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Areas Investigzated: Special investigation of allegation received regarding
improper and potentially very poor welding of inter-plate seams in the Unit 1
Refueling Pool, spent fuel pools, and transfer canal of the common facility

Fuel Handling Building. The investijation involved twenty-eight inspector-hours

by the Reactor Resident Inspector (RRI) and the Chief, Projects Sectionm.

Rosults: The allejations were neither specifically ~onfirmed nor refuted.

The allegations, if confirmed, would have no safety significance. No items

of noncompliance or deviations were identified.
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a. The gate guide between the large and small pool was welded in the
shop. When the gate guide was installed in the pit, the end bevel
was cut off so it could be fit-up. When the guide was installed,
it was not rebeveled and where a fillet weld of 3/8" was required,
only 3/16" fillet weld was made.

b. The gate guide had to be welded to both sides of the liner. When
welding the back side, the welder had to crawl down between the rebar
to get to the weld. The position was so crowded that the welder
could not make a good weld. Also, the welder couldn't see what he
was welding very well.

€.  Six inches of the chase channels were left off the gate guide and
added after the gate guide was installed. The rebar was so thick
in the areas where welding was performed that "you could hardly
get your finger through, much less the welding torch." Consequently,
the welds were not made properly.

Allegation No. 3

Welders have no experience. They spend as much as 80 hours trying to
make a test weld. They finally learn how to make a weld that will pass
the qualifying test and then when they get into the field they don't know
what they're doing.

Allegation No. 4

There is "lots" of QC coverup. QC is "buying-off" on welds over the phone.
One QC inspector bought off a seam before he ever saw the seam and it was
not a good weld because water was coming through while the weld was being
made. (The buy-off involved was joint preparation and cleanliness prepar=
atory to welding).

Allegation No. 5

Brown and Root is not following procedures in welding the liner plate.
(The procedures referred to are welding procedures and specifically refer
to use of a down-hand welding technique being used versus the procedurally
requireu up~hand techn Jue).

Allegation No. 6

Some of the top seams 18" above water level on the fuel pool had backing
strips tack welded to the liner plate. There are places vhere the plate
did not cover the backing strip. He would not guarantee the weld. The
weld was probably 60% rust, air, concrete, etc.
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Society. Section IX of the ASME requires that a welder must perform

a weld process involved and the as-welded coupon must pass specified
tests when complete. No time limits are specified or implied as a
requirement in Section IX for making the qualification test coupon weld.
The RRI has verified previously that the site welder qualification pro-
gram is in full compliance with Section IX.

Allegation No. 4

‘The RRI examined the circumstances surrounding the specific portion of
the allegation and discussed the matter with the QC imspector directly
involved. It appears that this man, on occasion, was depending on the
inspections performed by a fellow inspector and so recorded on the
appropriate weld data card. The joint was covered over with tape after
it had been inspected for cleanliness and fit-up and the inspector re-
leased it over tae phone based on the record card entries. Water in the
leak chase channels appears to have been a constant problem. The QC
inspector may have made a judgement error in not re-examining the joint,
but not withstanding, the joint had been inspected and found satisfactory
at that time. The RRI did not investigate the alleged "lots" of QC coverup
because of the lack of specifics.

Allegation No. 5

As noted in the Summary of Facts, the general allegation of failing to
follow procedures was subsequently refined in the interview with the
alleger to relate specifically to an occrasion where the alleger was
directed by his supervision to weld down-hand rather than up-hand as
required by the welding procedures. ASME Section IX indicates that such

a change is in the category of a non-essential variable and, therefore,

is not a prohibited change in the procedure, if recorded. It appears

that the change was not recorded. Interviews with other welders on the
sawe activity failed to reveal any similar experiences and supervision has
denied directing the alleger to perform out-of-procedure. The RRI, there-
fore, has no mechanism by which to confirm the allegation. Again, assuming
that the alleger did weld down-hand instead of up-hand for whatever reason,
the consequences of such ar action are essentially meaningless as related
to a weld, since such a change has no effect on the finished weld of the
type involved.

Allegation No. 6

The particular welds in question are even less consequential than the other
seam welds in a functional sense. These welds, which are above the water
line in the pools, do not need to be leak free, just smooth for the purposes
of easy decontamination. The allegation, while perhaps true, has no conse-
quence.



DETAILS

Persons Contacted

Alleger

The alleger, hereafter identificd as Individual "A," is a former employee
of Brewn and Root, Inc. (the site general contractor). The person iden-
tified himself as a former welder assigned to the millwright/boilermaker
unit of the construction force.

Principal Licensee Emplovee

Site Quality Assurance Supervisor

Brown and Root, Inc.

Project Construction Manager

Millwright/Boilermaker Superintendent

Individual "B," a welder currently working as a pipefitter but who was a
Boilermaker

Individual "C," a welder currently working as a pipefitter but who was a
Boilermaker

Individual "D," a quality control inspactor who was assigned to inspection
of pool liners

Background of Allegations

Individual "A" contacted the Region IV office at approximately 9:25 a.m.

on Friday, May 25, 1979, to express concerns about the welding activities
which had taken place on the spent fuel pools, cask loading pool and the
transfer canal in the common Fuel Handling Building for b»oth Units as well
as that work accomplished in the Unit 1 refueling pool and temporary storage
pool installed in the Reactor Containment Buildingz.

The RRI was notified of these allegations on Tuesday, May 29, 1979, (May 28
a holiday) and initiated an immediate investigation. The first point of
contact was the licensee's site Quality Assurance supervisor who informed
the RRI that he was aware of the allegations, since his company had been
apprised of them by a newspaper reporter employed by the Fort Worth
Star-Telegram.

The site supervisor also informed the RRI that another welder, Individual
"p," had expressed similar concerns to the Project Construction Manager
on May 23, 1979, and that concerns had been forwarded to site Quality
Assurance for investigation. The RUIL was piovided an informal memorandum
giving the results of the investigation dated May 23, 1979.



Individual "A" also ccntacted the Project Construction Manager on May 24,
1979, and expressed ess.atially the same concerns as those expressed by
Individual "B" and which in turn he expressed to the Region IV office on
May 25, 1979. It appears .“at Individual "A" and his supervision, up
through the Project Construction Manager, had reached a substantial point
of disagreenent and Individual "A" voluntarily terminated his employment
at the site as of May 24, 1979. The voluntary termination is a matter of
record in Individual "A's" employment file.

Investigation

The RRI initiated the site phase of the investigation by extensively
reviewing the CPSES Final Safety Analysis Report in order to ascertain
the safety classification of the various pools and pool liners involved
in the allegation and to review the functioral descriptions. Reference
to Section 3.2, "Classification of Structures, Components and Systems,"
in the FSAR does not indicate the liners as being safety related although
the buildings in which they exist are shown to be in seismic Category I.
t iragraph 3.8.3.7.1 provided a commitment to test the liner seams via a
vacuum box for leak tightness and briefly described a leak chase system
behind the liner seams. Paragraph 3.8.4.1.3 provided a brief additional
description of the function of the liners. Figures 9.3-9 and 11.2-4
revealed that the extensive leak chase system has lead-out piping which
leads to a building sump and hence into the liquid radioactive waste
collection and disposal system.

The RRI then obtained Project Specification 2323-5S-18, Revision 3,
"Stainless Steel Liners," to ascertain what requirements the design engineer
had established for the liners. The RRI noted the following significant
items from the specification:

a. The design engineer invoked the general quality assurance requirements
of 10 CFR 50, Appendix B on the fabrication and installation work.

b. The design engineer provided three full pages of detail requirements
relative to the sysctem of studs to be welded to the reverse or
concrete backed side of the liners.

¢. The design engineer made reference to the inter-plate seam welds only
by requiring that the welding procedures and welders be qualified to
ASMC, Section IX. Criteria for finished welds require that, "Surfaces
of all welds shall be smooth and free of any irregularities such as
serrations, ridges, crevices, or pinhkoles which may make it subseyuently
difficult to achieve an effective washdown of the liner surface." Under
testing the design engineer provided the following, "All seam welds
shall also be tested by vacuum box for leak tightness for their entire
lenth." No other quality requirements were imposed on the seam welds.



d. The RRI then obtained the design engineer's drawings S-C831 through
S-0834, SI-0560, MI-0581, all of which provide details of liner
fabrication and installation. In addition, the RRI obtained vendor
design detail drawings for the gate gunide installed in the Containment
Building between the refueling pool and the temporary storage pool.
Tuese drawings, taken collectively, showed that the design engineer
had designed a system wherein the liner plates and the gate guide |
would be supported by and anchored tc the surrounding concrete walls |
by a very extensive system of "T" headed studs welded to the concrete
sides of the plates and gate guide frame. The seam welds are entirely
from plate-to-plate aud provide no attachment into the basic vailding
structure.

The RRI concluded on the basis of the above information that the liner
system had been designed such that resistance to seismic effect was vested
in the "T" headed stud installation and that the seam welds were necessary
only to provide a very low leakage path for the pool water and that what

leakage might occur would be drained to an appropriately designed method
of disposal.

The TRI interviewed Individual "A" on May 30, 1979, in conjunction with the
Region IV Reactor Construction and Engineering Branch, Projects Section
Chief, in order to gain additional information relative to each of the
allegations received over the telephone on May 25, 1979. The additional
information and clarifications were as noted in the Summary of Facts
included in this report. 1In addition, Individual "A" acknowledged that he
had only very recently become aware that the stud system existed for
holding the plates in place and was, in fact, unaware that the J.ak

chase channels were piped to a collection point for controlled collection
and disposal of any leakage which might occur.

The RRI interviewed Tndividual "B" in the presence of the licensee's site
QA supervisor, also on May 30, 1979. (This arrangment was allowed siace
Individual "B" only came to the attention of the RRI through the assistance
of the licensee's representative.) The allegations of Individual "A" were
reviewed in detail with Individual "B" who essentially confirmed Allegations
1, 3 and 6, but indicated he had not worked in the Allegation 2 area and
further indicated that he had no complaints about lack of effective QC nor
had he been instructed not to follow welding procedures.

The RRI interviewed Individual "C" on May 31, 1979, with the same results

as those obtained in the interview with Individual "B." Individual "C"
indicated that he perhaps was one of the persons referred to bv Individual

"a" in Allegation 3. He also indicated that he had verv limited welding
experience before coming to work at CPSES and none in "Heliarc" weld process.
ile wvas given some forty hours of very informal training and then used fifty-two
hours to make his weld test coupon, a duration that he now considers to be
eicessive. He now thinks that he is a good welder.




The RRI ianterviewed Individual "D" on May 30, 1979, and again June 1, 1979,
to develop any facts relative to the specific allegation of "buying-off"
joints over the phone. Individual "D" categorically denied that he, or to
his knowledge any other QC inspector assigned to this work area, had ever
"bought-off" a designated inspection point without making the required
inspection. On June 1, 1979, Individual "D" indicated that there had been
very few occasions when he had given consent to the velders to weld up a
seam that, by the inspection reports, had been previously inspected for
fit-up and cleanliness. He also indicated that he and others had repeatedly
stopped work on welding of seams where it came to their attention that water
or moisture was interlering with good welding.

The RRI iuterviewed the Boilermaker Superintendent on June &4, 1979, reiative
to his knowledge and/or participation in any of the allegations. He cate-
gorically denied ever directing welders to make welds where water or moisture
was present, but acknowledged that it was a constant problem. He indicated
that he finally received engineering permission to drill holes through the
liner at the ends of the leak chase channels so that air could be blown
through to dry out the channels and that this action helped a great deal.

He indicated that he had continuely attempted to impress the welders with

the importawnce of making good seam welds.

RRI's Assessment of th. Liners

The RRI observed some of the welding work on the refueling pool in the Unit
No. 1 containment during the latter part of 1978 and the early part of 1979
incidental to making inspection of other activities in the same work area.
The welding appeared to be normal and the dye penetrant examinations appeared
to be properly accomplished. The finished surfaces examined have been uni-
formily smooth and appear sound. The RRI also examined some unfinished areas
in the Unit 2 spent fuel pool and can appreciate the difficulties that may be
encountered in removing some of the concrete laitance from the vertical weld
joint areas.
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PREFILED TESTIMONY OF C. THOMAS BRANDT REGARDING
CASE'S FURTHER "EVIDENCE" OF A QUALITY CONTROL
BREAKDOWN IN THE CONSTRUCTION, INSTALLATION
AND INSPECTION OF THE STAINLESS STEEL LINER PLATE

Mr. Brandt, have you had an opportunity to review the memo-~
randum concerning the stainless steel liner plate filed by
the Citizens Association for Sound Energy on llovember 15,
19847

Yes.

Mr. Brandt, directing your attention to page two of that
memorandum, CASE contends that applicants incorrectly
assert that the liner plate is not safety-related. Do you
see that passage?

Yes. It is set out in the first three paragrapns on the
page.

Is that contention correct?
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No. First, my testimony was that I could find no evidence
that the correct traveler form was used before April 18,
1979. My review of the travelers indicates that the cor-
rect form was used after that date. Second, all of my
testimony, as I have stated sever»l times, is limited to
the travelers tfor the'Unit 2 refueling cavity, which is
located inside the Unit 2 rcactor building. Ali thirteen
hundred travelers at issue in this proceeding are for that
cavity. I would like to point out that I made this point
on pages 15,921-923, 15,927 of the transcript of this pro-
ceeding. Traveller 988 cited by CASE is not for a weld in
this cavity. It is for a weld in the Unit 2 fuel transfer
canal, which is located inside the fuel building. This is
not orly a completely different cavity: it is for a cavity
located in a completely different building. Thus, CASE's
allegation is premised on a traveler that was not even
included in the travelers that were the subject of my
testimony.

Pirecting your attention to page 3 of Exhibit [ to CASE's
memorandum, CASE alleges that certain welds lack QC veri-
fication of the fit-up and cleanliness of the outside
welds. In support of this allegation, CASE identifies a
total of 147 welds which it claims lack QC verification of
the fit-up and cleanliness of outside welds. Do you see
those allegations?

Yes I do.

Have you reviewed the travelers for these welds?
Yes,
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What were the results of your review?

In each instance, I found that there was either a chit
and/or a traveler documenting QC verification of the fit-up
and cleanliness of the outside weld. Accordingly, CASE's
allegation is factually wrong.

CASE asserts on Page three of Exhibit 1, "je is evident
that the chits (attached to the 147 travelers] Qere not
intended to verify step 1, but was [(sic] intended to verify
Step 3 and/or 2 only." 1Is this correct?

Yo. The chits themselves reflect that they document Qc
verification of the fit-up anqg cleanliness of the outside
weld.

CASE also alleges on Page 3 that 170 other welds lack QC
verification for fit-up and cleanliness of the ocutside
weld. Did vou review the documentation for these welds?
Yes.

What were the results of your review?

With the exception of weld 326, I found that there was a
chit and/or traveler substantiating the QC inspection of
the fit-up and cleanliness of the concrete side of these
welds. Thus, with the exception of weld 326, CASE's alle-

gation is factually wrong.

traveler 3267?

Yes, I have.
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Why was documentation of the QC verification for this weld
not found during your review? . :
The weld has not been made. It is a weld between an angle
and the top plate of the cavity, which as of November 20,
1984, had not yet been fit-up.

CASE nex. states on Page four of Exhibit 1 that five welds
lacked QC verification of fit-up and cleanliness for the
outside welds prior to welding which allegedly renders
their conditions indeterminate, contrary to procedure and
10 C.F.R. Part 50, Appendix 3, Criteria V. po You agree
with this characterization?

I cannot agree with CASE's position. 1T do agree with
CASE's contention that, because of the dates of the signa-
tures, the chits attached to these travelers do not
definitely establish that the five cleanliness and fit-up
inspections were performed prior the time the backing strip
was tack-welded to the plates. This is a violation of site
procedures, and I have directed that an HCR be written to
address this deficiency.

While I agree that there is a Paper problem with these
five travelers, I ©annot agree that the deficiency is tech-
nically significant. The fit-up of the plates associated
with the travelers identified by CASE was reverified and

documented and the cleanliness of the inside joint was

Under these Circumstances, the verification of the fit-up

and cleanliness of the plates prior to tack-welding the
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backing Strip to the plates is NOt a technical concern.

The only purpose of verifying the Cleanliness of she Plates
prior to tack;wclding the backing Strip to the Plates was
£O assure that the backing Strip could be securely tacked
on and would not become dislodged inside the leak chase
channel. The sole purpose for the inspection is to ensure
that the backing Strip remains in Place until the time of
the inside fit-up. The reason for verifying fit-up prior
to tack-welding the backing Strip to the Plates was to
prevent difficult rework which would be required after the
attachment of the leak chase channel jf the original fit-up
between the Plates was oyt of tolerance. In any event, if

the backing strip had dislclged or if the fit-up have been

improper those deficiencies would have been noted when the

cleanliness and fit-up inspections were performed for the
inside welds.

On page five of Exhibit 1, case identifies a number of
welds which were done using welding procedure 88023 ang
claims zhat the correct procedure for those welds was weld-
ing pracedure 88025. Do YOU agree with this assertion?

No. The welds CASEVidentified are embed to Plate welds.
All welds made on the liner Plates betwee, embeds and
plates are groove welds in which the deposited weld metal
thickness (joint thic ness) is +1875" (the thickness of the
plate). The proper procedure for making this weld in 1978
was WPS 88023, whick ~¥as qualified for thickness rances

.0625" through .7s0", Prior to October 15, 1979, wps 88025
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was qualified for welds with thicknesses of 0.75" through
3.5". On October 15, 1979, WPS 88025 was revised and the
thickness range was expanded from 0.75" through 3.5" to
C.185" through 3.50". After this date either WPS 88023 or
WPS 88025 could have bee: followed when making the welds to
which CASE refers. Therefore, CASE is wrong in contending
that the wrong procedure was used in making the referenced
welds. To confirm my observations on this point, copies of
WPS 88023, WwPS 88025 and 1977 ASME IX, QW 202.2 are append-
ed to my testimony as attachments 1, 2 and 3 respectively.
On page six of Exhibit 1, CASE identified 243 travelers
which CASE claims lack QC verification for Step 5, fit-up
and cleanliness of the inside welds. Have you reviewed the
traveler packages for these welds?

Yes.

What was the result of your review?

I* is difficult to understand CASE's allegations with
respect to the various welds included on the lists on page
6 of Exhibit 1 to CASE's memorandum. Initially, it is
important to note that CASE's list includes five-line
travelers and eight-line travelers. With respect to the
five-line travelers, for example weld &, the fifth lin; is
for the final V.T. inspection, not for a fit-up and clean-

liness inspection. Thus, CASE's allegations for the five-

line travelers ices not make any sense. In any event,
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where the fifth line of the five-line traveler is unsigned,
it simply means that weld is in process, and it does not
reflect any paper or technical deficiency.

The eight-line travelers on the list fall into several
categories. First, many of the travelers are for welds
that are welded on one side only (welds 875, 896. 901, 908,
209, 910, 912, 682, 713, 714, 779, 783, 784, 785, 797, 798,
and 799). For these welds CASE's allegation is wrong
because there is ~welding on only one side of the liner:;
consequently, there are no fit-up or cleanliness inspec-
tions to be performed on the second side of the liner.
Second, CASE is correct with respect to a small group of
eight-line travelers (welds 12, 51, 59, 65,66, 72, 73, 90,
93, 107, 147, 203, 709, 851, and 907), and I have directed
that an NCR be written identifying the welds for which the
inside fit-up and cleanliness inspections have not been
documented. Finally, my examination of all of the remain-
ing eight-iine travelers on CASE's list reveals that CASE
is factually wrong because the inside fit-up and cleanli-
ness inspections were performed and documented.

On pages 7-8 of Exhibit 1, CASE lists twenty-seven (27)
~welds which CASE contends are missing the final V.T. of the
inside weld. Have You reviewed this allegation?

Yes.

What conclusions have You drawn as a result of tiat review?
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points have been bypassed. If CASE is attempting to infer
that QC must perform some type cf "verification" each day
welding is performed, this simply is no: the case. All
required inspections are procedurally described, and there
is no requirement for "verification" each day welding is
performed. From the sample I reviewed, I am unable to
detect any violation.

Mr. Brandt, turning your attention to pages 16-20 of
Exhibit 1, CASE lists numerous welds for which welding was
done, but no QC verification or involvement is shown, and
that WFMLs are attached to, but not references on, the
travelers. What significance, if any, is there to this
allegation.

None. Once again, as T discussed above, this is apparently
another instance where CASE 1is attempting to assert that
verification of welding must he performed on each day that
welding occurs. Of the travelers that I reviewed in
connection with this allegation, all welds were still in-
process, i.e., they had not Yet received final inspection.
CASE's observation that WFMLs are attached to, but not
referenced on, the travelers is correct: however, the alle-
gation is without significance. This information is not
required by specification, and serves no quality function.
The millwrights are procedurally required to enter this
infermation bus they simply have not done sc as of this

date,
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Mr. Brands, CASE idertifies 5 NCRs on page 21 of Exhibit ]
which describe welds for which vacuum box testing was
1mpr0pcr1y noted as not applicable. Is there significance
to this observation?
No. It was an error made by the inspector, but was proper-
ly reported and dispositioned on an NCR.
On page 22, CASE lists fifty-seven (57) welds which it
alleges are deficient because final V.T. has been performed
without vacuum box and/or liquid penetrant examination
being performed. Have you reviewed this allegation?

Yes, I have.

What was the re#ult of your review?

CASE dpparently misunderstands the inspection testing
sequence. The final v.r7. Precedes the vacuunm box testing
and the liquid penetrant examination. As these welds are
clearly still in pProcess, no holdpoints have been bypassed
and no violation exists,

On the bottom of Page 22, CASE notes “the final v.r. of the
inside welds were signed off on the fcllowing welds by
other inspactors." What is the significance, if any, of
this observation?

[ am not quite sure to whom CASE is referring By the use of
the phrase "other inspectors." 1 assume CASE is referring
to the fact that the final V.T. has been performed by
inspectors other than those who performed the p.T. and/or

V.B. test. 1¢ this is CASE's allegation, s is withous
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merit because there is no r:quirement that the same inspec~
tor perform V.T. and P.T. and/or vacuum box testing. No
violation exists.
Mr. Brandt, on page 23 of Exhibit 1, CASE lists 131 welds
which it alleges are deficient because the "completion of
weld inspection block on attachment 1 signed off as
completed prior to the completion on welds priof to [siec]
vacuum box testing and/or P.T. inspection being performed.”
Have you reviewed this allegation?
Yes, I have.
What did your review indicate?
The welds listed fall into several different categories.
For a number of welds which CASE asserts that "completion
©f weld inspection block on attachment 1 signed off as
completed prior to the completion on welds prior to [sic]
vacuum box testing and/or P.T. inspection being performed, "
CASE is incorrect as the travelers clearly indicate that
the weld is still in process. Welds 5, 7, and 8 are
examples of this category. As the welds are incomplete, no
violation exists. For a small group of welds, (wcld numbers
1240, 1242, 1245, 1248, 1182, 1209, and 1210), CASE is
correct and I have directed that an NCR be written identi-
fying the condition as nonconforming. For all other we.ds
listed on page 23, CASE is incorrect because the referenced

“ests are not required: therefore, no violation exists.



Q29.
A29.

Q30.

AJO.
Q31.
All.

CASE alleges pn page twenty-four of Exhibit 1 that “"[mlany

NCR's were written for welds that James Cole had N/A'4 the
vacuum box test on. The vacuum box test has been reestab-
lished on all but the Ones below." Have you had an oppor-
tunity to review this allegation and the travelers involved
with this allegation?

Yes, I have.

What was the result of your review?

Apparently CASE alleges that vacuum bex was required for
these welds. CASE lists eighty-eight (88) welds which it
believe are deficient. As a result of my review, I have
determined that with cne excpetion (weld 932) that CASE's
allegation is incorrect. All other wleds are not pressure
boundary welds and therefore do not require vacuum hox
testing, and the step is properly marked not applicable
("N/A") on the traveler. I have directed that an NCR be
written for weld 932 noting that the vacuum box test for
that weld was improperly marked "N/A."

Mr. Srandt, CASE alleges on the hottom of page twenty-four
of Exhibit 1, that "pr test has been performed on these
welds but vacuum box has not". Have you had an opportunity
tC review this allegation and the related travelers.

Yes I have.

What were the result of your review of these travelers?
CASE lists an additional forty-eight (48) welds for which
vacuum box has not bheen perfcrmed. For four (4) of these

welds (welds 1230, 1232, 1235, and 1238), CASE is correct
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A32,
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and I have directed that an NCR be pPrepared describing this
condition. For all other welds listed here, CASE is
incorrect; the step has Properly been marked not applicable
as these welds do nNot require vacuum box testing.

Mr. Brande, directing your attention to Page twenty-five of
Exhibit 1, in particular to CASE's discussion of NCR M-83-
01847 dated 7/7/83. CASE states that "The NCleas written
in 1983 and a hold tag applied. It has not been disposji-
tioned yet, and there is no copy of this NCR in traveler
l51. There is no RPS in package for weld 154. 154 was
signed off by Don Vogt, 5.M. McCoy, for steps 2, 3, ang 4.
Jim Cole inspected 151 on 4/20/80 and 153 on 4/24/80."
What is the significance, if any, of these allegations?
First, CASE is incorrect in stating that “,,.j¢ has not
.been dispositioned yet." In fact, CASE describes the
disposition of this NCR on Page 25 of Exhibis 1. Second,
original NCRs are not filed with traveler pPackages, nor
does the lack of 4 copy of the NCR in package 151 consti-
tuce a violation of any code, standard, specification, or
procedure. ThirA4, CASt's observation thus NO RPS is in
package 154 is correct, but it jg without significance for
tw0 reasons: first, the repair is not Yet complete, and
second, the repair, when completed, will be of weld 151,
not weld 154, and accordingly a CopyY of the RPS will be in
package 151, not 154. fourth, with fespect to CASE's
observation that "Jim Cole inspected weid 15) on 4/23/80,

Cactually 4/2/80] and 1353 on 4/24/80," CASE is apparently



Speculating on Mr. Cole's ability as an

1s no indication that weld 153 was

The NCR Clearly states that the backing bar had n ground
No evidence exists which indicates that the back-

i

was not intact ‘en Mr. Cole verformed his inspec-

and, as CASE notes, the incident (grinding

cugh the backing bar) was propmerly reported as nonform-
he othe incident described, i.e., the failure of
—
the backing bar to continue for the full length of the weld
at the i; ; ‘ 166 and 153, CAsE again seems
improperly inspected by Mr.
ly clear from the face of the
the originator of the NCR, was
Attaching the Chit for first
the "deficient™ backing strip
100t from weld 151. Therefore,
involved with this deficiency.

afe
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Q33.

A33.

Q34.

A4,
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that the backing strip for weld 154 lacked 3/8" from
running the full length of the weld was properly reported
On an NCR, and is attributable to inspector error.

On page 26 of Exhibit 1, CASE refers to a numbering
discrepancy which was reported on NCR M-83-00907. What
significance, if any, is there for this allagat;on?

This allejation is correct, however without significance.
In this case the constriction group which issued the
trayelers, assigned Separate weld numbers for éhe welds
attaching the backing strip and leak chase to the gate
guide. Although Cclearly indicated on the traveler, the
millwrights were not timely in assignment of these weld
numbers to the marked-up drawing which they were proce-
<lurally required to maintain. This condition was properly
identified by QC on an NCR and the situation was corrected.
In no way was this an inspection deficiency.

Mr. Brandt, on page 27 of Exhibit 1, CASE identifies two
nonconformance reports, NCR MB84-01969 and NCR M84-00498,
flave you had a chance o review CASE's allegation regarding
these NCRs?

Quite frankly, I am unable to find that CASE alleges
anything with regard to these two NCRs. Both identified
problems, and both were oroperly dispositioned in accord-
ance with site procedures. CASE's note regarding the
absence of a copy of the NCR in all of the packages is not
a violation of any requirement. As I Stated earlier, the

original NCR is filed in a lecation Sseparate from the
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traveler package. All packages do contain the corrected PT

report and reference NCR M-84-00943. Other tran the defi-

ciency which was reported on these two NCRs, I am not aware

of any deficiency in the way they were processed or dispo-

sitioned.
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UNITED STATES OF AMERICA
HUCLEAR REGULATORY CoMMISSION

BEFORE THE ATOMIC SAFETY AND LICENSING BOARD

In the Matter of

)

)
TEXAS UTILITICS ELECTRIC ) Docket Nos. 50-445-2 ang
COMPANY, et al. ) 50-446-2
)
)

(Comanche Peak Steam Eleztric

(Application for
Station, Units 1 and 2)

Operating Licenses)

CERTIFICATE OF SERVICE

I hereby certify that copies of the foregoing "Prefiled
Testimony of C. Thomas 8rande Regarding CASE's Further 'Evidence’
of a Quality Control Breakdown in the Construction, Installation
and Inspection of the Stainless Steel Liner Plate" in the above-
captioned matter were served upon the f~llowing persons by hand-
delivery or depnsit in the United States mail,* firge class,
postage prepaid, this 20th day of November, 1984:

Pater B. Rloch, Esqg. *Chairman, Atomic Safety ang
ChairMan, Atomic Safety and Licensing Appeal Pane]
Licensing Board U. S. Nuclear Regulatory
U.S. Nuclear Regulatory Commission
Commission Washington, D.cC. 20555

Washington, D.c. 20555
Mr. William L. Clements

Or. Walter H. Jordan Docketinq & Services Branch
881 West Outer Lrive U. S. Nuclear Regulatory
Qak Ridge, Tennessee 37830 Commission

Washington, D.cC. 20555
Herbert Grossman, Esq.

Us S. Muclear Regulatory Stuart a, Trevy, Esq.
Commission Office of the Executive
Washington, D.cC. 20555 Legal Director
U. S. Nuclear Regulatory
*Mr. Rebert D. Martin Commission
Regional Administrator Washington, D. c. 20555
Region 1v
U.S. Nuclear Regulatory *Chairman, Atomie Safety and
Commission Licensing 3oard Panel
611 Ryan Plaza Drive U.S. Nuclear Regulatory
Su.te 1000 Commission

Arlington, Texas 76012 Washington, D.c. 20555



*Renea Hicks, Esqg.

Assistant Attorney General

Environmental Protection
Division

P.0. Box 12548

Capitol Station

Austin, Texas 78711

*Mrs. Juanita Ellis
President, CASE

1426 South Polx Street
Dallas, Texas 75224

cc: Homer C. Schmide
John W. Beck
Robert Wooldridge, Esqg.
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Anthony 7. Roisman, Esqg.
Executive Director

Trial Lawyers for Public Justice
2700 p. Street, N.w.

Suite 600

Washington, D. c. 20036

Ellen Ginsbergq, Esqg.

Atonie Safety and Licensing
Board Panel

U. S. Nuclear Regulatory
Commission

Washington, D. c. 20555

ruce . wne
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Tungsten).
The type of bare wire selezted for the case metil t: be welded shall se as

follows:
BASE METAL Tvee 3ARE WIRE TN BT vezn
304 or 304U to 204 or 3041 L2309 OF 2r-iew
316 er J1EL %0 313 or 6L SR316 or SR3'SL
304 or 30SL to 315 or 216L cR316 or ER316L

PNO. S _GROUP - _(32%0. 5 _ GASuP __* = =
TWICKNESS AANGEL C273' 70 o T2av l 4 2
Bt iawr
7 =
. A
Vi's 7 \\/
.7 T
WAL 7
WELD PARAMETERS
FILLER METAL | GAS/FLUX | ELECTAICAL DATA ;ag
PASS |PROCESS S 2t SLASS | TYPE Mim  FLOW | Tvre AMPERAGE WIDTH
B L LA or Co®Mote 7lArgsn 15 chx Jocse 100 Max. 11 Max, 3/8"
GTA - Sea ¢ % P T
T 3/32 see llote 7 Ar'gcn 15 CFH ocsp 100 Max. N 3/8"
- GTA o < . - :
w3 V16" Ses Note MlArgon 15 c7u foces 115 Max. 11 3/8"
T 2" < '
GTA 3/.2 <22 Note 7 Argon 15 CFH oCcspP 118 Max. 11! 3/8"
l PTA / » < " i -
&CK| G 3/32 or %% n0te 7idrgon 15 CFH [pesp 140 Max. 3/8"
(vd 1 1/0n Sop tata Tlienan 18 £%u Inreo 150 May v AL
PREMEAT _R9°F BACK GOUGING METHOO
INTERPASS TEMP 600F . 3:3C¢ CONTACT TUBE TO WORK (IN)
SINGLE QR MULTIPLE ARC Sinnlg CRIFICE OR CUP SI2E
UNGLEOA MULTIPLEPas T uitiole | weLs rrocRessi
SPECIAL INSTRUCTIONS
1. Preheat shall e °s~atllshed srior to the start of welding,
2. The interpass temceraturs (adove 15G9F) snal! be checked 4sing tamperature
incicating Craycns or an acoroved ecual,
3. Tre nurter of weld beads may vary with sz=ction thickness.
4. The starts and stoos of all tack welds srajl :e tacereg by jrinding
the initial pass can be properly consure <he tack.
S. Tack welds which are used at *he root cf Joints snall be campleta peratration
6. The non-consumable electroce “or ke Gas T.rgsyan Arc progass snaill
to AWS AS.12 Class ZWTh-] (1% TRariated Tungsten) or Class ZwTh-1 (2% Thoriatad




Material Spec. _SA-312 ‘ to

~ A

P NO-L_CI’.NO._‘_ t .\«),—Lt_cr. Mo vuKmess ind 0.0, . s o0 \
Welding Processes 1 . o ———
Manual or Automatic 1. Man,

I
R

Gas Turastan

31
holodoe 1

Thickness Range
Total Qualified Thickness Ran

e ) ORI6" =,

FILLER METAL WELDING PARAMETERS

F.No, I.
A-No. 1
SFA Spec. 1.
AWS Class. i
|
i.
2.

2
o

fouit Type
Fe.iinn
Cacking
Preheat

-

e b [e ) %)
L8} Fop) 0

-

S
»

1 e e

(T Pange
SwHT
Passes/Side

Describe Filler Metal if notincleded in Secniun 1X Nu. of Arcs
1/2" x 5/32" Areos Consurable Insap+

Lo

ol

Fiiler Size
Trade Name

Current

Anps

LUX OR ATMOSPHERE Voits

Lavel © eed
30100

2ad Type

Trade Mime |
Shielding Gas 1
Flow Ry.¢ {
Purge !

2 0 00 w9

|

meniio 0w Y-
Specimen No . Are ate
stress g

87,00

o la B Tale
-l 7

1y pe and
Cinure No

Welder's Name Jimmy ! L8 Clock No

Who by virtue of these tests . T pe Tance requirements
Test Conducted by Southwas 1Soratories Ad:

Jddress

per Hr, o I 30 _ Nite 2

et FIRU,

We certily that the {dtementy 4 MY reg re ¢ =+ =0d That the test welds prepared, weld
accerdance with the reyuirements
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PrormniTinntine.

MQUSTZ*, TEXAS

SUPPLEMENTAL TESTS

TOUGHNESS TEST TYPE PFR
SIZE PER 20597
SrrCiveN TEST NOTCH : L85 | DRur VLT
DFNTI !CA\'O_:l TP LOCATION FNURUY FTALS MILS LAT.FXP = SHEAR BREAK SRR
|
|
HARONESS YEST TYPE PER.

NO.

WELD METAL

H¥AT \FFECTCD ZCNE

BASE METAL

-

FILLET WELD TEST

FIG

MACRU TEST RLSLLTS

FRACTURE TOST RESULTS

CHEMICAL ANALYSIS ™ METHOD k2t Chanigsi PER _A5TI1 £230-72
BLEM. )} C Mo F 5 B & N Mo G 1 N o] “]

-

"CiS | gds |

.76

.42 19.89 3.45 .23 gsa .9

Aoproxirate Calta Ferrita

Cantent: S (

ADDITIONAL TTSTS

Celta~-ferrite tasts were conducicd on =ma co-n
6:00, and 3:00 o'clock with a3 severn “arrita ‘ndicator.
recorded a 7.5 to 10% delta-ferrite contant.

leted weld at 12:00, 3:00,
All positions

We certily that the statementt in L recurd 3re correct 3ud that the fests wese conducted n azcordiice with
03C82A202 %8y 3 . 1/
POR No, B8y -Ac~ S and the requiremnents of 3.1
Siyned S:".-}'.’Vi AT, I4C,
= Wj
Date 2 1T-7ZF By LR L Y

- \r;)/
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MQUITCH, TEXAS

SUPPLE‘.?EA‘.‘TAL TESTS

020204254 Ray,

-
3

Pxe 3 of 4§
TOUGHNESS TEST TYPE PER 20598
SIZE PER
14
SPECIMEN TEST NOTCH s e d ' - CROPWILILHT
IDENTINICATION | Trae | ocamon |FY7ROYPTLAS| wiLs LaT Exe * SNRAR BREAK  NOBREAK
HARCNESS YEST TYPE PER
. WELD METAL HEAT AFFECTCD /0NE BASE METAL
|
FILLET WELD TEST FIG
MACRG TEST RESULTS { FRACTURE FEST “4LSLLTS
CHEMICAL ANALYSIS ™ METHOD PER
ELL“._C__“_"._'L&_."_'.-‘_'&L-'_".___.___"_‘
N \
wELD |
BASF

ADDITIONAL TESTS

gend tests were examined at 10X magniicitian 1722» bergin- $o =ses the

aCleptance critaria of "Interm Re Julatory Guide 1,31." Mo fissures
exceeding '/G3" were ar°sen:.

Radiograohic Resort of lalder Quali

Q “icaticn: Radiograznic resers WQRT
00CC9, was run in aczarc ance with :Lc:fc" o4y 137<, Parasraen Gui=142. The
ac:;p'arbe criteria of Section vill, Civisicn 1 was “erein met,

We certify thac the stateinents in this recurd are correct 30d thag the [esis were "Hd. cted in zicordance witli
PQR No, A20222208 day 2 and the r2 juirements of _ e =
Sigred 330a1 & RCOT, (e,
2 | LA Z.
Date _==""7-782 $i ./57:ﬁ4/:z:4;¢;114»'
¢ o / .
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HOUSTOY TEvas 02C2£2204 Rey.3

SUPPLEMEMTAL T=8TS

Poge 4 o 4
TOUGHNESS TEST - TYPE PER
SIZE PER 20599
SPECIMEN TEST NOTCH - ; . DRO¥ whicHT
IDFNTHICATION | TEwp LOCATION ENFXGY FILBS] MILS LAT.EXP SHFAR 8RE \x ADSerie
HARDNESS VEST TYPE PER
NO. WELD METAL HEAT ATFECTTD 70NE PASE METAL
|
Two (2) specimens were sensitization testad in accordance with ASMT AR262-7y,
Practice €. Specimens were axamined a: clX magnificaticn for presence of
micro:ra:kin;. No fissures were present:.

utilized
that the
by the PSAR,

The following parameter excarpts have be:n extracted from the actual darameters !
within qualification of said procecure and are calculated to asseverats
maxinum energy

input range during qualificatien s within that prescrised

ADDITIONAL TESTS

ENERGY (20T 2:nas

GTAl Precess
Amperage
Yoltage

Travel Speed
(in. per/min,)
Kilojoules/inch
Note:

utilized

80 S0
10 3
2.0 1.C
24,020 min, 43,220 max,
Parameters noted ars indicative of she maximum and minimun energy inout
fle

range and do not rnecessarily re

€t the manimun/minimun amperaga/voltage

Cipanin
' .biu’un

during quali

We certify 'h.uqt:e’:r‘;:epmenu it tho record are corrcct and 1hut the tests were concucied in 3c2ordange witit
- . . =

PQR No _CECB22204 Pay, and the requirements of adls]

S."‘.Cﬂ t:- . z :R.l\- vl:c‘

>

I A
7'7 73 ///,_.{4‘”,, -,

Date = < & g 2L 2 e 2
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PROCEDURE QUALIFICATION RECORD

HOUSTON, TEXAS

e 1 of 3
20600
Matenal Spee. SA-312 TP 204 t0 S3-312 TP ng
PNo._B_GrNo._]l t0¢ No.__3 _GrNo_i_ ThicknesandOu. 0200 oo Lidgzzess » 6.5

W:lding Processes I._Gas Tungec*an Ap~ 2._Shislded Vsra) e
*.anual or Automatic 1. _Minuyal 2 __Mannai
Thickness Range | 2_ .
Total Qualified Thickness Range _( 2275" =npy 7 2200
FALLER METAL WELDING PARAMETERS
F-No. .6 - Jount Type Singia Yss Cronya iald
A-No. i._8 ._18 Position 8G Usiiard
SFASpec. 1. 5.0 r A Sacking hone
AWS Class, |, _ FR203 2.__E309.18 Preheat 63°F
Filler Sive 1, ___3/32" 3. 3/32"31/8"% IPT Range ___B(°F.<51°F
Trade Name 1.__ Arcaos PWHT Mana
2 __Arcos Passes/Side  1.__M:ltinle 2._Myltinle
Descnbe Filler Metal if not included in Section 1X No.of Ares 1. __Sinale 2_ Single
N/A Cuwrent 1. __CCSP 2.__DC3o
Amps 1.__29-3% 2. 70.0§
FLUX OR ATMOSPHERE Velts 1. _3-10 . 18.22
Travel Speed 1. __2-4 [FY 3. 2.68-.8.0 154
Trace Mame 1= 2. lza Oscillation 1. _Z/18" Max, 3  §/18" Way
Shielding Gas 1. _Arnon 2. Bead Type | S:rirqapr 2. _Strirne~
Flow Rate 1. _18 CFH i, 2 /2
Purge .10 C553 Yia 3 w/a
TENSILE TEST
Dimensions Lilunate Ultimate Unit Character of Fajurs
Specimen No. ! Area . durs
Lo Width Thickness l;:;a{.b Stress psi And Location
D4-<62.1/b) 41 | 722 146 J0g2 9 73 a1 211 _Wald
=262, 108) 22 | 713 165 1123 4 10190 32 _:nn Weld
GUIDED BEND TESTS
Type and ‘ Type and
Figure No. Ronlt Fiture No. Result
| (4=482 3(a) Face S3ticfapenny, CW-262.3(3) 2cot | Satisfacsary
CH-462 . 3(3) Face Satiefantnny 0W-d4€2.3(3) 2Qeat Satisfacssry
Welder's Name Jirmy Hisa Clock No. 2314 St2mp No. asC
Who by virtue of these tests meets welder performance requirements. Laboratory Test No. 17223
Test Conducted by Sauthiaetarn | 3hapryanpd 2e Address 222 Cavirlpais  Ba cepn Ty
per Henpy Kakagnjrhe Date i B 1773

We certifly that the statements v thy record are correct and that the test we'ds

sccordance with the requirements of Section IX of (52 ASWME Cade.

prepared, welded and tested n

Sl‘ﬂd Rpmn Y dna+  Thnm
(“ianufactuger)
s aiad 7— (f’—* -
i Tefo. 2t n_ /- YU goalaenl

———— - -
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SUPPLEMENTAL TESTS 1
Pge

2 ot 3

TOUGHNESS TEST TYPE ——— %R 20601
SIiZE PER

T
SPECIMEN TEST [ SOTCH [ENFROY ¥ g UE A DR2OP WHIGHT
: f Y FT-LB |l EXp T SHE ’
weNTIICATION | TEwp | LocaTion | 5 Wpussiorinibn, S BREAK  NO DREAK

I

HARDNESS TEST

NO, T WELD VLETAL HEAT AFFECTLD Z7ONE BASE METAL

—

FILLET WELD TEST FIC
[ MATRO TEST ACSLLTS FRACTURE 5T RCSULTS

CHEMICAL ANALYSIS ~

[-tuu

wELD

ADDITIONAL TESTS
r -

'
|

cce::ince criteria of "Interim Requl v 3yt 1.3 Y fissures were
resent,

end tests were examirzi 10X nificacs Rt T ardy ~aat Shg
e

n
B
a
-

Radicgraphic Report of Waldir Jualificztion: 2:diccrazhis re WCAT 20020 was

run in accordance wi Sect [X . ran ' Qu=i1€2, The accantanc
criteria of Sectiun I isic ) i

We certify that the statements i tha record are correst and that the iest ! cted 8 sczordince witls

POR No wougmg D V- and e requrements o

Ve o )8~

Date
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SUPPLEMENTAL TESTS

TOUGHNESS TEST TYPE PER 20602
SIZE PFR
SPRCIMEN TEST NOTCH g DROP Wiyt )
DENTINCATION | Tiwp | Locimmy |FNERGY bTss MILS LAT.ExP % SHEAR BREAK  namga

| J
I'ER
NO, WELD MLTAL HEAT AFFeLTID /0ONE CASE MIETAL

HARDNESS VEST TYPE

FILLET WELD TEST FIC
MACRO TEST RESLLTS

FRACTURE TEST RCISLLTS

CHEMICAL ANALYSIS = METHOD k2% Cherira PER _3STH 2350.7¢
ELE“' -g- T -\‘J —_ ’—Si- ~‘ —\-.- —
el ] 013 . 6 235 2.38

‘e

222roximata Talea Farrita Censent:

ADDITIONAL TESTS

e o l
L. Bend tests were examined it 10X magaificaticn 1fter cerdxrg £ mees tha '

0‘l|\,- -

dcceptance criteria of "Interim Regu!a 3ory Suide 1.3:.

Ho ‘15*ures ware

present,

L Ce!ta—FerrT:e 2StS were conducted a: o @lve (12) poinss (six cer $i2¢), alans
the length of the Prececure qualifizasie acoucen.  Ferpit Sccpe MTE/725 was
used and the fo!loy! Ng resylts noted:

Pesition L°1ta--°r"°= “umbar
ALl pos..xcrs "anged tetween
9.5 and 11.5

We certily that the Statements m thy record are corect ang tha
PQR No. 121 O"H' Say 1

“the tests we-e conducred n cordaiee war
/A

and the reax.urncn sof &7

Signed Srown % o9ms I-c

2, T(\_; . ‘/'/'}z._;’—v'/\..ﬁ 'ﬂ..;.«u

Daie 6‘ Q.O’ 73/




PQR No
MOUS™2%. TEXAS 08CSAAL114 Rev.]

SUPPLEMENTAL TESTS
? e 3

of 3

TOUGCHNESS TEST iY?C PER
SIZE PER

20603

SPi(IvMEN SNOTCH
IDENTHICATION LOCATION

FAPKGCY PT-LBS|  MILS LAT.EXP [ % SHEAR OROP WEHIt.HT
BREAK NO BRLEAK

J
| |
|
|
|

!

HARDNESS YEST

NO. T wELD METAL HEAT AFFECTCD 7ONE DASE METAL

|
" 3

FILLET WELD TEST FIG
MACRO TEST RESULTS FRACTURE TEST RESULTS

ADDITIONAL TESTS
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We certify %1t the statements in (hs record sre cormrect

PQR No _CZUSsAlle Aav,

T-Ro-72

Date s




TOUGHNESS TEST 20604

-
| "
SPLCIMEN NOTCH FNERGY TLBS| MILS LAT.SXP | DROP WHILHT
IDENTHHICATION LOCATION | | BREAK NO SRLAK

- 3

HARDNESS TEST

NO. WELD METAL MEAT AFVECTED /70NE BASE METAL

FILLET WELD TEST

MACRO TEST RT3L FRACTURE TEST RCSLLTS

ADDITIONAL TESTS

1.

WO (2
282-70,
presence
wWestingho
fcr base
metal,

3
=) o
.
' IS
oul

4 N D
y )
1*ul D
O m
-—te *
A 1Y ]
w

O A%
- ¥
o
O
S~ a0
iy 0

We certifly tha 4 tha corduct ' 3ccordance with
PQR No : - : : [ .




WTTON, TEXAS

TiGN RECOARD

A
A

Material Snee. ___SA-240 Tv9n | ' S5-2
PNo. 8 GeNo._1 toP No.
Welding Processes 1. G

Manual or Automatic 1. M
Thickness Range I. =
Total Qualified Thickness Range(_ 12

S
nuda

FILLER METAL WELDING PARAMETERS

F-No.
A-No,

SFA Spec.
AWS Class,
Filler Size
Trade Name

N/A loint Type r7«"ub1“ Jes Graave lald
N/A Position G

A Backing iQne

A Preheat 600F

'/ A IPT Range _ 119°F through 35007
[ Sirdvik PWHT __ Hone.

Psses/Side  LMultinle 2._MN/A
Descnbe Filler Metal if not included in Section [X No.of Aces |, ~ 2. _M/A
Current 3._N/A
Amps » ' 2. N/A
FLUX OR ATMOSPHERE Volts L 2. M/A
Travel Speed 1. : 2. N/A
Oscillation ‘ : 2. N/A
3ead Type 1.5tri 2.

-l ETEY)

Trade Name 1. -
Shieiding Gas 1. Arcan

Flow Rate  1.20 C7H4 Min
Purge .20 CF5 Min,

00 1412

TENSILE TEST

Dimensiors Lilunate

Ultimate Unit Chancter of Fag.re
Width Thickness

Total . S
Load LY Stress pst And Location

Spezimen No,

e

- » J o .-

e |
|
Qw-462.1(a) 311 ; 1 ! 11 39 137
|
|

Cd-462.1(a) #2!1 003 1 432 | 20 129

CUIDED BEND TESTS

Type and

Figure Nc. Result

W-4€2.2(a) Side Satisfacsory

W-462.2(a) Side

Welder's Name Curtis Marauie b 417 L Sf“"p‘m_

Who by virtue of (.'*.eu tests rr~eu weider performance requirements Laboratory Test
y p( ! IPA o W
Test Conducted by Material "‘f":-?""? L3l 3 Linten O, .

ol 4
- e By~ ———
per 4 Q. LEWSEC L 3 -,

- - s 9 -

Mo

-
-

We certify that the statements i this record zre co~sct af that the test welds p

repared, weided
accordance with the requrements of Section IX uf the

Date ?_20“75/
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WELDING CODE
ASME B & PV

SUPPORTING PQR(S)
20606
*0808AA114 Rev, 3

SECTION IX WELDING PROCECUARS SPECIFICATION
WELDING PROCESSIES] 1. __533 = osran - .. TyeE Mangg) i
LA & TYPE ALK
BASE METALS (uW~-403) BPOSTWELS REAT TREATMENT QW=407)
PNo.__ 8 _Gr No _l_taPNo___ur LTI | Tva: N
Thickness Range ___, 147 gii-y 4 3 1% I Temz e e AL ¢
Pipe Dia Range AAAER L rs 4 IN | Tre R el
Range for Filler TheAdA o D nSianind i
ORI [0 P 8 R
FILLER METALS (QwW-a04) SheeicrsGas ) Hdnde 1,
F No | 2 2. ot/ A Jere =t Comp 120
A No. 1. 3 2 Ja 3 - Crn Gas Flow Rate 135 CFH (min )
SFA Spec. No. 1, __S5, 0 @' vt o« s 1P %20 Gt Sopos ‘R) Flow Bf:c._ﬁ_CFH {mn )
AWS Class No 5,y 2. e Toohm e Sigiang Gas Comnusition N/A i
Size of Electrode 1. - - Polel o T gy
Sweof Filer 1, _2/2°  */% L il W1 |PLECTRICAL CHARACTENISTICS (QW—$09)
Electrocs ~ Fiux Class xl4 cerigat & NCSP - -
Consumabie insert o AmpsNarae ¥ _35-135" 2./ LIES
it nange ! =15 2 M/A
1ot sten Elee. S Type ol =l/8"/EsTh=-1 o
}
POSITION (Qv/—408) N TLOANIQUE [ 10 A 7
Welcdin; Bes ton S S gttt Jeaq ) 2 AAR2T 3. dd..
\'J:"dd‘g Progression gt ) ) Bh.ur o Ve 2
O ¥ o o Gas Sup Sice 2> = 1/2 IN
PREHEAT QW 305 ) Lot 3l 25 Evraass cresne Vieldirg surtaces shall ue w ra = wihe
Praheat Temp - = — F ittn) SLaadstrenur s move s‘aq( sf 112 Of ciner contaminants.
Interoass - Temp Range Fod 220, z et 3 ub . ix ovug 2 S .
Prancat Maint LY oy )
Qe L 2 A I
JOINT CESICY Qw - A8 Tube 12 wovk 2stance oS A 1%
Groove Cos ;ﬂ PSR, T - e . Covar t Myltinle
J2int Type C3 L v CF it S il ' >
Baca 75 Matt Type -l.-_sh______lﬁ.b_.‘_ e 100, 2 s 3r g omie el iin e ingie
Travel $00.2 14 pss A 2 1P
Boes ra : - l
REMARKS "This PQX incliies § ol leteniy val Ruse. :
Pricr te the stur: of selding, the axitine .35 e, 11 e Ihecssj fgr
exygen content. C 235t te o7 2 livoe Batore wéidi A0 ComSence.
Malintadn purge furac leal:s swo lavers {l.e., 22t and -pe $111).
Wastinghouse sus~lied CIMPOIR® " Paqulre Puise Laltsun iisg {or at least
thres layers (L.c., scss 188 an wtllai,
afppn ﬂ)w;PPRO\—a;: CnTE e i R
F,‘éa/ !a *m—u_ ‘3.,’{;;4';* Fas Coues “ve <0SCiOn (I, ANST = . n
W'f-:""‘""""~ Rttt A,
IS e Wi L2t 25 peaicer -
IW'agr sy t""\ e'rg .
A ',(' AELTNE BN ST CR=«317
s 5 Ashuraf cf o bt ol
| ATTAC kM [




WELDING TECHMNIQUE SHEST o, | T e ey
o T el Auese sy 88025
PNo...Lcaow_J_romo —f. GROUP _1} = _ 3= M SR —
s7 - g —
' THK RANGE 1S ero. 3,50 iN pace 2 of 32
TYPICAL JOINT DESIGNS PERMITTER ” o
el I o -ty ROOT OPEnInG o.—Ll'LLTJ-LL‘S\
os _1/8-1/4 .
ke k.
o ~~ 120607
4 I "; —! '
L_r_ 4 3
mn'onwnm
LT mED
.
o\ \\‘ \_‘)
! WELDING PanameTERS ‘SINGLE VALUES ARE MINIMUG
e FILLER mETaL A ELECTRICAL GATA | tRaver :t:.o
ELEING -— —
LAYER T | size v ['—L:n-a:u't"csm TYPE/  AMPERAGE voLTS | SPEED et
PHOCESS | ) Aws CLass Feeg (EM) “
| L w1t LD 9,658 POLAR HANGE RANGE (1% )
I ’ . 8 el AT
| i " ' PP
1-2/CTA or ’3/32 See Nete 3 \:gon: 15 |3 ocse 50-150 3«14 |y/a 3/8
| [
- . o, = .- - ~ »
beA 1/8 | Sece Note § firgon; 15 i3 ocsp 50-150  3-14 !'w/a 3/8
Alt{CTA 9r [3/32 See Note § pirgon! 15 N/ DCSP 50-150 8-14 (N/A /5
| - - ' s . ] l--. -
3 §|GTA 1/8 | See lote 5 Asgen 15 A 1002 50-150 8-14 [N/A 3/8
on t l ' L [ : !
{ Maxinuo thickness o any a'n;le;dn;:: %5 d ih;er shall not axcee! LIg". l
1 Py 1 it Bl oty s e S el - s .
R LT Sl 2t Yo o
PREMEAT TEWP £ Ok (as N7
BACH GOUGHy METHOD ___ L
INTERPASS TE WP L£le’50 °z 5 A TAY 3 & wOA 3
: TR T LUE T A r :,‘;,' 3y N
PREMEAT manT &4 ey o L N
: 17315l /8 VEELI ORGP e Ly = 110 i~
TUNGSTEN ELECT SIZE& TypPg L/ iv=]/8 N W
SELDING PRIGRELSIOY S5 ~aTa
ENTH l_ ol :
NETIUCT I -8 1
l feheat and interparss temperature (ihxo L22'F) ahall B¢ shee ed uaing
temparagure indicacing craveas »r an .- el Sxual
é.  Tack welds shall ezpley the paraccce s sos Sal PORE Bass.,
3. Tack welds shall o¢ complete fusion: - SL4TI3 anl stops shall Ye zagarad
by grinding so that the initial » riperly comivire tha sack.
4. All velding shall ueilis.: Crlnger se
5. Bare wire selectad for tha Lase wersl :o se walded ;h3ll be as foilows
BASFE METAL TYPC AE WikP 7O W p £2
. 304 or 304L to 334 or 324L FR.OS or ERJOSL
316 or 316L to 1o or alel, Exile or ThIlslL
304 or 305L 3 5 or o b ER316 cr Ez3I1SL
For Westinghouse su Piied Resctor Cooluns Piping, ER306 will Se used for
] ! ¢
base mezal cvpe 304 or J0SL to 316 ov 3lkL
€. Purge rezuire=on: RAY L Jdeleted far sicket weiCs or whon specified »
5 - I
the Prajecs Weldin: Easin i
i 7. Preheat 2aintenance shull Le ceatin oS TAng weldlng saly; oral comslese
wveld {a selll air.
8. Varfation {a the joint gao=ctries she doove is permitted provided the $piac
4 -
{s single or double welded und the roas spacing muainiained within zhe speciiied
tolerances.

R L T S m—
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WELDING PROCEDURE SPECI7 iz ATION CHANGE NOTICE ,;_0603

-

CURRENT REVISiONS ARE INDICATED 2v cHange BARS.

Ev. DATE OGIGINAYOR

1 9-_".". l. Brocjicks
2 d=1"< 79 o Bromsci-¢
k| 2

| G LR T LYY RPN

REVISION NO. CELCaige Tine CHANGE

1 Noted PR revi. i n. RLv'q;d thickness range, joineg
etail, mayi=.. falues of am ‘?s and volts and deleted
relervice woy ¢o, ¢ ;:qus

2 5 Aetvoud ca oL Cape, ‘ed the following {a7 ormation:
Eelive wold g 7o i Jiameeer, cisserode - fluyx
hlJ::LKlFI".., TR ot ~alatenance, joine descrip:ian.
Cralliag aivi-® tep - Sy CUD sten stze and tvpe, bead
Eype, infeial . Rtur, irg clendng, bca2k rPouging
Cethod, oseil” +:- Mo BEDE wrqytem wrted Pk pee
vision. ..Lio. . it L0 Wy &d vols values. Addes
Westin_hou.o » AT AL fue ALY wulids,

3 Aded prane - neenae e ad ROt spacins, cup
size ran~es ctiess 7 > # wated L revigzian,
Revised :....; § Cuuge wood laver thickness sizica-

ticn,

* REVISIONS MUST B APFROVED RY THE MLtinCER Crrioreriste LNGINICRING A HiSCESicnee




| Browmn T Rootlne T

WPS/PQR Mo |

050225114

CHANGE %OTICE
PROCEDLURZ QUALITICATION RECSAD
OUAUFYN\G\---D.\S ?a-)c“:)-,ne SPECIFICATION

N
. ESSENTIAL VARIABLES CANNOT BE CHANGED

WPS.PQR REV. CATE ORISINATOR

20609

CURRENT REVISIONS AKE INDICATED BY CHANGE BARS

- APPROV:-L’

3 N ’/ 4/
POt : PUTEUTRIL g o . ND NETL J_"__/ / AT
v R . a’ b LS. - M T R
- - - - 7 ’y & o
— i il 3 . s b5 . ol SN P i &
—

WPS/PQR. REVISION NO. DESCRITI THE CHANGE

PQR 1

“e . w

of beas
reiervihse.,

Pelet.:n

|vc"'\ “7;‘
wls

parameters and

PQR

(5]
a
o

ddi

tion of Westinrhouse

Evp nonaw fors. Added the folletiag infor=acsien:
WPS aurter, deins siotelr & nitensione, 0.:. range qualified,
thizhness rang: =palifi.g 2T Dréfuce, alec ode size,
elecirode=finy clivs,, ernsumable inscre, .eld;n, proiressicn,
PYWHT tyvpe & time TLugl, purde flew rate, bead width,
orifice or ras cu- sis Charic? "~ecses/eide” to "sult?
or single larer”, cef of arcs” to "sultisle or sincle
S.actrode”, Delei.o ‘erence te “as-:. shere trade nace",
"Backing”, and "uhs tr virstue =f % s “2£%s reets w¢.Zer
pericrminte reg aremee’, Champel Yilisr trade xare 2o
"RIAT Infoematicn {ous] 2ic o ted undap "sgeillazion”
o8 entered under Mga! Wl -a dfed N/AY ndes
oscillinsion. € Neviosdng.pts B rusac flev sate Coce
20CIT: v, to 2.
“i 3 Deletad ref.renmie o supsureing IR 2 adé.d peening, srre-oas
MBINLLrIne Wl 'CuD 5,20 range
PQR 3 Chanze "ihickn.es = = . eualidi a’ deporited wele =ecal
" X thickness”. ¢ cos wehuNSion nirmation, tusseten sise
‘ and CYJu, Puens g ol LALAZeuging

* REVISIONS MusT OE APPROVED BY THE MANAGER OF MATES

-

UALS ENGINEERING OR ~18 OESICNEE



p" \ 4 I T e
Brown& iogt.ric i et S
i wel) NSO oreel enl e P e e s
ey ¥
Welding Pioean e Snecit cation Na O50R341]4 Pras Te2% 74
Revivony _3_ . LT
g . 20610
SELDING PROCESSIES) 1 _Gas 028282 S CTYRE  Mean,t
Pkl . : Repg _X/4s 13 . |
.\ 3ASE METALS .o'.-.'-uian pe £07 R AT NT QW . 307 |
e/ ' Ne Gr No ______|°’~° 6 ~Gr Neo T I_ o Ax &
e T e — s — .+ % v 5
.h.c.mm Bange __: 4 "'°’ . _thry 3, "N IN T . ¢ Ak “r
“peDia Range __“0iic 2*- 3 " S S .
PRI . — S
FILLER METALS 0 - 204, - o
EN. Y A 7 _N/? B s , B i, L
. -~ - .. ——— -
aNog V ___ E_ - T & = o :
i b e Y i i e e R "
AWSClass No 1 EFo 3y 303 4 § ' .. o Iy e "7',,'“ b
sl T R - ‘v 9% . sisatmin it an N - —
e 0 Ewetroge ) e e 2 00 USROS | . e
of Filler 1 Jl: 1/5 - S tfset "2 &y s 4 &
;'l'" ! oy i " Rt e—— L N CAL CrapaL TERISTICS (QW - 309
C - O . ’
¢ eCtrooe = Fluz Class e e ¢ —— Tt Y .'J’....;_ 2 ikl
JONLmable nsen A - — A gy 0§ 13° =138 2 N
— - - .
I R, Moles By -:‘;-___ LA
- -- Ty T 2 S Ly o "6"-;&'_"‘“.. =ior2
QSITION IOW -40%) ECaNQus (1% PR T
} . h . e .t > - v R
~-e:m; :os-ho' ‘—};. S Rp——— TOTSeave Meyr ' _Sirlncer 2 N/A
/ *C:ng Progress.on WA S S el . £
[ ¥ - . —— e | 5 6.2V, 1 — /2 ._._' IN (Max ;
Jits . Qe tlilat ) I ,
:PE.‘EA" ‘:."-V—4C'.J -~ . » - . oo T.‘ .‘
e~ed: Temn Al gl LU helaliiitacile St e o "9 3urtates shal o vire o *usnect
- - L t e ot ' s mon - s
ft:.fp.u ” ?.-—;; R’,-;,- 1.3’350 <z o6 __,n‘. . " ew C"o vl: .S 'i’ -—i‘/r‘ QC “ b 1 b4 S| &N
L= I il R A S PPNy 8- M U [ s b Sadod 1
eneat Mars __ R 'y ¥ o -
) . e 2 s f% .
lv'\,:’s--(\_\»—' ‘) CL =ty ¥ ‘ e - ‘I_“‘ g .
i . Tais S OLIR Q tamey < - %
3'23v¢ Desgn ST L TR R R AB R SR
‘8int Type CO__Yase Ct es N4 “er § 4 : 2 nld
'.‘c‘ ,.; I'l..‘, Y' e ., A | @ . - .xl
velTgry e roe o84 Sipsig
: — iy &
v a. 8 = - =2 ‘ ey R - 2L
r e r— s\ —— 1P
-— pep—— - .. _j.:........;.'.\ —— T—— . ————
Sea1ch Coumments
San: Xl 3" ‘
Wand:  1/16" - 1/32%, .0 | 1
L . - - 4 3
“vel: J)7-1/2°* 32 <=1/ 2"
: |
" fiarde oy ' ‘ oy
Clnld
¢/ .‘,’} (4 / . ) i | - M »
- — "- ’ $ L4 —_—
-'*=<——1=-&-‘*‘tl_. Tk oy b I CANCS 2 fu il
i e L AT G=lr=""
- ELO'-... "'G"EER'N’ T : - - * Fa Y - D s
€ MATER 2 o My
- e & F‘G (S LI 3 ' \
- |
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SUPPLEMENTAL TEST RFSULT CHANGE NaTice 20612

-

‘\L A CU+FENT REVISIONS ARE INCICATED BY CHaNSE BaRs

- REV CATE ORIGINATOR 5 APERGVAL S

1 "~
. HTCRG? / » s ‘e "_
- - — - - - — i —— - e - - .
‘ .
P = . ¢ e L "_ - ! .
———— — . — - — —— —— — — e —- -— —— - o3 """ umt
3 6 e e air, £ ¥y . .
- ; . § \
- - — — —— . —— - — e .
—— e —_— —_— ——— - —— |
- — e - — —— . — p—
s oo s pgi . stipi—— . " o “ o -
—_ - - —_ - — - -— - p— -
— —— . - — - —— ——— ————  — — . — - o
— — - - — . ——
— -
-— -

REVISION NO, DESCRILE YHL CHANGE

1 Deletivn of SLoanpul Litalelers and addistivn
Of Westiuton. o Wi el FofuPuat e,
2 gped ar nuw Cap
-
3 A2del Sentinr b raturv, L1k Eeet i aiud testing

date.

* REVISIONS MUST BE APPROVED BY THE MALACER OF MATCRIALS E%GINECRING OR HIZ DESIGNEE
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SUPPLEMENTAL TEST RESULTS |~ A

) CHEMICAL ANALYSISS MELEWSD Mot Ui njen! PER  ASTM E:iS0-7.

FLEM, = c va g4 : :
WELD W13 1.81 .33 9. 3" 5 L R LT S &Y

SENSITIZAT!ON

Two (2) sgeiimens were ESREICLAL. . tovtesd lx L see WIRR TTM A262-70,
Prazcice T. §recimeny were ORIV A ST mgnL Tl silm S0r pr..inmce of
mMeorosracking, Ny fissiroe Sere *y. "ag

MICRO FISSUSL

Bend test wir: excmined At 10X 2a.uification AT ter Rending ry teegt the
LR :

acceptance criteria of "laseris felaiatory Geliie 3.%0.% s fissures were
presern:,

DELTA-FERNITE

Delta-Ferrite rosss wer. SINEWCLCL 0 el 11 solnte Ceix per €. de) along
the lengets »f the PPOCe "ore yualiti tiam . Sy b g I Bvscone MET'73S eas

.

sed and the felloving scauleg use
& , i) & o= :
All posizinas ran ol be:acer Fod IS T8 BN

Approximate D.olta Farri:
. cer

of the ASME Section

Test cooducted by BAR Muter,als Enginesring Lao LB NG . 3=h.
Agaress JIOQ.Ci.mon Qv.'e Houston, Tengs
Der chri‘ VIWR ™S Date i “-V.'c'v ;_ 'e

We certity a1 INe S1atemMents in 1N resee yre COriect 3G that 1™y toet we 1% were Rrefered v neq andg tested
N aCTordance with the above listes PUR INT Der rrsLrerments 0 17 | Ltod £t $2am850 00

: A A
Cate c=iP-19 - S0 /4,- ,- ¥ i a /e
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QW-201.1-QW-202.2

the necessary Procedure Qualification Record(s)
(PQR).

QW-201.2 Procedure Qualification Record (PQR).
The specific facts including the base metal spe-
cificaticn Type and Grade (or chemical analysis and
mechanical properties), and the essential variables
(as listed in QW-252 through QW-282) used in
qualifying a WPS shall be recorded in a form called
Procedure Qualification Record (PQR). This form
shall also record the test results.

It i ' ! the essential and nonessential

e B i e
coupons. The WPS idenufication (including date and
revision number) shall be listed on the PQR. These
documents shall be certified by the manufacturer or
contractor and shall be available for examination by
the Authorized laspector. A suggested format is
gven in QW483. This PQR format may be cnanged
10 fit the needs of each manufacturer or contractor.

A change in any essential variable shall require
requalification, to be recorded in another PQR. A
change in any nonessential vanables does not require
requalification. A change from one welding process
(o another welding process is considered a change in
an essential vanable.

QW-2013 Combination of Welding Processes or
Procedures. More than one process or procedure may

be used in a single production joint. Each welding
process or procedure shall be qualified either sepa-
rately or in combination wia other processes or
procedures (within the thickness Limits specified in
base

QW-202.2, QW403, aad QW-451) for the

ed 1a the produc or
multprocedure applications, the qualified thickness
of each process or procedure sha!l not be additive in
determingg the maximum thickness of the pro-
duction jownt 10 be welded. One or more processes or
procedures may be deleted from a production joint
qualified by a combination of processes or procedures
provided each remaining process or procedure has
been, in the specific combination welding process or
procedure qualification, qualified (within the thick-
ness limits specified in QW-202.2, QW-403, and QW-
451) for the deposited weld metal thickness range for
each of the processes or procedures to be used 1o the
product.on joint

metal

‘s

SECTION IX — PART QW WELDING

QW-202 20614

Type of Tests Require-

QW-202.1 Mechanical Tests, The type and number s7,

of test specimens that must be tested to qualify a
welding procedure are given in QW-451, except that,
where qualification is for fillet welds only, the
requirements are given in QW-202.2 and, where
qualification is for stud welds only, the requirements
are giver in QW-202.3. All mechanical tests shall
meet the requirements prescribed in QW-150, QW-
160, QW-170, or QW-180 as applicable.

QW-202.2 Base Metals—Groove and Fillet Welds.
Except for vessels or parts of vessels constructed of P-
11 (excluding P-11A Subgroup | and 2) metals, WPS
Qualification tests for groove and fillet welds may be
made on groove welds using reduced-section tension
specimens and guided-bend specimens The groove-
weld tests shall qualify the WPS for use with groove
welds within the range of essential variables listed.
Groove-weld tests shall also qualify for use with fillet

:%;‘%%U,ﬁcmgm
an ers of pipe or tube,

sizes of fillet welds,
within the other
remaining applicable essential vanables. Where a

q uon of fillet welds only is required, tests
shall be made in accordance with QW-180. The tests
shall qualify the fillet WPS for use only with fillet
welds in all thicknesses of metal, sizes of fillet welds,
and diameters of pipe or tube, for use within the other
remaining applicable essential variables.

For vessels, or parts of vessels, constructed of P-1}
(excluding P-11A Subgroup 1 and 2) metals, WPS
qualificstion tests for groove welds shall be made on
groove welds, using reduced-section tension speci-
mens and guided-bend specimens. The groove-weld
tests shall qualify the WPS for use only with groove
welds within the range of essential variables listed.
WPS qualification tests for fillet welds shall be made
in accordance with QW-180. The tests shall qualify
the fillet WPS for use only with fillet welds in all
thicknesses of metal, sizes of fillet welds, and diame-
terz of pipe or tube, for use within the other remainng
applicable essential vanables.

Groove weld procedure qualifications shall encom.-
pass thickness ranges te be used in production, for
both the base metals to be joined or repaired and the
deposited we'd metal 10 be used, except as allowed in
(1) below for both the base metal and the deposited
weld metal.

(1) For welding procedure qualifications made
with the SMAW, SAW, GTAW, GMAW, or PAYV
welding processes, using weld layer(s) of Y2 in. (13
mm) or less in thickness, there is 20 limit on the
mirumum depth of deposited weld metal for repawr or

L
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T JUDGE BLOCH: What's the difference?
"€$TH! WITNESS: Section NF you can construct
something to. Section NF of the code gives you design
criteria, procurement criteria, installation criteria, and
inspection criteria. 'SQction 9 does not do that.

JUDGE BLOCH: Okay.

BY MR. ROISMAN:

Q I'm going to show yor what appears to be the QA
portion of the FSAR for Comanche Peak, and ask you if you
could identify in it -- show us the chart that you were
referring to that lists the stainless steel liner plates
as "nonsafety.’' I don't think this is a trick question, I
just want the witness to do that so we will have it pinned
down.

MR. WATKINS: I do want to be sure this is the
current FSAR.

MR. ROISEMAN: Okay. I think that's fair.

MR. WATKINS: I would like to ask or ask the
Chairman to ask whether the witness knows this is a
current copy of the FSAR. 1It's not an exhibit in this
phase of the proceeding.

JUDGE BLOCH: Can the witness verify for us
whether or not this is a current copy of the FSAR?
THE WITNESS: No, I cannot.

MR. ROISMAN: Mr. Chairman, I assume it's
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possible to tell because there are amendment dates that
are on there. The witness could tell us at least through
what date that's relevant. We are going through a whole
period oX time hore so there would be some relevance in at
least pinning that much down, even if we don't know that
we have the 1984 version.
JUDGE BLOCH: Mr. Watkins, how can we get a
stipulation as to having the current copy?
MR. WATKINS: I'm not objecting to questions
based on this document. We would like the opportunity to
review that we know to be the current FSAR, so long as

it's understood that Mr. Brandt's answers are on the basis

of what this document is and I would like the pages of

this document on which he's questioned bound into the
record.
JUDGE BLOCH: Any obiection, Mr. Roisman?
MR. ROISMAN: ion't have any obijecti

bound in. on't have an extra

JUDGE BLOCH: ll arrange to have i
exhibit with the understanding that Mr. Watkir
ct it if he finds it's not the currents FSAR.
JUDGE

i1t the current

inyway here?
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led to believe that this is. I can't independently verify

that.

JUDGE BLOCH: Judge Grossman's question was do
you want the current one or the earlier one that might
have been applicable when the liner plates were made?

MR. ROISMAN: We are interested in both. We
want to know what it is now and what it was back then.

JUDGE BLOCH: The liner plates are still being

MR. ROISMAN: There's still some fabrication on
them, is my understanding.

JUDGE GROSSMAN: I haven't seen that. Are there
jates on each page there?

MR. ROISMAN: Yes. It tells you "amendment as
of" and then it gives a date which presumably are the most
current amendments. I believe the dates Mr. Brandt is
looking at appear to be 1981 -- well, no, there's some '82.
It just depends on when the amendment took place.

JUDGE GROSSMAN: My recollection is that the
liner plates we are talking about, a lot of them were in
1981, those travelers.

MR. ROISMAN: That's correct.
this. I had thought it was a quicker process.
take a break 1'll take Mr. Brandt --

TUDGE BLOCH:
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questions and then Mr. Watkins will correct it if it turns
out to be wrong.

MR. ROISMAN: Mr. Brandt seems to be still

looking and rather than have us all sit and look, he can

do that at a break and I'll just move on to something else
and he can do that later. .

MR. WATKINS: I want to make sure he has enough

time to review.

JUDGE BLOCH: How much time do you need to

review that?

THE WITNESS: I don't know.

pages long.

MR. ROISMAN: He indicated earlier, I think in

answer to a question about the appropriate table of the FSAR,

that this stainless steel liner was listed as "non-safety,
and I'm asking him to identify where that is in there.
MR.

WATKINS: To correct the testimony, that it

was "non-ASME."

JUDGE BLOCH: Non-ASME.

MR. ROISMAN: I believe it was non-safety. I
don't know what his current testimony is but --

THE WITNESS: What I intended was non-ASME. My
prefiled testimony clearly states that it is
safety-related, and it is considered safety-related by the

designer.

The table is 50-something
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JUDGE BLOCH: Why don't we accept Mr. Roisman's
suggestion ani hold the study of that document for the

next break and we can prolong that break if Mr. Brandt

needs it.

MR. ROISMAN: Okay.

JUDGE BLocﬁz That would seem to be something
that could be handled by stipulation of counsel, frankly.
I mean, that table either says it or it doesn't.

MR. ROISMAN: I hope that's correct.

JUDGE BLOCH: I think we have shifted the burden
to Mr. Watkins reading it auring the break. It seems we
can have a stipulation of counsel as to what that table
says or doesn't say. It doesn't seem to me that we need
testimony as to whether it is or is not ASME in the table.

MR. WATKINS: 1I'll have to counsult with my
expert during the break, your Honor.

JUDGE BLOCH: Okay.

BY MR. ROISMAN:

Q I would like to take a look at weld 62, 63, and
64. If you have them there, I'll have them here and then
we can talk about them.

JUDGE BLOCH: The witness is looking for the
documents about that weld. This refers to the second set
of testimony and second filing? This is for your further

evidence submittal?



