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PROCESS SPECIFICATION

6§SIGN ANb PROCEDURE CONSIDERATION FOR SITE ERECTION.,

" Weld joint groove design is specified by PWR and is compatible with PSPD
Welding Procedure Number PSWLDO4. If this procedure or another Site
Procedure encompassing the essential variables has been qualified, no
further qualification is required.

OXIDATION PROTECTION DURING WELDING OPERATIONS.

Back-up gas can be either nitrogen or argon depending on the procedure
qualification. Checks on purge to determine the acceptable, "less than
2% 02 level," can best be accomplished with a gas analyzer.

HOT AND COLD LEG COMPONENTS.

Hot and cold leg piping is supplied in exact prefabricated lengths for
field erection.

(1) Both closure joints of either section are to be fit up simultaneously.
The extended lips of the joint are to be fit metal to metal-no insert.
Any gaps due to misalignment of the large components not correctible
by fitting shall be filled manually with the heliarc process and
inspected by a 5X visual examination. Any gaps in excess .065"
(2.4MM) should be filled prior to the start of production welding.

(2) Start production welding on both joints simultaneously (four (4)
welders) .

(3) Employing the GTAW section of the procedure,start one man on each
end in the 6 o'clock to 9 o'clock position and his counterpart from
3 o'clock to 12 o'clock. After completing these runs, the welders
will move to the unwelded sections and complete the first pass, ie,
(6 o'clock to 3 o'clock and 9 o'clock to 12 o'clock). Continue these
operations with all four welders until a minimum 3/8" or maximum 3/4"
weld depth has been deposited by the GTAW process.

(4) Secure welding operations. Remove purge dams, evacuate back-up gas,
and supply fresh air to the 1.D. of pipe.

(5) Inspection personnel will L.P. the I.D. root of both welds and
specify any necessary repairs. Any additional welding required on
the 1.D. shall be performed with the GTAW process at this time.

(6) Institute production welding with the SMAW process and continue the
two welds to the 1" to 1 1/4" weld depth.

(7) Secure welding and make an in-process radiographic examination.

(8) Complete any repairs required.
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PROCESS SPECIFICATION

b

(9) Institute production welding (SMAW) and continue both welds to the
T 2" to 2 1/4" weld depth.

t10) Repeat the in-process RT cycle and any necessary repairs.

(11) Complete the production welding, perform cosmetics, and liquid
penetrant test the completed welds.

(12) Radiographic Test for record.

Upon successful radiograph acceptance, the joints are now ready for
Customers in-service profile operations.

CLOSURE (MAKE~-UP) COMPONENTS

Closure piping (steam generator to pump) is usually supplied in two
sections.

Both sections can be erected at the same time. The designed end to end
dimension will be approximately 3/16" too long to fit all joints for
welding.

(1) Using temporary clips for support set up pipe with centerline axis
joints #1 and #3 equally spaced out board of the pump and generator
nozzle axis. ‘The holding clips on joints #1 and #3 shall be
designed to permit movement caused by shrinkage during welding
of joint §2.

(2) Start production welding on joint #2 with two welders following the
same format as specified for the hot and cold leg sequences.

(3) A welding inspector shall continuously monitor the weld shrinkage
by measurement and observing the position of joints #1 and 43.

(4) When the axis points on the pipe at joints #1 and #3 are within
1/16" of the axis of pump and generator nozzles, the welding joint
#2 shall be secured.

(5) Finish fit joints #1 and #3.

(6) Institute production welding on joints #1 and #3 employing the same
format as specified for the hot and cold leg sequences.

(7) When joints #1 and #3 approach the same level of completion as the
secured operation on joint #2, work all three joints to completion
at approximately the same rate of filler deposition.

Productive manhours for two loops-6300
Filler metal required-15001bs.
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Westinchouse Electric Corporation _
: WELD PAIETER DATA -  PSPAS-01 Sheet ) .
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. Westinghouse Electric Corporation
b —— T AU ETER DATA = __PSPAS-01 Sheet 2

Surfaces of Welds

(b (a) The surface condition of the finished weld shall
coL UMN 1 be suitable for the proper interpretation of ra-
y o diopraphic and other required nondestructive ex-
o OVE R ‘32 “GR "*’ D aminations of the welds. In those cases where there is
a question regarding the surface condition on the
I interpretation of a radiographic film, the film shall be
compared 1o the actual weld surface for i interprelation
and determination of acceptability. T
(b} Reinforcements are permitted in accordance
vith Thickness of Weld Reinforcement .
CoLumn 2 for Piping Chart.
(b) (¢) Undercuts shall not exceed % in. and shall not
encroach on the required section thickness.
(d) Concavity on the root side of a single welded

circumferential butt weld is permitted when the
Accessible reverse surfaces of root passes resulting thickness of the weld is at least equal to the

shall be examined to the same requirements thickness of the thinrer member of the two sections
specified for completed welds, being joined.

MIN.

Thickness of Weld Reinforcement for
Piping. For double welded buti joints. the limitaiion
on the reinforcement. given in Column | of the
following tabulation shall apply separately to both
inside and outside surfaces of the joint. For single
welded butl joints, the reinforcement given in column
2 shall apply to the inside surface and the re-
inforcement given in Column | shall apply to the
outside surface. The reinforcement shall be de-
termined from the higher of the abutting surfaces
el Maximum

Reinforcement
Material Thickness, in.
Nominal -
" Thickness, Column Column
In, 1 2

Up 10 Y4, inel. ¥ 3 *»
Over /s 10 Y14, indl. a 3
Over Y14 10 Y4, incl. %0 Y%

Over '/ 10 1, inel. Yie o
Over ) 10 2, inel. Ya Ya
Over 2 The s
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Fg 29- ggé.:rSZxS 1
ACTIVITY DESCRIPTION Toop NU. 3 7 MEFERENCE DRAWINGS
RC Crossover Leq Installation FW19 U 2323.M1-0520

3 ) SPEC./PROC./ENG. INSTR. LOCATION &vavsrsm
MS-100 RE #1

RC

PREPARED BY
REVIEWED

DATE % -z naA/QC ENG ANI

Aﬂllﬂﬂﬂﬂ'ddézdthzn-‘===____. oare L2-7= 74 r:?/fzq’[Ei’

DATE _/2/€/7f oen.ﬁiéq._%ﬁz_—.

ANI

1 Pipe

2 Pipe
WE

3 HE

4 Pipe

5 QC

6 ocC

7 Pipe
QcC

8 C
Ie

9 FE

NOTE: A1l work to be accomplished in accordancL

with B & R CP-CPM-6.9 and drawing BRP-
RC-1-520-1. For inspection hold points
see appropriate weld data card.
Align and fit the 40° elbow tc the Steam
Generator outlet nozzle. The joint shall be
fit and aligned in accordance with the HPS
listed on the weld data card and CP-CPM-6.9.

Mark center of weld joint per FSM-00106. Apply
punch marks to determine final weld shrinkage.
Record initial gage reading at 12:00 .
3:00 6:00 9:00 s ~

Monitor and document the weld metal thickness
in each weld joint to attachment 4,

Welding will be discontinued zt approximately
k" deposited metal.

Tee attachment 8 for intermed*ate RT, PT and
WDC requirements.

The welds shall be contour ground with a
maximum reinforcement of no mcre than 3/32"
and shall have a taper of at Teast 3 to 1.

Remove all tempf I
|‘ MMIONd termine weld

After hot and Gﬂgsic etely welded

out and accepte imem o s indicated

in attachment J#1. These reac Wus /are to be
submitted to gechanicpPpPngin=eripg for re‘&
: A ! to be Eﬁﬁ
!

prior to inst
QA RECORD |

Record the fin
shrinkage.

ordered by Nest1nghouse

sumports and bracingl
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CONSTRUCTION OPERATION TRAVELER 36-1198 ‘
NIT NO.|” ¢ YQUANTITY PAGE_OF
N0 ()auANTITY [(3)PAcE_oF_

TRAVELER NO
Oge

. EQUIPMENT NO.

. 026-SS08 TBX-RCPCCL-01
acmmvoucmmou

(1) SPEC-/PROC./ENG. INSTR.

MS-100
PREPARED BY

REFERENCE DRAWINGS
2323-M1-0520
SYSTEM

_RC

1
DATE L3421 oen._%:r#r___.
OATE L2 & -2 _ar/ac ENG ANI

NOTE: A1l work to be accomplished in accordancL
with B & R CP-CPM-6.9 and drawing BRP=-
RC-1-520-1. For inspection hold points
see appropriate weld data card.

+ 1 |pipe| Align and fit the 40° elbow to the Steam br &
Gengrator outlet nozzle. The joint shall be } 7248 Lo

fit and aligned in accordance with the HWPS
listed on the weld data card and CP-"PM-6.9.

2 |Pipe| Mark center of weid joint per FSM-00106. Apply
WE punch marks to determine final weld shrinkage. /kf

Record initial gage reading at 12:70 ’
3:00 6:00 9:00 N~
3 HE Monftor and document the weld metal thickness

in each weld joint to attachment 4.

4 Pipe| Welding will be discontinued at approximately X
4" deposited metal.

5 |qc Tee attachment 8 for intermediate RT, PT and |57} e AC
WOC requirements.

6 |QC The welds shall be contour ground with a A Al
maximum reinforcemen. of no more than 3/32" - 4
and shall have a tager of at least 3 to 1. [//

7 Pipe| Remove all temporary lugs, supports and brac1nq.cyﬂwv/( 4 -
Qc
/ pl

A GeC Record the final gage reading to determine weld
3 WE | shrinkage.

¥ FE After hot and cold legs are completely welded

4 out and accepted, record dimensions indicated

in attachment #1. These readings are to be

| submitted to mechanical engineering for reﬁé

5; to installing closure spools to be
oed

red by Westinghouse. \
QA RECORD |

‘Y [ Ga nEviEw
HL{;O.

r (%l 55,/

TTT—d K 278 o L -<%5
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St CONSTRUCTION OPERATION TRAVELER 35-1195

@ TRAVELER NO. 1 EQUIPMENT NO. TBA- @,um‘r NO. \];QUANmV @‘/lmcg_os_
WE-79-035-55-5 .QQQ 1-5G = RCP 1

. ACTIVITY DESCRIPTION \JREFERENCE DRAWINGS

O, Errection of g:gsswnderggjaes BRP-RC-1-520- l?srem

7.~ SPEC./PROC./ENG. INSTR. LOCATION ) S

3 }S-100 RB-1 e RC

PREPARED GY Dﬁ%‘:— DATE Z-37-2F __ DEPT. o
nevieweo sy 2 ¥ oare_2/ (12 QA/QC ENG ANiI
AN! REVIEW DATE I ]

‘ laa/ac

OP. NO. |DEPT. [OPERATION ENG | ANI

NOTE: A1) work 1s to be accomplished in accordance with
B & R CP-CPM-6.9 and drawing BRP. RC-1-520-1.
For inspection hold points see appropriate Veld

Data Cards.
1 Pl Align and fit crosscver connections. The three weld Fi4
Qcim)| joints, with respect to each joint, shall be fit and FWS
aligned in accordance with the WPS listed on the FiI6

appropriate Weld Data Card and CP-CPN-6.9.

NOTE: The sequence for welidout of a two piece crossunder
colsure pipe is as follows: (The PUE will be
notified prior to fit-up).

Step 1 Mock fit the elbow to the RC pump volute and
the 18termediate verticel ioint. The spool piece
to 40" elbow joint is to t: fit up on centerline ]
only. The horizontal pipe section is intentionally
man.“actured long to allow for weld shrinkage in
the insermedwate vertical joint and its effect at
the 40 elbow.

Step 2 Deposit approximately %" of weld metal in the RC
Pump to fitting joint. The subsequent metal
shrinkace will effect the fitup of the two remain;
ing joints. That effect must be monitored and
corrective action taken as necessary. The
limiting factor for how much metal to deposit is
to be whenever the fitup is acceptable in the
remaining joints.

Step 3 Onge either %" of weld deposit is reached or the
40" elbow vertical clearance is correct, deposit
enough weld metal in the intermediate v=artical
Joant to align the centerline of the pine o the

elbow. [f necessary, to obtain correct align{
ment additional weld metal can be placed in the
RC pump joint.

Step & Once the 40° elbow is properly fitup, that joint
should be welded to cecrmpletion concurrently with
the RC pump to fittire joint. This is to mim‘mizl

any strain due to unequal weld shrinkage.

FOIA-85-59 /m3<T
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LOCATION oErY MAME DATE
sussecT “

O‘Uhe recommended seouence for weldout of a two piece crossunder closure pipe is
as followsy E-O' PLOE, wiiil be mo L Ped PhioR -Lop.-l-uf J

Mmoc
Wthe elbow to the RC pump volute and the intermediate
vertical joint. The spool piece to 40° elbow joint is to be fitup
on centerline only. The horizontal pipe section is intentionally
manufactured long to allow for weld shrinkage in the intermediate
vertical joint and its effect at the 40° elbow.

'y 2. W
\S } i ioint. The subsequent metal shrinkage will effect the fitup
\‘," | of the two remaining joints. That effect must be monitored and
o 3” corrective action taken as necessary. The limiting factor for how ¥
S much metal to deposit is to be whenever the fitup is acceptable in the-
o remaining joints. v

3. Once either 1/2 inch of weld deposit is reached or the 40° elbow vertical
clearance is correct, deposit enough weld metal in the intermediate
‘Lﬁ“ (vertical) joint to align the centerline of the pipe to the 40° elbow.

” If necessary, to obtain correct alignment, additional weld metal can
be placed in the RC pump joint. Obdedn the tipieed=shrimraye—vrive
b . : v :
t i ediate i

4. Once the 40° elbow is properly fitup, that joint should be welded to
completion concurrently with the RC pump to fitting joint. This is to
minimize any strain due to unequal weld shrinkage.

5. Complete the intermediate joint weldment. TMe-mzjOorTTVUYT the weid
smmmmnmmu

t

s

iy A Westinghouse representative must be notified prior to each fit up. It is
“ recommended that all parties concerned be instructed in the method presented in the
applicable traveler. This is 2 reasonably simple operation but an individual
1Derson's misinterpretation can cause a non reversable situation if specific
verbal instructions are not presented. . )

S o 2
-/ '.'.7/(' fral i

. R. WU P. S. VAN TESLAAR
W Resident Mechartal Eng. W Site Manager
CpsES CPSES

F. Shaikh, BAR
¢cc: U. D. Douglas, B&R R. G. Tolson, TUGCO - Q/C
J. T. Merritt, 1u3!' P. Clarke, B&R - Q/A

o Famsme= ha Raalh Cla. PPN
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(1) TRAVELER NO. EQUIPMENT NO_ T0X-% @um‘r NO. @OUANTmr (5 )PAGE_OF_
U E-79-035-5505 e SG o BCP
T, ACTIVITY DESCRIPTION ~ \REFERENCE DRAWINGS
—/ Errection of crossunder oipes L BRP-RC-1-520-1
s spsc/pqoc ENG INSTR gLOCAﬂOQ\I — SYSTEM .
PREPARED By L0Ul '35 "3/0 L ‘,’“‘ DATE Z-32-2% __ DEPT w e
REVIEWED BY 2 ¥ oare 2/ '[9 QA QC ENG ANI

-]

» <o

LTS PR DATE i

-
g

ANI REVIEW

OPERATION

NOTF: A1l vork is to be accorplished in accordidn
B &R CP-CPI'-6.9 and drawing BRP. RC-1-
For inspection hold points see appror.-ia
Deta Cards.

Align and fit crosscver connections. The threp weld
joints, with respect to each joint, shall be f4
! {2ligned in accordance with the WFS listed on the
r‘,}“y}a:vropriate leld Data Card and CP-CPIN-£.0,

NOTE :

PR

The sequence for weldout of a two piece crossundcr
colsure pipe is as follows: (The P'E will be
notified prior to fit-up).

5
-

Mock fit the elbow tc the RC pump volute and

the igtermediate vertical ioint. The spool piece( \ 4L
to 40" elbow joint is to t> fit up on centerline ,jA

t

only.

ma

The horizontal pipe scction is intentional]l-
“actured long to allow for weld shrinkage in

the naernediate vertical
the 40" elbow.

Deposit apnreoximately %
Pump to fictina joint.

of v21d metal in the RC
The subsequent metal

joint and its effect at

shrinkace will effect the fitur of the two remzin{

ing joints.

That effect must be monitored and ,’

corrective action taken as necessary.

The

limiting factor for how much metal to deposit is
to be whenever the fitup is acceptable in the
remaining joints.

Once either %" of weld deposit is reached or the
40" elbow vertical clearance is correct, deposit
enouch veld metal in the intermediate vartical
jo&nt to alion the centerline of the ri-c ¢ the

elbow. [f necessary, to obtain correct aligns
ment, additional weld retal can be rlaced in the
RC pump joint.

(Once the 400 elbov

Step 3

Sten ¢

S W

is properly fitup, ‘that joint

shou
the

14 be welded

tc c~pletion cencurrent

' with

nC pump to fittio-

joint.

This is to minimizd

any strain due to uneaval weld shrinkage.

K 7BX = LCPCEB ~0F 448 £.27-3/
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TRAVELER NO ACTIVITY DESCRIPTION
WE-79-035-55-5 Errection of crossunder pipes PAGE__OF
PREPARED ByDOuglas Mayo %’/ pate _L1/30/79
REVIEWED BY L a7/« l- ¢ DATE asnillfints
ANI REVIEW s AN DATE .
i:k Qc
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Step 5 Complete the intermediate joint weldment.

2 Pl Mark center of weld joint per FSM 00106. Apply punch
WE marks to determine final weld shrinkage. Record initial
gage readings at:

lJl'C‘ T
F-4 12802 3go¢ 67937 9. vbz. %;,?
FW=5 12¢% ¢ 3§ice 6Foea 98¢ Lo & Au«-¢ / ¢<),-79

FW-6 1218cc 3750 67Secc 9 ] 625 Batnnd promyp 3.74
beokime Dewwem i Jousds Ly $6 A/”
3 M/W | Monitor pump for any movement.

4 WE Intermediate R.T. will be done at the 1" level.

5 WE Intermediate R.T. will be done at the 2" level.

e
£ WE | Sign off final shrinkage measurements. >

Loekiwé Dows T“i"b 1 Fiv- 4 12 752 325.‘35 é 7487

. > O siG
huohin e A OB T N 6-C  ,22435 32438 ( 295

Fl-k 12 7 &85 3 1ce ¢ Z.2c

1 {EGRLIATION

| A ®
t;z:::ifs f“£53>~?§i?r
1 .

. PRRY
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) ACTIVITY DESCRIPTION

@REFERENCE DRAWINGS
BRP-RC-1-520-1

j r ion of Cr i
} SPEC PROC 'ENG INSTR ?‘-LOCATION

V-A

0" SYSTEM

Douqla:z !

PREPARED BY

1/30/75 __ oept &

QA QC ENG ANI

REVIEWED BY

¥

2z O OO

ANI REVIEW AP PRV Y DATE
loa ac

to 40

the 40" elbow.

P’\ "V Step]2 Deposit approximately:” of weld metal in the RC

remaining joints.

o

C pump joint.

o * TEX =RC

Pump to fitting joint.
shrinkage will effect the fitup of the two remain;
ing joints. That effect must be monitored and
corrective action taken as necessary. 7he
limiting factor for how ruch rmetal tc deposit is
to be whenever the fitup is acceptable in the

— Yappropriate Weld Data Card and CP-{P'1-6.9.

NOTE: The sequence for weldout of a two piece crossover
colsure pipe is as follows: (The PUE will be
notified prior to fit-up).

§§§qu_ tock fit the elbow to the RC purmp volute and

[\-” N the iBtermediate vertical joint. The spool piece
elbow juint is to be fit up on centerline

The horizontal pipe section is intentional]

""“ e On]y.
e A j’ nanufactured long to allow for weld shrinkage in
\ A the 1n8ermediate vertical joint and its effect at

Step 3 Onge either %" of weld deposit is reached or the
elbow vertical clearance is correct, deposit
enough weld metal in the intermediate vertical
iojnt to align the centerline of the pipe to the
elbov. If necessary.
mert, additional weld metal can be olaced in the

Step 4 Once the 20° elbow is properly fitup, that joint
should be v2lded to completion concurrently with
the N pump to fitting joint. This is to minimiz
/i\ any strain due to unequal weld shrinkage.

-

The cubsequent metal

to obtain correct align

OP NO |DEPT |OPERATION ENG | ANI
NOTE: A1l work is to be accomplished in accordance with
B & R CP-CPM-£.9 and drawing BRF. RC-1-520-1.
For inspection hold points see appropriate leld
Data Cards. ;
1 Pl Alion and fit crossover connections. The three weld FU20 L oful™
()] joints, with respect to each joint, shall be fit and F1'2] pas29
T -yl 21igned in accorcance with the UPS listed on the Fi: '
»IV X

y

.

3

[
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CONSTRUCTION OPERATION TRAVELER CONTINUATION

TRAVELER NO

ACTIVITY DESCRIPTION

WE-79-036-5505 Errection of Crossunder Pipes PAGE__OF __
PREPARED BY Donglas Mayoﬂ{’ﬂ;/ pate _1/30/79
REVIEWED BY /’ - DATE —iilll
ANI REVIEW . ee o DATE cemaenleisiamamm
= r—
A Q
OP NO | DEPT |OPERATION ENG | ANI
Step 5 Complete the intermediate joint weldment.
2 PI Mark center of weld joint per FSM 00106. Apply punch FW20
WE marks to determine final weld shrinkage. Record initial FW2ld=2
gage readings at: > F , Wit
7 o/ Y el &sm;;q
FW-20 123 37/9 6_@@9 bt i
Fi-21 ] 87 97%y O -7
o/ 61 b 1s CﬂW'_
FN-@;SJ_“IZZ g 37 j 67 9 2'/4 0911
AC\' o
3 M/W | Monitor | pumo for any movement.
4 WE Intermediate R.T. will be done at the 1" level.
5 WE Intermediate R.T. will be done at the 2" level.
6 WE Sign off final shrinkage measurements.
beci mi Aeosl T Paamp Dewin . P PE ‘
Fo o2 m2487 37e25 (2082 G253
it B, Seric S R_’.._‘*"Fk 7-38 - 2% <
Fis 31 . 7 <3 3 737y 4_7__‘;5‘ & 7,‘5’\»
wechibde § by ST $.¢ O.coo v v L.P2 > )
- e - & 7% b
it /2 7 37/7, (__9;},_ /-2——-
- |
”\lr* BN R TINA
“"j‘ ) s o
4 S ,
iﬂr'ﬁ" L ‘

5
' '7

y 7-7%
(» 7/
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TRAVELER NO ACTIVITY DESCRIPTION PAGE

WE -79-036-5505 of
EQUIPMENT NO_ 1B~ Errection of Crossunder Pipes -
Loop 3-56 & RCP

¢} C REVIEWED BY| ¢ REVISION DESCRIPTION > aaaclt ANI
INITIAT. ENG
ED 8Y

QcC ANI
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&L itlska.
WE7§-037-5508 _

Ck*—vcjw-\ 1, APY, e

CONSTRUCTION OPERATION TRA 1185¢.273
1) TRAVELER NOAMd o> | (2) EQUIPMENT NORTES 3 JUNIT NO. \T)ounmrv .@PAGE_ OF _
WE-79-937-5505 e Lo~ &-S6 and RCP 1
5) ACTIVITY DESCRIPTION oL CAA gy Q) S REFERENCE DnAmes
n yader pipes \—/ BPP-PRC-1-5 -1
spec-paoc'e~suus1n o LOCATION svsrsgr
PREPARED BY - 0L 28 e BC % = pare 1/30/10 DEPT Lt/ A=

7
REVIEWED BY & % M DATE 2[4 QA OC ENG ANI

ANI REVIEW _ i ——— DATE "/"f/?] D

OP NO |DEPT |OPERATION ENG ANI

NITE: A1l work i5 to be accomplished in accordance with
B&RCPL -6.9 and drawing BRP., RC-1-520-1.
For inspection hold points see appropriate ileld

Data Cards. ”/‘97% A{ﬂ'

: 2 1o /}ﬁ
z;; 1 PI |Align and fit cressover connections. The three veld Fyl; “L
GCem)) joints, with respect to each joint, shall be fit and Fnlf
n1;7 |alianed in accorcance with the “PS listed on the Fir
S arro-riate “Yelud vata Card and CP-CFN-6.9.
aM \* ..‘ r|"\TP

I0TE: The secuence for weldout of a ti'o piece crossunder
cnlsure pipe is as follovs: (The PWE will be
notified prior to fit-up.)

Step 1 HMock fit the elbow to the RC pump volute and ?,(’ ﬂ(.'ﬁ

the igteruediate vertical joint. The spool piece p4.2¢| 4.5 79
to 40" elbow joint is to be fit up on centerline
only. The horizontal pipe section is intenticnally
manufactured long to allow for weld shrin'a2ne in
the insermediate vertical joint and it; et“znt at
the 40" elbow.

Depcsit anproxirmately ;" of weld matal in the RC

Pump to fitting joint. The subsequent me:al

shrinkace will effact the fitup of the two remain. /
{

9 237

in? joints. That effect must be monitored and
corrective action taken as necessary. The
limiting factor for how much metal to deposit is (%) -~
to be whenever the fitup is accentable in the -~ ;:?
remaining joints. o W
<

Step I Onge cithor ;" of weld deposit is reached or the
47" elbow vertical clearance is correct, deposit

e ounh weld metal in the intermediate vertical
jojnt to alicn the centerline of the pire to the
40" elbow. If nocessa-y, to obtain correct alien ,
ment &additio~~’ viid metel can be plcced in the

Step £ Once the <37 elbow is oronc-ly fitup, that joint
should be velcct to ceovlztion concurrently with
tae °C qumn to fittiae diring. This is to r1n.r1&q

Aﬁk sorain dJ' to unequal veid shr1nm aae.

¥ 748
(U rvoa JJ
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CONSTRUCTION OPERATION TRAVELER CONTINUATION

Al NG q\. i.’»

f—ﬁ\ we N e
LA A -
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Fi 13 a0 L€ 5 LkiZ 47_@‘1_7’ 7843

SREYL SEVERTIY A N U I S AN & S A

INFORMATICH

COr i

PPRV

TRAVELER NO. 037 WRM ACTIVITY DESCRIPTION
WE-79-037-5505 Frection of crossunder pipes PAGE__ OF
PREPARED BY Douglas Mayo O&_DATE 1/30/79
REVIEWED BY —Z % % UL DATE wniirdinnd
ANI REVIEW : 4 DATE
= = Ees
A QC
OP NO | DEPT |OPERATION ENG | ANI
Step 5 Complete the intermediate joint weldment.
2 Pl Mark center of weld joint per FSM 00106. Apply punch | FW12| %~ 44-73-79
WE marks to determine final weld shrinkage. Record initial FW13
gaqe rea*mgs at: Fwla
' ~ ﬂ Fus §; e b
FH-12 125 42 437 6¥.32 9usce A 4-13.79
FW-13 12 5.nga b 1'9-7 € R.000 9 £ 00D %g:
FW-14 1272800 3 7. 7506 74379 2437 4
L o 3
3 i'/W | Monitor >ump foir any movement. ' Q;“,‘_fw Q”‘ﬁ")
4 VE | Intermediate N.T. will be done at the 1" leve! Wz, P12 | Y177
windass P13 Y1757
5 WE Intermediate R.T. will be done at the 2" level. Ay = led,&.,./‘ :}.'?4
6 WE Sign off final shrinkage measurements. - Fl112 Z-f 5'%'3‘!
> ) 1 FIN3| A 7%
Cltn 190 TISC 37500 (2937 9237 | Fule| & | 7Y 7
Ske. A




K772 /(79
CONSTRUCTION OPERATION TRAVELER 35 1195

/1) TRAVELER NO. 77 EQUIPMENT NO A I uniT NO | 4 JQUANTITY |75 PAGE OF
‘\4&-79-037-5?05 ~Aoop 2-SG and RCP DUNI L 2 >/ —
¢ ACTIVITY DESCRIPTION _ ~, REFERENCE DRAWINGS

—/ Erection of crossunder pipes —/ BRP-RC-1-520-1

73 SPEC /PROC /ENG INSTR | ¢ LOCATION o SYSTEM

1'S-100

) RE-1
PREPARED BY W 0ATE _SLY/ZF _ oepT L€
b Aechas paTe_ '~ "{ QA ac ENG ANI

RC

REVIEWED BY .=

ANI REVIEW G Zere S eme—— °’ L

QC
OP NO |DEPT |OPERATION FW-12 ENG | ANI

FW-12: The present location of R.T. station marks on
FW-12 prohibits accomplishiny a 3 to 1 taper.
Therefore the following steps shall be
performed.

1. |o.c.| 1. Trans‘er R.T. station markers to an acceptable [fMpf{ RLD
WI location sa7p| 5-278

3 P.D. 2. Transfer any weldor's symbols to the nozzle on
steam generator side.

3. |W.E. ]| 3. The P.W.E. and Gibbs and Hill evaluate the final
G.H X-ray. eF GACE METAL ComtAmTMe weid) B §/a/v

- os.2.%

S 6-2-7%

e

INFORMATIAY |

NI
B
el
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CONSTRUCTION OPERATION TRAVELER CONTINUATION

TRAVELER NO. ACTIVITY DESCRIPTION
WE-79-037-5505 Weld a 3 to 1 Taper PAGE__OF __
PREPARED BY MW =oarE __ S -2~ 7?2 (we)

K & " FP \ . -y
REVIEWED BY = 2 DATE £ ‘

DATE

e
ANI REVIEW ‘é"/l/
T 1

OP NO | DEPT |OPERATION

FW-12 i
Q.C.| A. Weld approximately 3/4" back from the tove of f" Y
weld on to the spool 8Q1l, in order to achieve a -

3 to 1 taper.

A.

\NCC R MION

' 'r&"% \;\
"\ e ‘.




CONSTRUCTION OPERATION TRAVELER REVISION RECORD SHEET

TRAVELER NO U3/ Wrll

ACTIVITY DESCRIPTION
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PAGE
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EQUIPMENT NO. 1BX- Erection of crossunder pipes i
Loop 2 SG and RCP
Drev|d U REVIEWED BY| ¢ REVISION DESCRIPTION . aaacl: AN
MO __{INITIAT. ENG
OFNOleD BY

Qc ANI |
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INSPECTION REPORT

pace _ 1l cr )
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I £505 | ’ sPoot &/ b’/?P—A’C ~/-5 20 -
ik A Ak S A L ol 2 3 3} besidivikead e T T 4
PLANT svnm COMPONENT narsmmatm NO 1 onwwo;sncmcnaou ~o SERIAL NO
CCDE CODE CODE _fAlB8[C IO JE [F] G| ntsi]T W1 (Unitsl | J [ w7
14 10 1118 ] 17-8% -
! 1 1]
PUCHASE ORDER VEND
NUMBER CODE
Se€9 7073
1 | # |
| NCR%42-1377 |8/22/79 |
AR A2 & TR T 8 wh i b A _a__i__J ¥ I N B S e e e T . Sadbade i Sk S LA .
MAR RiR VENDOR S COUNT ' UNITS PURCH S ALE ~OLD NO 'CODE INPUT
NUMBER NUMBER HEAT/LOT/BATCH NO QUANTITY OR NO STATUS DATE
v 885 69 96105 106111 CEPEFT 122127

FURPOSE AND TYPE CF INSPECTION/SURVEILLANCE

LPIL _OF Enp PRERFP

RESULTS OF INSPECTION / S'URVEILLANCE

PRLOr/ RE-INSPECT 70 ©F THE ENEO LPREL TrHE

AN/ CAT Qs LOLICH IERE [PREVIULSLEY RETECTS

WERE EVIRLLPATEL WWITH AN ag&ca‘ L Or2PARITORR

/77 S

LBhRIEL LPFPen Tl ZFHBLULE THE KRETECTASTLE
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. =,
 VOILED/SCANCELED.
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35-1195
2-27-79

Brwnm"\c. Post Office Box 1001, Glen Rose, Texas 76043

BRF-9181 February 27, 1979

Mr. J. T. Merritt, Jr.

Texas Utilities Services, Inc.
P, 0. Box 1002

Glen Rose, TX 76043

TE TILITIES SERVICES, INC.
COMANCHE PEAK STEAM ELECTRIC STATION
1981-83 2300 MW INSTALLATION
REACTOR COOLANT PIPE
REF: BRF-9152 2-19-79

P.0.# CP-0001

Dear Mr. Merritt:

Attached is revision-1 to the measurements transmitted by the referenced
letter. The revision affects the miter to be machined on the end prep
adjacent to the steam generator. All other dimensions remain the same.

Please contact us if any questions arise concerning these measurements.

Very truly yours,

BROWN & ROOT, INC.
3\—0 \L-w /o-\

. D. Douglas
Project Manager
AT
UDD:JHM:JJR:eh
cc: ARMS OL,1A
L. A. Ashley 1L,1A
J. T. Merritt 1L,1A

FOiA‘as'sg
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@ BROWN & ROOT, INC.
. ENGINEERING DIVISION NEET M. = o 2

et _ T EXAS «Tre1r:&5 oo ng. 35 /7285~
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BrownT’Root.INC. rost office Box 1001, Glen Rose, Texas 76043

BRF- 9207 March 12, 1979

Mr. J. T. Merritt, Jr.

Texas Utilities Services, Inc.
P. 0. Box 1002

Glen Rose, TX 76043

Texas Utilities Services, Inc.
COMANCHE PEAK STEAM ELECTRIC STATION
1981-83 2300 MW Installation
P. 0. CP-C001
Reactor Coolant Pipe Field Measurements

Dear Mr. Merritt:
Attached are the field measurements required for the fabri-
cation of the closure loop for Unit-1, Loop-4. Also, noted
on the sketch are the fabrication allowances for weld
shrinkage and consumable insert.
Please contact us if ycu have any questions concerning these
measurements.

V ry truly yours,

BROWN & ROOT, INC,

U. Douglas
Project Manader

Attachment TT%
UDD:JHM:JJR:eh
cc: ARMS OL, 1A
L. A. Ashiey 1L,1A
J. T. Merritt 1L.1A
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Brown& Root.InC. rost Office Box 1001, Glen Rose, Texas 76043

BRF-9211 March 13, 1979

Mr. J.T. Merritt, Jr.

Texas Utilities Services, Inc.

P. 0. Box 1002

Glen Rose, Texas 76043 ) )

Texas Utilities Services, Inc.
Comanche Peak Steam Electric Station
1981-83 2300 MW Installation
Reactor Coolant Pipe Field Measurements

Dear Mr. Merritt:

Attached are the field measurements required for the fabrication of
the closure loop for Unit 1, Loop-1. Also, noted on the sketch are the
fabrication allowances for weld shrinkage and consumable insert.

Please contact us if you have questions concerning these measurements.

- Very truly yours, s
- BROWN & ROOT, INC. - Ere

,_Q@aﬂ ey
-~ U. D. Douglas '
Project Manager

Attachment 72
U0 JHM: JR ke
cc: ARMS  (OL,1A)
L. A. Ashley (1L,1A)
J. T. Merritt (1L,1A)

FOIA-85-59
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~ Bresm&oCling. post office Box 1001, Glen Rose, Texas 76043

BRF-9348 May 4, 1979

Mr. J. T. Merritt

Texas Utilities Services, Inc.
P. 0. Box 1002

Glen Rose, TX 76043

Texas Utilities Services, Inc.
COMANCHE PEAK STEAM ELECTRIC STATION
1981-83 2300 MW Installation
P. 0. CP-0001
Reactor Coolant Pipe Field Measurements

Dear Mr. Merritt:

Attached are the field measurements required for the fabrication of
the closure Toop for Unit-1, Loop-3. Also, noted on the skertch
is the fabrication allowance for weld shrinkage.

Please contact us if you have any questions concerning thése measure-
ments.

Very truly yours,
BROWN & ROOT, INC

P

U. D. Douglas
Attachment Project Manager
UDD:JHM:JJR:dt
cc: ARMS OL, 1A
L. A. Ashley 1L, 1A
J. T. Merritt 1L, 1A
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INSTRUCTION ISSUE
BROWN & ROOT, INC. NUMBER REVISION DATE PAGE
CPSES
Ql-Q0AP-11,1-26 0 1-3-80 Laf 40

ASME PIPING & WELDING

| S |

—
L -

—
OMMOO o > o

- % 5 5 8

~n
o

3.0
3.1

3.2

REFERENCES

QA Personnel Training Manual

WES-16, "Schedule of Standard Test Welder Qualification Matrix and
welder Performed Qualification Log"

VT-NDEP, "Visual Examiniation"

G&H Specification, M5-100, "Piping Efectiq Wﬁ}’@“

G&H Specification, MS-438, "Piping Nuc! n""( b c'gii

QI-QAP-11,1-22, "Cleanliness Control"
CP-NDEP-000, "Marking Requirements for NQE" -
g Reg 'Q,ﬁ‘nﬁ?}“

of
LR
-

A i i\
PURPOSE hog? tas &
To cutline QC inspection activities for weldingrﬂﬁﬁ rica-

tion and installation of ASME piping. |.

INSTRUCTIONS

VERIFICATION PRIOR TO FABRICATION/INSTALLATION

The QC Inspector shall verify that the documentation to be used in
fabrication or installation corresponds to the revision of the
construction drawings that are part of the documentation package.

welder qualification shall be verified on a random basis by con-
sulting the "Welder Qualification Matrix" at Weld Filler Material
Log entries. Tl is shall be performed at tit-up.

DOCUMENTING  WELD INSPECTIONS

Upon verification, witnessing, or monitoring that an operation or
the results of an inspection are acceptable, the QC Inspector shall
initial, or sign and date the applicable documentation in the space
provided. Work may not proceed beyond an established QC or ANI
hold point until it is witnessed, monitored, or verified, or where
permitted for an ANI inspection point, waived. ANI inspection
points will be waived by the ANI in writing.

The NDE Procedure and revision date shall be entered on the
applicable Weld Data Card by the QC Inspector. For RT and UT,
the NDE report number should also be entered in the blargblskg

to the right of the UT-NDEP space. FO‘A 8

S —— Mz



BROWN & ROOT, iNC.

CPSES
JOB 35-1195

(Supplement 6.90-11)

PROCEDURE [SSUE
NUMBER REVISION DATE PAGE
QI-QAP? 11.1-26 2-6-80 1of8

TITLE:

QI-QAP-11,1-26
(SUPPLEMENT 6.90-11)
ASME WELD INSPECTIONS
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GENERAL

ORIGINATOR: @ %& £0

TDOCUMENTING WELD INSPECTIONS

QC Hold Points

QC NDE and Welding Inspection
General Requirements for Visual

Inspection of Weldments

Nondestructive Examination (NDE)

INSTRUCTION

[ON/INSTALLATION

VERIFICATION

MATERIAL /PARTS VERIFICATION
Material Traceability Control
Traceability Marking Transfer

Prefabrication (QCI-M)

Procedure and Welder Qualification

Verification

VERIFICATION OF LIMITED ACCESS FOR

WELDING

GENERAL REQUIREMENTS DURING WORK
Inspection After Tack Welding

Root Weld Inspection

Attachment Welds
Purge Dam Removal
RT Flagging

Piping Subassembly/Component Support

Final Inspection

Surface and Dimensional Examination

Repairs

PWHT/QC Inspections (QCI-M)

SUPPORTING MATERIAL

REFERENCES

CORRELATES WITH
APPENDIX 6.90
SECTION
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BROWN & ROOT, INC. ISSUE
CPSES NUMBER REVISION DATE PAGE
JOB 35-1195
(Supplement 6.90-11) QI-QAP-11,1.26 1 2-6-80 2 of 8

4.1.1 B&R Nondestructive Examination
Procedures Manual

4.1.2 B&R Personnel Training Manual P
4.1.3 B&R ASME Quality Assurance Manu+l 'i'ill‘Of'{i"‘/i-""TiOE\l
0.1 TABLES Py TR
i 4 s e ®©
11.1-26-1 Matrix of QC Inspections RN SN &
1.0 INTRODUCTION F>r~
LA Sl PRV |

This instruction has been prepared to delf
NDE inspection requirements and shall be used with the correspond-
ing Appendices to Procedure CPM-6.9, "General Piping Procedure”,

and the Brown & Root Nondestructive Examination Procedures Manual.

2.0 GENERAL
2.1 DOCUMENTING WELD INSPECTIONS

When the results of an inspection are determined, the QC Inspec-
tor shall initial or sign and date the applicable documentation
in the space provided indicating the results of the inspection.
Work may not proceed beyond an established QC or ANI holdpoint
until all such holdpoints have been witnessed, monitored, or
verified (see 2.1.1) or, alternatively, waived where permitted
for ANI inspection points. Definitions are given in Procedure
CPM-6.9, Section 2.2 and below.

2.1.1 QC Holdpoints
The following QC holdpoints may be established:
1. Verification (QCI).

This type of inspection does not require the QC Inspector to
observe an operation being performed, but allows the inspector
to physically inspect an item after performance of an operation.
The QC Inspector must be notified subsequent to performance

of an operation with "QCI" designated; example: Fit-up
Inspection.

2. Witness (QCI-W).

Witnessing requires the inspector to observe the entire
ogsra?gn being performed. The QCT Inspector must be
not before the operation to assure presence during
performance of 1t when "QCI-W" is designated; example:
Pressure Test Inspection.

=0
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(APPENDIX E) ' s 5‘%“
PIPE FABRICATION » ,
AND INSTALLATION " aperoved o U@ .. 5-23-%0
Y o] g B/ v NAL ~ uln
0.1 TABLE OF CONTENTS ARM
S
1.0 INTRODUCT ION
INDEXED
2.0 GENERAL —
2.1 KPPROVAL AUTHORITY Dare —
2.2 RESPONSIBILITY '
Ty 30 PIPE FABRICATION AND INSTALLATION PROCEDIRE
AT I TENERAL
e BN PIPING SYSTEMS REOUIRING THE REMOVAL OF THE
R MANUFACTURERS' INTERIOR COATINGS
_ 3.3 CONTROL OF PIPING MATERIALS IN THE PIPE FABRICATION SHOP
Saliesy 3.4 PIPE BENDER QUALIFICATION e
T 38 REOUIREMENTS FOR PIPE JOINTS peN #1
3.6 PENETRATIONS THROUGH WALLS AND SLABS L)
o 3.7 VALVES D .
o 3.8 TEMPORARY STRAINERS DCNV # 3
3.9 BURIED PIPING DEN # 4
3.10 FABRICATION TOLERANCES
.1 TOROU ING
3.12 PIPING NESIGN LOCATION
3.13 PIPE, HANGER, AND OTHEP STRUCTURAL MATERIAL SALVARING
3.14 VALVE DISASSEMBLY/REASSEMBLY
3.15 MARKING
3.16 INSULATION
0.11 LIST OF TABLES
6.9E-1 Length of Thread on Pipe p
0.111 LIST OF FIGURES
6.9€-1 Buttweld End Pipe - Nuclear Pipe
6.9€-2 Buttweld Preps - Non-Nuclear
6.9€-3 Determining Wall Thickness After Machining
€.9E-4 Half Couplina Revel Netail
6.9€-5 Pipe Render NDualification Form
6.9E-6 Valve Spools ] R e
6.9€-7 Fabrication Tolerance % L) ek
6.9€-8 Material Salvage Sh%FO;h-O\J Vm378



BROWN & ROOT, INC. ‘
CPSES NUMBER ' REVISION

JOB 35-1195

| ' ISSUE

i |
| cP-CoM 6.9 | 1

" FEI—

|
|
DATE | PAGE
I
i
I

5/23/80

PIPING DESIGN LOCATION

Verification of alignment shall be made at the time of fit-up
(flanged connections or weld joints).

The piping shall be located to the dimensions shown on the B&R
installation drawings. Erection tolerances shall be as required
by Appendix 6,9F,

Prior to making a piping connection to equipment, verify that the
equipment has been "approved" for piping as per Procedure MCP-1,
Contact the mechanical superintendent to facilitate the removal
of desf{ccant and/or pur?e. and to monitor the alignment of rotat-
ing equipment during welding operations. Final connections to
equipment and valve flanges or nozzles shall be accomplished by
adjustment of the piping and supports to provide accurate align-
ment at these joints without stressing of the pipe, equipment, or
valves. Springing, bending, or localized heating to obtain
alianment shall not be done without approval of engineering.

Weld joint alignment, temporary attachment lugs, straps, etc.
used for weld fit-up and alignment shall in accordance with
Appendix 6.90,

Once the piping has heen brought into position, the piping loca-
tion shall be checked against the installation drawing for con-
formity by the craftsman, Piping out of design location shall be
adjusted until it is within the allowed tolerance. When this
tolerance cannot be met without bending of the piping, cold
spring, or localized heatina, the PS should advise enaineering.

Measurement for piping locations shall be taken using control
base 1ines and bench marks set up by the B&R Field Engineering
Department, The use of as-built column lines, floor lines and
other structures as reference 1s not permitted,

PIPE, HANGER, AND OTHER STRUCTURAL MATERIAL SALVAGE

When items cannot be used because of recesian, misfabrication,
damage, the disposition to Nonconformance Reports, etc., the

ftems nay be scrapped, salvaged, or returned to bulk stock., The
responsible foreman shall make this determination based on the
NCR, CMC or the item's physical condition, as appropriate. \hen
subassemhly modification results, documentation for such modifica-
tion shall be prepared as required by Appendix 6.9G, and the
modification accomplished accordingly.
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BROWN & ROOT, INC.
CPSES NUMBER REVISION

JOB 35-1195
(Supplement 6.90-11) OI-OAP-II.I.Zq

0.11
11.1-26-1
1.0

4.1.1 R&R Nondestructive Examination
Procedures Manual

4.1.2 B&R Personnel Training Manual

4,1.3 B4R ASME Ouality Assurance Manual

TABL;S
Matrix of QC Inspections
INTRODUCTION

This instruction has been prepared to delineate ASME Welding and

" NDE inspection requirements and shall be used with the correspond-

ing Appendices to Procedure CPM-6.9, "General Piping Procedure”,
and the Brown & Root Nondestructive Examination Procedures Manual,

GENEPAL
DOCUMENTING WELD INSPECTIONS

When the results of an inspection are determined, the OC Inspec-
tor shall inftial or sign and date the applicable documentation
fn the space provided indicating the results of the inspection.
Work ma{ not proceed beyond an established QC or ANI holdpoint
until all such holdpoints have been witnessed, monitored, or
verified (see 2.1.1) or, alternatively, waived where permitted
for ANI inspection points. ftions are given in Procedure

CPM-6.9, Section 2.2 and beloy.
0C Moldpoints ,NFORII.ATION

The following OC holdpoints @sh)

1. Verification (0QCI).

This type of inspection does not rJg“\‘ the NC bnsnoctor to
observe an operation befng perrto. the inspector

to physically inspect an item after pcrfonnancc of an operation,
The OC Inspector must be notified subsequent to performance

of an operatfon with "0OCI" dosiqnatcd. example: Fit-up
Inspection.

Witness (0C1-W).

Witnessing requires the inspector to observe the entire
operation being performed. The (C insoocfor Must be
no%‘siig before the operation to assure presence during

performance of 1t when "OCI-W" {s desfgnated; example:
Pressure Test Inspection,

0SS
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= Brown&Root.nc. -1

S i l-
QUALITY ASSURANCE DEPARTMENT .
QA RECORD NONCONFORMANCE RM i HeE000

DATEM

PROJECT CPSES

JOBNO_35.1196
(20 UNIT| STAUCTURE/SYSTEM |  COMPONENT | TAG/IC NUMBER
f 3700 'Field Weld |
1 iAuxiliary Fudwatcrls-A &§ 9 AF-1-SB-032

LOCATION OR ELEVATION

SB. #1 790’

(3)NONCONFORMING CONDITION "IV
131 DOCUMENT VIOLATED O1-0AP-11.1.2 REV 1 PARA 2.13 SA"GOM (M-10

During random surveillance of piping installation FW-8A & 9 were observed to be
cold sprung by use of jacking device forcing spool 203 away from the wall.
Both weldments are in intermediate stage of weldout.

INFOR MATION
A

- v o

-

PPRY

Hold tags applied |

See attached NDER A-1251 for plan view detail

T8) REPORTED BY T8 OATE lwﬁmmoua T yo' DATE |

| s 7 > L i -
S. R. Dodd '8 /28/80 | .iiy 7. 2T S7 P e’ 4l

7) PREPARED BY : '8) DATE (111 ISSUED BY 1 (12) DATE.

| §. R. Dodd (6 /10 /80 »y, N & Y Lo
113) DISPOSITION ASSIGNED TO (14) DUE DATE (18) CORRECTIVE ACTION REQUEST CAR NO (16) ASME COOECLASS!
D. C. Frankum 6 24 80 — Required XX Not Required XX Yo _No '
1171 DISPOSITION |

AEWORK REPAIR USE AS 18 X SCRAP .

' Subject pipe cannot be cold sprung in the configuration that it is in, ie., pipe
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0.11
11.1-26-1
1.0

2.0
2'1

2.1.1

B&R Nondestructive Examinat1oﬁ

4.1.1
Proce jures Manual
4,1.2 B&R Personnel Training Manual
4.1.3 B&R ASME Quality Assurance Manual
TABLES
Matrix of QC Inspections 3.0

INTRODUCTION

This instruction has been prepared to delineate ASME We'ding and
NDE inspection requirements and shall be used with the correspond-
ing Appendices to Procedure CPM-6.9, "General Piping Procedure”,
and the Brown & Root Nondestructive Examination Procedures Manual,

GENERAL

DOCUMENTING WELD INSPECTIONS

When the results of an inspection are determined, the OC Inspec-
tor shall inftial or sign and date the applicable documentation
in the space provided indicating the results of the inspection.

Work MC{ not proceed beyond an e

until all such holdpoints have

for AN] inspection points., Defi
CPM-6.9, Section 2.2 and below.

QC Holdpoints !

The following OC holdpoints may be ostablm:v
1. Verification (QCI).

This type of inspection does not require the QC Inspector to
observe an operation being performed, but allows the inspector

to physically inspect an item after performance of an operation,

The QC Inspector must be notified subsequent to performance
of an operation with "QCI" designated; example: Fit-up
Inspection.

2. MWitness (QCI-W),

Witnessing requires the inspector to observe the entire
operation befng performed. The OC [Aspector must be
no%i"ia before the operation to assure presence during
performance of 1t when "QCI-W" is designated; example:
Pressure Test Inspection,

B
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1.1.1  B&R Nondestructive Exan:nation Proceaures\m_hqgj e
1.1.2  B&R Personnel Training Manual R T H
‘»&.y i s
1:4.3 B&R ASME Quality Assurance Manual \/
2.0 INTRODUCTION P PR
This instruction has been prepared to delineate ASME Welding and
NDE inspection requirements and shall be used with the correspond-
ing Appendices to Procedure CPM-6.9, "General Piping Procedure",
and the Brown & Root Nondestructive Examination Procedures Manual.
3.0 GENERAL
3.1 DOCUMENTING WELD INSPECTIONS
When the results of an inspection are determined, the QC Inspec-
tor shall initial or sign and date the applicable documentation
in the space provided indicating the results of the inspection.
Work may not proceed beyond an established QC or ANI holdpoint
until all such holdpoints have been witnessed, monitored, or
verified (see 2.1.1) or, alternatively, waived where permitted
for ANI inspection points. Definitions are given in Procedure
CPM-6.9, Section 2.2 and below.
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1.0

2.0
2.1

¢.1.1

INTRODUCTION

This instruction has been prepared to delineate ASME Welding and
NDE inspection requirements and shall be used with the correspond-
ing Appendices to Procedure CPM-6.9, "General Piping Procedure”,
and the Brown & Root Nondestructive Examination Procedures Manual.

GENERAL
DOCUMENTING WELD INSPECTIONS

when the results of an inspection are determined, the QC Inspec-
tor shall initial or sign and date the applicable documentation
in the space provided indicating the results of the inspection.
Work may not proceed beyond an established QC or ANI holdpoint
until all such holdpoints have been witnessed, monitored, or
verified or, alternatively, waived where permitted for ANI
inspection points. Definitions of QC holdpoints are given
below.

QC Holdpoints
The following QC holdpoints may be established:
A. Verificatien (QCI)
This type of inspection does not require the QC Inspector to

observe an operation being performed, but allows the inspector
to physically inspect an item after performance of an operation.

of an operation with "QCI" designat
Inspection.

B. Witness (QCI-W).

\ ';‘? ‘ > A \

\e 3 > )
Witnessing requires the inspector to o shrve the entire \
operation being performed. The QC Ins§3ctor must be. \
notified before the operation to assure presence;&:;i:g____,_.i
performance of it when “QCI-W" is desigpateq;,ex -
Pressure Test Inspection.

C. Monitor (QCI-M).
Conformance verification by monitoring is accomplished

by observing a task being performed on a periodic or random
basis. The QC Inspector monitoring an operation determines

=0y




