjacent to carbon pipe spoois.

Dimensional Acceptable Spool met dimensions identified. Weld bevel on one end
y of pipe was verified to be 371" bevel.

2

]
rf1 !

identification/Markings Acceptable Pipe spool was identified with material ard type, heat
number, and schedule.

374 “bevel




PHYSICAL INSPECTION continued st

PURCHASE ORDER # M-104°  SUPPLIER ITT Grimnell EVAWATOR 'T. J. Marcella _
AEO.#  \OCATION _Kernersville, North Carolina  DATE ___ 4/7/81 =
COMPONENT Borated Wtr. and Chemical Sup. Pipe Spools 2 WCB-2-S5-613-7-1

1TEM CHARACTERISTICS RESULTS REMARKS

6.0 | Storage/Warehouse Observation During initial visit to lay..wn area, two pieces of stain-

less s*cel pipe were observed to be in contact with carbon
steel pipe. Evalvator physically removed C/S pipe.

It appeared that welding on C/S pipe was conducted in
this arvea.

Acceptable Pipe spool was packaged with wooden flange cover on one
end and taped on straight end.

66




|
PURCHASE ORDER # “M-104
RERSY g
COMPONENT  Service Wir. Pipe Spool

PHYSICAL

.

SUPPLIER _ITT Grinnell

~ LOCATION _ gerpersville, North Carolina__  DAVE  4/7/81
_ 2 MHC-311-5-618-3-1

INSPECTION

{
~ [VALUATOR T. J. Marcella

1TEM CHARACTERISTICS RESULTS REMARKS
1.0 | Material - Carbon Steel 24" diameter Acceptable CMTR's for physicial and chemical tests of materials
SA-234 WPB and SA-10%5.
2.0 |Testing Acceptable Test data for pressure test of 105 psi at 105°F temperature
available.
3.0 |Visual
3.1 Welding (MT required) Acceptable Weld contor: acceptable to code requirements.
3.2 Surface Observation Excessive rust scale observed internally and externally.
\
4.0 |Dimensional Acceptable Dimensions taken met drawing requirements.
22'2%
" r
'rsr
11
I Wi =
5.0 | ldentificatior/Markings (typ.) | Acceptable Pipe spools identified with material type, heat number, and
schedule code plate identified as Class 3.
6.0 |Storage/Warehouse Acceptable Except for item 3.2 above, spool was closed off with

plywood covers

Comment

taped to ends.

Reference Item 3.2; this observation was documented.

However, storage and packaging are not within the scope
of MAC's task.

001



 PHYSICAL

o INSPECTION
PURCHASE ORDER # _ M-104 suppLIER _ITT Grinnell EVALUATOR T 0. Marcella
AEO.#  LOCATION _Kernersville, North Carolina _OAIE _ _ 4/8/81
COMPONENT  Reactor Coolant Pipe Spoels 1 CCA-4-5-6001-3-2 =~~~
iTEM CHARACTERISTICS RESULTS REMARKS
1.0 |Material - Stainless Steel Schedule
#160, 6" diameter:
1.1 CMIR's Acceptable CMTR's on pipe schedule #160, SA-376 type 316 and
fitting schedule #160 SA-403 WP 316.
2.0 |Testing Acceptable Decumentation indicated acceptable oressure testing of
2500 psi at 650°F.
3.0 |Visual
3.1 Welding (X-ray quality) Acceptable Weld contour within code requirements.
3.2 Surface condition Concern several areas of handling damage were observed. The most
critical was a gouge area approximately 1/8" deep by
1/2" x 1/2". Other minor surface contamination observed.
4.0 |Dimensional Acceptable Dimensions met drawings requirements.
. B 7 077 ¥ L — Concern Gouge area was described in Item 3.2 above.
. —— 7' 7-9/16" —— "
PP [ ———
bevel .’[‘ . T S T
’ ]'lO"'T‘Y“‘ gouged area » |
5.0 | Identification/Markings i Acceptable Pipe spool was identified with material and type, heat
number and schedule. Code plate observed CL 1.
6.0 |Storage/Warehouse Acceptable Except for item 3.2 above, spool was closed off with

tape and cardboard pn straight end and plywood cover of
flange end was taped.
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PHYSICAL INSPECTION

l P
PURCHASE ORDER #  M-104 ~ SUPPLIER _ ITT Grinnell _fvmuntor 9. R Orlando

AEO0. 0 NMA  LocATION Kernersville, Horth Carolina  pATE  A/8/81
COMPONENT Stainles§_$tee] PipeASpoqls lVCCA—15-601-2-7. 1 CCA-15-601-2-9

ITEM CHARACTERISTICS RESULTS REMARKS

1.0 |Perform visual inspection of Bechtel Concern During review of the area, the (2) spocl pieces noted

storage laydown area for safety
related “(" pipe to ensure that the
nonconforming material segregation
and marking requirements of Bechtel
procedure SF/PSP G3-2, Rev. 6 have
been met as follows:

Reference Paragraph 33.2 - states that
nonconforming items shall be separated
from other accepted items unless it is
judged, impractical because weight,
size, configuration, etc. It can
remain with other accepled items
provided that the item is adequately
tagged or marked indicating the
material is nonconforming.

above were found to be tagged with B & W nenconformance
report 1671 (10/11/79). These nonconforming spools are
being stored in the accepted items storage area. This is
in conflict with the requirements of Bechtel Procedure G3-2.

Tre Bechtel material person, Bernie Began, noted that when
B & W returns materials such as the subject spool to stock,
the responsibility for storage, etc. returns to Bechtel.

Me further noted that Bechtel does not take notice of

B & W NCR reported items, and that they are normally
stored in gereral accepted stock areas.

There appears to be a lack of control and interface
between Bachtel and B & W on this matter.
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| PHYSICAL INSPECTION

! |
PURCHASE ORDER # M-112AC SUPPLIER Associated Pipe EVALUATOR M. DuDeck
ALELO. ¥ LOCATION  Los Angeles, California DATE 4/1/81
COMPONENT 30" Expansion Joint Assembly, Exp. Joint #1-XJ-1201 1-XJ-1201 (installed)

ITEM CHARACTERISTICS RESULTS REMARKS

M«terial Quality CMIRs Satisfactory |CMIRs reviewed for C/P requirements: A-36, SA-240, SA-312,
SA-358, SA-155C1.1, 5A-325, SA-515, SA-276, SA-340.

Weld Procedures Katisfactory [Following weld procedures utilized - approved:
WPS 819-6 R1, 809-6 R5, 110-65 RO.

NDE Application - Liquid Penetrant hatisfactory Approved procedure SPPQ-201 RO utilized.

Dimensional (utilizing temp flex dwg patisfactory 18-1/8" - overall length
D-24902) Verified (7) convelutes
6-1/8" - convoluted area
6" - AFT convolute to EOP
FWD convolute to COP
(non-critical) |2" - EOP to shipping bay (S/B 1-3/4")
8-1/8" - installed shroud
No dimensional discrepancies

Welding Katisfactory [Fillet weld contour and sizes were to B/P requirements.
Welaing on the bellows could not be checked thoroughly
due to installation of shroud.

Identification Katisfactory |JASME Stamp - NPT-2
(ASME Code Form N-2)
COMMENT: Review of documentation
package and dimensional verification
indicated no deficiencies.
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1.0

2.0

3.0

4.0

PURCHASE ORDER # M-117
A0 1022 ,
COMPONENT  Valves, 2§" and larger.

1 of 2

CHARACTERISTICS

T f Page
P S PHYSICAL INSPECTION o
SUPPLIER  Anchor Darling EVALUATOR  E, Dolim
LOCATION  Mayward, California .. DAIE e, ESERER—
RESULTS REMARKS s
Satisfactory | Overall envelope and interface dimensions verified as

Overall Package Dimensiouns

Valve Body Minimum Wall Thickness
(Randu\m Samples)

Weld Prep. Dimensions

Nameplate Data

Satisfactory

Satisfactory

Satisfactory

shown on drawing 7220-M117-18-4.

10.1 a) Outer edge of valve wheel to center of base
measures 41".
b) Face to face overall - 22-1/16".
10.2 a) Outer edge of valve wheel to center of base
measures 41",
b) Face to face overall - 22".

Valve body was inspected with Krautkraemer digital read-
out thickness gauge (ultrasonic) at various locations

to verify a minimum wall callout of 1/2" (.50) per

ANST B16.5.

10.1 a) Min. wall measurements - 0.870, 0.826, 0.858,
0.856, 0.889, 0.944, 1.800, 2.355.

10.2 a) Min. wall measurements - 0.896, 0.881, 0.996
0.862, 0.928, 0.798, 0.789, 1.240, 1.036.

Checked as shown:

10.1 a) Overall from root to edge of bevel - 0.492.
b) Land at root - 3/32".

10.2 a) Overall from root to edge of bevel - 0.490.
b) Land at root - 3/32".

Checked against drawing:

a) Size - 6"
Body - WCB
Rating 940 Tewp 700° F
S/N 4632-09, Hydro 2175 psig
Valve ID 6EBC6B Unit 1 (for 10.1), Unit 2 (for 10.2)

v0l




. . PHYSICAL

PURCHASE ORDIR #  M-117

Page 2 of 2
{

INSI-;ECTION con.tinue;r

SUPPLIER  Anchor Darling EVALUATOR E. Dolim
ALO. ! 1022 ~ LOCATION  Hayward, California ~ DALE 3/16/81
COMPONENT  Valves, 24" and larger ‘ R0 L. S IR
1M CHARACTE RISTICS RESULTS REMARKS
Stem 11-13CR, Disc CO-CR, Seat CO-CR
Drawing 2824-3
b) Cede Nameplate:
Anchor Darling
N Class 3
940 psi @ 700°F
1440 psi @ 100°F
3N-454 (for 10.1) 3N-459 (for 10.2)
BLT 1975
5.0 Radiographic Inspection Satisfactory| The following data was reviewed and found to be
acceptable:
a) Reader sheets complete, legibile, traceable to

film.

b) Technique sheets accompanied reader sheets.

c¢) Shooting sketch contained in package identifying
each shot and location.

d) Density checks within code requirements.

Package meets the requirements of ASME and ASNT.

SU1




PURCHASL ORDER #  M-118BC : , SUPPLIER  Rockwell Inteynaticnal ~ EVALUATOR g, Dolim

e PHYSICAL INSPECTION |

AL.O. 0 10156 ~ LOCATION _ Raleigh, Nerth Carolina ODATE 38
COMPONENT  Nuclear Valves . 1.4/18" - ELB-YGB o
1M CHARACTERISTICS RESULTS REMARKS _‘
ﬂijb—_ Gérify minimum wall thickness Satisfactory | Minimum wall thickness was checked at various points on
measurements for the valve body. the valve body casting. Readings obtained were as

2.0

3.0

follows: 2.094, 2.054, 2.040, 1.904, 1.872, 1.821,
1.820, and 1.737. Minimum wall thickness as stated on
the drawings is 1.190". Readings were made with
Krautkramer Digital Readout Thickness Gauge (UT).

Verify that nameplate data is correct. Satisfactory | Namplate Data:

ROCKWELL INT “N" CLASS 2
NAT'L BO, #385

1350 PSI AT 436° F

1500 PSI AT 100° F

\ MFG S/N NG6E
Verify that the proper material type Concern* It was noted that the foundry material marks cast on
and grade is stamped on the valve the valve body indicated that the casting was WCC
body . grade (SA-216 Grade WCC). Drawing in the vendor file
ind;cates valve body material to be WCB (SA-216 Grade
WCB).

’

*This concern as been deleted, as reinspection verified
that valve bodies are correctly marked to applicable
drawing and specification.

e e e e 4
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PURCHASE ORDER #  M-140

AEO. T

11N

1.0

2.0

3.0

4.0

5.0

CHARACTERISTICS

SUPPLIER _Crosby Valve & Gage
_  LOCATION Mrentham, Massachusetts DATE
COMPONENT  Nozzle Type Relief Valve, Tag #1PSV-1016, Drawing #DS-C-61151,Rev.5, Assembly #N61151

INSPECTION ,

FVALUATOR T_:I..): Marcella
4/18/81

Material (ASME SA-351 GR LF3M)

ASME SA-182 GR F316L CMIRs.

Visual

Surface condition

Dimens ional

Identification

Storage K

RESULTS REMARKS
Satisfactory |CMTRS reviewed are compatible with drawing requirements.
Satisfactory |Suvface condition was satisfactory, no adverse condi-
tions observed.
satisfactory |Wall thickness (Ref drawing WT-36000)
per WT-36000 (A; .38 was .585
Rev 5, sheet (B) .28 was .640
6 of 16 (E) .33 was .484
per DS-C- Overall length 42-1/4" was 42-3/4"
6115 Inlet End to C/L Outlet 8-7/8" t 1/8" was 9"
e ¥ Boss on inlet 2-1/8" *1/1C. was 2-1/4"
Satisfactory |Data Plate indicated:
Nat') Board - Serial No.
Mfg Serial No. N61151
Year Built 1978
ASME Sec 111, Class 2
satisfactory |Unit was located at elevation #599 and was scheduled

to be insta'led in the near future. Inlet’and outlet

areas equipped with bolted covers.
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PHYSICAL
PURCHASE ORDER c ~ M-150AC ~ SUPPLIER
AEOD. # 4453/4448 LOCATION

COMPONENT Main Control Room Afr Filter System

Mine Safety gppliances
Evans fity. Pennsylvania

Page 1 of 2

INSPECTION

EVALUATOR _! J. Marcella

e S ensbiinics WY R

~ SPECIFICATION: 7220-M-150(*)Rev.7

ITEM CHARACTERISTICS RESULTS REMARKS
Drawings & Revisions:
F-SK-1743-2555-01/-41
S/N's 788, 94A, 948

'1.0 fvaluate source surveillance and 0K Source surveillance activity well documented. Receipt
receipt inspection activity. inspection consists of visual, count and damage. Furchase
order closed, 1/29/80

2.0 |Determine if component has been 0K Bechtel inspection task at supplier has been completed.
released or conditionally released.
2.1 ldentify reason(s) for conditional] N/A

release.
3.0 |Select characteristics from drawings/ |Acceptable Per Drawing F-SK-1743-2555-01

specification/checklists for re-in-
spection. Ildentify:

3.1 General Arrangement
nyM 788 (item 2) P.0. Rev. 0
Drawing F-SK-1743-2555-01
(7220-M150-145-1)
0.A. length 33' 2-3/4"
0.A. width 41-1/2"
0.A. height 80-3/16"
total + 1/8"
Stainless steel - no paint
Carbon stl. - paint

3.2 Drawing F-SK-1743-2555-41
OVM 9477948 (item 3)
length 31' 2-3/4" +1/2"
0.A. width 15" 3-7/8" 11/4"
0.A. height 8' 1/2" +1/4"
P.0. Rev. 0

0.A.

801



T ks aa A . --- g 2 : Page 2 ”("'?’
PHYSICAL INSPECTION continued
PURCHASE ORDER # M-150AC SUPPLIER Mine Safety Appliances FVMUATOR  T. J. Marcella

ALO.# : A453/4448 LOCATION Evans City, Pennsylvania DATH 3/13/81

COMPONENT Main Control Room Air Filter System

RESULTS REMARKS

ITEM CHARACTERISTICS

Identify significant characteristics
that cannot be verified due to
configuration/installation of
component.

Identify alternative items of char-
acteristics as substitute inspections
for significant characteristics not
inspectable.

jdentify maintenance and storage Acceptable Unit installed.
level of component location.
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Statement of Task

MAC's task was to assess the Corrective Actions in response to the

Biennial Quality Assurance Audit.

Me thod

A review was made of the 1980 Biennial Audit findings which related to
the Midland Project to determine the adequacy of the corrective action
and the timeliness of corrective action commitments. In most cases, the
effectiveness of the implemented corrective action could not yet be
evaluated. Of the 32 findings reported in the audit, 19 findings were
determined to relate directly or indirectly to the Midland Project. The
balance relate to other activities.

The status of corrective action commitments or implementation was
determined by review of Corporate QA and MPQAD records, by interview with
Corporate QA and by participation in meetings called by Corporate QA.

CPCo Corporate QA evaluated the 1980 Biennial Audit findings made by the

auditors and passed on to the various responsible organizations specific
recommendations. For the purposes of this assessment, implementation of
the recommendations passed on by CPCo Corporate QA were followed.
noted, however, that in some instances, responsible o

responded to the recommendations of the auditors rather than ti
comprehensive recommendations of CPCo Corporate QA. An assessment
made relative to the completion of each CPCo recommendation and
timely implementation, and an assessment was made as to whether

recommendation adequately addressed the root cause of the problem.

Resuits

The current status is that all 19 findings have been corrected and are

closed as sumarized in Attachment C-]

Ao ho
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Generally the recommended corrective action was appropriate to the
finding identified by the auditors. There were some exceptions as
follows:

MA 3/3 This appeared to be an invalid finding.

MA 3/4 The recommended corrective action appeared to be appropriate to
the finding; however, the finding was against non-Q items, and
therefore, beyond the scope of the audit or this evaluation.

A1l other corrective action recommendationc appeared to be appropriate to
the finding in identifying the root cause of the problem and the actions
necessary to bring about its correction.

Corrective action response time is as follows:

Of 19 findings, eight were closed within eight months after transmittal
of the findings to the identified action organizations, six within seven
months, on within six months, one within four months, and three within
one month of the transmittal of findings.

A summary of actions taken relative to each audit finding is found in
Attachment C-1.2.

Assessment

Several observations can be made relative to this audit. First, the
audited organization generally should understand and challenge, or agree
to, the validity of audit findings prior to, or at, the exit meeting.
Tis would eliminate the condition of agreeing six months later that a
deficiency in fact had not existed. Examples of such conditions are
evidenced in MA 3/3, MA 3/14 and MA 3/15, but agreement on the validity
of the finding cc.id have hastened the resolution of other findings such
as MA 3/4. ;

While the recommended corrective action was generally appropriate to the
circumstances, in a number of instances the corrective acticn was not
timely because of holding up procedural revisions for a major revision of



the QA Manual. There needs to he a faster way to incorporate needed
revisions. There were no findings of such a nature as should have taken
six months to resolve.

This leads to a third observation. Management generally needs to

recognize tnat valid audit findings are the result of a very superficial
sample. The existence of valid findings is merely a symptom of a
problem, not the problem itself. Thus, corrective action must promptly
address the identified findings, and dispose of them in such a manner as
will cause correction of the underlying problem which generally distills
down to either the failure to follow procedure (an attitude problem or a
training problem) or inadequacy of procedures.

[t was not po:ssible to assess the effectiveness of corrective action
taken because 14 of the findings were closed during the course of this
evaluation leaving inadequate time for experience in implementing the
action to be assessed.
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Management Analysis Company

STATUS OF CORRECTIVE ACTIONS OF 1980 BIENNIAL AUDIT - ATTACHMENT

|RESPONSIBLE ORGANIZATION

|{Corporate QA

iSfte Testing
{BechteT/MPOAD
ISite Testing
|Bectel /MPQAD
{Corporate CA
Bechte!
'Bechtel
|Bechtel
{Corporate
Corporate Q
Closed
Closed

|Site T

|MPQAD

]Corccrate
!
|Corporate
|

|Corporate

{Corporate
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MA 3/1 Finding: The auditors found that certain procedures could be
revised by means of “Temporary Change Requests” or "Deviations” without
review and approval by the Director, QA PEAC, if the department manager
considered the action to not change the requirements of th QA Program
Manual.

The auditor's recommendations were to review QAPP 5-1 to allow Deviations
or Temporary Changes to department procedures to be subject to specified
controls and to review affected department procedures *o be compatible to
such controls.

A review of QAPP 5-1 dated 10/1/80 paragraph 4, disclosed that it states
"department procedures are implemented only after they are signed by the
Director, Environmental Services, Quality Assurance and Testing." No
provision for Temporary Changes or Deviations has been provided.

This item is open pending revision of QAPP 5-6 Revision 6 now in
management review.

MA 3/2 Finding: The audit finding stated that "Testing Instructions for
the Midland Testing Group had neither been reviewed nor signed off by
Quality Assurance" contrary to requirements that department procedures
not be implemented until they are signed by the Director, Quality
Assurance - PESC.

CPCo's recommendations were that Q-related instructions be incorporated
into the TPM and that control and distribution of such Q-related
instructions be evaluated for compliance with the Quality Assurance
Manual.

Audit Finding/Unresolved Item Response Evaluation form states that
response dated 10/24/80 D. B. Miller to W. R. Bird is siiisfactory and
shows verification that Test Instructions are controlled, but need to be
evaluated to assure that all appropriate areas are covered and states
that the specific finding may be closed at the option of MPQAD. The
response stated that Test Instructions should continue to be controlled
by existing procedures.



This item was closed 3/30/81 based upon comparison of Testing

Instructions TI-8, TI-9 and T-9.

A 3/3 Finding: FDP 2.000 does not address what occurs On an approved

‘N or on a Resident Engineer interim approved Field Change Request if
work is coupleted and Ann Arbor Project Engineering subsequently
disapproves the FCN or FCR . . . FDP 1.000 states that it is to De

treated the same as a design change to completed work.
Consumers' recommendations were toO:

Revise the procedure to indicate that the PFE's “interim approval’
constitutes authority to proceed with construction.

Revise the procedures to provide specific step by step actions to

taken if an interim approval FCR were rejected.

Consider direct distribution to QC of approved FCN's/FCR's.

Bechtel's draft response transmitted by memc M. A. Deitrich
H. P. Leonard and dated November 17, 1980, stateu that

’

disapproved FCR'

di
or FCN's are project communications and as such are in the scope of FODP

1.000, not FDP 2.000. The present procedures adequately address the
control of disapproved FCN's and FCR's. Therefore, no procedures will De
revised at this time." An earlier transmittal #20779 dated 10/27/79 L.

- N

€. Davis to L. A. Dreisbach carried the same responce.

L. £. Davis memorandum dated 11/5/80 relative to MA 3
distribution to site QC of FCN/FCR's. Memo Response
M. A, Deitrich to .. E. Davis dated December 11, 1980,
concerns per memo H. P. Leonard to M. A. Deitrich.
Bechtel's response relative

#20779. The reason fo : stated to

supporting Bechtel's positit that i s operating in accordance

procedure and that procedures were adequate.
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This item is open pending issuance of a memorandum by W. R. Bird.

MA 3/4 Finding: This finding stated that turnover packages were found to
have two engineered document 1ists, one prepared by CPCo and the other Dy
Bechtel. In three of five packages, the 1ist of drawings differed. The
auditors' recommendation was to revise MP-TPF-6 and/or QAPP 10-1 to
define the consistent means of accurately defining the scope of the
package and to analyze all accepted turnovers to determine the actual
scopes accepted to date.

CPCo's recommendation was that there did not appear to be a need for
procedural revision except that a means needed to be developed for one
1ist agreed to by Bechtel and CPCo.

The file for MA 3/4 contains Audit Findings/Unresolved 1.em Response
Evaluation form dated 1/27/81 stating that response D. B. Miller to
W. R. Bird dated 10/24/80 {s satisfactory and 1.em will be closed based
on future issuance of Midland Project procedures on turnover in late
February or early March.

The response appears to state that the existence of two lists is not a
valid finding, that there is but one engineered document list. The
sacond list sets forth the drawings used to define the system and is not
the engineered documents list. Proposed revisions to turnover procedures
will eliminate the second list.

This item was closed 3/30/81 based upon a review of TI-15, Revision 1
dated 2/19/81 and MPPM-16, Revision 1 dated 10/29/80 which established
how turnover boundaries are defined.

MA 3/8 Finding: This finding was that "E0P 2.14.1 Rev. 6 (permmits) minor
dimension and material changes which do not adversely affect performance,
safety, durability, interface between contractors or aligmments . . . (to
not) require FCR's or OCN's. This is contrary to the NQAM."




Project Engineering agreed per response dated 10/26/80, to revise oe
2.14.1 Rev. 6 in accordance with CPCo's recommendations on AFR MA 3/8

made as a result of the finding. The scheduled date for the revision was
to be November 14, 1980.

On January 15, 1981, a memo L. H. Curtis to M. A. Deitrich transmitted
Revision 7 to EDP 2.14.1. The memorandum addressed the three recommenda-
tions and the action taken to resolve them.

The procedure was revised to state “The Resident Engineers
Memorandum. . . . shall not be used to modify design documents i.e.,
FCR's, FCN's, DCN's, IDCN's, SCN's, “rawings and specifications.’
The "“exception" clause relative to minor dimensional and material
changes was eliminated from paragraph 4.1.2b of EDP 2.14.1.

Project Engineering disagreed with the recommendation that the
procedure be revised to make it clear that "interpretations" and
"clarifications" are not to be accomplished by memorandum. The
revised procedure (Rev. 7) clearly states that a Resident Engineers
Memorandun shall be wused to document decisions, agreements,
commi tments, problems and resolutions and may be used to clarify and
request design documents, but not to modify them.

The procedure was revised to eliminate "minor design changes” from
paragraph 4.1.2b and thus Project Engineering considered that the
recommendations that "a bona fide design change” must be on a pre-
established form, etc. had been met because design changes are now
totally covered by other procedures.

No later correspondence is in the MA 3/8 file.

This item is open pending issuance of a

MA 3/10, MA 3/25 Findings: These findir

both have the same CPCo corrective action, { is to revise QAPP

the next major revision. MA 3/1C reported ‘nat draft procedures !




IM, E-4M, F-2M and F-7M describe quality related responsibilities not
identified in Yolume 2 QAPP's. MA 3/25 reported that Midland Project
Procedures Manual discusses a corrective action report used to request
design changes, remedial work and maintenance, and to fidentify
deficiencies. The auditor stated that such responsibility or activity is
not identified in Volume 2 QAPP's.

The auditor's recommended corrective action was to make suitable
revisions to Volume 2 QAPP's. CPCo's commitment on the AFR is to revise
volunme 2 QAPP 2-2 at the next major revision.

Memo dated 12/10/80, D. A. Taggart to B. W. Marguglio, states that these
findings will be closed upon approval and- issuance of the revised Yolumes
2 and 2A with a target date of March 31, 1981. Memo dated 3/11 81

1

D. A. Taggart to D. Jones et.al., states that this target date will be

reassessed at a meeting scheduled for March 16, 1981.

The files for these audit findings contain marked up drafts of Revision 6
of Volume 2 QAPP Procedure 2-2 and Revision 2 of Volume 2A QAPP Procedure
2-2 that appear to provide solutions for the auditor's findings.

No later communications are in these files.

This fvem is still open and is currently scheduled for closure April
1981,

MA 3/14 Finding: The audit finding was that the Document Contro

Log .as found incomplete in four instances. recommended action
that a method be established to assure that the log is complete and to
ascertain the status of FCN's or FCR's not received from Ann Arbor

Engineering in a 30 day period.

recommended (a) inspection of hardware

b) revise the procedures to provide

consider requiring direct distributi

on

Arbor to Bechtel Q
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L. E. Davis resganse of 11/5/80 did not address the recommendation
that hardware be reinspected. It stated that two of the three FCN's
(M-2273 and M-2119) had been rejected, rewritten and approved as FCN
M-2276 and FCN 2123 respectively.

It further stated that the third FCN (M=2231) was disapproved June
24, 1980, and that no correction was necessary. Also, it stated that
since the FCR number had not been furnished by the audit team no
specific corrective action could be taken an< that since the FCR is a
request, no inspection would be necessary.

The response indicated that FOP 1.000 paragrapns 4.2, 4.3 and 5.1b
and FDP 2.000 paragraph 8 provided adequate detail.

The response indicated that present procedures provided distribution
of all FCN's, FCR's and DCN's to Quality Control and that a second
distribution is unnecessary and not controllable.

The response noted ail FCN's referenced were non-Q and that no procedures
would be revised at this time.

This item was closed 4/21/81 based upon the fact that the FCN's cited
were non-0Q.

Comment: There is considerable evidence of sluggishness in pursuing
corre~tive action of which response to this finding is typical as

follows:

a. Date of MAC audit finding 8/9/80

b. Date of MAC report to CPCo 9/23/80

c. Date of CPCo transmittal to L. A. Dreisbach 9/29/80

d. Date of Dreisbach transmittal to L. Davis 10/3/80 -

e. Date of Transmittal #20790 covering Davis response 11/5/80

¢. Date of M. A. Deitrich Response Rejection Notice to L. Davis 12/11/80

Note: The CPCo letter 10786 is not attached to the file copy of this
notice and is not in the MA 3/14 file
Finding closed 4/21/81 on the basis that the FCN's cited were non-Q.
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MA 3/15 Finding: The finding stated that the Electrical Engineer's copy
of Drawing E-27 did not have attached approved copies of FCR's 2099 and
2117.

CPCo had recommended (a) that Project Engineering perform a complete
review of site distribution to ascertain that the omission of the
approved FCR's was a one-time occurrence and (b) a review of a larger
sample of drawings to provide a stati stical estimate of the frequency of
this kind of error. Per memo M. A. Deitrich to D. Turnbull dated 12/1/80
(MAD 1771) Resident Engineering performed a “complete review of subject
control copy. Results of this review disclosed only two FCR's identified
were missing.”

It does not appear that the recommendation of a complete review of site
distribution was followed, but only 1 confirmmation of the audit finding
and verification that no other FCR's were missing relative to the
specific E-27 drawing.

A memorandum 023559 dated March 5, 1981, L. H. Curtis to M. A. Deitrich
states that BSechtel 0.E. staff agrees with Project Engineering that AFR
#3/15 should not have been a finding because Resident Engineer operates
to EDP 4.62 and there is no requirement in that document that FCR's/FCN's
be attached to the drawings. This being true would negate the
recommendation for a complete review of site distribution.

Timel iness of response is poor, since it took six months from the date of
the AFR to establish the position that there had been no requirement
violated.

Based on an agreement that AFR #3/15 should not have been a finding, CPCo
0A in a meeting held in Jackson, Michigan on March 24, 1981, agreed to
accept the Bechtel response and close this item. ;

MA 3/16 Finding: The finding stated that "EDP 4.62.1 Rev. 1 Section 5.1
(requires) FCN's shall be reviewed within 10 working days of receipt” and
that seventeen percent of FCN's received during a four month period
exceeded ten days to review and disposition.
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CPCo's recommendations per letter Serial 9759 W. R. Bird to
L. A. Dreisbach were that Bechtel:

a. Evaluate FCN's for which approval has been delayed relative to
whether they should have been FCR's and whether they have a
propensity for being rejected by Engineering.

5. Reevaluate the fifteen day period for Engineering approval or
rejection of an FCN.

c. Evaluate the need to eliminate the allowance of field preparation of
an FCN when there is a need for external involvement such as with a
supplier.

d. Revise procedure to add a note that the time period is not safety
related.

Bechtel's response L. H. Curtis to L. A. Dreisbach dated 10/30/80 was
rejected per Response Rejection Notice M. A. Deitrich to L. H. Curtis
dated 12/11/80.

Bechte! response 023559 dated March 5, 1981, L. H. Curtis to
M. A, Deitrich defends the ten day review period, does not address a, C,
and d above. It commits reviewing on a case Dy case basis those that
exceed ten days but does not address any action on the seventeen percent
that did exceed ten days for review and approval.

In a meeting in Jackson, Michigan on March 24, 1981, it was agreed that
the Bechtel response should be accepted and this item closed on the basis
that Bechtel reviews on a case by case basis FCN's exceeding the ten day
1imit. This will satisfy a and ¢ above. -
Copy of the Bechtel response 023559 is not in the MA 3/16 file; a copy is
in the MA 3/3 file.

This finding 1s not yet documented as being closed as of April 27, 1981.
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MA 3/17 Finding: This finding states that QAPP's do not fidentify all
interfaces between CPCo and principal suppliers as required by QAPP 2-
2. The auditor's recommendation sas to clarify QAPP 2-2. CPCo's
recommendation was to revise Volume 2A QAPP Procedure 2-2 to indicate
that interfaces between CPCo and principal suppliers are described in the
Project QA Plan and in procurement documents, as well.

This item is still open.

A revision of QAPP 2-2 is undergoing management review with a currently
scheduled release of April 30, 1981.

MA 3/18 Finding:

This finding stated that the clear authority to stop work was not defined
in QAPP 15-4 nor in QAPP 14-1.

The auditor's recommendations were to revise Volume 1 to give Quality
Assurance the authority to stop work and to revise QAPP 15-4 to require
acknowl edgement of receint of a stop work order. The CPCo corrective
action commi tment per D. A. Taggart memo dated 10/7/80 to B. W. Marguglio
stated that QAPP 15-4 Volumes 2 and 2A had been reviewed together with
Quality Assurance Policy 1 of Volume 1, and were deemed sufficiently
clear as to Quality Assurance authority to stop work. No other action
was deemed necessary.

The AFR form references the October 7, 1980, memorandum and is signed off
9/25/80 as corrective action verified. The &R is not marked closed.
This item is closed.

MA 3/20 Finding: This finding stated "approved TIP's are not filed as
quality records.” : r
CPCo's recommendation was that QAPP E-6M be revised to state “completed
TIP's and sampling plans.”
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Revision 1 of QAPP E-6M paragraph 5.7.1.2 was issued 8/15/80 and states
“approved TIP's and sampling plans when referenced on the Quality
Assurance document inspection status form."

This item was closed 1/9/8'.

MA 3/21 Finding: This finding stated that TIP 6-1 Rev. 1 was in the file
as well as Rev. 0 with latter identified "VOID 5/2/80 RGW".

The recommendation was that Volume 2 QAPP 6-1 be revised to state what
controls are to be exercised for superseded documents.

CPCo's response is that no revision of QAPP 6-1 is deemed necessary.
This item was closed 10/7/80.
MA 3/23 Finding: This finding states that blue line P&ID's which

identi fied turnover boundaries and which are marked “uncontrolled" were
found to have DCN's attached that were not marked "uncontrolled”.

CPCo's recommendation was to determine whether there was a need for
procedural clarification. Response dated October 24, 1980, stated that
Procedure T1-15, Scoping Instruction, has been modified to specifically
require stamping “uncontrolled” on DCN's, FCN's, and so forth. Upon
receipt, their personnel have Deen instructed in the procedural
requirements.

Audit finding/recommendation item response evaluation dated 1/27/81
states that closure is to be based upon receipt (and procedural review)
of T1-15. Request for this documentation was stated to have been made
1/27/81. )

This ftem was closed 3/30/81 based upon receipt and review of TI-15,
Revision 1.
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MA 3/24 Finding: This finding statas MPQAD draft procedure E-6M does not
provide for the required involvement of the administrative section in

turnover.

The recommended action was to revise the procedure or administrative
section activities to make them consistent.

MPQAD AIM was reviszad 8,15/80 per paragraph 5.1.3; this section no longar
required to coordinate MPQAD activities as relatec to turnover.

This item was closed 3/16/81.

MA 3/30 Finding: This finding states that QAPP 14-1 Volumes 2 and 2A,
paragraph 4.2 does not provide a description of the process, as required
by criterion 5, 1O0CFRSO Appendix B, for determining dispositions of
nonconforming iteds.

CPCo recommended corrective action was to revise QAPP 14-1 of Volumes 2
and 2A to delineate responsibilities and considerations for determining
corrective action such as "use as is", "return to vendor". and so forth.

Memorandun U. A. Taggart to B. W. Margug’io dated 12/10/80 established a
new completion date of March 31, 1981, rather than the December 31, 1980
date. A memorandum dated March 11, 1981, announces a meeting to be held
March 16, 1931, with one of the agenda items being a reassessment of
March 31, 1981, “orecast date for completion «f Volume 2 and 2A
procedural revisicns.

This item is open. QAPP l4-1 has Deen revised and is scheduled to be
released for external comment by May 11, 1981.

MA 3/31 Finding: This finding states that the current Qf‘thy Assurance
Program Procedures discuss source inspection and receiving inspection
planning, but not source surveillance as required by Volume 2 QAPP 7-2,
paragraph 5.4, The auditor's recommendation was to make appropriate
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revisions in Voiume 2 QAPP 7-2 to either delete “or surveillance” or
address surveillance in QA department procedures. There was no CPCo
recommended corrective action. On the contrary, QA administrative
section took the view that source surveillance is met through the source
inspection program. y

This finding was closed on 10/7/80.

MA 3/32 Finding: This finding states that there is no evidence of
approval by the Quality Assurance Director of an interdepartmental
programatic Quality Assurance Training Plan prior to its issuance as
required by QAPP 2-4 (Volumes 2 and 2A). The auditor's recommendation
was to either obtain the director's approval or delete the requirement.
There was no CPCo recommendation other than this.

This item is closed based upon revisions made to Volumes II and [IA,
10/6/80.

4-127/¢5
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2 was to perform an assessment of the results of Tasks A and B.

These assessments are included in appropriate Sections A and B.
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TASK C-3
PART ! - SUPPLIER QUALITY VERIFICATION DOCUMENTATION RE-REVIEW

1.0

-

2.0

Statement of Task

The MAC task was to select a stratified sample of the supplier quality
verification documents which impact directly upon the hardware quality
and to inspect the sample to assess the affectiveness of the re-review
of these documents being performed Dby Bechtel at Ann Arbor per Bechtel
Power Corporation Detailed Procedure, "Review of Supplier Quality
verification Documentation, Midland Project 7220", and by Bechtel at the
Midland site per Bechtel Field Proucedure FpP-1J1-1, Job 7220, 3/5/81,
Rev. 7, "Review of Incoming Supplier Quality Verification Documenta-
tion". An assessment was made also of the effectiveness of the re-
review by B&W of their supplier quality verification documents impacting
directly upon the quality of the NSSS.

Method

2.1 Sample Selection The task reauired taking a sample stratified by
hardware categories and by procurement and fabrication dates. The
sample size had to be large enough to yiald a reasonable level of
confidence projecting the results of the sampie to the
population. As nearly as feasible, procurements selected were
such as would correlate with the significant components or parts
selected for inspection per Task 3.

It was determined that Bechtel, Ann Arbor, at the time of this
evaluation, had re-reviewed 3,659 procurement quality verification
data packages fram a total of 5,711. The sample taken was 67
packages re-reviewed Dy Bechtel, Ann Arbor; 25 re-reviewed Dy
Bechtel, Midland; and 13 re-reviewed by 3&W, for a total sample of
105 packages, containing over 10,000 documents.

r % 4 List of P.0. [tems Checked

3.2.1 Bechtel, Ann Arbor Re-Review - Attachment c-3.1

3.2.2 Bechtel, Midland Re-Review - Attachment C-3.2

3.2.3 BA&W, NSSS Re-Review - Attachment C-3.3




2.3

2.4
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Assessment Ground Rules Basic ground rules for this assessment,

established at the outset or derived during the assessment were as
follows:

2.3.1

2.3.2

2.3.3

2.3.4

2.3.5

Supplier quality verification packages had to have deen re-
reviewed by Bechtel! either at Midland or at Arn Arbor or Dy
BAW.

Deficiencies in the packages identified during the Bechtel
or H3W re-reviews would not be identified during the MAC
review.

The G321-D form would be used as the listing of required
documentation in conjunction with referenced code, standard
or specification requirements providing specific details
relative to such requirements.

A separate ongoing Bechtel program for requiring reference
to ASME BPY Code, Section III, NA-3700 or NCA-3800 quality
programs on CMTRs would be the basis for nct identifying
any such deficiences found during MAC's review.

Bechtel's stated practice of re-reviewing CMTRs to the
requirements of the applicable code year and addenda would
be the basis for not identifying failure of the supplier to
so note these references on the CMTR. Packages were
specifically examined to assess the adequacy of such
Bechte] re-review to the proper code year and addenda.
(Part III of this task.)

Assessment Criteria The base line criteria for the assessment of

the documents consisted of supplier's compliance to the applicable
specifications, purchase orders and national codes and standards.

2.4.1

The assessment of required CMTRs and/or Certificates of
Compliance (C of C) was made as follows:



Vverify that applicable reports were in

package.

Randomly sample CMTRs io ensure that all technical
and administrative requirements of the specifica-

tions and codes were met.

Ensure that all materiuls were traceable to
applicable C of Cs and CMTRs.

The assessment of special process reports such as heat

treating, coating etc. was made to verify compliance with

the specifications/codes and to verify traceability.

The assessment of welding records was made for the
following areas (dependent upon availability of records in

packages):
2.4.3.1 Welding procedure approval.
4.3.2 Verification that proper materials were used.

.4.3.3 Verification that welder qualifications covered
weld processes used (position, thickness, etc.).

Verification that weld data reports are traceable

to components.

The assessment of nondestructive t i1 = ts was made

for the following:

verification that NDT requireménts

spec1ficattons and codes were met.

Assessment of the NDT

criteria, quantities t




Results

Verification of the trac2ability of the reports

Verification that all open items noted on the NDT
reports had been closed out prior to shipment of

the item

The assessment of operational test reports such as for
hydrostatic, pneumatic, functional testing, etc. was made
for the following:

2.4.5.1 Assurance of compliance with specificaticn and

v e

codes.

Verification that tect data was traceable to the
components. Specification requirements for test-
ing were also reviewed to ensure *hat testing
requirements had heen met and documented.

The assessment was made to determine whether or not all
Bechtel Quality Assurance Records required by the
applicable purchase orders had been submitted in the

document package.

The results of the MAC assessment of supplier quality verification

documents are given in three separate sections as noted below:

Section 3.] Supplier Quality Verification Re-Review, Bechtel,

Ann Arbor

Section 3. Supplier Quality Verification Re-Review, Bechtel,

Midland site

Section 3. Supplier Quality Ver fication Re-Review, B&W NSSS
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3.1 Supplier Quality Verification Document Re~Review, Bechi:i, Ann
Arbor

1.1.1 Purchase Order No.: E-20-3-13
A.E.0. No.: 5799
Supplier: Bunker Ramo Corporation, Chatsworth; California

Component: (6) Cable Penetrations

Reggirement:

Header plate material to be ASME SA-516 Grade 70.

Actual:

Manufacturing and Inspection Records for header plates
indicate use of fincorrect material. Reports for all

penetrations indicate use of ASME SA-515 GR70. (CMTRs for
material are correct.)

A1l deficient manufacturing and inspection reports had been
corrected by Bechtel and verified by MAC on 4/1//81.

Assessment:

This item has been assessed to be an observation.
Requirement:

Code referenced section to be NA-3767.4.

Actual:

CMTR for ASME SA-479 & 304 materials refers™-to incorrect
section of Code. NA-37674.4 should be NA-3767.4.

Assessment:

Tnis item has been assessed as an observation.



3.1.2

3.1.3
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Bechtel has noted that this is only a minor clerical error
which requires no further action.

Purchase Order No.: J-275AC/J-275

A.E.0. No.: 6821/7137 :-

Supplier: Consolidated Controls, Bethel, Connecticut

Component: Engineered Safety Isolation System, Analog
Isolation Cabinet (Unit 2) P/N 9N46

Requirement:

Bechtel specification section 10.3.1 and G321-0D form (item
26) require evidence of a 100 percent continuity test.

Actual:

No evidence is available (re: items 5.1 and 6.0) in the
data packages <*nat 100% wiring continuity testing was
performed.

Investigation by Bechtel confirmed that the required test
had not been performed.

Assessment:

This item has been assessed as a finding.
The Bechtel response to this finding is as follows:

“S® concurs with this finding and has formally
submitted a telex to vendor requesting corrective
action. To date, a formal response to this request has
not been received.”

Purchase Order No: M-18

A.E.Q. No.: 11960

Supplier: Delaval

Component: ASME Section III, Class 3 Compcnent Supports
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Requirement:

Bechtel . . . Detailed Procedure "Review of Supplier
Quality Verification Documentation Midland Project 7220",
paragraph 1.5.2.3 states: 4

"A11 deficiencies shall be recorded on a Documentation
Review Record Form (DRRs)."

Paragraph 1;5.2.4.1 states:

"The Special Material Review Board . . . review(s)
information presented on DRRs.”

Paragraph 1.6.1 states:

"DRRs will be maintained by the SQD until completion of
the document review effort.

Actual:

During review of several de‘icient items on this P.0., it
was fcund that although Bechtel had previously found the
deficiencies which still remained open, they in fact had
closed out the applicable Documentaticn Review Record
(DRR). It was noted that status was being maintained in a
separate log by the Supplier Quality Department (S ). The
above pelicy appears to be a departure from the rules set
forth in the Bechtel re-review procedure.

On 4/16/81 MAC verified that new DRR's had been opened for
all outstanding items by Bechtel, Ann Arbor. -

Assessment:

This item has been assessed as an observation.



3.1.‘

3.1.5
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Purchase Order No.: M-104-3
A.E.0. No.: 8957
Supplier: ITT Grinnell, Kernersville, North Carolina

Component: Nuclear Piping

Requirements:

Chemical properties should be:

Chromium 16.0 - 18.0
Nizkle 10.0 - 14.0

Actual

CMTR 78601D shows:

Heat HH61l Chrome 13.37 versus 16 minimum
Heat HK61l Nickle 17.40 versus 14 maximum
Heat HH129 Chrome 12.52 ver~sus 16 minimum
Heat HH129 Nickle 17.58 versus 14 maximum

Bechtel has completed their investigation and it appears
that a typographical error was made transposing the data
when the certification was typed. They are in the process
of receiving a corrected certification.

Assessment:
This item has been assessed as a finding.

Purchase Order No.: M-118A

A.E.O. No.: 8743/6183 =

Supplier: Energy Products Group, Fluid Systems Division,
Wwarwick, Rhode Island

Component: 28" 900# Main Steam Isolation valves



Regﬁrment:

EDP 4.58; MED 4.58; Instructions for Preparing G321-D form,
ftem 1Z states:

"When a deviation has occurred, referencce the devia-
tion(s) . . . and include the authorization documents

in the Verification Document Package."”

Actual:

A copy of Bechtel SODR 643, approving the use of ASME Code
rfase 1787, was not located in the data package for A.E.O.
No. 8743.

fssessnengz

A copy of the applicable SDDR has been placed in all of the
applicable data packages for this P.0O.

This item has been assessed as an observation.

Purchase Order No.: M-118BC

A.E.O. No.: 33%

Supplier: Rockwell International, Raleigh, North Carolina
Component: 18" vValves, S/N's MM-12 and MD-38

Requirement:

Proper dating of heat treat furnace charts.

Ttual:
Furnace charts for valve body refers to incorrect date of
11/11/75; should be 11/11/76. Correct date was determined

by review of supporting data and furnace logs.
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Bechtel's response tc this observation is as follows:

“The new concern appears to be a clerical error that
fails to reflect against the validity of the applicable
heat chart. This fact is based on the- actual heat
chart having a furnace operator stamp with the correct
11/76 date and operator signature that is traceable to
the furnace logs and support data. The 11/75 date has
no impact on the technical adequacy and compliance of
the subject heat treatment charts”.

Assessment:
This item has been assessed as an observation.

Purchase Order No.: M-127A

A.E.0. No.: 5580/.1644

Supplier: Kerotest Manufacturing Company, Pittsburgh,
Pennsylvania

Component: Check and Globe Valves for Nuclear Service

Reg‘l rement:

The governing Bechtel Procedure EDP4.58 for use of the
6321-0 form (Engineering and Quality Verification Document
Requirements) entitled "Specifying and Reviewing Supplier
Engineering and OQuality Verification Documents” defines
Quality Verification Documents as follows:

“This term includes material test reports, heat
treatment charts, welding records, non-destructive
examination (NDE) results, performance test reports,
and similar documents which demonstrate or certify
conformance to the technical or inspection requirements
of the procurement documents."”



Actual:

A.E.0. No. 5580/11644; welding/hardfacing, cleaning,
hydrostatic test and liquid penatrant verification reports
are not present in the package.

Assessment:

~

Bechtel's position is that a general C of C fis acceptable
in lieu of the actual verification report provided that the
applicable procedure and acceptance is stated. Bechtel has
alsc stated, "as an added confidence factor, SQD has back-
tracked through the vendor's shop QA records 0 verify that
all support records identified by their QA program and shop

pre”  dures are available to support the vendor's certifica-
tion of test results in accordance with specification and
G321-D requirements. The reviews by the Bechtel shop SQD
have determined that all support records were complete and

correct as required by vendors.”

During the exit critique of 4/22/81, CPCo, MPQAD accepted
the Bechtel position regarding the use of the C of C.

This iteam has been assessed as an observation.

Purchase Order No.: M-131AC

A.E.0. No.: 14013

Supplier: ITT Grinnell Valve Company, Lancaster, Pennsylvania
Component: 3/4" Diaphragm Valves, S/N's 52745-2-1 through 8

1" Diaphragm Valves, S/N's 52745-1 through 14,
and S/N's 52745-3-1 & 2

Requirement:
Bechtel Specification M-131(Q), Section 9.A.4, requires

that verification documentation be submitted for the

results of the required examinations. Bechtel Form G321-D
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also requires verification reports for the PT examinations
performed.  The reports must include SNT level of the
inspector to meet code.

Actual: s

No NDE reports were furnished, only a certification and
shop traveler.

Assessment:
This item has been assessed as a concern.

3.2 Supplier Quality Verification Document Re-Review, Bechtel, Midland
Site

3.2.1 Purchase Order No.: M-127A
A.E.0. No.: 13496
Supplier: Kerotest, Pittsburgh, Pennsylvania

Component: 1" x 1" Globe Valves

Reggirement:

Bechtel specification requires that verification reports be
submitted for the results of required examination.

Actual:

o PT Reports are not in package. Reference is made to
the acceptance of PT examination, procedure number
K292, Rev. F and the responsible NDT techaician or the
component C of C.

0 Hydrostatic test reports are not in the documentation
package. There is only a reference to procedure T-200%

Rev. £ in the vendor's component C of C.
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Assessment:
These items have been assessed as observations.

~ 3,3 Supplier Quality Verification Document Re-Review, B&W, NSSS

3.3.1 Purchase Order No.: 020045LJ

Document I.D. No.: 23-1943-01
Supplier: Rosemount, Inc., Minneapolis, Minnesota
Component: Level Transmitters

Requirement:
10 CFR 50, Appendix 8, Criterion XVII states:

"Records shall be maintained to furnish evidence of
activities affecting quality. They . . . include
qualification of . . . equipment.

Actudl:

The C of Cs for Rosemount Differential Transmitters are
incomplete, as folluws: '

o In one C of C quality data sheet, a Tag No. is missing
notation 2LT-0509C.

o In one G of C quality data sneet, Tag No. 620-0012/2CA-
LT-G-2LT-0507 should read 620-0012/2CA-LT-9/2LT-0507.

o In one C of C quality data sheet, a Tag No. is mi ssing
a notation (620-0012/28S-LTBA/ ).

-
e ———

C-

o In one C of C quality data sheet, a Tag No. is missing
a notation (620-0012/28S-LT11A/ ¥
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o In one C of C quality data sheet, a Tag No. fis missing
a notation (620-0012/28S-LT118B/ }e

o Other than a notation that the accuracy data was
determined per Rosemount Procedure 117510, there is no
statement regarding calibration ti aceability to the
National Gureau of Standards. It is recognized,
however, that the C of C (and traceability to NBS) 1is
only good until the guage fis recalibrated on site.
Reference: ANSI N45.2 and ASME III NA-3700.

Assessment:

This item has been assessed as a concern.
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PART 11 - RADIOGRAPHIC RECORDS AND FILM REVIEW

1.0

2.0

Statenent of Task

The MAC task was to select and review a sample of the procurement
radiographic records and film relating to those document packages
previously reviewed Dy Bechtel and which impact directly upbn applicable
hardware quality, and to assess the results of the review. It was
recognized that re-review of radiographics was beyond the scope of the
Bechte! re-review of procurement quality documents anc further, it was
recognized that MPQAD had programmed an overall assecsment of supplier
radioaraphic film quality and integration.

The purpose of this evaluation was to assess suppliers' responsibilities
in complying with specification and purchase order requirements as they

related to specific packages reviewed for documentation quality.

Method

2.1 Sample Selection: An analysis of all MAC's documentation re-review

program at Ann Arbor and Midland facilities, to determine
procurement packages which required radiographic examination on
applicable hardware and components.

2.2 List of Purchase Order Selected:

Specification supplier Component

A) C-50A Delta Southern Reactor Liner Plate

B) J-2¢8 Fisher Controls Butterfly Valves

C) M-051 Yuba Heat Cooling Heat Exchanger

D) M-104a ITT Grinnell Pipe Spools

E) M-115 M. W. Kellogg Pipe Spools

F) M-117 Anchor Darling Nuclear Service Valves
2-1/2" and larger

G) M-118A EPG Nuclear Valves (Misc.)

H) M-118 BC Rockwell International Flow Control Valves

1) M-125C Anchor Darling 4"-#150 Gage Valve Discs



Document Review Ground Rules

A) Supplier quality verification packages (1isted in Paragraph
3.2) had been previously reviewed Dy Bechtel at Midland or at

Ann Arbor.

MAC review of subject packages identified a purchase order and

specification requirement for radiographic examination.

Although Bechtel's re-review program did not include
radiographic examination evaluation, MAC considered this item

to be of sufficient significance to warrant its review.

Record Review Criteria Criteria for review of radiographic
exatination records consisted of suppliers’ compliance to

applicable cpecifications, purchase orders and national codes and
standards.

Checklists utilized contained the following essential elements:

Bechtel Procurement Specification
Supplier - Location

Component Description

Serial Number/Tag Number

Part Number Idencified on Film
Date of Film Evaluated

Number of Views Evaluated

Status of Reader/Technical Sheets

Reader/Technical Film

Results

ATl

radiographic film and film documentation was reviewed relative to

the following requirements of MED 4.58-0, Exhibit 8, Itam 20.
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“RT - Radiographic Examination Procedures (E) and yerification
Reports (V) - Method of Detection and Examination Results of
Presence and certain characteristics of discontinuities and
inclusions in materials by x-ray or gamma-ray exposure of
photographic fiim." "

Actual anomalies in radiographic film documentation are listed below by
purchase order number and Bechtel A.E.Q. number, followed Dy an assess-
ment of the severity of the noted condition.

3.1 Purchase Order No.: C-50A Procurement Specification
Supplier: Delta Southern, Baton Rouge, Louisiana
Component: Reactor Liner Plate
Actual:

Reader sheets do nit list essential items. i.e.:
reference acceptance standard
density

screens
viewing; single, duplicate, composite

Assessment:

This has been assessed as a concern.

Technique sheets not available or referenced.

Reader sheets are not traceable to item number, yesse1 number,

etc. Note: Film package has an excellent form on cover; however,
it is not utiiized.

Assessme AT

These items have been assessed as observations.



Purchase Order No.: J-258 Procurement Specification

Supplier: Fisher Controls, Corapolis, Pennsylvania

Component: Butter “y Valves

Actual:

1. Certificate o” Inspection sheet for S/N PSA 7770 provided with
film is for P/N G-25802; should be PN G-25808. Film is
identified properly. Research of records at Ann Arbor Dy
Bechtel shows inspection of Serial No. 7770 G25808 casting and
625802, final machined casting.

2. Technique sheets not available.

Assessment:

Items 1 and 2 have been assessed as observations.
Purchase Order No.: M-051 Procurement Specification
Supplier: Yuba Heat, Tulsa, Oklahoma

Component: Cooling Heat Exchanger

Actuql:

Reader sheet does not identify acceptable film as R-2.

Reader sheet dated 12/23/75 SN 11-l1A indicates above

rejected - film package indicates acceptable.

identifies Lccator 2 - Locator 1 not

Numerous entries are in pencil - not a permanent entry.

Technioue sheets not available.




Traceability of film hardware appears questionable because of
method identifying film.

Assessment:

These items have been assessed as observations.

Purchase Order No.: M-104A Procurement Specification

Supplier: ITT - Grinnell, Kernersville, North Carolina

Component: Pipe Spools

Actual:

Seam "D" - P/N MR 80-33 x supplier accepted film was observed T0
have a lines~ indication. Subject film was presented to CPCo NDE
personnel for confirmation.

Assessment:

This item has been assessed as an observation because of the

onqoing MPQAD program for radiographic film review.

Purchase Order No.: M-118A Procurement Specification
Supplier: EPG, Warwick, Rhode Island

Actual:

Technique sheets/reader sheets were not available.

report submitted in lieu of reader sheets.

View 12.1 of WC 10747 has water marks and was stuck to

cover package. .

Serial Number 07 has no documentation
acceptance/rejection other than notation

packages.




Assessmen<:
These items have been assessed as observations.
Purchase Order No.: M-125C Procurement Specification

Supplier: Anchor Darling, Hayworth, California
Component: 4" #150 Gage Valve Discs

Actual:

Serial RT #K1387 acceptance was predicated on R -2 film; R-2 film

was 12/4/78, R-2 date should be 1/4/79.

Remainder of the review indicated compliance to ASME Code and P. 0.
requirements.

Assessment:

This item has been assessed as an observation.
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PART III - CMTR REVIEW

1.0

2.0

3.0

Statement of Task

To evaluate the effectiveness of Bechtel's review of CMTR's to assure
that the material supplied meets the appropriate Code year- ana addenda
regardless of whether the CMTR makes a proper reference to such year and

addenda.

Purpose
The purpose of this evaluation was to verify the Bechtel SQ re-raviews

of all CMTR's and other support data to the effective code editions as
delineated in the applicable technical specifications and ASME code data

reports.

Method

3.1 CMTR Review Guidelines The following method guidelines were
established for the review of CMTR's:

A) Check for linkage between designation in code data report and
design in body of code referenced in code data report.

8) Check ror linkage between design in body of code and
designation in CMTR where there fis equality - no other action
required.

C) Make visua! comparison of chemical and physical requirements
specified in code to actual chemical and physical properties
given in CMTR. If nc difference, no further action required.

D) 1f difference, request Bechtel to prepare NCR.

3.2 Sample Selection

The task required taking a random sample of CMTR's which lacked the
appropriate material information. The sample was taken from
fifteen separate purchase orders which was comprised of twenty-five
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documentation packages. The P.0. and A.E.O0 numbers referenced are
listed in Appendix C3-4 on the report. The sample included a

review of 37 different types of materials.

Results

Results of recheck of Ann Arbor packages for linkage of CMTR's to proper
code year and addenda verified that material supplied meets requirements
of the appruzriate code year and addenda. There were no deficiencies in

the sample selected.
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PART IV - REVIEW OF BECHTEL "FLAGS" REVIEW PROGRAM

1.0

2.0

3.0

Statement of Task

The MAC task was to review a random sample of Bechtel purchase order
files in accordance with Bechtel Procedure 7220-001-081, Rev 1 entitled
"Procurement Quality Assurance Review Program for Identification of
Conditions "Flags" Affecting Product Function®.

Purpose
The purpose of this review was to verify the effectiveness of the
Bechtel "Flags" review in accordance with their procedure.

The "Flags" review was first requested by the NRC during a meeting of
May 2, 1980 at the USNRC Region III offices regarding Midland Reactor
Vessel holddown bolts. The NRC requested the licensee 1t review their
files to determine if items were purchased in which there was no source
inspection and the files indicated that the manufacturer had difficulty
in meeting purchase specificaion. CPCo assigned this task to Bechtel on

June 20, 1980.

Method

3.1 Sample Selection A review of the Bechtel Flags Program Review Log
found that a total of twelve purchase orders of a total population
of 1720 Midland Project Field Purchase Orders has been reviewed Dy
Bechtel to date. One purchase order was selected as noted below
for MAC review.

Purchase Order No.: M-55AC
Vendor: Yuba Heat Transfer Corporation
Component: (4) Fuel Pocl Heat Exchangers

3.2 Purchase Order [tems Checked The MAC review included the following
document files located at the Bechtel Ann Arbor office:

A) Quality Assurance - (1) Folder
8) Purchasing Department - (1) Folder
C) Engineering Department (13) Folders
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3.3 Generic Points Checked The MAC review was performed in accordance
with the governing Bechtel Procedure 7220-001-081, Rev. 1. The
primary purpose of the review is tc identify any “Flags" within the
files of various departments which have responsibitities for a
specific purchase order.

The procedure defines a “Flag" as any document contained in a re-
reviewed file that raises a question in the reviewer's mind that a
condition exists which may effect product function but for which no

objective evidence exists that the condition has been resclved or
corrected.

4.0 Results

The review of the above files did not identify any items of concern
«hich had not been addressed and/or closed out prior to installation of
the subject heat exchangers.

4-127/93
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P.O. #

C- 2AC
C-44AC
C-52AC
E-7
£-20-3-13

£-26
F-3107-3-299
F-3107-3-540
F-3107-3-987
F-3136

J-255A
J-255AC
J-256AC
J-275
J-275AC

M-14-3-11
M-18
M-18-3
M-51AC
M-510

M-56AC
M-104A
M-104-3
M-112AC
M-115-3

M-118A
M-1188C
M-127A
M-127A
M-1278-3

M-131A(
M- 150AC
M-150-3
M-163AC
M-35BAC
M-358-3

| Anchor Flanges

COMPONENT

Post Tensioning System
Spent Fuel Pool Gates
Thickened Liner Plate
460y Motor Control Center
Cable Penetrations

600y Power Cable
Structural Steel
Structural Steel
Structural Steel
Miscel laneous Fab. Metal

Control Valves

Control Valves

3" Solenoid/Globe Valves
Engineered Safety Isolation
Safety Isolation System

Auxiliary Feedwaler Pumps
D.G. Class 3 Component Supports
Emergency St. dby Diesel Gen.
Cooling Heat Exchanger
Cooling Heat Exchanger

Spent Fuel Pool Pumps
Piping (Class 1)

Piping (Class 1)

Metal Expansion Joints
Containment Spray Piping (3)

28" Main Steam Isolation Valves
18" Vdlves

Check #nd Globe Valves

Globe Yalves

Class 3 Gate Valves

Diaphragm Valves
Air Filter Units
Air Filter Units
Recirculating Air Cooling Units

Main Steam Anchors

VENDOR

INRYCO

W. J. Woolley
Inland Ryerson
ITE Imperial
Bunker Ramo

Rockbestos

NPS Industries
NPS Industries
NPS Industries
Chicago Bridge & Iron

Copes-Yulcan
Cores-Vulcan
Target Rock
Consolidated Cont.
Consolidated Cont.

Bingham Willamette
Delaval

pDelaval (Transamer.)
Yuba Heat

Yuba Heat

Goulds Pumps
ITT Grinnell
ITT Grinnell
Temp Flex

M. W. Kellogg

Energy Products
Energy Products
Kerotest
Kerotest

H. Vogt

ITT Grinnell
Mine Safety
Mine Safety

CVl Corporation
Tube Turns

Tube Turns

A.E.O.

11264
9642
MR QOC
9202
5799
1752
6153
6256
7110
8652,

12534
11650
9860
7137
6821

4993
11960
7923
1343
1556

8090, 9132
3308
8957
3427
339

8743, 6183
3390
5580,
13496
1320

14013
4453
4448
6310
10683
7016

G330

11644

DISCIPLINE

M/t

M
HVAC
HVAC
HVAC
M
M

# OF DOC. PKGS.
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g, DOCUMENT REVIEW o

PURCHASE ORDER @ C-2AC A SUPPLIER

AE.

2.0

3.0

0.

INRYCO

Page 1 of 2

(VALUATOR R. E. Herbst

11264 s LOCATION Melrose Park I1linois DATE  3/11/81
COMPONENT Post Tensionlng Systen (Iendons) Cable Mark NZ] 206 H32 206, HZI 204, HJ? 204 and NZI 202

RIHARKS

covers weld process utilized
(position, thickness, etc.)

fnsure weld data veport is

boincmab Ve b comnonont

fHARACl[PISII(S RESULTS

Material Test Reports [MIR's) and

Certified Material Test Reports

(CMIR's):

1.1 Verify applicable reperts are Satisfactory
in data package.

1.2 Random sample MIR/CMIR reports Satisfactory
to ensure specification/code
requirements.

1.3 fEnsure material is traceable to |Satisfactory
MIR/CHIR.

Special Process Reports:

2.1 Verify heat treat, coating, etc. |Satisfactory
reports meet code/specification
rvequirements.

2.2 [nsure process reports are trace-|Satisfactory
able to component.

Welding Recoyds:

3.1 Insure approved weld procedure IN/A
was utilized.

3.2 Verify approved weld procedure N/A
specifies material vequired by
specifications/drawings.

1.3 Verify welder qualification N/A

N/A

Reviewed one document package and supporting P.0.'s,
specifications, and inspection reports.

In accordance with specification requirements.

Traceable to certificate of inspection and to part numbers

Certificate of Conformance for heat treatments.

Were traceable to INRYCO's purchase order numbers.

2s1
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Mg DOCUMENT REV":W connnued L Page 2 of 2
PURCIASE ORDER # _C-2AC  suppLiER  INRYCO  [VMUATOR R. E. Herbst
AE.O.F 11264 LOCATION  Melrose Park, Illinois DATE 3/11/81

COMPONENT  Post Tenstoning Systeu (see page one for cgblg marks)

ITEM CHARACTERISTICS RESULTS REMARKS

1.0 Nondestructive Examination Reports:

4.1 Verify NDT required by code/ N/A - Not required.
specification was performed.

4.2 Review NDT reports as to accept- | N/A
ance criteria, quantities tested,
etc.

4.3 Verify reports are traceable to |N/A
item(s).

4.4 Physically review random sample | N/A
of film on weldments, if appli-
cable.

5.0 Operational Test Reports (Hydrostatic/
Pneumat ic/Functional):

5.1 Review random sample of appli- Ssatisfactory |loading tests and tendon fabrication records in accordance
cable tests required by code/ ith specification.
specification to ensure compli-
ance.

5.2 Verify applicable test data is Satisfactory |Traceable to tendon mark numbers - heat numbers.
traceable to component and 3

quantities compatible.
COMMENT: Reproducibility of SDUR No. 1482 and two sheets
of tendon fabrication records are questionable.

€Sl



PURCHASE ORDER #
AE.O. ¥
COMPONENT  Spent Fuel Pool uates S/N 35494

ITEM

1.0

C-44nc
9642

DOCUMENT REVIE'V
SUPPLIFR M. J. Woolley Company

Sub: Smeco Ind.
LOCATION  chicaga, Illinais

CHARACTERISTICS

Material Test Reports (MiR's) and
Certified Material Test Reports
(CMTR's):

i.1 Verify applicable reports are

in data package.

1.2 Random sample MTR/CMIR reports
to ensure specification/code

requirements.

3 Ensure material is traceable to

MTR/CMIR.

RESULTS

Satisfactory

Satisfactory
properties:

lHeat #

67328-3CR
67421-20
1601811
3E2521 ASME
724319 ASME
222870 7
99757
377450
744415

ASME
ASME
ASME

Satisfactory

Material

SA-240
SA-240
SA-240
SA-240
SA-240

EVALUATOR

DATE

REMARKS

The following CMTR's were checked for chemical and physical

-3041

ASTM A276-76A (AWS D.1.1)
SFA A5.9

Page 1 of 3
J. R. Orlando
3/6/81

Status
Ox
0K

GK
0K

*No ref. to ASME design.
0K

*Cert. specifies Class
FR309L filler material




DOCUMENT REVIEW continued Page 2 of 3

PURCHASE GRDER # ' c-a44AC  SUPPLIER W. J. Woolley Company ~ EVALUATOR J. R. Orlando
P S SR St LOCATION _ Chicago, Illimeis ~ OAIE _ 3/6/81
COMPONENT _ Spent Fuel Poo

1 Geles S/N 35494

ITEM CHARACTERISTICS RESULTS : REMARKS

b———

2.0 | Special Process Reports:

2.1 Verify heat treat, coating, etc. N/A
reports meet code/specification
requirements.

2.2 Ensure process reports are N/A

traceable to cemponent.

3.0 ! Welding Records:

3.1 Ensure approved weld procedure N/A Reviewed sample of weld procedure walification records.
was utilized.
3.2 Verify approved weld procedure N/A

specifies material reguired by
specifications/drawings.

3.3 Verify welder qualification Satisfactory
covers weld process utilized
(position, thickness, etc.)

3.4 Ensure weld data report is N/A
traceable to component.

4.0 | Nondestructive £xaminztion Reports:

4.1 Verify NDT required by code/ Satisfactory] Liquid penetrant and vacuum box was perforﬁed as required
specification was performed. by specirication. Randomly checked NDT personnel quali-
fication records.

4.2 Review NDT reports as to accept- Satisfactory
able criteria, quantities
tested, etc.

SS1




PURCHASE ORDER # C-HAC -
AE.O. 4

DOCUMENT REVIEW

SUPPLIER  W. J. Weollov Company
e __ LOCATION Chicago, ':iisofs
COMPONENT  Spent Fuel Pool Gates S/N 35494

%42

continued Page 3 of 3

_ EVALUATOR ! R, Orlando
DATE  3/6/81

ITEM

CHARACTERISTICS

RESULTS

REMARKS

5.0

6.0

7.0

4.3 Verify reports are traceable
to item(s).

4.4 Physically review random sample
of film on weldments, if appli-

cable.

Operational Test Reports (lHydrostatic/
Pneumatic/functional):

5.1 Review random sample of appli-
cable tests required by code/
specification to ensure compli-

ance.

5.2 Verify applicable test data is
traceable to component and

quantities compatible.

Verify that weld repair verification
reports were included in G321-d
package as required.

Verify that clganing verification
reports are in package.

Satisfactory

N/A

See Comment

Satisfactory

Satisfactory "

Seal and leak tightness tests to be performed at later datq
(See SDDR 1200)

No welding repairs were required with the exception of some
minor surface grinding.

No verification reports for cleaning are available in the
data package. Cleaning was certified as acceptable by
component C of C.

981



ITEM

1.

PURCHASE ORDER #

A.E.C.

COMPONENT

0

DU\
SUPPLIER
LOCATION

Thickened liner plate P/N F2A and N2Z2A

C-52AC"
" MR OC 32

CHARACTERISTICS

Material Test Reports (MIR's) and
Certified Material Test Reports
(CMIR's):

1.1 Verify applicable reports are

in data package.

Random sample MTR/CMIR reports
to ensure specification/code
requirements.

fnsure material is traceable

‘'to MIR/CMIR.

3

Special Process Reports:
2.1 Verify heal
reports meet code/specification
requirements.

Ensure process reports are
traceable to component.

Welding Records:

3.1 Ensure approved weld procedure

was utilized.

Verify approved weld procedure
specifies material required by
specifications/drawings.
Verify welder qualification

covers weld process utilized
(position, tnickness, etc.)

treat, coating, etc.

RESULTS

Satisfactory
Satisfactory

Satisfactory

Gibralter, Michigan

T REVIEW

Intand Ryerson

EVALUATOR 2. R. Orlando
DATE 3/11/81

REMARKS

Bechtel review noted several i1!legible portions of CMIR's.

Impact testing reports for Material Ht #C2141 was checked.
CMIR's for plate, studs, and calweld sleeves wer reviewed
for mech/chem and found satisfactory.




AT

ITEM

PURCHASIE
0.
COMPONENT

" DOCUMENT REVIEW

SUPPLIER
LOCATION

ORDER #
’ MR OC 32

CL52AC *

T ol

CHARACTERISTICS

Ensure weld data report is
traceable to component.

3.4

Nondestructive Examination Reports:

4.1 Verify NDT required by code/

specification was performed.

Review NDT reports as to
acceptance criteria, quantities
tested, etc.

Verify reports are traceable
to item(s).

Physically review random sample
of film on weldments, if appli-
cable.

Operational Test Reports (Hydro-
static/Pneumatic/Functional):

5.1 Review random sample of
applicable tests required by
(udp/spvgifi(atinn to ensure

compl {ance.

Verify applicable test data is
traceable to component and
quantities compatible.

Thickened liner plate P/N F2A and N2A

RESULTS

N/A

Satisfactory

Satisfactory

Satisfactory

N/A

Inland Ryerson
Gibralter, Michigan

UT and PT reports.

continued

" Page 2 of 2 |
EVALUATOR ) 'R, orlando
DATE 3/11/81

REMARKS

Several minor legibility problems were

identified by Bechtel.




\

Page 1 of 3

" DOCUMENT REVIEW

PURCHASE ORDER # E-7 ' SUPPLIER ITE EVALUATOR  J. R.[Orlende
AE.O.# 9202 LOCATION DATE 3/6/81
460v Motor Control Centers, Item 9 - P/N 2B64

= s . g S

COMPONENT

CHARACTERISTICS RESULTS REMARKS

1TEM

1.0 Material Test Reports (MTR's) and

Certified Material Test Reports

(CMTR's)

1.1 Verify applicable reports are
in data package.

Random sample MIR/CMTR reports
to ensure specification/code
requirements.

Fnsure material is traceable to
MIR/CMIR.

\

Special Process Reports:

2.1 Verify heat treat, coating, etc.| Satisfactory
reports meet code/specification
requirements.

2.2 Ensure orocess reports are Satisfactory
traceable to component.

Welding Records:

3.1 Ensure approved weld procedure
was utilized.

Verify approved weld procedure
specifies material required by
specifications/drawings.
Verify welder qualification

covers weld process utilized
’ ‘et sbh. 2.0 ; abe )




DOCUMENT REVIEW  continued ,

PURCHASE ORDER #  E-7 SUPPLIER ITE EVALUATOR  J, R. Orlando

Page

AEO. 1 9202 LOCATION DATI 3/6/81
CAMPONENT  460v Motor Control Center, Item 59 - P/N 2064

(RRRY CHARACTERISTICS RESULTS REMARKS

3.4 Ensure weld data rveport is N/A
traceable to component.

Nondestructive Examination Reports:

1.1 Verify NDT required Ly code/
specification was performed.

Review NDT reports as to accept
ance criteria, quantities test-
ed, etc.

Verify reports are traceable
to item(s).

Physically review random sample
of film on weldments, if appli-
cable.

Operational Test Reports (Hydro-
Static/Pneumatic/Functional):

5.1 Review random sample of See Remarks Reports for electrical/MCC tests and inspections were
applicable tests required by reviewed and found satisfactory. All additional testing
code/spetification to ensure requirements covered under Section 8.0 of the specifi-
compliance. cation were covered in the "Gould Qualification Summary

Report for Class IE Equipment"”, Doc. #7220-£7-129-2.

It sheuld be noted that Bechtel Engineering allowed the

shipment of this equipment without approval of the

qualification report. This was accomplished by SDDR

1151 dated 3/1/79. This item was swipped on 3/17/79.

It should be noted that the qualification report has not

been approved to date.




: Page 3 of 3

. . DOCUMENT REVIEW | continued ,
PURCHASE ORDER #  E-7 SUPPLIER ITE £ tVALUATOR g, R, Orlando
AED. D 9202 s e R DATE 3/6/81 ;o
COMPONENT  460v Motor Control Center, Item 59 - P/N 2864 ===~
1M CHARACTERISTICS RESULTS REMARKS
5.2 Verify applicable test data is |Satisfactory
traceable to component and
quantities compatible.
6.0 Verify that all documentation See Remarks A1l documents with the exception of test data in
Qualification Report.

required by the G321-D form has
been met.

191



DOCUMENT REVIEW

SUPPLIER _ Bunker Ramo Corporation

| .
PURCHASE ORDER #  [-20-"-13

Page 1 of 3

FVALUATOR 9. R, Orlando

AEO. ¥ 5799 ~ LOCATION _ Chatsworth, California  OATE  3/03/81
COMPONENT  Cable Penetrations (component parts - see below) - Specification #7220-E-20, Rev. 6
1TEM CHARACTERISFICS RESULTS REMARKS
Penetrations covered by package
CRD Power Penetration PN 500013093-16
CRD Contro! 500013093-17
LV Power Load Gr. 2 500013093-20
LY Power 2 500013093-08
CRD Control 500013090-17
1.0 Material Test Reports (MIR's) and
Certified Material Test Reports
(CMTR's):
1.1 Verify applicable reports are Satisfactory It was verified that applicable data reports were located
in data package. in the package.
1.2 Random sample MIR/CMIR reports |Observation CMIR's for penetration header plates,retaining fianges and
to ensure specification/code bolting materials.

PORRIramnts .- CMTR (Header Plate material) does not reference NA-3700
requirements ot either Quality System Certification Number
and Date of Expiration, nor a statement certifying com-
pliance to the Code NA-3700.

CMTR for SA-479 1304 material refers to incorrect section
of Code - NA 37674.4 Should be NA 3764.4
1.3 Ensure material is traceable to |Observation Manufacturina and Inspection reports for header plates for
MTR/CMTR. all penetrations identified above call out incorrect
material - ASME SA-515, Gr. 70. Should be SA-516, Gr. 70.
2.0 Special Process Reports:
2.1 Verify heat treat, coating, etc. |Satisfactory C of C verifies coatings and applications.
reports meet code/specification (G32:-D)
requirements.
i

291
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Al

0

DOCUMENT
PURCIASE ORDER #  E-20-3-13 SUPPLTER
i 5799 LOCATION

REVIEW

Bunker Ramo Corporation EVALUATOR g R, Orlande
Chatsworth, California DATE 3/0%/51

COMPONENT  Cable Penetrations (see page one for component partc)

1M

CHARACTERISTICS

2.2 FEnsure process reports are
traceable to component.

Welding Records:

3.1 Ensure approved weld procedure
was utilized.

Verify approved weld procedure
specifies material required by
specifications/drawings.

‘Verify welder qualification
covers weld process utilized
(position, thickness, etc.)

Fnsure weld data report is
traceable to component.

Nondestructive Examination Reports:

Verify NDT required by code/
specification was performed.

Review NBT reports as to accept
ance criteria, quantities test-
ed, etc.
Verify reports are traceable to
item(s).

Physically review random sample
of film on weldwents, if appli-
‘1""1'.

RESULTS

N/A

i Page 2 cf 3
continued e, 10

REMARKS

Penetrations - No weiding for these particular penetra-

tions:

Seamiess Pipe
Bolted Construction




Page 3 of 3

.. DOCUMENT REVlEW ': conlmued ikl
PURCHASE ORDER #  £-20-3-13 _ SUPPLIER _ Bunker Ramo Corporation EVALUATOR 3 R_ Orlando
l AE.O. 0 5799 LOCATICN  Chatsworth, California PATE 373781
COMPPONI NT Cable Penetralions (see page one for cmnent Darts) :
1M UMRI\U(RIS!I('i RESUL TS RIMRKS ;
' 5.0 Operational Test Reports (Hydro- Satisfactory Test Data Sheets for Leak Free Integrity Test, Pneumatic
static/Pneunatic/functional{: Proof Test, Dielectric withstanding voltage, Insulation
5.1 Review randos sample of Resistance and Continuity Tests.
applicable tests required by NOTE: Bechtel SDDR 498 allows shipping of penetrations
code/specification to ensure to site prior to approval of the Design Qualifi-
compliance. cation Test Report.

5.2 Verify applicable test data is
traceable to component and
quantities compatible.

GENERAL COMMENT

A) Inspection Checklists: Part Number identified on
the documents is not traceable to the particular
penetration assembly.

B) CMIR for Header Plate material - Bechtel SDDR 352,
dated 1/15/77, states that lieader Plate material
SA-516, Gr. 70 - ASME Section 111 1971 Winter 1973
was rejected and scrapped. It further stated that
maierial was replaced by ASME Section 111 1974
Sunmer 1976 Nt 1GG291. The material used in the
package is of the earlier year.

C) Reference Item 1.2; see paragraph 3.3‘0) of Task
C-3, ground rules.

vSi




e e st e Page 1 of 2
DOCUMENT REVIEW
) c . g P—— {
PURCHASE ORDER # -26 UPPLTER  The Rockbestos Company EVMUATOR R, E. Herbst
A.E.O. # 9752 LOCATION _ New Haven, CT DATE 3/10/81

COMPONENT Cable - 3 Reels, Reel Nos. 10319, 9838 & 1068]

1TEM CHARACTERISTICS RESULTS REMARKS

1.0 | Material Test Reports {MIR's) and
Certified Material Tes*' Reports
(CMIR's):
Verify apnlicable reports are Satisfactory | Certified Test Reports Nos. 726G, 713G & 74G plus the
in data package. Certificate of Conformance were ircluded as required
by the specification.

Random sample MIR/CMIR reports N/A
to ensure specification/code
requirements.

Ensure material is traceable Satisfactory *TRs ana Certificates of Conformance were traccable to
to MTR/CMIR. each reel of cable.

Special Process Reports:
Verify heat treat, coating, etc. satisfactory | Certified Test Reports included all requirements and
reports meet code/specification actual as-builts.
requirements.
Ensure process reports are trace-| Satisfactory Iraceable to each Cable Reel.
able to component.

Welding Records:

3.1 Ensure approved weld procedure
was utilized.

Verify approved weld procedure
specifies material required by
specifications/drawings.
Verify welder qualification
covers weld process utilized
(position, thickness, etc. )




DOCUMENT REVIEW  continued Fage 2 of 2

PURCHASE ORDEP # 'g-26°  SUPPLIER _The Rockbestos Company  EVALUAL. 'R E. Werbst
AEO.# 9752  LOCATION New Haven, CT SEURT. . SRR . SN
COMPONENT  Cable - 3 Reels, Reel Nos. 10319, 9838 & 10683 Jatieisl s S

1TEM CHARACTERISTICS RESULTS REMARKS

3.4 Ensure weld data report is trace- | N/A
able o component.

4.0 | Nondestructive Examination Reports: N/A

4.1 Verify NDT required by code/
specification was performed.

4.2 Review NDT reports as to accept-
ance critaria, quantities tested,
etc.

4.3 Verify reports are traceable to
item(s).

4.4 Physically review random sample
of film on weldments, if appli- 4
cabie.

5.0 |Operational Test Reports (Hydrostatic/

Pneumat ic/Functional):
5.1 Review random sample of appli- Satisfactory | Certified cable test reports were in accordance with
cable tests required by code/ requirements.
specification to ensure com-
pliance.’ g
5.2 Verify applicable test data is Satisfactory | All test reports were traceable.
traceable to componen. and quan-
tities compatible. Comments :

8:

Three of the SDDRs were unreadable and not reproducible in
the area of the Bechtel Disposition. Also. the reproduci-
bility of others is questionable.

12:
This data package didn't contain a Bechtel re-review stamp.

89




Page 1 of 2

| DOCUMENT REVIEW
PURCHASE ORDER #  f_3107-3-299 SUPPLIER  NPS Industries EVALUATOR _;I;ﬂb;aﬂircellj___ﬂ_
AEO. # 6153  LOCATION _ Secaucus, N A R e

COMPONENT  Structural Steel

1TEM CHARACTERISTICS RESULTS REMARKS

1.0 | Material Test Reports (MIR's) and
Certified Material Test Reports
(CMTR's):

1.1 Verify applicable reports are in | OK
data package.

1.2 Random sample MIR/CMIR reports 0K Certificate of Conformance dated 3-31-78 does not
to ensure spec’fication/code reference ASME NA-3700 requivements.
requirements.

1.3 Ensure material is traceable to 0K
MTR/CMIR.

\

2.0 | Special Process Reports:

2.1 Verify heat treat, coating, etc. | N/A
reports meet code/specification
requirements.

2.2 [Ensure process reporls are trace-
able to component.

'
|

3.0 | Welding Records:

3.1 iEnsure approved weld procedure N/A
was utilized.

3.2 Verify approved weld procedure
specifies material required by
specifications/drawings.

3.3 Verify welder qualification

covers weld process utilized
loncitian thirknece ofr ) WV

191




DOCUMENT REVIEW  continued

Page 2 of 2

PURCHASE ORDER # ';.3107-3-299  SUPPLIER _ NpS Industries  EVALUATOR 'y ) mMarcella
AEO. #6153  LOCATION _  secaucus. N e e ST R S
OOWNENY 0 Strwctwrsl) SSeed

ITEM CIARACTERISTICS RESULTS REMARKS

o —

3.4 Ensure weld data report is trace- | N/A
able to component.

4.0 |Nondestructive Examination Reports: N/A

4.1 Verify NDT required by code/
specification was performed.

4.2 Review NDT reports as to accepl-
ance criteria, quantities tested,
etc.

4.3 Verify reports are traceable to
item(s).

4.4 Physically review random sample
of film on weldments, if appli-
cable. v

5.0 |Operational Test Reports (iHydrostatic/ | N/A
Pneumatic/Functional)

15.1 Review random sample of appli-
cable tests required by code/
specification to ensure compliance}

5.2 Verify applicable test data is
traceable to component and quan-
tities compatible.

g9l




DOCUMENT REVIEW

PURCHASE ORDER # f_‘-.'ilﬂli.'i:&w

SUPPLIER  NPS Industries
LOCATION  Secaucus,

 DATE

Page 1 of 2

EVALUATOR 1. 3! Marcella

AED. § 6256 e — ; ) Gl LTSN P
COMPONENT ~ Structural Steel ~~ New Jersey e s ey

I1TEM CHARACTERISTICS RESULTS REMARKS

1.0 | Material Test Reports (MIR s) and

2.0

3.0

Certified Material Test Reports

(CMTIR's):

1.1 Verify applicable reports are
in data package.

1.2 Random sample MTR/CMIR reports
to ensure specification/code
requirements.

1.3 Ensure material is traceable
to MIR/CMIR.
\

Special Process Reports:

2.1 Verify heat treal, coating, etc.

reports meet code/specification
requirements.

2.2 [Ensure process reports are
traceable to component.

Welding Records:

3.1 Ensure approved weld procedure
was utilized.

3.2 Verify approved weld procedurc
specifies material require! by
specifications/drawings.

3.3 Verify welder qualification
covers weld process utilized
(position, thickness, etc.)

3.4 Ensure weld data report
is traceable to component.

0K

0K

0K

0K

0K

0K

0K

0K

Reviewed CMTR's BNF-394, BNF-423, BNF 394A, BNF-4238

Review indicated compliance.

Reviewed coating materials data sheets on batch AIM-097,

ABB-171.

Verified Batch A7M-097, ABB-17) referenced on supplier's

Shop Inspection Record, Job No. 13451.

Drawing D-8 Weld Procedure NPSI-10.

Drawing D-8.

Reviewed weld data sheet.

691



DOCUMENT REVIEW  continued

PURCHASE ORDER # 'F-3107-3-540 SUPPLIER NPS Industries EVALUATOR
AE.O. # 6256 LOCATION Secaucus, DATE

COMPONENT Structural Steei New Jersey

ITEM CHARACTERISTICS RESULTS

4.0 Nondestructive Examination Reports:

4.1 Verify NDT required by code/
specification was performed.

Review NDT reports as to accept-
ance criteria, quantities tested,
etc.

Verify reports are traceable to
item(s).

Physically review random sample
of film on weldments, if appli
cable.

Operational Test Reports (Hydrostatic/
Pneumatic/Functional):

5.1 Review random sample of appli-
cable tests required by code/
specification to ensure com
pliance.

Verify applicable test data is

traceable to component and quan-
tities cohpatible.

REMARKS

ASTM A588-75 Grade A requires 100% U/S.

ASTM A578 Level 11 100% Scan - forgings.

T

Page 2 of 2

(7. J. Marcella
3/3/81




PURCHASE ORDER #
AEOD. )
COMPONENT

DOCUMENT REVIEW
___NPS Industries

__Secaucus,
New Jersey

| .

__F-3107-3-987
_ne e
Structural Steel

SUPPLIER
LOCATION

ITem

CHARACTERISTICS

RESULTS

Page 1 of 2

~ EVALUATOR __L..f Marcella
~ DATE B e TS

REMARKS

1.0

2.0

3.0

Material Test Reports (MIR's) and

Certified Material Test Reports

(CMTR's):

1.1 Verify applicable reports are in
data package.

Random sample MIR/CMIR reports to
ensure specification/code require-
ments.

1.2

Ensure material is traceable to
MIR/CMIR.

\

1.3

Special Process Reports:

2.1 Verify heat treat, coating, etc.
rep rts meet code/speritication
requirements.

2.2 Ensure process reports are

traceable to component.

Welding Records:

3.1 Ensure approved weld procedure

was utilized.

3.2 Verify approved weld procedure
specifies miterial required by

specifications/drawirgs.

Verify welder qualification
covers weld process utilized
(positior, thickness, etc.)

1.4 Ensure weld data report is
traceable to component.

3.3

0K

0K

Reviewed CMIR's on ASTM A516-76, Gr. 55, ASTM A588-75
Gr. A, ASME SA 36-754 found no deficiencies.

Reviewed Mobi' Chemical Company Certification Record Batch
30872-B-2; acceptable.

Weld Procedure NPSI 14 utilized.

Drawing D-2.

Reviewed Process Control Sheet on CC Restraints, Assembly

1-58-2.

|74
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Page 2 of 2

DOCUMENT REVIEW continued
PURCHASE ORDER # F-1107-3-987 SUPPLIER  NpS Industries EVALUATOR 1. J. Marcella
AE.O.# 7110 LOCATION  Secaucus, DATE 3/3/81

COMPONENT Structural Steel New Jersey

RESULTS REMARKS

CHARACTERISTICS

Nondestructive Examinalion Reports:

4.1 Verify NDT required by code/ (MTR's referenced U,S examination per ASTM A516-76, Gr. 55,

specification was performed.

Review NDT reports as to accept-
ance criteria, quantities tested,

etc.

Verify reports are traceable to
item(s)
Physically review random sample
of film on weldments, if appli-
cable.

Operational Test Reports (Hydrostatic/
Pneumatic/Functional ):

Review random sample of
applicable tests required by
code/specification to ensure
compliance

Verify applicable test data is

traceable, to component and quan-
tities compatible.




DOCUMENT REVIEW " page 1 0f 2

PURCHASE ORDER # F3136 SUPPLIER  Chicago Bridge & Iron EVALUATOR T, J. Marcella

AF.O# R652 LOCATION Salt Lake City & Chicago DAL March 11, 198]

COMPONENT Misc. Fab. Metals

ITEM CHARACTERISTICS RESULTS REMARYS

1.0 Material Test Reports (MTR's) and
| Certified Material Test Reports
(CMTR's ) :

1.1 Verify applicable reports are Index identifies content of package.
in data package.
Random sample MTR/CMIR reports ) 1) American Alloy Steel, Inc., file #A-521216-1 ind'  tes
to ensure specification/code a sulphur content of .027; should be .015 maximum per
requirements, spec. para. £.11.1 page 7.

2) Cert. A-51891-1 indicates sulphur content of .016;

should be .015 maximum per spec. para. 5.11.1 page 7.

Para 5.1 of Tech Spec C.233 only imposes sulphur limi-
tation when specifically called out on drawing.

Ensure material is traceable to Shop release reference heat number sheets which are
MTR/CMTR. traceable to price mark number.

Special Process Reports:

2.1 Verify heat treat, coating, etc. ' Heat treat requirements indicated on certs. CBI Form
reports meet code/specification G0-1083 utilized for control of coatings.
requirements.

’
.2 Ensure process reports are Same as 1.3 above.

C.C

tracecble to component.

Welding Records:

1.1 Ensure approved weld procedure Weld procedures, weld maps and repair procedures
was utilized. available.

3.2 Verify approved weld procedure ( CBI Form GE 515/516 utilized and acceptable.
specifies material required by
specifications/drawings.




Page 2 of 2

DOCUMENT REVIEW continued ;

PURCHASE ORDER # F-3136 SUPPLIER Chicago Bridge & Iron EVALUATOR T, J, Marcella
A.E.O. # 8652 LOCATION 5alt Lake City & Chicago DATE March 11, 1981
COMPONENT Misc. Fab. Metals l
ITEM CHARACTERISTICS RESULTS REMARKS
3.3 Verify welder qualification 0K Same as above (welders qualification not available,
covers weld process utilized required by G321-D).
([n)&l?]u”, thickne S » (’t(..).
3.4 Ensure weld data report is 0K Index number is key to traceability.

traceable to component.
4.0 Nondestructive Examination Reports: N/A No evidence of NDE performed on these units.
4.1 Verify NDT required by cod2/

specification was performed.

4.2 Review NDT reports as to accept-
ance criteria, quantities, etc.

4.3 Verify reports are traceable to
item(s).

4.4 Physically review random sampie Comments:
“:h:ilm on weldments, if appli 1.1 Numerous certifications appear to be non-
Came. reproducible, in fact, review was difficult.
5.0 Onerational Test Reports (Hydrostatic N/A 1.2 a) Certifications available do not reference
Pneumatic/Functicnal): NA-3700 which is referenced in specifica-
5.1 Review random sample of applica- tion.
ble tests required by code/ b) Ref. Page 1: Cert A-51956-1 from Ameri-
specification to ensure compli- can Alloy Steei, Inc. indicates sulphur

content of .017; should be .015 maximum

ance .,
per spec. para. 5.11.1, nage 7.

5.2 Verify applicable test data is

t able to component and " ) :
:;:'n(l i(,l“‘ (()I(II‘D]‘I‘H);v 3.3 Welders qualification data not aval lable - -
Jui¢ es | . required by Bechtel G321-D form. P




DOCUMENT REVIEW

Page 1 of 2

PURCHASE ORDER # 'F-3136 SUPPLIER _ Chicago Bridge & Iron CEVALUATOR 1 arcella
AEO. ¥ 09330 LOCATION 20600 Cha?rin Blvd. PDATE  3/11/81
COMPONFNT Hiscellaneous Netal E ___*_‘Fﬁfffr - 9hts S

ITEM CHARACTERISTICS RESULTS REMARKS

1.0 | Material Test Reports (MIR's) and

2.0

3.0

Certified Material Test Reports
(CMTR's):

1.1 Verify applicable reports are in
data package.

Random sample MTR/CMIR reports
to ensure specification/code
requirements.

1.2

Ensure material is traceable to
MTIR/CMTR.

\
Special Process Reports:

2.1 Verify heat treat, coating, etc.
reports meet cude/specification
requirements.

23

2.2 Ensure process reports are trace-

able to component.

Welding Records:

3.1 Ensure approved weld procedure
was utilized.

3.2 Verify approved weld procedure
specifies material required by

specifications/drawings.

3.3 Verify welder qualification
covers weld process utilized

(position, thickness, etc.)

3.4 Ensure weld data report is trace-

able to component.

0K

k

0K

0K

0K

0K

N16)

Index identifies package content.

Certification, American Alloy Steel, Inc.
File #A-52146-1 indicates sulphur coi.cent of .027; S/B
max. of .015 per specification, Para. 5.11.1, Page 7.

Shop Release Ref. Heat No. sheets which are traceable to
price mark No.

Heat treat requirements indicated on certifications CBI
Form GO 1083 dated 12-76, utilized for coating control.

Same as 1.3, above.

Weld procedures, weld maps and repair procedures
available.

CBI Form GE 515/516 dated 02 79 utilized.
Same as above.

Welders qualification not available.

Index No. is the key to traceability.

SL1



PURCHASE ORDER #  ¥-3136
AEO. #
COMPONENT

DOCUMENT REVIEW

Miscellaneous Metal

9330 ______ LOCATION 2060Q Chagrin Blvd.
Shaker Heights, OH

Page 2 of 2
continued

~ EVALUATOR ¥. J. Marcella
COATE . 3/0/8)0

ITEM

CHARACTERISTICS

RESULTS

REMARKS

4.0

5.0

Nondestructive Examination Reports:

4.1

4.2

4.3

4.4

Verify NDT required by code/
specification was performed.

Review NDT repcrts as to accept-
ance criteria, quantities, tested,
etc.

Verify reports are traceable to
item(s).

Physically review random sample
of film on weldments, if appli-
cable,

Operational Test Reports (hydrostatic/
pneumat ic/functional):

5.1

52

1)
2)

Review random sample of appli-
cable tests required by code/
specification to ensure compliance

Verify applicable test data is
traceable to component and quan-
tities compatible.

'
|

N/A

Comment s

No evidence of NOE performed on these units. UT require-
ments on plate, etc. documented cn applicable certifica-
tions.

.

Numerous certifications appear to be non-producible.
None of the certifications reference NA-3700 which is required by the specification.

Weld data information not available for review.
Welders qualification data not available.

NDE appears to be nonexistent on fabricated parts; which may be acceptable, however, not having drawings to
check, this area canrot be verified.

'

In fact, many are not legible for verification.

9.1




- 1 — -
e DOCUMENT REVIEW Page 1 of 7
PURCHASE ORDER #  J-255A SUPPLIER Copes - Vulcan 7 [VALUATOR R. E. Herbst
AEO. D 12534 LOCATION _Lake City, Pennsylvania ~ DATE _3/4/81 pel
COMPONENT Control Valves (3) I i B 5 TR AT T
1TEM CHARACTERISTICS RESULTS REMARKS
1.0 Material Test Reports (MiR's) and Reviewed (3) Document Packages for valves: OPV-6580-Al,

Certified Material Test Reporls OPV-6580-A2, OPDV-6575A

(CMTR's):

1.1 Verify applicable reports are satisfactory | A1l MIR's and CMIR's required were included in each
in data package. valve package.

1.2 Random sample MIR/CMIR reports satisfactory | Reviewed approximately 10% of pressure borundary material
to ensure specification/code CMTR's - all physicals and chemicals satisfactory. SDOR
requirements. #1833 denotes that various MIR's do not reflect compliance

to NA-3700, requires that NPV-1 forms be revised to

53 ;‘?;\;z:':aterul Is traceable to Satisfactory\ reflect Code Case N-242.

! YA1T valves parts were traceable to MIR's and CMTR's.
2.0 Special Process Reporis:

2.1 Verify heat treat, coating, etc. | Satisfactory Meat treat charts for each valve, including repair welds
reports meet code/specification are included and meel code requirements - no coating
requirements. reports required by Bechtel G321-0 doc. submitted form.

2.2 Ensure process reports are trace | Satisfactory | Were traceable to part and/or assembly numbers.
able to component.

3.0 Welding Records:

3.1 fEnsure c'!pproved weld procedure N/A Certified by material suppliers.
was utilized.

3.2 Verify approved weld procedure N/A Unable te verify in document package.
specifies materia! required by
specifications/drawings.

3.3 Verify weider qualification N/A Certified by material suppliers. v
covers weld process utilized >
(position, thickness, etc.)

3.4 Ensure weld data report is satisfactory | Tra