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September 14, 1984 J.M CAIN
Preside ot and
Chief Execuive Dificar

W3BR4- 048]

Director of Nuclear Reactor Regulation
ATTN: Mr. Darrell G. Eisenhut, Director
Division of Licensing

U.S. Nuclear Regulatory Commission
Washington, D.C. 20555

SUBJECT: Waterford 3 SES
Partial Response to Items
from Waterford Review Team

REFERENCES: 1) Letter, D.G., Eisenhut to J.M. Cain,
"Waterford 3 Review," dated June '3, 1984

2) Letter W3B84-0473, R.S. Leddick to D.G. Ejsenhut,
"Program Plan for Resolution of Pre-Licensing
Issues" dated August 2u, 1984

Dear Mr. Eisenhut:

The purpose of this letter is to submit Louisiana Power & [“ght's raspor.es
to issues 15 and 22 as set forth in your June 13, 1984 letter (Reference 1).
The response to issue 15 follows the approach set forth in Attachment | to
the Program Plan sent to you by LP&L on August 20, 1984 (Reference 2),
Limited revision has been made in the Program Plan for Issue 22 (enclosed)
and the response to Issue 22 follows this revised approach, Current
assessment of each of the issues is as set forth in the responses.

The responses have been reviewed and verified by “P&L OA in accordance wiir
procedure QAP 19-13, The designated subcommittee of the Waterford Safery
Review Committee also has reviewed the adequacy of the responses for
resolving the issues raised. The subcommittee scope of responsibility does
not include independent validation of the facts.

The Task Force has indicated by separate correspondence (enclosed) that it i,
satisfied with the logic of the responses, however, they have not yet
completed their independent validation of the iacts. The Task Force has

committed to notifying me and the NRC immediately sionld they find \
significant deviations in the course of their valifation. In the event of ?F;
such notification, LP&L will amend individual responses as may be necess..y. oy
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Mr. Darrell G, Eisenhut, Director Page 2
W3BR4-0481
September 14, R4

We request that you commence actions you deem necessary to lead to the
resolution of these individual issues.

JMC:DA:pbs

Attachments




Mr. Darrell G. Eisenhut, Director
W3B84-0481
September 14, 1984

cc: Mr, R.S. Leddick
Mr. D.E. Dobson
Mr. R.F. Burski
Mr, K.W. Cook
Mr. T.F. Gerrets
Mr. A.S. Lockhart
Mr. R.P. Barkhurst

Mr. L. Constable
USNRC -~ Waterford 3

Mr. J.T. Collins

U.S. Nuclear Regulatory Commission
Region IV

6il Ryan Plaza Suite 1000
Arlington, TX 76011

Mr. D. Crutchfield
U.S. Nuclear Regulatory Commission
Washington, D.C. 20555

Mr. G. Knighton, Chief
Licensing Branch No. 3
Division of Licensing

Washington, D.C. 20555

Mr. M. Peranich

Waterford 3 Investigation and
Evaluation Inquiry Report Team
Leader

4340 E.W. Hwy. MS-EWS-358
Bethesda, MD 20114

Mr. D. Thatcher

Waterford 3 Instrumentation & Control
Leader

7920 Norfolk Ave. MS-216

Bethesda, MD 20114

Mr. L. Shao

Waterford 3 Civil/Structure Team
Leader

5650 Nicholson Ln.

Rockville, MD

Page 2

Mr., J. Harrison

Waterford 3 QA Team Leader
Region III

700 Roosevelt Rd.

Glen Ellyn, IL 60137

Mr. J.E. Gagliardo

Director Of Waterford 3 Task
Force

Region IV

611 Ryan Plaza Suite 1000

Arlington, TX 76011

Mr. S. Levine

NUS Corporation

910 Clopper Road
Gaithersburg, MD 20878

Mr. R.L. Ferguson

UNC Nuclear Industries
P.0, Box 490

Richland, WA 99352

Mr. L.L. Humphreys
UNC Nuclear Industries
1200 Jadwin, Suite 425
Richland, WA 99352

Mr. G. Charnoff

Shaw, Pittman, Potts &
Trowbridge

1800 M. St. N.W.
Washington, D.C. 20555

Dr. J. Hendrie
50 Bellport Lane
Bellport, NY 11713

Mr. R. Douglass
Baltimore Gas & Electric
8013 Ft. Smallwood Road
Baltimore, ML 71224

Mr. M.K. Yates, Project Manager

Ebasco Services, Inc.
Two World Trade Center, 80th
New York, NY 10048

Mr. R. Christesen, President
Ebasco Services, Inc.

Two World Trade Center

New York, NY 10048



ISSUE & TITLE

PROGRAM_PLAN

DESCRIPTION OF ISSUE

LPSL APPROACH TO RESOLUTION

CURRENT ASSESSMENT

22,

Welder Qualification
(Mercury) and Filler
Material Contvol
(Site Wide)

5
[ﬁ,

Verify welder qualif-
cations or assure the
quality of all welds.

Provide engineering just-
ification for the allow-
ance of "rebake" temper-
atures and holding times
that differ from the
requirements of the ASME
and AWS Codes.

The welder documentation is available which
demonstrates that the welders were properly
qualified. 8

The response demonstrates that 1) the weld material
control program at Waterford meets the intent of
both ASME and AWS Code requirements. 2) that
isolated instances where deviations from site
procedures occurred, the corrective action was
adequate to maintain the moiscture content
limitations specified by the codes for low bydrogen
electrodes. &) the adequacy of the weld material
control program is substantiated by the acceptable
results of the NDE examination, when performed, of
welds where low hydrogen electrodes were used.

All welders were tound to be properly
qualified. NCR-W3-7724 addressed and
resolved qualification sheet errors
for 3 welders (clerical errors which
were committed after the welders left
site).

The moisture conter limitations
specified by the Codes for low
hydrogen electrodes were met.

The only deviation from explicit code
requirements was a documented
reduction in specified holding oven
temperatures.
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NUS

CORPORATION

810 CLOPPER ROAD
GAITHERSBURAG. MARYLAND 20878
301 258-8000

NUS-W3-A723
September 14, 1984

Mr. J. M. Cain

President and Chief Executive Officer
Louisiana Power and Light Company

317 Barrone Street

New Orleans, Louisiana 70160

Dear Mr. Cain:

I have been authorized by the Prelicensing Issues Task Force to forward
to you the attached letter relating to the submittal of Louisiana Power

and Light Company responses to Issues 15 and 22 of Mr. Eisenhut's letter
to LP&L dated June 13, 1584.

Sincerely,

/ﬁﬁ/
Peter V. d
Project ager

Prelicensing Issues
Task Force Support Group

PVJ/en
Attachment
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NUS

) CORPORATION

810 CLOMPER ROAD
GATHERSBLUAG MARYILAND 20878
301) 2988000

CG-SL-23-84

September 14, 1984

Mr. P. V. Judd

Pre-Licensing Task Force Support Group
Louisiana Power & Light Company
waterford # 3 SES

Highway 18 .

Taft, Louisiana 70066

Reference: Letter from D. G. Eisenhut, Director, Division
of Licensing, U. S. Nuclear Regulatory Commis~
sion to J. M. Cain, President and Chief Execu-
tive Officer, Louiciana Power & Light Company,
Waterford # 3 Review, June 13, 1984

Dear Mr. Judd:

We understand that Louisiana Power & Light plans to submit re-
sponses to the Nuclear Regulatory Commission covering Issues
15 and 22 of the referenced letter.

The Task Force has no objections to this course of action. We
have studied these issues and find the logic stated in the
LPsL responses to be adequate. Mr. Cain should note that the
Task Force has not yet completed its independent validation of
facts presented in the responses. We will notify Mr.. Cain and
the NRC immediately if we find significant deviations in the
course of our continuing validation efforts. Of course, as
Mr. Cain knows, our work on all 23 issues and their collective
significance is continuing and will culminate in a formal re-
port to him.

I have discussed this matter with Messrs. Robert Ferguson and
Larry Humphreys and we have agreed to this together. Please
forward this to Mr. J. M. Cain.

Sincerely,

ég14LA~J? £L~mr~e
aul Levine

Vice President and
Group Executive
Consulting Group
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RESPONSE
ITEM NO.: 15
TITLE: Welding of "D" Level Material Inside Containment
NRC DESCRIPTION OF CONCERN:

The staff reviewed the welding of "D" level material for containment
attachments. The containment spray system structural component welds were
chosen for specific detailed review. The welds on the containment spray piping
supports were checked for weld rod traceability and welder identification and
certification. The applicant was unable to produce the documentation sought for
the staff review.

The applicant shall (1) locate the documentation and verify the adequacy of the

information, or (2) perform a material analysis and NDE work, or (3) rework the

welds. The staff shall be promptly informed of the applicant's approach and the
documentation shall be made available for staff review.

DISCUSSION:

LP4L has reviewed the welding of "D" level material inside containment with the
contractor, has determined that a deficiency exists and has undertaken a
corrective action program including a sampling inspection.

The Containment Spray system structural component welding retords were not shown
to the staff reviewers. These supports were installed by Tompkins-Beckwith and
are fully documented. Instead, the staff reviewers were incorrectly shown
Chicago Bridge & Iron Company (CB&I) drawings. The specific item reviewed by
the staff was later determined to consist of temporary supports which, for the
most part, have now been abandoned. There were two cases, however, where
Containment Spray piping support struts were attached to a CB&I "D" material
item. An analysis was performed (Ref. 9) which demonstrated that the
containment spray piping is adequately supported without assuming any
contribution by the two struts under the design loads, including seismic loads,
as committed to in FSAR Sections 3.7.3.1.1.1 and 3.9.3.1.1.4. Therefore, with
respect to spray header piping no action is required. Other "D" material
applications, however, were found to be Seismic Category I structures and these
have been addressed in the response.

CB&1, the installing contractor, defines Class D material as all that material
which falls outside the ASME Boiler & Pressure Vessel Code jurisdictional
boundary. The documentation requirements of CB&I's Quality Assurance Program
Manual applied to material within ASME Codeé jurisdiction only, thus the D
material was not originally provided with material certifications or documented
evidence of inspection.

The findings of the review and descriptions of the program are as follows:

Unique weld rod traceability cannot be obtained for Class D material welding
since CB&I's program did not provide process control records for D material to
the same level as Class A, B or C material. However, records are available for
all welding material used by CB&I, and all such material is certified for
safety-related applications.
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Welder identification cannot be obtained for individual Class D material welds
since CB&I's program did not provide detailed process control records for such
welding. However, all CB4I welders on this project were qualified in accordance
with ASME Section IX Code.

The CB&I QA Manual required, as a minimum, that the site Welding/QA Supervisor
inspect fit-up, welding in progress and finished welds on all classes of work.
The CB&I Site Welding/QA Supervisor had the responsibility for the completion of
a report (See Attachment 1, CB&I Form WL222) that requires the visual inspection
of finished welds and includes the inspection of fit-up and in- process welding.
Note that the inspection checklist items on Form WL222 references "all welds".
Although the requirements for documentation do not apply to "D" material
welding, there is therefore reason to believe that this function was performed
on Class "D" material field welds. The work was performed by the same welders
and inspected by the same welding supervisors to the same standard as the rest
of the CB&I work for which documentation is provided. This provides a high
degree of confidence in the quality of the finished work since CB&I welders and
inspectors were well qualified and very experienced as reflected in their
certifications which indicated an average of 7 years for welders and more than
20 years for inspectors, working to ASME Code requirements ior CB&I alone. The
quality of CB&I welding on this project is very high as has been repeatedly
proven by low NDE rates of rejection and by the results of QA surveillances and
audits. Attachment 2 is a letter from CB&I to Ebasco providing additional
information on their approach to documentation of "D" material welding.

An Ebasco Engineering review of Chicago Bridge & Iron Company drawings was
undertaken to list all shop and field welds identified by CB&I as Class "D"
material. Class "D" material is defined as all material and welding located &
inches or more from the face of the containment vessel. After deletion of
obvious non-safety related items such as handrails, there are 2652 shop and 810
field welds so that the total number of welds of Class "D" material is 3462,

A sample of welds was chosen for visual inspection based on review of all the
welds. The Containment Spray piping seismic clips were not further considered
once it was determined “irat they either had been abandoned or were determined by
analysis nc. to have been reguired. The Class '"D" items in the Personnel Access
Hatch and the Eccape Hatch weve judged to be minor structures or non-structural
applications and were excliced from the sample.

The Polar Crane Girder assembly and the Maintenance Hatch supports were
identified as the significant structural applications and from these the entire
sample of 405 welds (11.7% of the total 3462) was selected to be inspected, of
which 188 were inspected with rhe paint removed and 217 were inspected with tle
paint on. The paint was removed to inspect for defects that could not be
readily seen through the paint. None were identified which would require
enlarging the sample. The 217 painted welds were inspected for major defects
and size of weld.

No NDE was involved since none was required by the original criteria for Class
"D" welds.

The inspection was performed by two qualified welding inspectors in accordance
with LPSL procedure "QA Inspection of Structural Steel Weldments" No.
QASP-19.10. The welds that had only acceptable indications and were of required
size were approved as is and the reports were retained by LP&L. If there were
unacceptable indications in any of them, they were forwarded to Ebasco
engineering for evaluation under NCR-W3-7792.
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Ebasco evaluated 32 connections which were not accepted on QC inspection under
NCR W3-7792 This evaluation found that although some of welds were slightly
undersize or exhibited relatively short regions of surface defects, engineering
calculations based on the original design requirements demonstrate that the
connections in which they are found are nevertheless not overstressed when
subject to the design loads. The welding of these connections is therefore
acceptable.

Therefore, it has been concluded that the desig: requirements are satisfied for
the entire sample of 405 welds inspected and that, on the basis of the
satisfactory results of the sample inspection all CB&I "D" material welds are
considered satisfactory and may be accepted as is.

On the basis that all weld materials used were prcvided with proper
certifications, all welders and inspectors were qualified and performed work to
the procedures of the vendor's program and that the sampling inspection of the
welds has identified no unacceptable conditions, the quality of the all D
material welding is evaluated to be satisfactory and no further action is
required.

During the weld inspection, six arc strikes were found on the Polar Crane Girder
Stiffeners and one on a crane rail shim plate. Because of the type of steel
involved (SA.516 Grade 70), and the position and function of the crane, a
reinspection of all crane girder stiffeners for arc strikes was undertaken. All
arc strikes found were removed and upon reinspection and evaluation, were found
to not be structurally significant.

CAUSE:

The cause of the documentation deficiencies in CB&I Class "D" material welding
is that the approved vendor quality program did not require such documentationm.
CB&I did not adequately interpret the distinction between Seismic Class I
designation and ASME code jurisdictional boundaries; aad on the part of Ebasco
and LPSL, they did not identify the omission in the CB&I QA Manual either during
the program review process or in reviews of in-process documentation. Other
contractors which performed work in accordance with both the ASME Code and
outside the code jurisdictional boundary (Seismic Category I) satisfied the
criteria of 10CFR50, Appendir B.

GENERIC IMPLICATIONS:

The generic implications regarding CB&I have been addressed in the program just
completed since all Class D material welding was considered. With respect to
other contractors, the ASME Code boundary/Seismic Category I boundary issue does
not arise,.

SAFETY SIGNIFICANCE:

The CB&I's quality program was applied to the Class D material installation as
all other classes in every respect except detail documentation. The above
evaluation just completed verifies the work is of satisfactory quality. These
welds are not considered to pose a constraint to fuel load, power ascension or
commercial operation.
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CORRECTIVE ACIION:

The review and sampling programs described above are complete. All arc strikes
identified during the inspection of the Polar Crane girder were removed by
grinding.

ATTACHMENTS:

(1) CB&I Form WL222

(2) CB&I letter to Ebasco Services Inc. dated 6/29/84

REFERENCES:

(1) Ebasco Specification No. LOU-1564.717

(2) Ebasco Drawings Nos. 1564-G-816 through 819

(3) CB&I QA Program Manual

(4) CB&I Dwgs. 71-2426 Series

(5) NCR W3-7792 dated 7/24/84

(6) LPSL Procedure No. QASP-19.10, "QA Inspection of Structural Steel
Weldments"

(7) Inspection Reports, Form LPL Q=58 (7-84)
(8) CBA&I Letter dated 6/29/84

(9) S/A Calculation No. 1071, Part 1 and No. 1077
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. @ Attachment 1 :
FIELD'WELDING SUPERVISORS REPORT -

Contract No. Construction Office Date : PR TOT R
Description.
Material Specifications
Customer : Location
Erection Supt Weld Foreman Code—
Weather Conditions and Temperature —_ Hours Spent on Job
Ne.| Yo | No Fit-Up and Weiding | No. ! Yes | No Testing
1 Brearcowns per Manual 11 | 18 | Bortom weids clesned & pickubs made before vecuwrm rert
2 Boriom lawd per Manual 13 18 Sonom vituum tested per Std. 751.5.2
3 Botrom fit oer Manual 13 20 Botiom testing up 10 dare
4 | Roof fit per Manual 13 21 Magnetic pariicie 125Ting up 10 Care
B | Verts fit-up & alignec oer Manual 13 and/or Code | 22 Ove pe  trarvt 185110 UD to Cate
6 | | Girtns fitue anc alignec per Manual 12 anc/or Cooe | 23| | | X<ay or pisgs up to cate
) | | Tak plates used as required | 24 | | Fittings testect uD 10 date
B | Joints property cieaned for AGW | 28 Cusiomer witness of NDE up 10 gare
9 | Firtings property installec per Manual 13 and/or Code | Inection and Clennup
10 | | Jeints Backgouged properly | 26 | Slag cleanect from all weids daily
KT | Contract weiging srocedure being Lsed | 27 | | | Pickups madie properly caily
| 12 { '3 = Plzte laps per Manual 13 | 28 | | Any vraccesmabie uncercunt
i 13 | All szlices Droderly weiced 100% | 29 | | A1l filhet and? orher weics Drooer size
Ir 14 | | | Wige gaps Built us Defore welding |} 30 | { Eurrs property removes
{ 18 | | | Construction manyals used as resuired | 31 | | Columms, SSmenmays 10D SNGHE 81T Daawrmn
16 | ! | weiging eiectroges storec oraperly | 32 | Any ynsctesSEbie DUCkies OF Desked werrs
17 | l | Prooer preneat used as required | 33| | Any tanricathon eTTOr—repOrT ON bac kside
_ { 3a | | | Any engimeering eTTOrI—renort in rermarks beiow
Fabrication—-CB! Shep Location Or Subcontractor
Type and brand of Eiectrode an¢ Fiux
Type X-Ray film, screens and penetrameters.
No. of X-Rays or Plugs taken this week Good Bad
Totai ne. of X-Rays or Plugs to date Good Bad
Weiding defects found by NOE
Steps taken t0 preventtorrect defects
Types of automatic equipment used
Form G.E. 155 Level Readings Tank = Tonk 2 ______ Tank =
Before Laying Bottom High Low High - Low High Low
Atter 15t Ring is Fit High Low | High Low High e
After 2ng Ring is Fit High Low | High Low High __ Low =
After 3rd Ring is Fit High Low |High . Low — High Low

REMARKS (State briefly your opinion of job considering workmanship, safety, fabrication, erection amd testing)

Originat:  CONSTRUCTION OFFICE

Coov ERECTION SUPT

Coov HOUSTON WELDING SERVICES -

Cooy. WELD SUPERVISOR WELDING SUPERVISOR S SIGNATURE

Brintee n USA WL 212 (FRONT) ara 16




ATTACHMENT # 2

15-5



DRlbius. BéLaer .' Atachmed Z

L. Concen IS
ce TEY  F Coextere 3 WRL e ]
@ LSrwson & Buuzéen:s Chicago Bridge & Iron Company
: 8800 Fairbanks North Mouston Roac
P O Box <0066
Houston, Texas 77040
713 466 75681

June 29, 1984

EBASCO Services Incorporated
P. 0. Box 70
Killona, LA. 70060-0070

ATT: Mr, Michael K, Yates
Project Manager

RE:  wWaterford SES No. 3 .
TAft, La,
€51 Contract 71-2426

SUBJ: NRC Concern No. 15
EBASCO Letter ES-85423-84 Dated 6/25/84

Jear Mr, Yates:

Attached please find CBI's responses to your letter ES-5423-84 requesting
information necessary to answer the NRC's concern No. 15. This concern
dezls with documentation of ¢lass D material welds. The mumber of each
response corresponds to ctne number of each action request in your letter:

1. No process control records documenting visual inspection of field
welds of type D materials exist, Permanent records Tor these
welds were not required by the ASME Code, customer's specifications,
or the CBJ Quality Assurance Program,

2. Applicable records for materials and welding consumables are on file
in the EBASCO/LPL recorcds' vault on site.

3, Shcp records on file at the site detail inspections ¥or the crane
girder sub-assemblies and some of the spray systems® structural
components. P

Although not required by the QA Mandal, some D materdal welds were
documented on the shop records as a matter of convemience to shop
personnel, No class D material welds were documented in the field.

4, A1) CBI welders (including tackers) on this project were fully tested
and qualified in accordance with ASME Section IX Code,




MLGLAYE .

N Concern IS

Chicago Bridge & Iron Company

June 29, 1984
EBASCO Services Inc.
Page 2 of 3 .

CBIl Welding/QA Supervisors are long-term employees who have risen
through the ranks to their position because they are outstanding
craftsmen who display an exemplary attitude toward quality and

they have the full backing of management to do whatever is required

on site to assure that quality is satisfactory. The Welding/QA
Supervisor never works for the site foreman, but instead works for

the District Welding/QA Manager. Therefore, he has full independence

to perform his QA duties, It was this way by choice within the C8]
organization long before the nuclear power industry came into existence.

Each week, no matter what class of structure to which he is assigned,
the Welding/QA Supervisor is required to complete 2 report (see
attzched form WL222) whereby the district office can be kept up-to-cdate
on the job from a QA standpoint. Note that items 26 throuch 25 deal
with the timely vicual inspection of welds. Alsc, attached are CB]
forms WL232, WL233 and WL234 which ceal with the final inspection of
various types of CBI products. Again, note that there are references
to inspection of all welds, Two conclusions can be drawn from this
c¢iscussion: .
a, CBI Welding/%A personnel are taught and expected to inspect
a1l welds, 3
b. Although documented inspections of class D material welds
were not required by this contract, inspections were most
certainly performed as a matter of routine.

5. A review of CBl's photograph collection for this project did not
produce any appropriate photographs showing work im progress on class
D materials.,

6, Individuals contacted who were on site at Taft during the construction
phase of the contract indicate that all of the welds in question
received a2 visual examinztion both after fit-up and after completion
of the welds, However, with the passage of time, none of these
individuals felt comfortable with providing any further documentation
beyond that which was signed at the time of construction.

Discussions with our site personnel indicated that the EBASCO/LPL
inspectors and the Hartford ANI were very diligent im their duties,
and it is most unlikely that any welding on this contract - either
gocumented or undocumented - would have escaped their scrutiny,

.-
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Hitodhme ot
”m an\ .

Chicago Bridge & Iron Company

June 29. 1584
S2ASC0 Services Inc.
Sage 3 of 3

7. The list of certified field welders on this job may be found in
C8I files numbered 8,10 in tne EBASCQ/LPL records' vault at the
jobsite.

8. It is CBI's interpretation of AISC requirements that 211 welds governed
by this specification be given a visual inspection of the completed weld.

§. It is Chicago Bridge & Iron's corporate policy to depend upon its
internally enforced quality assurance programs and to demand that this
system work, Doing so yields the following benefits:

&, Rework with its attendant lost profits is minimized by
e.rectively using site quelity assurance personnel,
Their presence on the jobsite is considered to be &
positive influence as it is CA's job to ensure that
ouglity is built in on an on-going basis - not “inspected
in" as an afterthought.

b. Our image with our customers is enhanced because it is well
known within the industry that-our QA systems are effective
and would be so even without cutside inspection. This is
reinforced by the fact that Chicago Bridge & Iron has built
thousands of trouble-free structures which received no
customer or third-party inspections.

The centerpiece of CBI QA programs is the site Welding/QA Supervisor. Whether
Cr nct examinations are documented, these individuals are expected at the very
Jeast to inspect fit-up, welding-in-progress and finished welds on all classes
of work. This is so stated in paragraph 3.4.3.1.C.6, Division 4 of tha QA
Manual. There is no reason to believe that this function was not performed

on the class D material field welds.

Please fee) free to contact either Mr, Nixon or me if we can be of further
assistanc_e on this matter,

Youfs very truly,

Thomas D. Warner
welding/QA Manager
Houston Construction District

ToW:mjr

Attachments - WL222
WL232
WL233
WwL234




RESPONSE

ITEM NO.: 22
TITLE: Welder Qualifications (Mercury) and Filler Material Control (Site
wide)

NRC DESCRIPTION OF CONCERN:

The staff reviewed 1in process weld records for the installation of
instrumentation systems by Mercury Company. Systems reviewed included Reactor
Coolant, Safety Injection, Component Cooling Water, Main Steam, Main Feed, and
Charging Water. The staff selected welders from these records and reviewed
their qualifications to the welding process used during the time frame of actual
welding. !

Based on the staff's review it appears that some Mercury welders were not
qualified. Problems included: welders not qualified to the correct welding
procedure; welderc qualified for a specific process,. even though they were not
tested for that process; actual dates on qualification records appeared
questionable, the welder may have welded prior to being tested. The staff
concludes that there are questions relative to the Mercury welder qualification
status, .

Also during this review the staff evaluated the controls being used to control
filler material. The staff found that the requirements for "rebaking" of low
hydrogen electrodes did not meet the raquirement of the ASME and AWS Codes. The
Codes require low hydrogen electrodes to be rebaked at temperatures of 450° to
800°F for two hours. ' The site practice for all site contractors was to rebake
at 200°F for eight hours. Justification for this Code deviation has not been
provided by LP&L.

LP&L shall (1) Attempt to locate the missing documentation and determine if the
welders were properly qualified, or (2) If the documentation tc support proper
qualification cannot be located, LP&L shall propose a program to assure the
quality of all welds performed by questionably qualified welders.

LPsL shall also provide engineering justification for the allowance of "rebake"
temperatures and holding times that differ from the requirements of the ASME and
AWS Codes.

DISCUSSION:

Welder Qualifications

LPSL has performed a review cf all Mercury welders for proper qualification.
This review was initiated in October 1983 as a disposition to NCR-W3-7218. It
concluded that, with a single exception, all Mercury welders making safety and
seismic weldments were properly qualified, and had welded only in processes for
which they were so qualified. The single exception was identified, corrected,
and dispositioned via NCR-W3-7219, A separate concern not covered in this
response, involving the adequacy of the tube track welding process, is addressed
in SCD 84 (NCR-W3-6159). Since the NRC's special review, NCR-W3-7218 has been
supplemented with an attachment which provides clearer and more auditable
documentation of the review,
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As a result of concerns regarding discrepancies in Mercury welder qualification
records noted by the NRC during the special review, and brought to LP&L's
attention during a meeting on May 18, 1984, NCR-W3-7724 was opened. As a
disposition to this NCR, a review was conducted t.uat confirmed that the
documentation to support the proper welding procedure qualification of all
Mercury welders was in order with the exception of three minor discrepancies
which have been corrected.

Although the review conducted by LP&L via NCR-W3-7724 covered all Mercury
welders, a specific response to questions regarding the qualifications of the 13
welders idenrified by the NRC during the special review, 1is contained in
Attachment 1. Included in this attachment are the three documentation
discrepancies noted and corrected.

In the case of the 13 welders cited by the NRC, documentation supports the fact
that all welded in processes for which they were qualified, except for M315 (See
Attachment #1, item 1H); this welder did perform a weld out of his
qualification. The weld, however, was rejected in process by the Mercury QC
inspector, and the weld was redone by a qualified welder.

Filler Material Control

The Waterford 3 site procedures for filler material control were designed to
preclude the need for drying ("rebaking") as used or defined by the ASME and AWS
Codes and did not include provisions for "rebaking". The site procedures and
corrective action taken in the isolated cases of deviation from site procedures
were adequate to maintain the moisture content limitations specified by the
codes for low hydrogen electrodes.

The AWS D1.1, Structural Welding Code (paragraph 4.9), states that low hydrogen,
type E-7018, electrodes should be dried ("rebaked") when either of the following
conditions exists:

| % 1f electrodes are not purchased in hermetically sealed containers
2, or if the hermetically sealed container shows evidence of damage

3 or if electrodes are not used within four (4) hours of removal from a
drying or storage/holding oven.

Condition 3 is also addressed in ASME Section III, NX-2440, Storage and
Handling of Welding Materials which states "Suitable storage and handling
of electrodes, flux, and other welding materials shall be taken to minimize
absorption of moisture by fluxes and corcd fabricated, and coated
electrodes."

Low hydrogen electrodes used at Waterford were specified to be purchased in
hermetically sealed containers. This practice eliminated the need to dry the
electrodes for condition 1) above,

Ebasco Discrepancy Notices were reviewed to find conditions of damage to
hermetically sealed containers. Attachment 6 includes all DNs found which noted
seal damage to low hydrogen electrode containers. The disposition and corrective
action in all cases attached was to scrap or return the electrodes to the
manufacturer for replacement. This practice eliminated the need to dry the
electrodes for condition 2) above.
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Site procedure ASP-IV-18, "Receiving, Storage, Issuing, and Control of Welding
Electrodes and Filler Metals", Attachment 2, and irdividual contractor
procedures (such as Tompkins-Beckwith's TBP-3, '"Weld Material Control
Procedure", Attachment 4), were written with the intent to control the welding
materials in a manner that would miniaize absorpti.u of moisture or exposure to
ambient conditions.

ASP-IV-18 and "BP-3 required that low hydrogen electrodes, upon removal from
sealed containers, be placed in holding ovens for eight (8) hours at 200°F
minimum prior to issue and that when these electrodes were issued that they were
to be held in "point-of-use" ovens (rod caddies) prior to use. The site
procedures for holding oven temperature (200°F minimum) comply with ASME's
recommendation of 50°F to 250°F above ambient (ASME Section II, Part C, SFA 5.1,
Table A.1, 1977 Edition) but do not comply with the AWS D1.1 250°F minimum (AWS
D1.1-75, Paragraph 4.9). Although the wording of other site contractor
procedures may have varied from the attached two procedures (i.e. leather
pouches versus rod caddies), the moisture absorption of filler material was
addressed and contrulled in a similar fashionm.

We believe, under the conditions above and through compliance with the site
procedures, even with the holding temperature variation from AWS, that the
electrodes would not have absorbed excessive amounts of moisture and that
adequate filler material control, to meet condition 3) above, was present,

To identify and evaluate representative cases where deviations from weld rod
control procedures occurred, all Ebasco Nonconformance Reports and
Tompkins-Beckwith Discrepancy Notices were reviewed. Isolated cases were found
which pertain to rod ovens and associated problems and are shown in Attachment
5. The corrective action for these cases consisted of either returning the
electrodes to the holding ovens for the eight (8) hours or scrapping. .

To justify the adequacy of corrective action, the two conditions, of those
in Attachment 5, where low hydrogen electrodes could have potentially absorbed
the greatest amount of moisture (T-B Discrepancy Notices W=339 and W-742) were
evaluated. Both of these DN's noted conditions where holding ovens lost power
over the weekend with the electrodes possibly exposed to ambient conditions for
approximately forty-eight (48) hours. Ambient conditions for these two (2) DN's
would be similar to that shown in Attachment 7. To determine the effects of
this exposure, the following tests were performed:

l. The manufacturer, Alloy Rods Division of Chemetron Corporation, of the
majority of the low hydrogen electrodes used at the site was contacted and
submitted product literature on moisture absorption of E-7018 el:ctrodes
(see Attachment 8). The curves shown on page three (3) of the attachment
indicate that the electrodes noted ih the two (2) T-B Discrepancy Notices
(1f they were the "new" moisture resistant style electrode) would not have
exceeded the ASME allowable moisture content of 0.60% (ASME Section II,
Part C, SFA 5.5, Table 7, 1977 Edition),

In consideration that Attachment 8 applied to Alloy Rods Division's new
moisture resistant coating (in use in mid 1981) and that the T-B DN's were
prior to this date, the manufacturer was requested to test moisture
absorption of the "old" style electrodes. Alloy Rods performed two
separate tests of the old style electrndes to confirm our position that the
effects of the conditions and subsequent corrective action taken in the
case of the DN's was adequate and that drying or "revaking”" was not
required.
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The first test directly exposed the electrodes to a humidity cabinet for
forty-eight (48) hours at 60°F and 80X relative humidity. The moisture
content ¢ the start was 0.10% and at the end of forty-eight (48) hours had
increased to values between 0.56% to 1.26%, depending on electrode position
in the bundle. The bundle was then placed in a dry rod oven for eight (8)
hours at 250°F. The moisture content at the end of this time varied
between 0.19% and 0.26%, which was well below the allowable 0.60%.

The second test simulated the conditions that occurred at site. A holding
oven, Phoenix Type 300, was unplugged for forty-eight (48) hours. The
moisture content at the start was 0.08% and at the end of the 48 hours had
increased to 0,232, which was still below the allowable 0.60% without
subsequent reconditioning at 250°F for eight (8) hours.

The test results of the both tests are shown in Attachment 9.

The literature and testing performed by the manufacturer, confirm that the
control of low hydrogen welding elactrodes, even considering the isolated
deviations from site procedures, was adequate.

The adequacy of the Waterford 3 Welding program was further confirmed by the
satisfactory results of project and NRC NDE efforts.

In summary, LPSL's position is that 1) the weld material control program at
Waterford meets the intent of both ASME and AWS Code requirements, 2) that
the site procedures were designed to avoiu the need for rebaking. 3) in the
isoclated instances where deviations from site procedures occurred, the
corrective action was adequate to maintain the mcisture content limitations
specified by the codes for low hydrogen electrodes. 4) the adequacy of the weld
material control proyram is substantiated by the acceptable results of che NDE
examination, when performed, of walds where low hydrogen electrodes were used.

CAUSE:

The apparent cause for this concern is the complexity in understanding welder
qualification hierarchy; improper placement of a "rebake" sign on an Ebasco rod
oven; and lack of specific justification on corrective actions in some instances
in which specified holding temperatures were not maintained.

The Mercury welders and their qualifications are in order and the site filler
metal control procedures were adequate to limit the moisture content of the low
hydrogen electrodes. Minor deviations from literal code interpretatio-s are
j ustifiable. .

GENERIC IMPLICATIONS:

As discussed above, the review of Mercury's record confirmed that the
documentation to support the proper qualification of Mercury welders 1is in
order. The concern related to the control of moisture content in low hydrogen
electrodes was treated generically {n that procedures for all site contractors
were reviewed and found to be acceptable. To ensure that welding being performed
under the Plant Maintenance Program was and will be properly accoupiisiic’, an
audit of that program was initiated ard is in progress.
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Adequate controls for -eceiving, storage, and issuing of welding electrodes were
present.

SAFETY SIGNIFICANCE:

Documentation exists to support the qualification of all specific welders called
into question. All other Mercury welders also had documentation to support
their qualification. There were three minor discrepancies which have been
corrected.

Deviations from Code requirements for control of moisture content of low
hydrogen :lectrodes were justifiable.

There is, therefore, no affect on plant safety and this issue should not pose a
constraint to fuel load or power operation., -

CORRECTIVE ACTION PLAN/SCHEDULE:
NCR-W3-7724 addressed and resolved welding procedure qualification errors for
welders M101, M109 and M85. NCR W3-7218 attachments 4 and 5 showed that Mercury

welders making safety related and seismi: weldments were certified within the
time frame they performed welding at Waterford 3.

’
ATTACHMENTS :
Attachment 1 Specific Responses to NRC Mercury Welder Qualification Concerns
Attachment 2 Mercury Procedure Cross-Qualification Chart

Attachment 3 Procedure ASP-IV-18, Receiving, Storage, lssuing and Control of
Welding Electrodes and Filler Metals

Attachmert 4 Tompkins-Beckwith Procedure TBP-3, "Welding Material Control
Frocedure".

Attachment 5 Eb.sco Non-Conformance Reports and T-B Discrepancy Notices on
Weld Matcrial Control.

Attachment 6 Ebasco Discrepancy Notices on Damaged Electrode Containers,
Attaclment 7 Weather Conditions for February, 1979.
Attachment 8 Alloy Rod's Divisicn, "It's A Fact", dated September 30, 1981.

Attachment 9 Letter dated 9/4/84, Alloy Rod Incorporated to Ebasco Services.

ASME Boiler and Pressure Vessel Code, Section III, Paragraph NX2440, 1977
Edition,

AWS Structural Welding Code, D1.1~75 Paragraph 4.9.
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1.

ATTACHMENT 1
SPECIFIC RESPONSES TO NRC MERCURY

WELDER QUALIFICATION CONCERNS

NRC Concern - Individual not qualified to the correct procedure.

Welders involved:

A.

C.

M44 Concern - Qualified to WPSB. Form retyped showed welder qualified
to WPSY.

Response ~ Welder left the site on 12/7/79. Clerical error, showing
qualification to WPSY, was made on 11/26/82. Qualification to WPSB is
in welder M44 qualification folder not WPSY. A review of the Filler
Metal Withdrawal Authorizations (FMWAs) confirms that M44 welded in
the WPSB process only.

5%77 Concern - No qualification test for WPSY. Welded to WPSB and

Response =~ Qualification test for WPSY is in M177 qualification
folder. Qualification to WPSY allows welder to perform welding to
WPSB and WPSE. See Attachment 2.

M34, 85, 130, 211, 212 Concern - Qualified to WPSD but welded in WPSY,

Response -~ Qualification tests for WPSD and WPSY are in welder
qualification file.

Ml42 Concern = No qualification tests for WPSY or WPSD.

Response =~ Qualifications for WPSY and WPSD are in welder
qualification file.

Concern - Qualification to WPSY in file. Voided qualification on
2/83.

Response - Welder left the site on 2/8/80, Clerical error, showing
qualification to WPSY, was made on 11/26/82, Welder qualified to WPSB
and WPSD, WPSY was used for qualification testing only. It was not
specified for production welding., NCR-W1-7724 documented error and
provided corrective action, NCR .u closed.

mﬂi‘ Concern - Welder qualified to WPSB. Added sheet shows welder
qualified to WPSY, :

Response ~ Welder left the site on 3/21/80. Clerical error, showing
qualification to WPSY, was made on 11/26/82., Welder qualified to
WPSB., WPSY was used for qualification testing only, It was not

specified fur production welding. NCR-W3-7724 documented error and
provided corrective action. NCR is closed.
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ATTACHMENT 1 (comnt'd)

SPECIFIC RESPONSES TO NRC MERCURY
WELDER QUALIFICATION CONCERNS

G. M125 Concern - No qualifications to WPSD.

Response - Qualification test for WPSD dated 3/!4/80 was not signed by
QC inspector. However, valid qualification test for WPSG is in welder
qualification file which qualifies welder to weld in the WPSD process.
See Attachment 2,

H. M315 Concern - Not qualified to WPSD. Welder used process.

Response - M315 made tack welds for FW 13 on instruments PT-RC-161 and
PT-RC-0162, The Mercury Q.C. Inspector rejected the tack welds
because the welder was not qualified and the tacks were cracked. The
weld FW~13R was redone by M-4! who was qualified to WPSD. A review of
FMWAs confirms that M315 did not perform any other welds in WPSD.

I. M343 Concern - No documentation that welder qualified to WPSD, Welder
process. (Ref: Mercury NCR 3149).

Response - Qualifiaction to WPSD dated 8/3/82 is in file. Mercury NCR
J149 was  written when welder qualification was misplaced.
Subsequently file was put back in place.

%E Cﬁcm = Individual qualified to a specific WPS process but could not
cumentation that he actually took test.

Welders involved:

M129 Concern - No coupleted qualification test reviewed for WPSD (test nou
signed).

Kesponse -~ See Item IG, Qualified to WPSG on 3/14/80 which qualifies the
welder to WPSD., All WPSD welding performed by this individual, was done
after this date. See Attachment 2,

M44 Concern - No qualification test reviewed for WPSY,

Response ~ See Item lA, Welder M44 did welding only to WPSB not WPSY (See
1A). WPSB qualifications in welder file.

M0l Concern - No qualification test reviewed for WPSY,

Response - See Item |F., Welder was qualified to WPSB only. Welder did not
qualify and did not weld to WPSY (Su IF). NCR=W3}=7724 documented error
and provided corrective action,

M142 Concern = No qualification test reviewed for WPSY or WPSD.

Response -~ See Item 1D. Qualification for WPSY and WPSD are in file.
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3.

4.

ATTACK ENT 1 (cont'd)

SPECIFIC RESPONSES TO NRC MERCURY
WELDER QUALIFICATION CONCERNS

M177 Concern - No qualification test reviewed for WPSY.
Response ~ See Item 1B. Qualification for WPSY are in file.
M109 Concern - No qualification test reviewed for WPSY.

Response - See Item lE. Welder was qualified to WPSB and WPSD. Welder did
not qualify and did not weld to WPSY (See 1F). NCR-w3-7724 documented
error and provided corrective action.,

85, 1 211, 212 Concern - No qualification test reviewed for WPSY.

Response ~ See Item 1C. Qualification tests for WPSY on these welders are
in their qualification folders.

M85 Concern - No valid qualification to WPSD on file,

Response =~ Valid qualification record for WPSD was voided in error on
11/8/83 by Mercury's Welding Engineer. NCR-W3-7724 documents this error
and reinstates the record as valid.

NRC Concern -~ NRC asked for certification documentation on an individual,
mtthﬁy none found. Record that was later presented appeared to be
someone else's with name typed over. Welder involved: M177

Response - A review of welder qualification records on welder M177
determined validity of document. While 1t 1is evident that the
qualification record had a name error and correction, the welder number
block and all other information had not been changed.

NRC %Fucorn = Individual failed a qualification test, he was declared
qualifi at a later date. Could find no record of a test or means by
which he was qualified. Welder involved - M197.

Response - The welder qualified to WPSD for 3/8" 0.D. and greater on
1/23/81. This qualified the welder to use the GTAW process for welds on
3/8" 0.D. and larger material. On 6/18/8]1 the welder took an additiomal
test for WPSD to weld %" 0.D. and failed. The welder continued to weld
3/8" 0.D. and larger material per His qualifications. A review of the
FMWAs and the weld data packages confirm M197 did not weld on 1/4" OD.




ATTACHMENT 2

MERCURY COMPANY WELDING PROCEDURE
CROSS QUALIFICATION CHART

Procedure Process Qualifies to Weld*

WPSY Dual
P1-Pl SMAW and WPS-B and
P1-Pl GTAW WPS-E

WPS B P1-P1 SMAW WPS B
WPS E P1-P1 GTAW ' WPS E

WPS D P8-P8 GTAW WPS D and
WPS G

WPS G P8-P1 GTAW WPS G and
WPS D

* The above qualification chart shows those procedures and processes the
welder was normally qualified to weld to in Mercury's pregram. ASME Code
allowances are more liberal in the area of welder qualification.
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ISSUE: Q ¢
1.0 PURPOSE

2.0

3.0

4.0

5.0

6.0

The purpose of this procedure is to establish the responsibilities and
set forth the methods to be followed in receiving, storage, distridution

and control of velding electrodes and filler mectals to assure compliance
to the site Quality Prograa.

STORAGE
This procedure shall apply to all wvelding electrodes and filler metal

used at the construction site and contains the requirements that are to

be fulfilled by the comstruction organizaction that receives, stores, and
issues these items for this project.

REFERENCES

3.1 ASP-IV-10, Material Receiving, Warehousing and Comtrol
7.2 ANSI N45.2.2 ' .

3.3 Ebasco Quality Assurance Manual ASME Section I11

INITIONS

4.1 Area Rod Room = A centrally located room or building for sctoring
velding materials received ia bulk quantity from the construction
varehouse and where those materials may be .issued to individual
wvelders employed by Ebas~o.

RESPONSIBILITIES -y

The Weld Rod Room Attendant reports to the Warehouse Materials

Supervisor, and is responsible for receipt, storage and issuance of all
vcxlinﬂ’lntnrial.

PROCEDURE

6.1 Receipt of Covered Electrode, Bare Filler Metal and Consumable
Inserts

6.1.1 Covered Electrode containsrs shall be inspected to verify
that they are properly sealed and no damage has occurred in
shipment. Verify mill test certification papers are correct
and cans are identified with the heat and lot number.

6.1.2 Bare filler metal and consumable {anserts will be inspected to
varify that containers have not been damaged and are properly
identified for traceability. Verify mill test certificacion

+Papers are correct and containers are identified with the

heat number. Bare rod will be examined to insure proper
flagging.

C o imioimnticn anly
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’ EBASCO SERVICES LNCORPORATED [¥O. AsP-1v-18 . %
WATERFORD STEAM ELECTRIC STATION - UNIT NO. 3 PAGE: 3 OF

-

( * 6.2 Scorage of Covered Flectrode, Bare Filler Metal and Cony mable
Inserts

6.2.1 Covered electrodes, bare filler metal aad ccasumable iusertcs

' shall be stored {n a central lecarion on site. The storage

room shall be weather proof, clean and dry. All containers

shall be stored off the floor. Storage areas shall be in

accordance with Level C storage reduirements of ANST N45.2.2.

6.2.2 All low hydrogen electrodes shall be stored in ovens ac a
ainimum temperature of 200°F for approximately 8 hours
following removal from container and prior to use. All
covered electrodes are not to be exposed to ambient
temperature for more than 4 hours. C.vered electrodes which
are not used withia the r hour period are to be returned to
ovens for 8 hours drying at a sinimua temperature of 200°F.
The maximum holding oven temperature shall not exceed 350°F.
Bare filler metal shall be stored ia dry, clean areas apd
shall oot be used in an oxidized or dirty coddiction. .

6.2.3 Scainless steel covered electrodes shall be stored ia ovens
at 155° co 205° for a minimum of 8 hours afrer rrmoval from
containers and ilmmediately prior to issue er re~issue. If
these covered electrodes Are exposed to ambient temperatures
for more than four hours, they are to be returned to _he
ovens for 8 hours of drying at 155°F o 205°7.

pa——

6.2.4 Cellulose eyro (E60xx) covered electrodes shall be stored in
ovens at 5C°F to 105°F after sealed shipping container is
open for a minimum of mt_wur prior to issue or re-issue

6.2.5 There will be no more than one type of grouping of velding
electrodes ia the same overn. The ovens will have
identification as to heat and/or lot aumber of electrodss !
vhich are stored in the ovens and the time che electrodes
vere placed {a the oven in order to determine the required 8 -
hour period.

NOTATIONS IN THIS COLUMN IN. ATE WHICH CHANGES MAVE BEEN MADE

6.2.6 Electrodes coming in direct contact with vater or other o
contaminating elements should be discarded. Furthermore,
electrodes with chipped, cracked, or othervise damaged flux )
should be also scrapped. '

|

|

6.2,7 When weld rod containers have been damaged the electrodes
shall be extraordinarily examined to insure the integricy of |

the flux as per Paragraph 6.2.6,

|

|

: , W04 iniormetian GiVY

L--—.—.ﬂ_-. —— vk W wr




L
»

NOTATIONS IN THIS COLUMN IN  ATE WNICH CHANGES WAVE BEEN MADE

- ———— -

py p——t

i iniarmmatian Gily

,-...._
e
-
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v Q WATERFORD STEAM ELECTRIC.STATION - UNIT NO. 3 PAGE: 3 OF ¢ .

6.3 Issue of Bulk Welding Material to Contractors and Area Rod Rooms

€.3.1 Contractors that have an ap)roved Quality Control Program’ and
require welding materials fir this Project, and Ebasco Area
Supervisors requiring welding materials, shall submit a
Requisition on the Warehouse or the Filler Metal-Electrodes
or Consumable Ianserts Requisition (Form ASP-IV-18-2) to the
Special Processes Group for review and approval. Following
approval, the warehouse shall {ssue the welding materials in
bulk quantity - (meaning large). The materials to remain in
original packages). Each contractor shall be responsible for
the subsequent control, storage, and issuance of the welding
materials. ' ’

-

6.3.2 The requisition shall be filled out with the following

applicable items completed in accordance with ASP-IV-10, Form

- No. ASP-IV-18-2. 1Iteams marked N/A (not applicable) are those '

for which specific information cannot be supplied due to the

varied application available to the recipients of bulk issued
material. '

A) System N/A

B) Isometric of Drawing Numbér N/A
C) Weld Number N/A

D) Weld Procedure Number N/A

E) WVelder's Name N/A

F) Welder's Symbol N/A

G) Signature

) Quanticy

I) Type -

J) Size

6.4 Issuance of Welding and Brazing Materials from the Warehouse to
ladividual Welders Employed by Ebasco. (See form ASP~1V~18-2 and
A:ucbut 7.3, lastruction to Form ASP-IV-l8-2.)

6.4.1 1In order to receive velding or brazing materials from the
varehouse, a welding wmaterials requisition, Form Neo.
ASP-IV~18-2, shall be initiated and authorized by the crafe -
suparvisor or his designee. Each item of the form must be
completed, axcept for the lot or heat number, and then the
requisicion shall be submitted to the Q.C. Supervisor or his
designee for review and approval prior to the issuance of any
material. A list of authorized signatures for valding
material requisitions shall be furnished to the warehouse
clerk by lead craft supervisor and will be maintained by the
Rod Issue Clark. '

6.4.2. The reviev of the requicition by the Q.C. Supervisor or
designee shall tnclude verification that the welder who is to
use the material 1s curreatly qualified for the velding
procedure specified on the requisition by referring to the
Welder's Qualification and Status Record of CP-684 and that
the wvelding material specified s i accordance with the
requirements of the welding procedurs. Approval shall be
indicated by signature on che requisition by the qQ.C. -
Supervisor or his designee. He will also varify cthat the .
veld number, or part tdentification is properly indicated.

— - - ———— —— - — " .-




EBASCO SERVICES INCORPORATED NO. ASP-17-.18
WATERFORD STEAM ELECTRIC STATION - UNIT NO. 3 PACE: 4 OF 6

When welding material i{s to be issued by the warehouse, the
welder receiving the material shall identify himself by
presenting his welder identification card (refer to CP-684)
and he shall have an approved welding mater:al requisiticn.
At the time the'ﬁelding material is issued, the warehouse
clerk shall enter the lot or heat number on the material
requisition. A copy of the requisition shall be furnished to
the welder and shall be available for examination at the work
station or location.

Each welder shall weld only with those materials issued
specifically to him. The welder shall neither share or
borrow welding materials with/from other wvelders,
Additionally, only one type of covered electrode or one type
of bare filler wire, not including a cons mable insert, shall
be issued to & welder at any one time. One type of bare
filler wire and cne :yped of covered electrode may be issued
simultaneously if these materizls are specified by the
applicable welding procedure. =

Covered electrodes (with the excepticu of E-6011 electrodes)
shall be issued in a portable electrode oven (rod caddy).
Each welder shall be assigned a specific, zgumbered portable
electrode oven. While in the field, the portable electrode
oven shall be connected to a 110 volr pover supply. If this
is not possible or if the portable oven in inoperative or 4f
the electrodes ars ctherwise exposed to ambieat conditions,
the portable over and all of the remaining electrodes shall
be returned to the warehouse with{; {sur hours. (If che
portable oven is inop¥rative, this comdition shall be
reported to the warehouse clerk so that the unit can be
removed from service and repaired).

‘ATI WHICH CHANGES UAVE BEEN MADE

| If the covered electrodes are maintainced at the required
\temperatures as specified in Paragrazhe 6.2.2, 6.2.3, a«nd
6.2.4, the electrodes can remain in the fileld for periods
longer than four hours. The portable electrode oven and any
remaining undamaged electrodes shall Je ‘Teturned to the
varehouse at the end of each shif:t. Electrode or rod stubs
and damaged electrodes shall be deposited omly in designated,

controlled containers that are stationed 2t various locat{ons
in the field. . '
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Straight lengths of bare filler wire, normally thirty-six
inches long, shall have a materisl identification flag
attached, to both ends. Lengths less cthan approximately
eighteen inches need be flagged on one end only. A welder

shall not weld wusing a bare fillur wire without
+» identification on cne end. .
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6.4.8 Consumable insert material normally has the alloy type
imprinted in the wire approximately every three feet.
However, to be assured that the identity of the material’cut
for an insert is not los~, one ead of the consumable insert
shall be flagged' when a length of the material is removed
from the coil by the warehouseman, Only enough insert
material, with a reascnable overage to allow for trimming,
shall be issued for one pipe joint per material requisicion.

6.5 Issuance of Welding and Brazing Materials to Individual Welders

6.6

Employed by Contractors that do not have a Quality Control Program.

6.35.1 Each contractor who does not have a Qualiry Control Program

shall be required to work to the Ebasco Quality Control
i program. .

6.5.2 A list of those authorized t0 prepare requisitioms for
" welding and brazing materials and. a list of the curreacly
qualified welders and brazers shall be firnished to the

warehouse clerk and to the Special Processed Group by each
Centractor.

6.5.3 The contractor's requisitioner shall complete all of the
items on the requisition form, ASP-1V-18-2, except for lot or
beat oumber. This latter information shall be entered by the

warehouseman at the time the welding or brazing materials are
issued.

6.5.4 The requisition for welding or brazing materials shal. be
revieved and approved by—the Special Processed Group before
welding or brazing materials are to be issued to the welder.
The approval shall signify that the welder is currently
qualified for the specified procedure and that the welding or

brazing materials requested are ia cogpliance with cthe
Fequirements of the procedure.

6.5.5 fh’ requirenents of the following paragraphs shall apply,
also, to the con“ractor and his welders: 6.4.3, 6.4.4,
6.4.5, 6.4.6, 6.4.7, 6.4.8, and 6.4.9.

NOTE: In paragraph 6.4.4 there is reference to a welder
identification card. Each contractor shall be
respoasible for assigning identification to his

welders and for furnishing the required
documentation.

The Weld Room Attendant shall verify preoper electrode storage oven
femperature once per shift and maintain a log as evidence of
verification (Form ASP-IV-18-1). At this time, he should verify
that oaly calibrated thermometers are in use.
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ISSUE:

6.7 All electrode stubs, and rejectable electrodes shall be deposited in
a controlled. container wuntil removed from the site in a

predetermined wmanner, They shall not be discarded in trash
containers in the general work areas.

7.0 ATTACHMENTS

7.1 Form No. ASP-1V-18-1
7.2 Form No. ASP-1IV-18-2

7.3 Instruction to Form No. ASP=IV=18~2
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- ATTACHMENT 7.2
3 (g = o 11wy FORM # ASP-IV-18-2 :
" :
( CONSTRUCTION WAREHOUSE ‘
CONTRACTOR NAME ()
Subcontractor e Date (3)
FILLER METAL-ELECTRODES OR CONSUMABLE INSERTS REQUISITION 5536
System s N LA
Weid No. (6)_ | , Welg Procedure no. (2)
Welder's Name (8 Symbol (8 -
Authorized Signature (10)
" Approved by QC Supervisor/Inspector an Dawe__(12)
1. Bare Rod: |
(A) Quantity:_(13) Type (14) Size___(15) _Lot or Heat _(16)
Quantity Returned (17)
* Coversd
Al Quantity (18) Type . (19) Size ___(20) Lotor Heat ____ (21)
Quantity Aerurmed (22) :
3. Consumable Inserts B
(A) Quantity___(23) Type____(24) Size____(25) Lotor Heat_____(26)
Quantity Returned (27)
lssued by ’ (28) -

FORM NO. ASP—IV—18-2i{6-1-76)

o —— - ——— ~




Attachment 7.3
ASP-1IV-18

INSTRUCTION TO FORM NO. ASP-IV-18-2

Itggrxo. Description

Individual Responsible
for Entry

12

Ebasco Services Ind.

Name of Contractor as specified
in para. 6.5.

Date as required

Start-up designation or process
(Ex: Temporary)

Design document number detailing
the work to be performed
(where applicable)

Unique weld numbers for all
Class 1, 2, 3, ASME III NF
component and only Seismic Class 1

Craft Supvr. or designee

Supervisor or designee

Craft Supvr.

Craft Supvr.

Craft Supvr.

Craft Supvr.

full penetration weld. For all other
Seismic Class I applications recerd the
unique drawing no. that specifies the
welding requirements. For all-other
walding applications enter the words

"all welds"”.

As Applicai’le | }

As Applicable

As Applicable

Applicable Authorized Signature
Special Process Group Designee “°

Date of Approval

13 - 29 To be completed by Weld Rod

NOTE:

Room Attendant

! Craft Supvr.
Cgaft Supvr.
Crafc g;pvr.
Craft Supvr.
As Required
As Required

As Applicable

Items not applicable shall be denoted N/A.

S ——— . R ——

or

or

or

or

Qr

or

or

or

dcsigncc-

designee

designee

designee

dezignee
designee
designee

designee
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TITLE: w210 MATERIAL CONTROL PROCEDURE

1.8

2.0

3.0

TOMPKINS-BECKWITH, INC. No. _ 15P=3

Jacksonville, Florida
Rev. X3 e

Page.. .b

M~

40

- URRosE

{ 3.4 Tompkins-Beckwith, Inc. Quallty Assurance Manual.

. m———

e..4.4 Hendling = an act of physically moving Items by hend or mechanica! means,

e 7 TR R, it -

1.1 The purpose of This procadure Is o del Ineste The measures That have
been estad!ished for meeting the requirsments for Nuclesr Power Plant
weld Mzterizi Control -for waterford #3.

SOFE

2.1 The messures hersin esTablishecd are To assure thzt The resuis!te quall+y
cf si! weid myterial recelved and accerted by, the Comoany st the jobsite
is preserved from the time the weld meterials are removed from Ebascs
contral untll incorperrted Into the completed systems. '

“3.1 Quallty Assursnce Criteriz for Nuclear Power Plants, 10 CFR 50, Appendix 3.

3.2 Quallty Assurance Mutru;-m for Control of Procurement of Items,
ANS! N45.2.13. i

. o .

3.3 Packaging, Shipping, Recelving, Storsge and Handiing of Items for Nuclear
FPower Plan?s (during the construction phase), ANS| N45.2.2.

3.5 Tompkins=Seckw!th P;'oadm TEP=-8 Audit Procsdure.

DEFINITIONS - 3
4.1 Classification - the omnl:iﬂcn of Items according o thelr type,
grade or coda.

4.2 Documentetion = any written or plctorial Intormeticn describing, defining,
T specitying, reperting or certltying activities, requirements, procsdures
L OF results. ¥

4.3 Item - any leve! of unit assembly, Including structure, system, sub-system
. component, part or meteriasl. :

but net including *ransport modes.

4.2 Storage - tne disposition of material from the tims tThe !Tem(s) is/are
received on the construction jobsite unti! +he Item(s) Is/zre relessed
from storsge faciiities for fadrication or instalistion.
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4.7 Weld Material - electroces, consumable inserts, filler wire, etc.

4.8 Authorized Withdrzwal Individual (AWI) - the Welding Supervisor or
& person designated by !11:.

4.9 Rod Room - specific arsa desfgnated for storage and {ssuance of weld
material. ]

RESPONSIBILITY .

\
5.1 The Quality Assurance Supervisor, or his designee, is responsible for the
{nspection and reporting of quality activities defined in this procedure.

5.2 The Welding Supervisor is responsible for:

A. Assuring that only wi?dim matertals which have been tested and
certified as appropriate for the intended heat treating, are used
on welds requiring po§*t weld heat treatment and {mpact testing.

B. Requisitioning weld materials from Ebascs.

C. The fssuance of weld mterfals to the Comstruction forces.

5.3 The QC Engineer is responsible for reviewing the documentation for
SR glﬂc:&-nﬂus used ta verify that they are in compliance with

-

5.4 The Quality Control Inspectors are responsible for performing receipt
inspection and verification of the welding materials at the weld Joint.

INSTRUCTIONS
§.1 Weld materials are purchased, recefved, inspected and warehoused by
___[Ebasco Services, Inc. _

. 6.2 Ichdr&i'l of welding nﬁr‘!l‘ls fm the Ebasco Warshouse shall be
* - accomplished in the following manner:

e w.Ae _ The Welding Supervisor, or his designee, shall prepare Ebaicn

Form # ASP-IV-18-2 (Exhidit #1). Al pertinent informtion will
rv i be fncluded. o wohdl

8. Upon presentation of Ebasco Form # ASP-IV-18-2, the Ebasco
Warehouseman will issue the material requestsd and sign the
form in the space provided.

€. - Quality Control will verify that the weld material requisitioned

“wwoe from Edasco's Warshouse is correct and tagged with an Ebasco QC

Accept Tag. QC acceptance will be denoted by the inspector
=l initialing Edasco's Form ASP-1V-18-2.

El
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D. One copy of Ebascs Form ASP-IV-18-2, will be forwarded to the
QA Document Controller for filing in the QA Master File. Three
copies will be retained by Ebascs.

E. Weld materials withdrawn from Edasco's control for bulk storage
are warehoused in a Tock and key controlled area.

6.3 Control of Bulk Storage Weld Material

6.3.1 Weld material is requestad from the bulk storage by the Welding
Supervisor, or his designee, on Filler Metal Electrodes or
Consumable Inserts Requisition, Form 8008, which is approved

- the Materdials Controller, or designee, for transfer to the Rod Room.

§.3.2 The Kelding Superviscr, or his designee, shall determine the
- - need for additionzl weld material by visual inspection of
- bulk storage stock and/or maintaining a running account of
the quantity of weld material issued for field use and shall.
re-requisition addi{t‘lom‘l weld mterials from Ebasco as necessary.

6.4 Control of Rod Room Weld Materdal

" €.4.1 The Rod Room Clerk retains a key to the Rod Room and {ssues
-~ <" weld material only upon receipt of a Filler Metal Electrodes
" or Consumable Inserts Reguisition, Form 3009, prepared by the
- Welding Supervisor, or his designee. The individual prepariny
the "squis‘tion for f{17er matarial to be used in pipe welds
will indicate at "System™ (Itsm M1 on Forms Guide) the System
Name and the System Class. For Example: SYSTEM CS, Class 2

6.4.1.7 The Rod Room Clerk will utilize the Welder Quali-

: fication Summary to ascertain that the Welder ®

FONES s requisitioning weld materials is gualified to weld
T T RITET T U7 to the Procedure Tisted on Form 8008.

. 6.4.1.2 ForClass 1, 2, 3, 4, 5 and 211 chrome mo) piping

s welds, the Form 11009 is pmmtndtnthc{odm
einne . Clerks so that he may verify that the Weld Procsdure
Number and f{1ler metal on the Controlled Weld Joint
woimo e o RECOP (Form #17008) and the Filler Metal Electrodes
or Consumable Inserts Requisition (Form 800S) matech.

NOTE: Rod will not be issued unti7 this detsrmination
has been made.

PR Ay h S W Ay sy G gt
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6.4.2

6.4.3

6.5 Contral

6.5.1

6.5.2

6.5.3

6.5.8

6.4.1.3 The Welding Supervisor or his designee, collects
. the 8005 Forms daily from each rod room for welding
material frsued and returned. The Welding Supervisor
- distributes the original to the QA Documont Controller
. - with a copy baing sent 2 QC W‘,‘\'&\v

Materizis nqulrlﬁg hezting sfter cpening shall be placsd
in ovens capable of malntaining procer temperatures for
classifications Involved.

Weld rod of the same sizs, but with di¢ferent hest numbers
shall not be ested In The same oven.

of weld Meterisl in the Fleld
At the point of usage the OC Inspector shall verlty the
clessitication of rog utlllized. .

The gquantity of t:}atcd electrodes issued to 2 welder is only
sutficient for his use during that shif+. Excess electrodes
sre o be returned o the Issuing peint at the end of.a .

welder's shi#+, Returned ruds are weighed to the nearest 1/2

* pound by the Rod Room Clevk, . _. .. ¥
pant g £y o : .

—

-

Barc rod will be issued to the welder in tube type contziners.

Ex?ss bare rod not utilized will be returned to the issuing
point. ¢ *

The Foreman and walder shall meintaln the cemtrol and proper
use cf weld materials and are sudject to menitoring by the
Welding Superviscr and verificztion by Quality Control =t the

T wald Jolnt. |

Demaged, ¢amp or unidentifisble meterials shall be placed In
® locked contalner until they are removed from the jobsite OF
depcsited In 2 conmtrolled scrap er dumping arez at The project

T slte. .

All weld rod stubs are plsced In small containers. __These. ..-
contalners ere returned + Ixeg S35
sallon drums, which gre secured Dv lack sad key m=ll oae

O R W — W R R R W R —— ———— - a— . w———
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Each oven used for bulk storage shall be assigned an {dentification
nuzber. They shall be of (or egual tc) the following manufacture:

R. Phoenix Type 300
B. Phoentx Type S00

6.6.1.1 For bulk storage a1l Tow hydrogen electrodes and sub-
merged arc fluxes shall be stored in ovens at 250° ¢
(plus or minus 50° F) for approximately 8 hours following
removal from containers and prior to use. A1l coated
electrades and fluxes issued to the field are not to be
*out of rod caddies for more than 4 hours. Coated
electrodes and fluxes taken out of rod caddies that are
- not used within 4 hours, are to be returned to ovens for
8 hours drying at 250° F, plus or minus 50° F. Al
stainless steel covered electrodes after removing from
sealed container will be stored in overs at 180° ¢ 2
25° F. When thase electrodes are exposed to the ambiant
temperature for more than four (4) hours, the electrodes
shall be‘ntm-md to the ovens for eight (8) hours at
180 F = 25° F, .
6.6.1.2 “he temperature of each bulk storage oven shall be
monitored daily by the Rod Room Clerk and recorded
on the Electrode Oven Temperature Log (Exbibit 42).

Each oven used for "point of use® storage chall be assigned an
identification number and be of (or equal o) the following
mnufacture. '

-R. -Phoenix Type 10 Series

B. Phoenix Type 50A

6.6.2.1 Point of use ovens 3hall be checked by Quality Control

~ dafly on 2 random basis to asc€rtain that the tampers-
ture of subject ovens is sufficient to maintain the rods
in & moisture free environment. Dafly inspection results
will be documented on Surveillance Report Form GP-723-12.
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6.6.3 Each Individual entering data on the Electrode Oven Temperzture

%Hlﬂnl where Indiceted. Logs are sent to QA Document
er for f1ling in the QA Master File. :

- — T ——— . —— -

W e ——— ——— -
- -
- .

- <~ - . - . - e —-— e

6.7 Geses g

§.7.1 Veiding and cutting geses are furnished by Ebascs.

€.7.2 Should Tompkins-SeckwIth, Inc. purchese the zbove [tems, the
Vendors will be mulnd o turnisihr verificstion of quallty and
purﬁ'y.
v‘.

7.0 apime e g

7.1 The 1m1-nmﬂon of this procedure will be audited by Quality Assurance

in accordance with Tumkﬂg-&c:hdth Inc. Procedure TBP-8.
&0 2u@E S S
8.1 Edasco Form ASP=1V=18=2, ExhIbIt #1 (Forms Guide attached)
8.2 b:hth!? lz sxm Ovcn Tmmun Log (Forms Guide sttached)

)

IJ Ferl m M. [ = Fﬂlor Metal Electrodes or Consumable |nser+s
. Requisition. (Forms Gulide attached).

8.4 ::'l'l ?-723-12 - Surveillance Report (Forms Guide attached) -

—
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c.ommucr ION \NA:EHO.USE | .-'BH.IBI'I; ﬂ—:
. CONTRACTOR NAME @:
Subcontracter & - Dm_@ :
. FILLER MET. CCES OR CONSUMABLE INSERTS REQUISITION 10005
h—;@ ( /\ 4 i is0 o7 Dwg. No @

s /// //f\ . £

Authoriad Sigrare (D) ST]I =] /\

Asgroved by OC Superviser/|nepactor @_ ‘U 4(/ ﬁ:) pw_ 0D

Bere Aoc: "?
tW Quantity: ¢l Type Lot or Hest @

Quantity Returnes____

S C——_ (@ _@ g e

e @)

3 e-—.u.u-. :
w Tyoe _@ (25,_‘ Lot or Hext @

Lemunct by Fi % @ ‘ Dats @

FORM NC. ASP=—1V=~18-2(6-1.76) '
— — M, e . — ° c m - W — _. PR e — -
A g - % ' ;..", o i i:‘... - o -
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FORMS GUIDE FOR
FORM ASP-TV-18-2

FILLER METAL ELECTRODES OR CONSUMABLE
INSERTS REQUISITION
¢

through (10) are completed as applicable by the Welding

Supervisor or his designee.

Itams @ and (13) are completed by Ebasco.

.E is completed by Tompkins-Beckwith Quality Contrel.

@ 2 f%’ in tho Hdding Supervisor, 2s
mlicabh. \ cept for 1 @ , which are cnunhud
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A D D
FORMS GUIDE FOR ELECTRODE
O-EN TEMPERATURE LOS
'
¢
This form {s completad and fn{tialed by the Rod Roum Clerk when
mon{toring the temperature of the ovens used for bulk storage.
= This form 1s completed and inftialed by Quality Control when
verifying proper oven temperature on "Point of Use” ovens.
A o

s kT




B ol 4
Form 8009 ° Rev. 1 | TOMPKINS-BECKAITH, INC. () Serial Me. .
* PartA“ / P.0. Box 380
HAMNVILLE, LOUISIANA 70057

SCTRODES OR CONSUMABLE INSERT o : -
SYSTEM Q IS0 or Dwg. No. 0) a
Wald/Hanger No. ©) Weld Proc. Ne. @
Welder's Name @ o Symbol @
Authorized Signature Q ‘.

1. Filler Matarials:
Quantity, Q Type,
Quantity @ Type
nanttey__ () Tyee
2. Consumbie Imszris:
Quantity, @ Type @ Size

1SSUED 27 2 _ ;; __Dam G

& g@
- 3 N
...................................................Q. LA R ?........................ ........

% Serial No.

ot areathe, QD

Lot & Heat No.

Size

Size

_Si{ze

PR® .
PP

2

Lct&Hu‘.Na.@

Fura 8009 Rev. 1

Part 3 ;
e |
FILLER METAL RETURNED: \ o '
1. Ffller Matertals? :
Quantity Type Stze Lot & Heat No.
Quarsty Tyve Stz Lot & Heat No. .
T aantty, Type Size Lot & Heat Ms.
2. Consumable Imc;:?:‘. o '
C O Quanttty_ \Typc Size Lot™h Heat Mo.

Checked By B




FORMS GUIDE FOR

" FILLER METAL ELECTRODES OR CONSUMABLE INSERTS
REQUISITION

FORM 8009 REV. 1:

m 'A.

Lines T-10 are completad by the Welding Supervisor, or his des{ , 28
applicable. Lines 11, 12 and 13 are completad by the Rod Room Clerk,
upon issuance of the material. One copy is placad in the Traveler

and one goes with the rod caddy (coated electrodes enly) or welder

Part bt P
Upom return of the form from the field, Part "B* ‘s completad by the
Rod Room Clerk and forwarded to the Welding Supervisor for filing, per
. Ebasco contract requirements: - .

Comtract No. : W3-NY=11° Section: 888-75TA

Remaining copies of the form are distributed © the Welding Supervisor,
. QC Engineer and QA Document Controller.

WOTE: The Form wi1l have sequential serfal numbers preprintad.

e e . —
. e




CE R

TONT HLINDRY-SNTBINOL

. T *Ao¥ ZT-E2(-40 w04
P
|
P
I
. . :
|
a8
K
|+
[
1 { .
% L]
!
% "
) | & ; W
: g *fou| *aay| - ‘oeag| a1 oN Joquny o) Wnq
[ . Pionjropion 3.:_
¢ L) (1T L
w 21%9 e a0jaedeug-Suppion b —
i
: asga y weay i
. DR 15 L 1) |
j
v 1981300 \ :
. T1-AN-(A ,  ANodad RONVFIIENERT T € 31 -, Bis projaeien



> -

Final

N R o ey

.- > - -

D

INSTRUCTIONS FOR COMPLETING THE o
SURVEILLANCE REPORT (FORM GP-723-12 REV. 1)

Piping catefory being inspected.

For use on non-safety related piping category which

-requires a 102 inspection of final welds.

For- use on {tems being inspected during welding:
Amp check, Rod caddie check, In-process checks of
Preheat & Int_nrpus tenp. ets.

BuiTding or ;nn the inspection is being performed
and the elevation.

The nrscn'mponsib'le for initiating and completing
all data pertinent ta3 this form.
1st, 2nd, etzs.

The date the report is {nitiated.

§

Record the ISO No. as the primary designation whersver

pas:ib‘lc,a
The ur!qu number given to each ¥ield or shop weld on

each isometric drawing. (When Applicable)

~ The welder (s) stamp as marked near the actual weld.

The T-3 walding procecure being used during the

. surveiTlance inspection ( If Applicable)

it S\nle
The QC Helding-Inspector initials either the accept
or reject block.

. Record the rod caddy number, and result.

* The QU Welding-Inspector will check the preheat and
Inspection of preheat is during ine-process

record same.
of walding.
Lo Sinlte

" The QC-Neidine Inspector will check the interpass

terperature and record same. Inspection of intarpass
is during in-process of welding.

Any additional information which may be of use may be
Tisted here.
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- ATTACHMENT #5
TOMPKINS-BECKWITH DISCREPANCY NOTICES

DOCUMENT # DATE PROBLEM DESCRIPTION

DH-W-642 11-2-79 Rod room clerk failed to log oven temperature one day
1 ke Loss of power to rod oven for ingdeteiminate time, no
-39 PR r minimum temperature indicated
DN-W-186 6-16-78 Rod ovens out of calibration for eight days
DN-W-411 4-4-79 Rod oven out of control storage
DN-W-468 4-10-79 Rod caddy not plugged in
DN-W-546 6-27-79 = Power loss to rod oven, minimum temperature 175°F
DN-W-5"5 6-27-79 ~Power loss to rod oven, minimum temperature 185°F
Power off for unknown length of time, no minimum

-3 2-30-09 temperature indicated
DN-W-547 6-27-79 Power loss to rod oven, minimum temperature 150°F
DN-W-654 11-13-79 Rods and caddy not returned to rod room at end of shift
DN-W-752 2-28-80 ‘ Rods and caddy not returned to rod room at end of shift
DN-W-810 4~24-80 Rods and caddy not returned to rod room at end of shift

EBASCO NONCONFORMANCE REPORTS

NCR-2459 1-15-81 Power loss to rod oven, mininum temperature 105°F
~Portable oven temperatures out of 225°F & 25°F allowable
NCR-2810 7-8-81 range on the high side
Oven temperature out of acceptable range, minimum

NCR-45/1 9-20-82 g temperature 140°F
NCR-5245 1-3-83 Portable oven out of acceptable range on the high side, 375°F
NCR-6915 8-31-83 Filler metal not being properly disposed of

' 7-20-84 Failure to perform weekly surveillance of portable rod ovens

NCR-7791
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TOMPKINS-BECXWITH, Inc. Phone 721-2306

721.2307
P 0. 8ox 390
Hannwiiie, Louisiana 70057

INTERQFFICE MEMORANDUA

(RIWIH

Craft Supervision

C. R. Beatty, Jr., Project Superintandent

mus plugged 1

work, efther temporary or cermanent.

N
v
C. R. Beatty, Jr.\
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/rf_d‘ﬁ‘_mﬁaa‘L%d' zrl 724 c’a@;ﬁﬁr_&‘m&'&:‘_. TR
Qc lnspectorM

2. Recommended Disposition: w«.?

4

‘ (=)
Provided By ,é M QC Review By: 44'4‘4,.‘ Date ¥-&<-2-

3. NCN No. __L/ /A QA Supervisor Date 4-215=5o

4. Disposition Required: A-{”‘LL&(/A~/W /ﬂ;/ cay e g;’lgﬂa/?» o i
@ﬂhﬂfﬂa&a_ﬁ&mfm L8 rencip 28 Lornrase wn rm Ao vvs,
WLt WERE LPucanncr . Fecsrrards Eirenioed Was Prcsp Ty Bmmcor £z,

p Cout:mo v A Smta
.‘ I— dsrf_,gnf/ﬂn /’/igr—-,{_,/é; Rt 2
r,. 60 '- ‘=\ » 3 i ) - 7
: .lr;: .2,': fo. Project Engineers& /=L pate T 2=

Referred To: 21_134’40‘/: T
5. Corrective Action Taken: M_‘_&i A T PRl - N

%0‘3 i—: - T'%‘N\_—_ﬂ—frv\ \\a___, -
3 i e :

S (] ———
\Supervisory Position WO‘S__ 5_9;}_ Signature L.- \%.-..‘J—?..A Date |- l-r ~

\ e L
6. Reinspection remarks: F \
— —
/ 3 .
/ /7
7

rd
/ / (/
/ QC Inspector */ / /Date ______
7. Accept ___ Reect ___ A/~  New DN N 0

4l g 577 / Issued
o QC Engineer £ /i Date v-gx;




EBASCO SEAVICES INCORPORATED

QUALITY ASSUTANCE

W3-2459 NONCONFORMANCE REPORT

"

REPOART, NO,

INSTRUCTIONS:

See bock of form) SUS # 99C,E,: sholied T Code:

rend

3000.12

Distribution:
White « PQAE or Site QA Supervisor

Yellow « Qrgonizarion recommaend ng
disposition

Pink « lmitiarer of NCR

SLIENT QR PRQUECT

Waterford SES - Unit No. 3

wueeLIEN,

a

CONSTARUCTION QC QR CONTRACTOR

Ebasco Services, Inc.
DESCRIFPTION QF COMPONENT,

4

PAART QM SYSTEM o

Low Hydrogen Weld Rod ;

|ORANING NOQ./SPEC NO 3

l. DESCRIPTION OF NONCONFORMANCE

Specification,
if Applicable)

rod

ltems lavaived,
Submit Skerch

ASP-IV-18 para 6.2.2 requires low hydrogen weld be stored

Code or Standard to Which

in

Items Do Nor Comply,

rod ovens at

a minimum of 8 hours . . . immediately prior to issue or

re-issue,

site power was lost and rod oven temperatures drooped

Was restored.

-~

A A .

P

“E/COMBANY

AND LGNATUS OF PERION MEPOATING NONCONFORMANGCE o Y
_j EE ! E::i ii: AL S L A Stinson Manager. Site Qua

11, RECOMMENDED DISPOSITION '

Accept as is.

Submit Skereh if Applicable

Rod had been reconditioned at propar temperatu

“"was lost. Rcds were not exposed to ambient temperature/humidic

=for gathering humidity did not exist.

Do o

TITL.E/COMPANY

Site

AND }.; g or -*-so- RECOMMEND ING DIJPOSITION

|
L A Stinsor

; | Manager,

~

Qualicy

EVALUATION OF DISPOSITION BY EBASCO, REASON FOR OISPOSITION '3/
Concur; tud is acceptable for issue.

IY, CORRECTIVE ACTION'"*

| QUALITY ASSURANAE

NAME SIGuaTuUME

ScaTe

X rccerren

T ACCEPTED

REJECTED

WITH COMMENTS

[ accerreD
ACCEPTED

I, VERIFICATION QF CISPOSITION

8y

ERARES vtn000 qa o0 34
Endintetnine




EBASCO SEAVICES INCORPORATEEW \ | Oiarviten

JuL
QUALITY ASSURANCE 1981 1" Whire

NONCONFORMANCE REPORT é‘wd"

Pink <« Imitioter of NCR

|ORAwING NO./SPEC ~NO L
a2 Ebasco Proc. ASP-1IV-1l
SUPPLIEN, CONSTRUCTION QUC OR CONTRACTOR 4 " " wcc_’é
| ' -
Ebasco Services, Inc. | ) ” : WwQC-103
SEICRIPTION OF COMPONENT, PAAT OR SYSTEM &/ CP-676
Weld Rod Storage Ovens TBP-1

l. DESCRIPTION OF NONCONFORMANCE ' (l1ems Invoived, Specification, Code or Standard to Which [tems Lo Nor C
Submit Sketch if Applicabie)

The temperatureof portable weld rod oven numbers EB-29, EB-28, EB-26, EB-25 and EB~-

are not being maintained in accordance with th ¢ i ASP-IV-18,

Y-l LoV fenperagture range . See Attach DN ( ) (Attachment
There is also a conflict between FCR-MP-155 © 1l and ASP-IV-1
™NNWQC-7F, WOC-103, CP-676; T3 Procedure TBP- Mercury Procedure MCP-2100: NISCO Procedure

Xe in complia wi FCR ) R 4t not with ASP-IV

ITEM

HA-I AND SIGNATON OF PERION AEPORT NG NOMCONFORMANCE O FITLUE/COomPany

A 4 A Hartnett/C E 3ishop basco Quality Assurance

I1. RECOMMENDED DISPOSITION ''® (Submit Sketeh if Appiicable)
Recomend —WST  Proced. e  ASP-TT./7 22 reused ra
be CommZitie (74 £CR-MP 55 Rey.s

REPORTAR ¢ xs; .,e

10CFR50.55(y)

10CFA2)
Ol D

ION AECOMMENDING QISROSITION (11 3...‘..' lg. re
W ;c ) /ZM/ Aé ‘J/
EVALUATION OF DlSPOSl/N B8Y EBASCO, REASON FOR DISPOSIT!ON . / /

C:G’°¢¢*” L£QQA£27V /52:Ss==;ﬂgﬂo<ﬁ9/' /;Z‘?Zzuzér

'Y, CORRECTIVE ACTION ‘&) Required Not Required

ASP-1IV-18 has been revised (Rev. L) as recommended. B.-Yaeger,

N

ENG IEERING QUALITY ASSURANCE | CONSTRUCTION

7/@/// ) |

L - —
raccefren - MeiECTED [ accEPTED Ag/ecTen

ACCEPTED wiTH COMMENTS ACCEPTED #iT™h COMMENTS

Vi, VERIFICATION OF DISPOSITION
0N
oAl
L LT ITIT 9% 3a
LA TET T & TP

R2N 12
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c.-'u-un,-zv . EBASCO SERVICES INCORPORATED Y | Disrviburion:

‘e . ) QUALITY ASSURANCE . 3 White +« PQAE or Site QA Superviser
REPORT NO,' NONCONFORMANCE REPORT T S a————

) Pi w NCR

INSTRUCTIONS: (See back of form) - e ot HC
 __ _— — —— — — — — - 3
CLIENT OR PROJEST ) SRANING NO./SPEC NGO, 13
SUPPLIEN, CONSTRUCTION QC OR CONTRACTOR 4 .9, NO. W)

CESCRIPTION OF COMPONENT, PART OR SYSTEM 8

“
I, DESCRIPTION OF NONCONFORMANCE ‘7' (irems Invelved, Specification, Code or Standerd to Which tems De Neot Comply,
Submit Sketeh if Applicable)

i)

3|

NAME AMD SIGNATURE OF PLRION AEPORTING NONCONFORMANCE o TITE/SOMPANY caTE %

1. RECOMMENDED DISPOSITION ''®' (Submir Skereh if Applicable)

'

)

0/

J

-~
.

.

NAME rﬂ. SIGNATURE OF BEAIONM ALCOMMEND ING DISPOSITION (11
~

TITLE/COmPANY l.". 1)

111, EVALUATION OF DISFOSITION BY EBASCO, REASON FOR DISPQSITION ' ¥

-

- = _m
IV, CORRECTIVE ACTION " [ Reauired b 10! Noquired

ASP -T2~ \§ i Toar il Bae L

SRE - FIEWD

yie NGINEERIN T QUALITY ASSURAM ° T CONSTR T ortm

. ENGINEE G QuUAL ssu E CONSTRU L OTHER
NAME SignaTyung) NAME SiIGmATYURAERE) MAME S anATURER! NAME tiGguaT RR
OAaTE QAT rl'l oaTeE
L Accestes [ agiecreo ACCERTED [T AEECTED ([T ACCEATEC | AEJECTED | ACCERTED _ REJELTEC
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Vi. VERIFICATION OF DISPOSITION T mecuingn _ NOT mgouimgn 'Y
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~ ATTACHMENT #1 ,CR W3-2810 Page 1 of 2 D. N. Number C-0050

T N i ;. _ D ' of Report 6-24-8L
' WATERFORD STEAM ELECTRIC STATION : MRR?  N/A
1980 - 1165 MW INSTALLATION UNIT NO. 3 MRIR#
DISCREPANCY NOTICE REQ4
-en Description__ Portable Weld Rod Ovens EB-29, 28, 26, 25 and 32 -
‘cation Iron workers Store Room System N/A
9. / Contract Nc. N/A Dwg./Spec. No. WQC-103

1

1. Discrepancy Description: The required temperature for these ovens is 250°F + 50°. All oh

'ven temperatures exceed the allowable required temperatures. (See the attached sheet for oven )

temperatures).
Q. C. Inspector Ronald K. Beams M

L NOTE: All ovens-contained E-7018 electrodes.
Q. C. Superviser /j_ab a@&l_—w——y{;/"

2. Recommended Disposition: Engineering to evaluate.

"
e Providnd BY&M\'IJ [. [P Date. )y
3. NCR No. LI- :Zng Q.A. Site Supcrvisor, @,u» /5 =; L ax ,‘,./A rn/7Date 27> 7 /
4,

— Referred To: /1114

4. Corrective Action Taken: N/f

Organization: 74 Signature Date o
! 5. Reinspection remarks: |
Ay '
-ept Date /=7~

em No. WGCeled (2-24-78)






Oisreiburion:
White « PQAE or Site QA Superyi

Yeilow « Organizatien 'ocm !
dispesition

1100.11.63 SUS§9oH Lo e of NCR

CRAWING NO./SPEC NO. 'V

SUPPLIEM, CONSTRUGCTION QAC OF CONTRACTOR 4 3. nO. 8 9m-76 & 82

W3-NY-17A

Ollcmlﬂon QF COMPONENT . PAAT ON Sr3ITEM &

Oven Temp. log

I. DESCRIPTION OF NONCONFORMANCE ‘7' (lrems Invoived, Specification, Code or Standard to Which lrems De Nat Comply,
Submit Sketch if Applicablel

0g7 £ § ovied . ' 2 -
REPQATARIE
v!OwRSc.aml

—— L NO:  Q0CT

TITLE ‘COmMPANTY oATE *

QAE/Ehasco 9/20/82

NAME AND SIGNATURE QOF PERSCN AEPORAT NG uopcdnlcluancl Ll

1, ucounnolo o:srosmou e (Submit Shnh o 4..4,¢.u.;

—Ste Abtachzent $2

NAME AND JIGNATUAR OF BEns BCOMMEND NG DI18PO8ITION 11 TITLWER/CoOmPaANnY oaTg 1

HVAC QC snpawrsm 9/24/82
11, EVALUATION OF DISPOSITION BY EBASCO, REASON FOR DISPOSITION 'V

- Z\ - -
0 : . .z g; . .:
—— e e e
1V, CORRECTIVE acTioN '*' JRequired T Net Required -

Training session was held on 10/21/82. See attacrment $3. J. Price on 10/21/82

SUALITY ASSURANCE T CONSTRUCTION T areen
Anl SIGNATUNE NAME SanaTumn) MAME SGMAT AR
.
OaTe carTe SaTe
loli [22
- A(:l"rlo T meiecTes [Ef&lrm — MEIECTRO [T ACCEATED T MELECTES | T ACCEPTES Ag.EcTED
T ACCEPTED wiTw COMMENTS [ cCEPTED wive cowments | accesres "t comeEnts | ACCETED wite oMmE N s

Vi VERIFICATION OF DISPOSITION suines __ wOT mgouines 'Y
S -1 - Mm e M SO P, 10f30/35
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Att” “ment #1 NCR W3-4571
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ate ©

ILABRPABIE S ALl B B e G A A
ATERFORD STZAM ZLECTRIC STATION

1982 - 1165 MW INSTALLATION UNIT

e
-awidy QLL WU,

DISCREPANCY NOTICE

Ve b —

Electrode Oven Temperature Log

System

Dvg./Spec. Neo

N/A

- ,/ ”/
ral:ang{i;g;zf;_,,

v /d 2 L e

recommendeud.

NCR Ne¢.

Dispesicion




Attachment 31 JCR W3-4571

L
0
w
m
8]
O
"
»N

ATTACHMENT # 1

DN H-1997

Discrepanc, Description: A review of electrode holding oven teuperatures as
recorded "y HVAC QC in accordance with WQC-76, reveals that stuinless steel
electrodes (type E-308), have been stored in holding ovens with temperatures
ranging from 140° F to 300° F. The acceptable range for these electrodes is
from 155° F to 205°* F. The violations of tha temperature range were not
documented by QC on the days that they occurred. Further review reveals that
the ID numbers listed in the log do not correspond with the thermometers that
are actually in use at this time.

This condition is a violation of WQC-76 and WQC-82.

& Foallor, -
E. Falcoa
9/20/82




Paye o/

ATTACHMENT # 2
A CL = wi-a571

Recommended Disposition: As per conversation with ESSE Materials Application
Engineer, S. Cockrell, E-308 -electrodes stored in holding ovens in the

temperature range of 140° F to 300° F is acceptable and causes no problem with
the function of that type electrode.

However, HVAC QC personnel are to be trained in the requirements of WQC-76
and WQC-82. This training will be accomplished by the HVAC QC Supervisor.
Documented evidence of training (signature list of attendees), to be attached
to this NCR for closure purposes.

_E;;é;&&( !“%;gg&!£:==.
M. QUINN
HVAC QC SUPERVISOR

9/24/82

o



ATTACHMENT # 3

NCR W3-4571

The following personnel attended the training session on WQC-76

and WQC-82 as called for by NCR W3-4571.

Eind U lssnr HVAC QC SUPERVISOR

10/21/82

Lovodin-

Q{




n_.Lﬁu,ﬂ . N XE5y E8ASCO sEm, CEs INCORPORATED Distribution:
. : s 2 : OUALITY ASSURANCE White + PQAE or Site QA Supervisor
nepont wo.'' _W3-5245 NONCONFORMANCE REPORT Yellow . 5"::::""":" messunanding
INSTRUCTIONS: (See bock of fam’ 7mmm copE: 1300.01.24 s S o S
CLIEMNT Om PRQuEC ' ) ORANING NO./SPRC ~C, M
Naterford SES Unit 3

SUPPBLIEN, CONSTRUCTION QC OR CONTRACTOR 4/ 3. NO. 0 ‘m l
EBFA N/A

OESCRIPTION OF COMPONENT, ZART oM SvavTEM &
Portable Rod Cven #1 and 430

= == ‘
l. DESCRIPTION OF NONCONFORMANCE 7' (lrems /nvelved, Specificarian, Code or Srandord 1o Which tems Do Net Camply, !
Submit Sketeh if Applicable)

See DN-H-2073 for description of nonconformance (Attachment #1).
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‘ L
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fm:Fi?‘l L.} p
~ — S
WA B
EE F‘h—é‘ -
ITEM NO: Ccc 2 v
TITE/COMPANY caTE W

TINAME AND HIGNATURE OF PERION .l’.."z‘ NONCONFORMANCE &

J. Gutierrez/W. Fields /4
1. RECOMMENDED DISPOSITION ''* (Submir Sketeh if Applicabie)

Reinstruce all rod room room oersonnel and their supervisors ag »o disoosition and

QAE /Ebasco 11/22/82

IV, CORRECTIVE ACTION'* T Mot Requime

Je -
QS s
D. W. Overheu A
vi'h | ENGINEERING JUALITY ASSURANCE ~W;c~ __oTwER
- — —— T e
/ - AE ’ 4 @n. "Z.E.' MAME SiamaT e - HAME VamacT me
aave AT otk cate
L A /7 f. ~rE
_Faccerreo T meiecres [ sccemves T meitcreo | acceeves . heecTeo . AccEmsTed _ Reiecrec
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Attacffient §1  NCR '3-5245

J
N, Nusnedge lof L1

2. 820713
. Caze of Repess 11/17/82
WATEZFORD STEAM ILESTIIC STATION . /7
2982 « 11465 X% INSTALLATION TNIT NO. 3 VIR v /a
DISCIZIANCY NOTICE
» ”Q# N/A
szes Sesszipciss Violation Of Hold Tagz
;:;‘:i:: Rod R°°ﬂ Sy‘:.= 99H

?. 0. / Ce=tzac: Ne. Wi-NY-174

1.

n/A

Disezezazcy Desczipeics:

Dvg./Spec. Ne.

‘

k-
0
s‘. .-o'nh-..‘.

g

L

Q. C. Iaspec:a: E. Falcon/p,?'
. : ‘ém‘
5 - c. '- -o-‘. :: ﬁ- d {.‘ i 0% .
2 Q Scpervis S. Bourgeotel” Loy« s s
2. Reczzmemied Dispeositisza:  _2ouce o 04 for review, NCR recommended.
® Previded 3y E. Falcon ;%/;.;.1‘./'.7'5:

3. NCZ Ne. __ W3-5245 Q. A. Site Subervisss [(if- ) Saze 13
o ; J. Gutierrez) A
=~ “. Dispesiziesn: ! .

. L I'I‘
$r. Pesident Inglseer tate
Redacted Te: : R

5. Cassetesive Astiss Takes:

: Crganizaticn: Signature Taze

6. Reaizspessiss Te=aths:

Atcept Pelec: Q.C. laspectar
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ATTACHMENT ¢ 1
DN H-2061

Discrepancy Descrioscion: Dufia; portable rod oven surveillance on 10/19/82

it was detected that portable rod oven #1 was not within the specified range
as scated in WQC-76. Portable rod oven #1 temperature registered was 375° F
which exceed the specified low hydrogen covered electrodes range of 200-350°F.
Thermometer 0.C.I.D 5.3.44 Cal. due date 2/6/81 (covered electrades from oven
71 were used in the fabrication of F-SBO..SHH-MG-AJ). See attached copy

of MR 007725. This violates WQC-75.

sl

QC INSPECTOR

I’ ‘
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J

Attachment #1  NCR W3-35245 Page 2 of 11
ATTACHMENT #1

DN H-2073

Discrepancv Description: Portable rod oven #1 has DN H-2061 written against
it on 10/30/82. As of this dace 11/17/82 2:00 P.M. QC has not received a

copy of this DN with an engineering disposition. This oven had a hold tag

put on it om 10/30/82. It was detected by QC chat this oven had been sent

out for repairs and returned to the rod room and has been in use (see attached
PR). The hold tag was removed by someone other than a HVAC QC Inspector.

Portable rod oven #30

Above mentioned rod oven has DN H-2062 writtem against it on 10/31/82,
engineering received it on 11/2/82. As of this date 11/17/82 2:00 P.M. OC
has not received a copy of this DN with engineering disposition. This oven
had a hold tag put om it om 10/31/82. It was notice that the oven was not
in the rod room, upon iamvestigation it was found that the oven was sent out
for repairs.

This is a violation of WQC-l Para. 6.4.1.1.4<C.

NOTE: Disposition copies of DN H-2061 and 2062 was received by QC from
Construction on 11/17/82 at 2:20 P.M.

E. Pnécan

y , Lead QC Inspegtor
! 11/17/!235




N° 005025 @ |
FILLER FAETAL REGUISITIOR

WELDER NAME: _ZMMM

WELDER IDENTIFICATION: Y 4
oaTe: /=/6-FP~ weLnproceoure No. /22

3
FiLLER TYPE: & To/F SIZE: Al

HEAT NOJLOTNO. 3/ 23 2/

QUANTITY OF FILLER lSSUlD:__'g_ LBS. RETURNED: 3 LBS.

—

_Time FILLER 1ssuED: _Z-C0  aetuanen: 2 £ O

- e g e 1ot

oven NumsER: 2/

e RN
CAvAW,

""ORM CP-§78 1/5-78




m: $1 NCR W3-3245

FILLER RLETAL RECUISITION
wuonmuﬂ C P2 @Zi‘c

&77 |

WELDER IDENTIFICATION:

DATE: _{/_:ﬁ_‘?_ WELD PROCEDURE NO. 47
. B
susaron L7V SIZE: %2

HEAT NO./LOT NO. Yi2Peye/

V.
QUANTITY OF FILLER ISSUED: _2__ L8S. RETURNED: 74—&3.

 TIME FILLER ISSUED: 22 € & RETUANED: _LZQ_
- Approved by: _—QEECI'M‘“ /e T
nipector wate
OVEN NUMBER: =/

-

AT A

FORM CP-§78 1/5-78



Attachment # NCR W3-524
SRABCD SEVEES BCERbonTin ) e Page 5 of 11

S Lo T i

\" 007980
FILLER [METAL REQUISITION

weLoen Name: * ;Ng /{M /é Z;‘i' 3

E 79

WELDER IDENTIFICATION:

oare: L/-22=0 2 weLo ProcEDURE NO. __LZZ

PSR TYPE: & Zo/) SIZE: Ya

HEAT NO./LOT NO. Yai1pove/
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Q. C. I=spec ::: . -.sor R |
Ne Q. C. Stepesvisce G. BOurgéc:f&“‘f){’"
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T required teoperature rnn( )~e-ds nade with this filler metal to be evaluated by a wel iding

engineerin o determine if welds are accentable. N
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ATTACEMENT # 1

DN H-2061

Discrepancy Description: During portable rod oven surveillance on 10/19/82

it was cetected chat portable rod oven #1 was not within the specified range

as stated in WQC-76. Porcable rod oven #1 temperature registered was 375° F

which exceed the specified low hydrogen covered electrocdes range of 200-350°F.

Thermonecer 0.C.I.D 5.3.44 Cal. due date 2/6/83 (ccovered elecsrodes from oven
#1 were used in the fabrication of F-530, SMH-416-A-7). See accached copy

of MR 007725. This violactes WQC-76.

E. WILSON
QC INSPECTOR
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As of 1/20/83, all weld rods issued 5o =VAC
the Central Rod Roem. =VAC no lenger maint

«re’.:ers‘a:e issued sut of
ins 1%'s cwn Pcd Rcem.

~

The Rod ovens menticred in Dii-2-2073 have been :'e::a... ed as 2videnced by

closed coples of DN-E-2061 & 2062.

This ICR should be closed based or the fact that there is no cre to
‘old Tags.

instruct as to the dispositicn and removal of OC

<hx -
erheu - =VAC. Zen. Cra’s.
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$009.11/8.7 EBASCO SERVICES INCORPORATED Distribution:

QUALITY ASSURANCE White « PQAE or Site QA Supervisor

nerort wo,'" __W3=-691§ NONCONFORMANCE REPORT f Tt :.'...,-,.'.." ding
INSTRUCTIONS: (See bock of form TREND CODE: 9000.00.66  Sus# 5 4 US| Pt - inviwer ot neR
m~l' CRAWING NO./SPEC NGO, 21

WATERFORD  III _ SES
SUPBLIER, CONSTRUCTION QC OR CONTRACTOR (4 P.9. NO. %

ESFA N/A ASP-1IV-18
ODEICRIFPTION QF COMPQ INT, PART ON SYSTEM &)

CONTROL OF DISPOSABLE FILLER METAL [

I. DESCRIPTION OF NONCONFORMANCE ‘7' (ltems Invelved, Specification, Code or Standard to Which ltems Do Not Comply,
Subm't Sketch if Apgli M&/j

Warehouse rod room & sheet metal tool room areas i are not comerolling filler metals

as required, .
EC! QA ENGINEZPING

_REF: ON SQ 0670 & 0671 attached to NCR . , -'?AE‘ YES n
‘- ! ' J
~ .

~ ITEM 4 0002 o . L

NAME ANMD SIGNATURE OF PERION Illo*‘rln&no CONFO [TITLE /C Onee o~ ”4';:?_';: oAaTg =
K. Wolverton/N. Ruiz ;

Il. RECOMMENDED DISPOSITION ‘"% (Susrir Skerch if Applicabie)

Establish control, retrain personnel to the requirements of ASP-IV-18 and other anolicable

” procedures. la, '6!4_1_1}/; ;4// fe fc//é/ //¢L~p¢,/ L -S.v///z.rm\ A‘
- C— ~./' :

LOAE/QAE/HBX EBFA 8-31-83

)
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|TITLE/COMPANY DaTE t2)

8-31-33

(RN IV’LUATION DISPOSITION BY EBASCO, REASON FOR DISPOSITION 'V

LontCuf  trry Lussimior) [ 7

£0 ASP IV 18 R/Q. Record op file

w/Site Trng. Group J.L.S 10412-83
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EC! CA EMGINEZRING
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S%e= Descsipeisa

Lscaziza Side of Sheet Metal Tool Roam Saf. oo /A
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™~ Q. C. Izspeczar ExXrol Faleon -s/a/)u/, ,,,,M/
Q. C. Superviser R.X.Beams f[/“-o--"’ "/-.’/\?

-
= 1. facszmemced Jiszosiziom: Bouts £ OB for review., ACR Decer aete
=7
.6 & - |
g "W-é';f'\ M. Quinn /ﬂ-:z‘ Saceg-23¢3
S
1 - " - L
r > 35X %, Ji3=6918 Q. A. Siza !-:c.—r‘_;ar . 280 & 5
i for H. J/. Kunis, Jrt.
4. Disposizionm:
&y

£73 ) v

Sr. esidenc Izgizsar Caca
afeczed T3: -

S. Carreczive Aczicm Takesm:

Craaniz=zciza:

5. ZReizspecziza remazis:

igz2pe leiecs Q.C. I=23a




EC! QA ENGINEERING

This Is Attachment_2__ S
L = AUG "4‘383
to NCR W3-‘_*q4L pageL_. .
ot 2 QR /27435

™
8 :;FG.";‘N J. M. Nuz=tez $2-0670 ’
M—&-- o
; Site of Zepor: 8/22/33 o o ul

FATIIIORD STIAM ZITTRTs smaTToy o -

1582 - 1185 w DISTALIATICN OIIT NOo. 3
IS ANCT vt

Izax= Jescripcisz 2ads Not Returred to Warehouse
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ATTAL ™MeNT #__. d

In certification of and pursuznt to the =andates of 10CFRS0 2ppundix 3

Criteria XV "Neacenforming Materials, Farts or Cozpunents" in ccanecticn with

AVI "Corrective Action" and in dccordance with the provisions of :he Qualicty
Assurance Progran constituting a part of the Contract gcverning pecfor-:nce
of the subject activity or installed itea(s), the fnlloving {s submitted:

Cuorrective Action Taken znd the 2esulrs Achi;yed:

\
-

Corrective Action Tzken to ?reclude Recurrence:.

Date When Full Corrective Action Was Achieved:

’ ) i 4

Ccpies‘of the following docu=ents are being returned with this Corrective Action

Raport to Zbasco Quality Assuraznze to verify corrective zction taken:

" The above corractive action has been cozpleted, recorded and verified Sy:

0 0 D s, S D S W . S——— . -

Signature ~ Signature Signature

Company (Const. 2ep.) Cempany (QA/QC Pep.) Ceo=pany o

Title Title Auttarizsd -Wocleaf TAsp
Cate Date ' R ey e oy
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Response to Attachment

== . 5 - »
here is no list of portable
Pleces of equipment.

There is no specific ocnde or site specification
verification/surveillance on portable rod ovens

for maintaining E-7018 electrode in a specific

Jpon constructicn

The only requirements
WQC-170 and besed upcn

rad oven surveillance activ
should be relax

{ s 11 - .
QL will revise ¥

on any specific

uld perform an evaluation of the weld

-~ -~ il QeaVil Vs

A 1 - 1V b~ - - - - .-
Additicnally, Engineering st

. 5 ) & — 1 1
done in the time frame in qu

b | 4 -
due to a lack of monitering

U
Sticn to Cetermine any detrimental e
£
L

I . ” P 4 '8
portable rod ovens by QC.




ATTACHMENT #4
NCR-W3=-7791

1) The failure to complv, completely, with the raquirements of W0C-170, para
6.2.1 has not resulted in any instances of weld metal or base metal
2racking from hydrogen embrittlement. The welds performed have met NOE

and visual inspection requirements. o further action is required in chis
~egard.

2) Ebasco ASP-IV-18, para 5.4.5 specifies that electrodes with low=-hydrogen
type coatings shall be issued in portable ovens that are to be connected to
a 110 volt power source while in the field. W-ile the procedure does not
specify that QC document the above requirement, it is expected that such an
important item shall Le, at least, monitored by NC.

3) Since all welds require a visual inspection prior to welding, the following
suggestion is offered. Revise WQC-202 so that verification rhat the portable
oven is connected to a I1C volt supply, and is operative, becomes a part of the
"check-off items" the inspector performs during tha fit-up inspection. In this
manner serarate documentation is not required.

AP,

B.. Perrin H=T7=34
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<’ p4 ’'oAccachzent 7.7
S WD 99y
E3ASCO SZIVICES I CCRPORATED

WATERFORD STEZAM EZLICTIIC 3TATION - UNIT NO. 3

p 51 AMENDMERT N0, 2

TROCIOURE F0RA: e PROCEDURE NUM3ER [ssiz

Welding Inspection Requl.ezents wac-202 3

Ebasco Force Accout

é i% ?[?/{7‘7‘7 %M/;? o Tfa/«é gé/f/

LZAD CONSTRUCTION ZNGlnzz2 ' DAZZ ' Q.A. PECCRAM MANAGER " DATE

AMENDMENT TTTECIIVE DATZ: 8/8/84

DESCRIZTION OF ADDITICNS/DELETICNS/CZANGES:

Under paragrapn 6.1.4, add inspection attridutes:

1) Portable rod ocven (when used for covered electrode) is warm and
energized.

m) Bare rod (when used) is flagged %o identify rod type.

Under paragraph 6.2.1, add inspectiun attridutes:

1) Portable rod oven (when used for covered electrdde) is warz and

energized.
m) 3ere rod (when used) is flagged to identify rod type.

: /}/‘d :
148

Q’(%‘-——\ S.0-¢y

IITIATD 3Y SATE

FORM NO. AS? III-l-7 (L1/6/83)




i (laichmand, # & 29 2572

J
3 =, T AS2-[II-1
A W =779/ Attackzent 7.7

Z3ASCO SEZRVICES DNCCRPORATED
WATERSORD STZAM ZLECTIIC STATION - UNIT NO. 3

AMENDMENT 8o, 1

FROCDURE 7OA: i PROCZDURE NUM3ER [SS¢e

son WQC-1T70 1
Control of Weld Filler Metals

/ ,zré/g/ - /«4 G4

A
LZAD CONSTRUCTICN [NGTNEZR\ CAZZ Q.A. ZR0GRAM MANAGES ‘OALLE

AMENDMENT ITFICTIVE DATZ: 3/8/8k

DESCRIZTION QF ADDITICNS/DELITICNS/CZANGES:

Delete paragraghs 6.2, 6.2.1 and 6.3 in their entirety.

These rajuirements
are included in Amendment #2 of WQC-202, Issue Rev. 3 :

E W,

-

f7//1/
=iy | CLLE!
QA' /k—\_ g & b/
INTCLATED aY DAL

FORM ¥O. AS? [II-l-7 (1/6/83)
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v . . D. N. Number __MC-1891
’ Date of Repert __12/27/78
JATERFORD STEAM ELECTRIC STATION YRR 808467

1980 - 1165 MW INSTALLATION UNIT ¥O0. 3 MRIRA 78-05623

DISCREPANCY NOTICE

REQ N/A
Item Description _1 Can 50 Lbs. of 1/8 E7018 Covered Electrodes
Location 2B Whse. Hold Cage System N/A
P. 0. / Contract No. WP3-1873 Dwg./Spec. No. SFA 5.1
1. Discrepancy Description: This can has been punctured during shipment, which mav
have caused the rod to be contaminated.
& Q. C. Inspector Y. e !‘\A,\,..\,,
Q. C. Supervisor / ﬁﬂnﬂ
2. Recommended Disgosition: Scrap material.
—— -
Provided 3y {papial | B, Date (3.2
3. NCR ¥No. Q. A. Site Supervisor Date

4. Disposition: Comply with recommended disposition,

— 7 '7

$r. Resident Engine WW
Referred To: yarohouse

te 1/5/78

Corrective Action Taken: %&%ﬂ - 5= 75',
,4hm4;g£247

-

Organizacien: /jjq/[_d]ﬂ/‘ll Si;na:u:%_%
~/ —
6.

Reinspection remarks: P

T REVIEWED & ACTEFTED

Accapt o/ QUALETY CONTRG! Inspector ‘f"*«_\ Y 09{\ YA
JAN 131379

Form No. “"Zﬁ ﬂoﬂ?f‘

Date |- i~ /9

. ———— —— ——— oo st s
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ik £ Page 1 of 2 il
/ k : D. §. Numzer MC-1953
Date of Report 2/2/79
WATERFORD STEAM FLECTRIC STATION *R%_SEE ATTACHED SHEET

1580 - 1165 MW INSTALLATION WIIT No. 3 VRIN“SEE ATTACHED SHEET
DISCRETANCY MNOTICZ

-

REQ# 8708 |
Item Descpiption See Attached Sheet 1
Location Whse. 2B Hold Cagt System N/A |
P. 0. / Contract No. _ WP3-1385 Dwg./Spec. YNo. ASME Section III

Subsection NB

1. Discrepancy Description: The cans of E7018 covered electrodes wvere received
damaged. (The cans have holes in the bottom, 1 can was not sealed properly before

it was shipped.)

Q. C. Iaspector w\w

Q. C. Supervisor‘%—*
1]
/
Recommended Disposition: Warehouse dispose of cans per ASP-IV-18 ISwue F.

Provided By Qmﬁa' L. ﬂ.eg,.u Dace .)-

3. NCR VNo. Q. A. Site Supervisor Dare

4. Disposicion: Comply with recommended disposition. (Donate to Welding School)

y ot

(]
.

Sr. Resident Engineer // Date 2.12.79
Referred To: warehouse/ J.Chapman . [',"‘5
5. Corrective Action Taken: Material removed from site RMR# 2373,

-
: -
Organizacion: Warehouse Signature Z_M-m 4[16/79

6. Reinspection rezarks: MC/! -

REVIEWED & ACCEPTED
Accept IZ Reject QUALEIT!F?:?;';QQEM -MALL_QQQ\N‘“*‘ Date . pg»a
MAR 21 1979 '

Form No. WQC-1-4 (MW

g T e o 3
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Date of Report 2/20/79
WATERFORD STEAM ELECTRIC STATION MRRS___808801
1980 - 1165 MW INSTALLATION UNIT NO. 3 MRIRZ 79-0070Q0
DISCREPANCY NOTICE Reqs 8708
Item Description A Can 3/32" E 7018 Covered Electrodes : =
Location Whse. 2B Hold Cage System N/A
P. 0. / Contract No. WP3-1385 Dwg./Spec. No. ASME Section III
ubsection
1. Discrepancy Description: The cans of E7018 covered electrodes were received
damaged. (The can has a hole in the bottom). .

Q. C. Iaspector LMJ KEQAJM

Q. C. Supervisor

2. Recommended Disposition: Warehouse dispose of can per ASP-IV-18 quaq

Provided By M\_ﬁ K ﬁ.n.ww\n Date 3 -20'79

3. NCR No. Q. A. Site Supervisor Date _

4. 'Disposition: Comply with recommended disposition,

¢ 9 )

Sr. Resident Enginur/ Date 3-5-79
Referred To; Vlggolucz J. Chapma fok . “r“;

5. Corrective Action Taken: WA”/‘“A’ M/Jf??

PR A548.

Or;miution:/@i“. : Signn:um Da:e/’-""7f
6. emarks: Mgtevig) <o gerj

Reinspection

TTTTTREVIEWED-SrACCEPTED—
——————QUALITY-CONTROL

P o —-béA"‘,d'*écom Q.C. Inspector _Qma.hLK QQG!M Date 4-20 ~79

"5 Lo

-
Form No. WQC~l-4 (2%24-78)




D. N. Number MC-2225

Date of Report 7/16/79
WATERFORD STEAM ELECTRIC STATION MRRS B/A
1980 - 1165 MW INSTALLATION UNIT NO. 3  mrms N/A
DISCREPANCY NOTICE
REQ# N/A
Item Description _ 3 Barrels and (ll) cans Welding Electrodes
Location 2B Whse. Hold Cage System Weld Rod

P. 0. / Contract No. N/A

Dwg./Spec. No. ASP-IV~-18 Rev. H

1. Discrepancy Description: erial was removed from Waldingers ovens and put in
barrels and cans. These cans and barrels were never covered or sea ¢

-Dave become contaminated. (These. rods were returned to warehouse.)

Therefore, the rods

Q. C. Inspector M 4 ﬁgw
Q. C. 8upewuorW

2. Recommended Disposition: Have the material removed from the site. N

——REVIEWED-4-ACSEATED— .
CUALITY CONTROL Provided 3y LoalN'C Bimen  Daces. 15. 5o

NC}UI'I:3 ’ Q. A. Site Supervisor . Date

4. Disposition: Serap,
P |
n FOR .. Resident Eagineer | ate 7=25-79
Referred To: ~Harehouse

5. Corrective Action Taken: ')’ha ) &A‘L_QAA_F?_,_‘L =
KAMR 2839 . i

3.

M ZA N\
Organization: (rhon — Signature Date 7-30-79
6. Reinspection remarks: Naa o
Accepe ( Reject Q.C. Inspector ) K f A Dute 9.4 m 4
———— At —

Form No. WQC-l-4 (2=24-78)

-~ T ¥




@E% w& ‘ D. N. Number MC-3620

Date of Report 8/19/81

. WATERFORD STEAM ELECTRIC STATION MRR#__103326
1982 - 1165 MW INSTALLATION UNIT NO. 3  MRIR# 81-02360
DISCREPANCY NOTICE ames 23461

Item Description _ Item (1) 2,100# E7018 3/32" Welding Electrodes
Location 2B Row E Isle System 99M

P. 0. / Contract No. WP1-5709 Dwg./Spec. No. ge Manual -ASME Sec.III, Sec. III-
y R.2, para. 4.8,

1. Discrepancy Description: The cans of weld rod are dented, punctured and/or cracked,

|
bru.k.i._nl the seal. -,
\
|

REVIEWED & ACCEPTED
2. QAT LM Mbposition:

Mnr‘l, ‘w
bl bbbl

: Provided uméu;‘ bate /P 1P/
3. NCR Ne.

Q. A. Site Supervisor Date

- . 12 e
Sr. Resident Englneer L X~ f  Date 8a2badl
- 4
Referred To: __ purch/Whse I Dt 8-4-32
' ' - <Ry, Lt et /) €
3. Corrective Acu Taken: (LAl R L et T Pl Sra |
'.m E -
MO TRV o ’ LR I (L gt = € LA T,
L \/ w i
1o} cefurned Yo Vordoe peoc atached OBYD oert f MR
Organization: IL ! Signature Mf« L Date 7)€
+ Reinspegtion remgrks: /I! 2046 A £ Ao 2 MLl T2 .
AL AL ). Jo#

Va Ll A 1 l,"A.-.’ ‘A - —
ths 450025 2hanld e /ihi Mag 2o ocd B IR O 0 A

-

Accept ____ Reject L Q.C. tnspocto; | A(J_/Z:f/m &l .I..lflﬂ-,' W;
@9 . ' . ( ‘ -
Waao ox /6%6 - Lguines @ g olo

Form No. WQG-1-4 (2-20-78) >, N o
Capt” 4343 - o %u “wim),mm |




Page 1 of 2

" m + D. N. Number MC-3884
v "L Date of Report 11-30-81

WATERFORD STEAM ELECTRIC STATION MRR?_111232
1982 - 1165 MW INSTALLATION UNIT NO. 3 MRIR? 21.03864
DISCREPANCY NOTICE REQF 28143
Item Description Welding Flecrraodes (SFF ATTACHED SHTET) i
Location * 7B Warshouse System 99-M ',_
P. 0. / Contract No. WP1-7215 Dwg./Spec. Neo. N/A

1. Discrepancy Descripeion: _ Cans are preforated and badly dented.

Q. C. Inspector %
. CCepT .
QuaLiTy CONTROLED plhenlhe s
4. Recommended Disposition: \'4 or replacement.
FEB 11 1982

L& Lerny
fq Provided By %m -,5/@% Date /22 .5/

3. NCR Neo. Q. A. Site Supervisor Date

s
4. Disposition: RMR attached.

REVISED DISPOSITION: SCRAP

Sr. Resident ln'.l.nnr W\ [ pate /-13-83
Referred To: _piroh/Whee ,{ s 2-3-82
S. Corrective Action Taken: m‘hﬁ#_&ﬂa/

: 4

Organization: m,_ ‘Signature . Date m

6. Reinspection remarks:
orne . 2

Accept _‘4 Reject _____ Q.C. Inepe-+ar Qgﬂm\,& %@ Date :24///Pz_

Form No. WQC~l~4 (2-24-78)

v T W T T A "




D. N. Number MC~4199
Date of Report 3/16/82
" WATERFORD STEAM ELECTRIC STATION 301189

3 1982 - 1165 MW INSTALLATION UNIT NO. 3 MRIR# 82-0rl177
DISCREPANCY NOTICE

' REQ# 29808
{tem Description 1) 1,200 lbs E7018-3/32" Welding Electrodes Ht #422P0461
‘ocation 2B Whse. System 99M
?. 0. / Contract No. WP3-7824 Dwg./Spec. No. _ FPS-1 Rev.l

1. Discrepancy Descriptiom: Cans are preforated (24 cans). Note: cans that are
damaged were found on bottom layer of pallet.

’

Q. C. Inncc::w
Q. C. Superv z/‘w“ﬁ% -

2. Recommended Disposition: Return material to vendor for replacement.

mm:‘ CONTROL Provided By }@ﬁm Date 3/l

3. .IC! No. : b . Site Supervisor Date
JUC 1’& A
4. Disposition:
£ Z ;w
LY n /
Sr. Resident Englneer o .Sé . Date ,_1.32
Referred-To;: Purch/Whse ‘
5. Corrective Action Taken: %5 C;‘Z éﬂle gz@f&;éz,/ .
. .' [l )
Organization: ”M Signature Unie. ﬁuu4 Date J-34. )
v

6. Reinspection remarks:

Accept _ " Reject Q.C. Inspector L & Date .Zém-

Form No. WQC-1~4 (2-24-78)
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!
|

ﬂzﬁmﬁ D. N. Number  MC-4443

Date of Report 6/4/82

B o WATERFORD STEAM ELECTRIC STATION MRRS__203047
! 1982 - 1165 MW INSTALLATION UNIT NO. 3 MRIR# 82-02528
DISCREPANCY NOTICE REQS 31979
Item Description _1) 100 #E-7018 3/32" Welding Electrodes Heat #431P2321 Lot #28217201
Location _2B Whse. open storage System 99M
P. 0. / Contract No. WP3-8567 Dwg./Spec. No. FPS-! Rev.l/SFAS.1
1. Discrepancy Descripticm: Cans are perforated.
Q. C. Inspector VP> gl

Q- c. sup‘ﬂil : . ‘ e Y

2. RéEcaawediadid Armdrgmn: Return material to vendor for replacement and/or scrap.
CUALITY CONTROL

—06T-2-+9gp

4‘“’- 2 Provided lyM Date &/o/F 2

3. NCR No. Q. A. Site Supervisor Date
4. Disposition: ___ SCRAP RMR attached.

3 3 2 Y A o

Sr. Resident Englreer Date _6-28-82
Referred To: Purch/Whse

3. Corrective Action Taken:

< J{QM&

.

Organization: Neecd. Samuurom Date 0942

6. hmop;ctiou remarks:

Accept " Reject Q.cC. 1"‘9'“"7%_5&:& : Date /0 RO/

Form No. WQC-1-4 (2-24-78)




m S 0. N. Number MC-5633

3 saremy Dace of Repor: 8-18-83 ]

X SAFETY (ASME IIT) ' MBRR ¢ 305679

] NoN-saFETY RTW N/A

] YoN-SAFETT (FIRE PROTECTION) e # 83-02474

] rrocraxarzc WATERFORD STEAM ELECTRIC STATION ATNTR 4 N/A "
1983 - 1163 MW INSTALLATION - UNIT NO. 3

DISCREPANCY NOTICE
Item Descripcion 7. pes. (50 1b. containers) 3/32" E7018 Weld Rods - Lot IBL04016 - He.20771

Location 23 Weld Rod Room System  N/A
P. 0./Contract No. WP3-11815 Dwg./Spec. No. _ FPS-l Rev.l, para. 3.l

L. Discrepancy Descripcion All covered electrodes as per purchase specifications for
mild steel covered welding electrodes shall have the electrode classification

legibly marked om each rod. Upon opening above weld rod containers, no markings

Q. C. Ilaspectar _&&b‘

9: €. Suoor;uor. Yapuip) '(\_\.‘ ~1“‘L~—’J?' §/13

were found on electrodes.

1. Recommended Disposicicn

. 22 v H | e AF 4, 1m f. kalioe 1. .ﬁnl“.l Revised
—Ddisgosizion: Zagineering to Evaluace.
Provided 3y T date F-/p-93
3. NGR ¥e. __ _W/A Q. A. Siza Superrisor Fho date  8/22/83
4. Disposiziem (£ . J. Kgnis, Jr.)

ts Sr. Rasidemt Zagineer dace 34-3)

Rafarred To: m Mesd

5. Corrective Acticn Takasn:

Organizacion: _Mgoln Signacure 0N _Solon. . DacaQ3% 2

§. Raiaspection Remarks: [Mar) Pcluenzn P Bme = g0y

—REMmca A aceeayen
Sian s ONTRO! A

Accepe Lo Reject Q. C. Iaspeczor M{:M
008 983 Qe 1 CONTRGL
Fora No. WQC-le4 (4/14/83) ; ""o/n,a »
! l‘\ i Rl

A.dwazm"”
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ATOM ARC 7018
MOISTURE RESISTANT LOW HYDROGEN ELECTRODES

A NEW MOISTURE RESISTAMT COATING
One major concern in the weiding of steel s hydrogen embrittiement. Excessive atomic
hydrogen trapped in hardena>le steel can exert enough pressure to cause critical defects such
as underbead cracking and delayed brittle fracture

.

One source of hydrogen in the arc atmosphere is moisture in the electrode coating, and for
this reason Alloy Rods exercises extreme control in the production of low hydrogen elecrodes
All Atom Arc Low Hydrogen electrodes are manufactured to contain moisture levels below
2% before they are packed in hermetically sealed containers In addition Atom Arc 7018
electrodes are now manufactured with a flux coating that etfectively resists moisture pickup
for manv hours after the container is opened This improved coating provides an extra degree
of reliability, especially for electrodes exposed to high temperature — high humidity working
conditions

AN
g

This new moisture resistant coating is now standard for all sizes of Atom Arc 7018 electrodes
The improved coating was carefully formulated not only to resist moisture pick-up but also to
retain the fine cperating charactenstics and consistent dependabiiity for which the entire
Atom Arc line is so well recognized. In the future, the moisture resistant coat ng wiil Fecome
the standard for the entire Atom Arc line

MOISTURE TESTING AND RESULTS

The AWS D1.1 Structural Code and the Military MIL-E-22200/1F specifications allow a max
'mum of 4% maisture content for E70XX low hydrogen electrodes Testing by Alloy Rods
under specific combinations of relative humidity and temperature has demonstrated that the
improved Atom Arc 7018 electrode satisfies this low moisture requirement tor exposure times
beyond those normally allowed in field use In tact, under certain conditions the moist e
resistant Atom Arc 7018 electrode remained below the 4% max leve even atter 72 Kours of

exposure




TEST METHOD

The method of moisture testing chosen by Alloy Rods is that described in AWS A5.5, Section
25. The reasons for choosing this method are two-fold. First, it is the method required to
satisfy AWS A5.5 and D1.1 specifications. Secondly, this test is sensitive only to water, and it
is the most accurate and reliable method of moisture determination currently in use.

It should be noted that even though Atom Arc 7018 electrodes resist moisture pickup longer
than ever before, no moisture resistant electrode will eliminate the need for storage and
rebake ovens and the necessity to follow code requirements for allowable exposure times.

TYPICAL MECHANICAL PROPERTIES

Stress Relieved
As Welded 2 hrs. @ 1150°F.

Yield Point (psi) 68,500 62,000
Tensile Strength (psi) 75,000 72,000
% Elongation (27) n 32

% Reduction of Area 755 77

TYPICAL CHARPY V-NOTCH IMPACT VALUES

Stress Relieved
Temperature As Welded 2 hrs. @1150°F,

72°F. | 125 ft.-Ibs. l 130 ft-Ibs.
- 20°F. 70 ft.-lbs, - 75 ft.-lbs.

TYPIZAL CHEMICAL ANALYSIS OF WELD METAL

c I Mn I Si
006% | 110% | 050%

CODE AND SPECIFICATION DATA

AWS: A51, Class E7018

ASME: SFA 51 :

Military Specification: MIL-E-22200/1E, MIL 7018
American Bureau of Shipping: 2Y

Det Norske Veritas: 3YHH

Lloyds Register of Shipping: IH
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The data presented on the preceding pages is TYPICAL and is not to be construed as guaranteed
values. Tests were performed in strict accordance with AWS procedures, but individual results
may differ depending on test variables.

rRc Alloy Rods Division

CHEMETRON CORPORATION
4 HANO\ =8, PA 17331 US.A.

THE SPECIALIST IN WELDING METALLURGY
An Allegheny International Company







,INC. ' m INTERNATIONAL

Wilson Avenue

P.O. Bex 517

HManover, PA 17331 USA
717/637-8911

TWX 510-657-4171 September 4, 1984

EBASCO CORPORATION
P. 0. Box 70
Killona, LA 70066

ATTENTION: M. U. Quimby
Dear Mr. Quimby:’

The ATOM ARC electrodes which were used by your
company for fabrication work in 1979 and 1980 were of a vintage
prior to our moisture resistant formula. This pre-moisture
formula is no longer being produced and was replaced with the
M.R. formula over a period of time starting in 1981.

We have a small invertory of some of the pre-moisture
resistant electrodes on hand; primarily for reference work
when one of our people will check weldability to our present
product. .

The electrodes used for the tests are 1/8" diameter,
produced in April of 1981. The electrodes were in a fifty (D)
pound can which had been opened in Junsz of 1981 and have been
laying on our warehouse shel? since that time. For information
only, we ran a moisture cor.ent of this coating, prior to con-
ditioning, and it was 1.20%.

A1l of the electrodes used in the following tests were
reconditioned at 800°F for 1/2 hour. The electrodes were then
tied into two separate bundles with the depth of the electrodes
varying from 10 to 12 deep. These electrodes were then submitted
to the following tests.

TEST NO. 1

(A) One bundle was exposed in our humidity cabinet for 48 hours
@ 60°F and 80 percent relative humidity.

Coating moisture prior to exposure 0.10%

COATING MOISTURES AFTER EXPOSURE
Location in Bundle - Top 1/4 Middle 3/4 Bottom

1.26 0.92 0.56 0.86 1.14




of o September 4, 1984
,INC.
TEST NO. 1 (Continued)
(B) This same test bundle of electrode was then placed in a dry
rod oven which was set at 250°F, and remained in the oven
for 8 hrs. and samples taken at the end of this period.

COATING MOISTURE AFTER & HRS. IN OVEN

Location in Bundie - Top 1/4 Middle 3/4 Bottom
0.19 0.25 0.26 .18 0.20

Test No. 1 Terminated.
TEST NO. 2
(A) This bundle of electrodes was placed in a holding oven set
at 250°F and then the electric power olug was pulled with
electrodes remaining in this oven for 48 hours.
The coating moisture prior to test was 0.08.

COATING MOISTURES AFTER 48 Hrs. IN OVEN

Location in Bundle Top 1/4 Middle 3/4 Bottom

0.23 0.17  0.23 0.20 0.2)

(B) The bundle of electrodes was 1ef2 in the oven ané’the
electric power was restored to the oven and samples taken
after 14 hours.

COATING MOISTURES AFTER 14 Hr. QVEN BACK ON

Location in Bundle  Top 4 Middle Bottom
0.12 : 0.16 0.16

Test No. 2 Terminated.

We hope that this information will be of value to you and
if, for any reason, you need clarification of the results cont-ined
herein, please do not hesitate to call.

Very truly ynuis

Cael M §l
Paul M. Kri' e:#ﬁ\:’

Senior Researci tngineer
PMK/cer RESEARCH AND DEVELOPMENT
ATTACHMENT

CC: S. E. Ferree, C. B. Marsha’l
C. R. Zimmerman



EQUIPMENT USED

“DRY ROD"

ELECTRIC STABILIZING OVEN
TYPE 300 MODEL PP3 TEMP. RANGE 175-550

MFG. PHILIP RODEN CO., MILWAUKEE, WISCONSIN

PHOENIX - DRY ROD

TYPE 300 MODEL 16A - St. Temp Range 100-550
MFG. PHOENIX PROD. CO., MILWAUKEE, WISCONSIN

HUMIDITY CABINET

BLUE M~
MODEL CFR-7%5520 SER. NO. 62-207

TEMP RANGE 38°F to 200°F R.H. RANGE- 40 to 98




