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TEE SOWARD P. FOLEY COMPANY NUMBER:
NCNCONFORMANCE REPORT Page 1 of ¢ [QeoT-a24
, DESCRIPTION: OCP-SA = Quality Contrcl Procedure ATTACHMENTS DATE:
! for AWS wWelding Dl.1l.
The above referenced Procedure is not in accordancg chD No D §-6-513
with the referenced Code - AWS D1.1. BOLD TAG # —
REMOVED
REF. EPF/IR NUMBER: N/A BY DATE

UNIT T [ owIT I2[%] /LOCATION vyarious Class 1 NON=-CLasS 1

INSPECTION CRITERIA: DRAWING [T] SPECIFICATION [3]  PROCEDURE
DOCTMENT TITLE AND NUMBER:

CODE X

(SEE LIST OF PROCEDURES AND CODEE ON PAGE 2)
DESCRIPTION OF NONCONFORMANCE: (Including Cause)

The referenced inspection ceriteria, H.P. Foley Q.A. Menual, states in part:
"...cpecial processes are performed in accorcance with the recuirements of
eppliceble design drawings, specifications, procedures, codes and stancards
by gualified personnel.” ‘

In violation of this Q.A. Manuzl is the referenced Procedure (QCF-SA)
becauvse it is not in accordance with the above referenceé Code (AWS D1.1).
Also, please ncte:

(CONTINUED ON PAGE 2

, — DATE Q.C. SUPERVISOR REVIEW DATE

o H.P. FOLEY DISPOSITION:

. (ST
;i,‘ ot LK. Whtson
W W

-

S a
DISPOSITION BY DATE QUALITY REVIEW DATE
P.G.& E. DISPCSITION OR COMCURREMCE: .
-
. 3
-
T
- - - . ™ " *ASfE A2
i[\'u‘r\"i:" " ;"‘“‘z l.r‘,';l v
- VIVERL.E B . Co, ('Y WTLET JATE
g
= OISPOSITION ACCOMPLISHED

13/ %
VERIFIEZD 3Y

DATE Q.C. SUPERVISOR DAL
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THE HOWARD P, FOLEY COMPANY NO.

NONCONFORMANCE REPORT - CONTINUATION SHETT aucz-924
CONTINUATION OF: DESCRIPTION OF NONCONFORMANCE %
PROPOSED DISPOSITION [ e Sl =

DISPOSITION ACCOMPLISETD [ 1;._‘:.6'1":%3

INSPECTION CRITERIA: (CONTINUED FROM PAGE 1)

QCP-5A - Quality Control Procedure for AUS Welding Dl1.1

AVS D1.1-82 Structural Velding Code - Steel

H.P. Foley Q.R. Manual, Section IX, Control of Special Processes
10 CFR 50 Appendix "B", Section IX, Control of Special Processes

DESCRIPTION OF NONCONFORMANCE: (Includinc Cause) (CONTINUED FROM PAGE 1)

1. The Procedure (QCP-5A), Paregraph #1 “"Scope®, states in part, "This
Procecure outlines the basic requirements to cover...gas retal arc
welding."

The Code (AWS Dl1.l), Paragraph 5.1.2, regquires a welding pro-edure
specification to be prepared for the applicable process. This
has not been done.
NOTE #1: The welding procedure specifications are currently for
Shielded Metal Arc Welding and Flux Cored Arc Welding (FCAW).
NOTE #2: FCAU is not noted in the Procedure’s Scope.
2. The Procedure (QCP-5A), Paragraph 3.2.1, states in part, ".... ) |
—the-Production-Superintendent (is) to insure Production forces under
his supervision are kept informed of and are working to the latest
recuirements specified in the Quality Mrocedure.” )
This has not been done. Welders are frequently found to be unaware
of even the welding procedure specification that they are using. The.—
welders are not fcrmally trained in the procedure.
-

2. The Procedure (QCP-Sa), Paragraph 6.1.2, requires that the basc nztolq::)
prepared by oxygen cutting--surface roughness values not to exceed
100" mil or 2000 mil, as applicable.

An ANSI Surface Roughness Gauge is not in the H.P. Foley Toecl PRoom,
Calibratinn Lakt, Field or the Q.C. Department Tocl Locker.

NCTE #1: This regquirement is taken from the Code (AWS Dl.1) at
Paracraph 3.2.2., Also, see Note 4 of that paragraph.

NOTE #2: Discovered in the Purchasing Office was an AWS C4-1-77
Oxy-fuel Gauge. However, these gauges are not applicable to this
referenced Procedure or Code.

|LVINYO:

4. The Procedure (EP-SA), Paracraph 7.6.1.1, references welding processes
FCAU-GMAY and SMAW, N
The Code (AWS Dl1.1), Paragraph 5.1.2, requires a welding procedure
specification to be prepared for the applicable process. This has not
been done for the GMAW ~-ocess.

NOTE: See Item #] of this NCR.

AINO NO

5. The Procedure (QCP-52), Paragraph £8.8, states..."caulking of welds, unless
specifically noted by Constructor, is prohibited.”
The Code (A'S D1.1), Paragraph 3.9, states: "Caulking of welds shall not
be permitted."”
(CONTINUED ON PAGE 3) J_




THE HOWARD P, FOLEY COMPANY NC,

HEE MCKR

NONCONFORMANCE REPORT - CONTINUATION SHEE™ R&c2-924
CONTINUATION OF: DESCRIPTION OF NONCONFORMANCE 0 PAGE 3 oF €
PROPOSED DISPOSITION [ e -
DISPOSITION ACCOMPLISESD 0 DATE
G-6-82

DESCRIPTION OF NONCONFORMANCE: (Including Cause) (CONTINUED FROM PAGE 2)

NOTE: The Code (AWS Dl.1), Appendix 1, "Terms ané Definitions”, states L
"Caulking. Plastic deformation of weld and base metal surfaces by ’
mecranical means to seal or obscure discontinuities.”

€. The Procedure (QCP-5A), Paragraph 10.3.1, references AWS D1.1 Current
Revision.
The Current Revision is not in the Q.C. Library, and to the Writer's
knowledge, the Current Revision is not on site.
NOTE #1: Current is 1983.
NOTE #2: The Procedure (QCP-5A), Paragraph 2, references ANWS D1.1-75.
This year Code is not in the Q.C. Library.
NOTE #3: Some site personnel have in their possession an AWS D1.1-75
with the 1976 and 1977 Addenda. There is, to the Writer's knowledge,
not one of the referenced Code (1575) on site.

7. The Procedure [QCP-5R), Paragraph 10.2.5, allows the straightening of

distorted members by the use of lccalized heat (i.e., not to exceed
©

1100 F). ) ’
The Code (AWS Dl.l1), Table 4.26 Note 3, zscords the maximum tecmperature
for Group "4" materials as 400 F. to 450 F., depending on the material Yo
thickness. N
NCTZ #1: Group "4" materials are intended primarily for use in dynamic .
loading (bridges, seismic requirements, etc.), Please reference ASTM
1983 - Designation: AS14-83.
NOTE #2: The steels in Group "4" are tempered.

.

€. The Procedure (QCP-5A), references AWS D1.l Current Revision. Same es
Iten #6 of this NCR and also same as Item #3.
NOTE: Procedure (QCP-5A), Paragraph 10.3.3, does not reference year cf
Code.

. The Procedure (QCP-5A), Appendix "A", Paragraph 3.5.7, references minimuxs
fillet weld size for FCAW as 1/8".
NOTE #1: The Code (AWS D1.1). Table 2.7 Note ** states, "!Minirmum size sor
bridge applications is 3/16°.
NCTE #2: The Code (AWS Dl.l), Paragraph l.1.1, states the basic division
of the Code for buildings (static Qocading) and for bridges (éynamic loading)
It is believed, by the “riter, that the structural steel work on this
Project is built with seismic (dynamic) engineering criteria, so therefore, i
all work detailed with 1/8" fillet welds is discrepant in accordance with c:: oﬁ&
the Code criteria. ‘
NOTE #3: The Procedure (QCP-5A) does not reference minimum fillet wld :EE
sizes for the welding processes SMANW or GMAW as does the Code (AWS Dl1.l),
@ Table 2.7. ™ el vasd -
NOTE #4: If it is noted in response to this NCR, for it ie not in the :E:
Procedure, that the structural/electrical work is to the building (static [ _
loading) section of the Code, then numernus supports are in violation of the-<:"
Code (AWS Dl1.1) , Paragrach and Figure B.8.5, Example $-310, REV. 23; $-319,
PEV. 27; and others. (CONTINUED ON PAGE 4)
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THE HOWARD P, FOIEY COMPANY
RONCONTFORMANCE REPORT - COWTINUATION SEZET

-

CONTINUATION OF: DESCRI?TIPgN OF NONCONFORMANCE £

DESCRIPTION OF NONCONFORMANCE: (Including Cause) (CONTINUED FROM PAGE 3)

PAGE 4 OF & _|
OPOSED DISPOSITION [ | —_—
DISPOSITION AccompPLIiSEE=D OO | ATT
-6-23

10.

il.

i2.

13.

14.

NOTE #5: The Code (AWS D1.1-82) specifies the minimum fillet weld size and re-
quires that this size be made in a single pass. This reguirement is intended
to insure sufficient heat input in order to recuce the possibility of cracking
in either the heat affected zone or veld metal, especially in 2 restra.ned -
jeint. The Procedure does not reference this (minimum £illet weld size)
reguirement.

-

The Procedure (QCP-5A), Appendix "A", Paragraph 8.2, states..."Only the
responsible P.G. & E. velding Engineer or Desicnee is permitted to set
parameters beyond the ranges specified on the wes." - .

The Code (AlS D1.l), Section 5, *"Qualification®, provides for the cualifi-
cation of weld joints by their accestance to Sections 2, 3, 4, as well as
Section 8., ¢, or 10, as applicable, or by their gualification per ref.
paracraph S5.2. E '

The Code does not allow the welding procecure specifications toO be exceeded,
1f a greater range of he perameter: is required, a new WPE is to be
established. Reference Section 5.

The Procedure (QCP-5A), Appendix "B", paragraph 6.2. This is the same as
Item #.0 of this NCR.

The Procedure (OCP-5A) Section "D" Stud welding, Paragraph 03.2.5 states:
"Al1l studs shall be installed reascnably perpendicular to the sucrface to

which they are attached.” .

The Code (AUS Dl1.1 Cormentary), Paragreaph 7.6, states in part: "Studs
applied to a vertical surface may require modified arc shieldiﬂgqs mp¢§f3 é
arc shields may also be required when welding to other than frone surfaces.
Since this and other special cases are not covereé by the ranufacturer's
tué haese qualification, the Contractor shall be respcnsible for the per=-
formance of these tests.”

MOTE “1: The Procedure dues not reference any adéitional reguirement for

ver~ical, overhead, etc., welding.

NOTE #2: The referenced Procedure paragraph permits all position welding

of autoratically controlled time welded studs.

INI

-
-

The Code (An'S D1.1) reguires tests te be performed by the Contractor (H.P,
Foley) fcr other than flat position weléding of autozatically controclled time
welded studs. This has not been per-formed.

The Procedure (QCP-5A), paragraph D3.2.6 states: “1¢ the reduction in length
of studs as they are welded becomed less than normal (i.e., the length of the)
+ud is rore than 1/16" greater than specified), welding shall be stopped
i-mediately ané not resumed :til the cause has been corrected.”

The Procedure (NCE-SA) alsoc notes the references for welding as pl.1-82 and
D1.1-7% (Electrical only) at Paragraph 2, "References.” The referenced Pro=
cedure Paragraph D3.2.€ is taken from the AUS D1.1-75 Code.

The stud welding section of the procedure should be based upon the require=-

ments of D1.1-82, Section 7 and Appendix “"IK" per the reference secticn of the

Procedure (QCP-tA).

(CONTINUED ON PAGE S)
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THE HOWARD p, FOLEY COMPANY NO,
NONCONFORMANCE REPORT - CONTINUATION SHrt & {02 -9249

{ DESCRIPTION OF NONCONFORMANCE :

CONTINUATION OF: DESCRIPTION OF NONCONTORMANCE I3 PAGES or¢

PROPOSED DISPOSITION - -
DISPOSITION ACCOMPLISEED (-] DATE

G-f-g3

(Including Cause) (CONTINUED FROM PAGE ¢)

1s.

17.

18.

Her ek

14,

{Continued)

NCTE #1: AWS D1.1-82 is basically different from the D1.1-75 Edition for the
qualificetion process and Procedural requirements.

NOTE #2: The referenced Procedure Paragraph on stud reduction has been deletec
since 1978 from the Dl1.l Code and the stud length reduction is found in the
Manufacturer's Qualification Test Data for each and every diameter stud, along
with its weld time cycles (in 1/60 seconds) and welding current, Also, please
reference AWS C5.4, Table 4 - ical length Reductions of Studs in Arc wWelding;
and Table 5 - Typical Welding Conditions for Stus Welding of Steel; ana Paragraph
6 - Welding Procedure (Studs) .

NOTE #3: AwWS C5.4, Recommended Practices for Stud wWelding, is referenced in the
Code, AWS D1.1-75-83. Also, AWS C5.4 cross references itself with AWS Dl.1l.

The Frocedure (QCP-5A) wWeld Procedure Specifications are not in accordance wish

the code AWS DL 1. Reference QCP-SA, WPE 1, Position of Welding = ALL (Vertisal' _
Upwards) . Y
It is the intent of the code (AWS D1.1) that code users detail the position of
welding (i.2. Flat, Vertical, Overhead, Horizontal) in order that the amps & volts
parameters are conducive to produce quality welds.

NOTE: This is typical throughout the weld procedure specifications.

The Procedwre (QCP-5A) wWeld Procedure Snecifications are not in accordance with

the code AWS D1.1-82. The Weld Procedure Specifications are not detailed,

NOTE #1: Instead of detailing out the groove preparation dimensions, the Procedure
states, The groove preparation (i.e. Root opening "R", Roof face "F", Groove

Angle "a"™) Engineering variables as noted in the ccde and then includes the "2s

Fit up” telerances.

Note: This allows the welder to engineer his own joint configuration.

The Procedures (QCP-SA) Weld Procedure Specification WPS-Bl and WpS-g2 weld
symbol ig for a Flare Bevel Groove Weld. The refe:encesd DCC 43€¢ (Found in
Rerarks block of wps-82) paragraph "C" states in part; Dr. Mess Davis (au3)
agrees that Flared single level (SIC) Groove Welds (for superstrut) shall e
considered Fillet Welds... '

NOTEZ# 1: The H. P. Foley letter to AWS dated Februvary 21, 1978 Figure B details
it as a Filles Weld, AWS confirms it as a Fillet Welé and the Procedure details
25 a Groove weld, J oy
NOTE# 2: The material thickness is not noted on the WPS's. |
NOTE# 3: WPS-B1 Remarks block references DCC 4361. This should be DCC 4362
as noted above also as noted in Wps 78, 79 and 80.

Reference the above Item 17 Note# I of this NCR. The Weld Procedure Specifications
WPS-B1 and WPS-82 material thickness is not noted. The Joint Design sketeh for .t
WPS Bl and B2 ~an be / coulé have been mistaken for Tube steel to Building steel <

application using E-60XX electrodes. " \ (s ~
{ \e ‘ 3

foo 'LA~~7')»f)ﬁ,_” G
“INFORMATION ONLY

CONTINUED ON PAGE 6: -
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THE HOWARD P, FCLEY COMPANY
NWONCONFORMANICE REPORT - CONTINUATION SEEET BB02-924

CONTINUATION OF: BESCRIPTION OF NONCONFORMANCE
PRCPOSED DISPOSITION [
DISPOSITION ACCOMPLISHED O

DESCRIPTION OF NONCONFORMANCE: (Including Cause) CONTINUED FROM PAGE S

/
18. NOTE ¢ 1: The incorrectly referenced DCC 4361 (WPS-Bl) ané DCC 4362 (WPS~B) is 1.
NOt readily available to craft and inspection personnel for it is a P.G.&E. f

DOCUMENT. - X
NOTE# 2: The incorrect Weld symbol (for Superstrut) is correct for Tube steel.

19. Reference Item 18 of this NCR. This condition is also applicable for WPs-78, 7%
and B0 prior to PON# 12.

20. The Procedure QCP-5A, WPS-62 is not in accorcdance with the Code AWS Dl.1.
This Joint Configquration is not prequalified per AWS D1.1-82 or any other Code
year, If this Joint has been qualified by K. P. Foley it is not noted, also
which is not noted are the Joint details, such as material thickness, roct
opening, radius, etc., 80 it is not known what material this WPS is to be used
on or, have been used on.

21. The Procedure QCP~5A, WPS-62 details a dashed horizontal line on the vertical
item on the right side of the sketch. It is not known the irtent of this
dashed horizontal line. If ‘the wrS is showing the effective throat of the weld
then this is indeed a Non-conforming condition for it is excessive (Joint
penetration) detailed on the wps.

NOTE# 1: Actual Joint Detail performance tests are required per AwWS Dl.1-82.
The Joint Detail and Welding vVariables (i.e. Electrode size, Amps, Veolts,
Weléing positions, Root opening, etc.) should be shown on the W.P.S. -
NOTE# 2: This information is required to make accurate Engineering and Inspections. |
NOTE# 3: The Procedure contains in it's written form 29 ea “"may be™, 1 ea "should
be”, 1 ea “if necessary”, 1 ea "preferably”, 2 ea "reasonadbly", 3 ea "as Practical”,
1 ea "where practical®, 1 ea "when practical”, 1 ea "where possible™, 1 ea "as
possible™, 1 ea "when possible”, 1 ea "Same general position", 1 ea “"reascnable
stooth and regular”,

INFORMATION ONLY
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i TO: 1Ivan Vines
| (Mﬁv

| FROM: Rick Wild®n, Quality Dirccter

REF: NCR B8BN2-924, Notes of discussion Q/27/83

DATE: September 29, 1983

The foll&vin; is an evaluation of the referenced NCR and the Tesponse
there to: ‘

1. ~Item 1 1s not a viclation of Code, but is en inconsistency
betwveen the scope and content of the procedure. Engineering
vill process a PCN, Item ] has not resulted in a
non-conformance,

2 Resubmit this item on 2 separate NCR.

. THE
JWARD P. FOLEY
COMPANY

3. All oxygen cut surfaces asre dressed by grinding and do not
exceed the 1000 uin requirement in paragraph 3.2.2 of the
AWS Code. There is no need for a2 roughness gage. This 1tex
has not resulted in a ron-conformance.

4. This item is not a code violation, it {s much like Item 1.
Engineering will process a PCN, There is no nen=conforming
conditien.

- P No caulking of welds has been performed,
process a PCN to revise the procedure,

Engineering will

6. Q.A. has a 1975 AWS D1.1.

£ AWS tezperaturss are interpass and preheat for welding and
do not deel with Qghdin; of shapes. There ezre no group 4
materials on-site,.

8. This i¢ net a non~conforming condition.

¥ Engineering is requesting information from the Owner as to
the design basis. It should be noted that H. P. Foley's
responsibility is'to e€rect in accordance vith the Gesign
supplied by the Owmer. EDR 1337-1432 re:ponse to Note &,

---~\\\~>R¢submit Note 5 on a szparate NCR.

10. This has not resulteé in a non-conforring condition,
Engineering is processing a PCN to revise the vording in the
procedure,

INFORMATICN ONLY

- ——— e —————— ————r.




THE
1OWARD P. FCLEY
COMPANY

: 1.

12.

13.
14,

15.

6.

17.

18.

19.

N 20.

Sec l1te= 10.

No Class 1 automatic stud welding hae been performed on the
project since the 19%2 Coce has been in effect.

Engineering is processing a PCN to remove automatic stud
welding from the procedure,

See Item 2.
See Item 12.

There is no violation of the code. Electrode utilized by H,
P. Foley is designated by the Code as "all position” and the
range of amperage and voltage is as specified by the
wanufacture,

The WPS's in use by H. P, Foley utilize the full range of
tolerances allowed in the Code. This in and of itecelf is
not a nen-conformance. The Owner has approved each WPS and
H. P. Foley is erecting the material as specified by the
design documents. H. P, Foley is addressing your concer:s
to the Owmer via an EDR,

There is no nen-conformance. Engincering is revising the
WPS to eliminate conflicts in tercinology.

See Item 17,
See Izem 17.

Resubmir on separate NCR.

21.

See Item 20,

RW:ct

cc

© that there is consistency in the use of NCR's and IR's; this
project uses the ANSI n45.2.10 definitions.
design are processed through H, P, Foley Engineering on an Engineering
Disposition Request (EDR), and questions concerning procedure shcould
be processed through H. P. Foley Engineering op Quality Assurance on
Procedure Change Requests,

Questions concerning

NCR E802-924

INFORMATION oy
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THE HCWARD P. FOLEY COMPANY , it :
ORIGINAL NONCONFORMAN 2 E20R T ( Page 1 o 1 | eed2-93a
ODESCRIPTION: LONGITUDINAL RESTRAINTS Frop | armacomers DATE:
STATION BATTERYS FILLET WELDS WERE MADE UTILIZING
MULTI-PASS WELD TECHNIOUE ves( ] w0 (@] | 10-3-83
401D TAG
REMOVED
. REF. PP/IR NOMSER: y,» ar DATE

o1 1 (X] owIT 12(X]/L0caTION Battery Room cLass 1 (X] von-crass 1 []

e '] CUIIRIA: . DRawING 7]  seeczrrcatzow (] pmocmoome & cooe aws p1.1-g2
P -'-# T — A e .

e T 'Aii-:ﬁ: TLE AXD FDMBEZR: SK-6-OWS Rev 0, QCP-SA Seruct. Weld., AwWS D1.1-82
% PPNy (. e 108 Struct. *ld
- DESCRIPTION OF NONCOMFORMANCE: (Including Cause )y e longitudinal Restraints for
Station Battery's Pillet welds were made utilizing Mul ti-pass weld technique.

The Code (Aws D1l.1-82) specifies the minimum fillet weld size and requires that this
size be mwade in a single pass.

2. The H.P.F. Drawing SK-8-OWS Rev 0 is different From the P E Drav’ g of the c;e‘>
number, The H., P, Foley does not have PCGEE concurrence. The complete work package
e t.rmlu- was ~ot seen i, field only,the H.P.P, Dtnvtv—
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ORIGINAL R ey " '
2ESCRIPTION: wH® peACtrIpr  rv . S -t DATE
PROCEDURE SPRCIFICATION (WPS) T3 — - 1h=1-
st vy - |
iCLY Tal ¢ | O
nest el N/A
37 JALE

REF. HPF/IR NUMBER:

onrr t (X] owrr rz{¥]/tocation ctass t ] von-crass 1 [

DRAVING [T]  sPecIrrcation []  proceoume (%)
QCP-5A

INSPECTION CRITERIA:
DOCUMENT TITLE AND NUMBER: Welding AwWS DL 1

DESCRIPTION OF SONCONFORMANCE: (Including Cause) The Procedure QCP-5A, WPS=62 {s not
in accordance with the Code A¥WS DL 1. This Joint Configuration is not prequalified
per AWS D1.1-82 or any other Code year. If this Joint has been qualified by H. P.
Foley it ie not noted, also which { ot noted are the Joint Details, such as
material thickness, root opening etc., so it is not known what matgrial this

WPS is to be used on or, have been u "y AR

et

BY

T* B.P. FOLEY DISPOSITION:
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\?S) PROCIDURE SPECIFICATION w0 s
/ 7“--1:0:1;1 Specification Croup | and IT per Table 4.1.1 AWS DI1.1
'«"e'lding Process Shielded Metal Arc i
Manual oy Machine M. iual
2o0sicion cf :-'elding A.l _(Vertical-Up)
Filler Mecal Sfccinca:xon SFA AS.1
asczificacion EJ018

“Filler Mecal C
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INFORMATION ONLY
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HE/NCKR

THE HOWARD P. FOLIY OMPANY NUMBER:
ORIGINAL NONCONFORMANCE REPORT ige _ of 1 8802-940 Rev 1
. ¢, . & , / i
DESCRIPTION: SHBE-PRO ZNiE. < Beia, WEINTN A1 TACEMENTS DATE
PROCEDURE SPECTFTITATION (WPS) TS NOT NUALTFIED -
bt o L 10=7=83
'lOL; TAG ¢ N/A
REMOVED
REF. HPF/IR NT™BER: N. A 3Y DATE

UNIT I UNIT IX[X]/LOCATION

crass t[¥] von-ctass 1 [

INSPECTION CRITERIA: DRAWING [[] sPECIFICATION [[]

DOCUMENT TITLE AND NUMBER: Welding AWS DL 1 QCP=-5a

PROCEDURE @

DESCRIPTION OF NONCONFORMANCE: (Including Cause)
referenced Weld Procec ire Specification (WPS) which renders the quality of all items

utilizing the above referenced W.P.S. as indeterminate.

The above referenced WPS has inadequate documentation for its qualification for

its use.

The weld joint details such as material thiqﬁﬁbss, root opening, radius, initial
It 1!:90§,known what material this W.P.S

pass electrode size, etc., are not noted,
is to be used on, or has been used on.

&
e
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There is a deficiency in the above
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ENGINEERING MANAGFR JOB NO. NY=57¢

" SPEC. No. RR02
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THE HC'-'W B TOLLY ME A NL'HBER: i
R . .3 BF1N2-94
ORIGINAL NONCOMFOTMy: - e 11 J
QESCRIPTION: | TN Ts DATE ’i
THE PROCEDI/RE QCP-S5A, WETDING PROCEDY , ,
SPECIFICATION (WPS) & 62 15 NOT DT T | 'gsm Ne D 10-4-83
CTL N Eas Y ~
CORRLCTLY B /A
| REMOVED :

ONTT I [X] owrT 1(X]/Locarron

O

CLass t[] Non-crass 1

" msPecTION CRrTERLA: oRvTNG ]
DOCTMENT TITLZ aND NMRER:

WELDING AWS D1.1 QCP-5a

SPECIFICATION (]  PRocEDURE x]

DESCRIPTION OF NONCONPORMANCE :
detailes a dashed horizontal line

on the vertical item on the right gide of the
It is not known the intent of this dashed
throat of the weld then this

The Procedure DCP-SA, WPS-62

horizontal line. If the wPs is
is indeed a Non-confominq

condition for {t is excessive (Joint penetration) detailed on the WPS, It is not
known what material this wpPs is to be used on, or has been ysed on,
CONTINUED ON PACE 2.
O-5-53
Y DATE DATZ
H.P. FOLEY DISPOSITION:
\ ——— s e e ——
DISPOSITION BY DATZ mﬂ REVIEW DATZ
P.C.s £, DISPOSITION om CONCURRENCE :

"‘t".‘."' . .

Recommended Dispa~iii - -
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. THE HOWARD P. FOLEY COMPANY
JRIGINA| NONCONFORMANCE PEPORT - IONTINUATION SHre= 802941
CONTINUATION OF: DESCPRIPTION OF NONCONFORMANCE = PAGE 2 OF 2.
PROPUSEDL DI3mosiTion O P —
DISPOSITION ACCOMPLICHDD — DATE

CANTINIICN FROM PAGE

1:

DESCRIPTION OF NONCONFORMANCF: (Inclu ling Cause)

NOTE® 1: Actual Joint Detail pertormance tests are required AWS D1.1-82. Tre
Juint Detail and Welding Variables (i.e. Electrode size, Amps, Volts, Welding positicns,
Root opening, etc.) should be shown on the W.P.S. o

r"NOTED 2: This information 1s required to make accurate Engineering and Inspections. I
ﬁh The Procedure contains In It's written rm 29 ea “"may be”, 3 ea "should be:,

1 ea "if necessary”, 1 ea “preferably®, 2 ea "reasonably”, 3 ea “as practical®, 1 ea |

per

“where practical®, 1 ea “when practical*
possiile”, 1 ea "same general position®, 1 ea

+ 1 ea "where possibls"

+» 1 ea “as possible®, 1

"reasonably smooth and regqular®,
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" THE HOWARD P, FOLEY COMPANY ,' NUMBER:
ORIGINAL SONCONFORMANCE REPCRT | tane 1 8802942 ‘

/

: DESCRIPTION: ATACEMESTS DATTF:

PROCEDURE VIOLATION = QCP-SA Y"D & Sace a
HOLD TAG * N /A
- Lr— REMOVED

f oo - REF, HPP/IR NMBER: y/a BY DATE

oy t (X] owrt rr(X]/tocaTIoN

Crass 1 [] son-crass t [

q‘—
| ia | ey TWSPECTION CRITERIA: ORAWING [T]  seecirrcarion ] rrocEDURE (X
| SR ey, Lo T ‘ ’
arig o 55 DOCIMENT TITLE AND NMBER: 0.C. PROCEDURE FOR AWS WELDING D1.1 4
w2 s -

e

,.201' *.t.' 1" P‘!‘t. .'..th Pm

orces under his supervision are Fre
requi remencs specified in Qualicy P
" frequently found to be unaware
are using,

of e

DESCRIPTION OF NONCONFORMANCEZ: (Iacluding Cause)

The welders are not formally trained in the proce

The Procedure (QCP-5A), Paragraph
uction Superintendent (is) to insure Production
pt informed of and are working to the latest
rocedwwe.” This has not been done. Welders are
ven the welding procedure specification that they
dure.,
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THE HOWARD P. FOLEY COMPANY NUMBER:
OR‘GWAL NONCONFORMANCE REPORT Page 1 of 1 | 8802-942 Rev 1
M
DESCRIPTION: ATTACHMENTS  |DATE:
PROCEDURE VIOLATION - QCP-SA Paragraph 3.2.1 ves[] vo ] | 107793
[ 8OLD taG #
REMOVED
REF. HPF/IR NUMBER: N/A 8y DATE
ONIT T [x] owIT 1z(X]/tocarzon cLass 1 [7] vov-crass 1 [

DNSPECTION CRITERIA: DRAWING []  SPECIFICATION O  rrocevere [7]
DOCIMENT TITLE AND NIMBER: QCP-6 Para. 4.4; 4.5, 4.5.1, 4.5.2

3.2.1, states in part, "...the Production Superintendent (is) to insure Production
forces under his supervi sion are kept informed of and are working to the latest

requi rements specified in Quality Procedure.” This has not been done.
frequently found to be unaware of even the welding procedure specification that they

are using, There is no documentation, or training records, for some welders being
indoctrinated to OCP-SA,

DESCRIPTION OF NONCONFORMANCE : (Including Cause) The Procedure (QCP-5a), Paragraph

Welders are

o
@, %& o0 -7-83
INITIATED BY DATE

-

H.P. POLEY DISPOSITION:

DISPOSITION BY —DATE | QOALITY REES DATE

P.G.& E. DISPOSITION OR CONCURRENCE:

INFORMATION UNL

(9
-
o
o

JQATE {

JISPOSITION ACCOMPLISHED

|
VERIFIED 3y DATE J:ws SUPERVLIECR ¥ g
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4] ELECTRICAL C

. Ne 10066
UNITI [ THE HOWARD P. FOLEY COMPANY
UNIT I PRODUCTION ENGINEERING DEPT.
ENGINEERING DISPOSITION REQUEST
To__ (2. ﬁlﬁSLaLk Subject S CP LA
o R = K ~N O W ,C-S ldin

Problem ___ Mo, we oscome FLot ualess otheriice
§g;g.¥¢g;d !hgéqc s&pgbgfz materia [ j. &

CAab . ~eds mp'/or.s o, Ay 6rﬂ“1‘ s iy L2 8

14
4+ able o1l Aws D!

P! L / 722
Signed J(, M Date /0/‘ /ﬁL

n.pry_%.ﬁ_ﬁ :

sagmmL Date__< aﬁg_[g_;_
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Ao S TUL HOWARD P__POLEY COMPA:Y. =]  Mumber: _
OR'G'NAL NONCONFORMANCE REPORT ] ] g 3 8833XR-213
DESCRISFIUN: C=-6180 CONN CH J ‘“s Date:
Weld 7A87B to Ext..Ccl. 19 v! ¢ 34783
Plate MK A005-1 2 . .
Elv. 187" ¢ s BB33XR=14
Eﬂnypomr ‘
REF. HPF/IR NUMBER B8833XR-14 LY .4.2.,“.[& DATE y 7 52

wNIT 1 B uNiT 110 / LOCATION FURL HAUDLING BLOG. EL.187'cLass 1B Non-crass 1 [

INSPECTION CRITERIA: DRAWING G  gev 4 SPECIFICATION PROCEDURE
DOCUMENT TITLE AND NUMBER: 6180-F1-13-005; QCP-5A

DESCRIPTION OF NONCONPORMANCE: (Including Cause)
The abhove preheated plate welds were accepted by Quality Control
(see attached HPF/WIS).

Upon cooling weld 7A cracked its full length, and weld 7B cracked 1/2 its
length. (Both 4" welds).
Plate (MK A005-1) plate is warped by 1/2".in 20" of length.

% 25 @@ e
TIAT BY DATE QUALITY NAGER DATE PROJECT MANAGER UATE

'jﬁ—

w

DISPOSITION INCLUDING MEANS TO PREVENT RECURRERCE:

Remove Plate A-005~1 and replace. Grind area of cracked welds flush and
liquid penetrant test to ensure that cracks did not propagate into base
metal.

Hold training meeting with Production supervision o istrotion control.

iéSPOSlTION BY I D

TE
W Y23/e3 qﬁm-&b.w_}
PACIFIC GAS AND ELECTRIC CO. DATE

QUALITY MANAGER — DATE

DISPOSITION ACCOMPLISHED
PT Accomplished and found Acceptable on 3-3-83

Training meetings held 3-4-83.

pae = o =t (B st
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ELECTRICAL .
N2 9756

UNILL (] THE HOWARD P. FOLEY COMPANY
- UNIT E}: PRODUCTION ENGINEERING DEPT.
A\V S —:: fn‘ . ’\
-~ . i -’,\ ENGINEERING DISPOSITION REQUEST
= 3zp 28983
= Subject Detail versus Procedure
' 050010
Problem = : M Py 1
of ane 030029 I:aujna States trthar rhe derai’ prevails for conduis cuer the arccedurs
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== % - = THE BOWARD P. POLEY Company NUMBER: < —-
e i M. b " NONCONFORMANCE REPORT Page 1 of 2 -
_ ; 8802. 94 %
- ~— DESCRIPTION: ol ATTACHMENTS DATE: .
R T
= = ) Class One Support Rework .{“D No D 10-5-83 —
R = I = HOLD TAG #
il REMOVED WA
: - .- REF. 3PF/IR NUMBER: N/A BY DATE .
TZONIT I [3] ONIT II[X]/LOCATION varsens - cuass 1] Nox-crass 1 [
4T = ; +=—1D Cc SPECIFICATION g = - =
f _EtL_g-A.;{;xgp_axmu“ ” m:_m O n_ TI0N []  PROCEDURE ] Rty
= Cf - AND NUMBER: . ~ > B e D, o i
"X ‘W r;n_.!: -— - - ~ — = Initiation of Work-— QCP-17 REV. - s o
=+ | i< DESCRIPTION OF NONCONFORMANCE: (Including Cause) = o e 2 R Ty
. - QCP-'“;. REV."1, Paragraph 14, (Scope) states: "Class One Electrical Raceway — =
=~ | —Support rework shall be bandled in accordance with Appendix D." Appendix D, . _—
=} .= Paragraph D2.2 states that: "P.G. & E. v~ “cecue a 'work request' for any _ -
= support rework (i.e. modifications, dele ons or Complete replace-—— =
" | —-" ment) and vetificntign inspection.” Contrary tov ¢ "Condutt" Change Orders g
—.- are being issued to cover "Support" work. These Cc t Change Orders do not -
T reference any work request and do not fall within the pe of Appendix D,
< (CONTINUED ON PAGE 2) P e N L
= e e : i R e ol
- Z0-5- 83 R
.. DATE - Q.C. SUPERVISOR REVIEW _;;'_—-,DA‘I?_ g
_ . =T -
- - - -
v . e Pl — 2~ > - e
L 22~ oN /o683 =~
e 3 4 bt - o el i
[ S o= — - T — e - = —— S T f— -
2y [ [ B e
=y y V8B~ T TR 2
A = .l 3 SR
~ DATE QUALITY REVIEW _DATE
P.C.& E. DISPOSITION OR CONCURRENCE:
- . '
T [)\- & = .
; VRS A
- WA TIOA
2 \N IV O!VLY
& P.Neh B T, DATE
E JISPOSITION ACCOMPLISHED
VERIFIED By DATE Q.C. SUPERVISOR bATE




~  THE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION SHEEST 8807 Q4%

WAFONTINUATION OF: DESCRIPTION OF NONCONFORMANCE £o PAGE 2 _ OF 2
) ] PROPOSED DISPOSITION (O o
DISPOSITION ACCOMPLISHED (O DATE :

DESCRIPTION OF NONCONFORMANCE: (Including Cause) (CONTINUED FROM PAGE 1)

--~— This 1s in violation of QCP-3, REV. 6 "Processing and Control of Deviations
and Nonconformances." Paragraph 3.2 of QCP-3 states: "The Production — -
Superintendent or Designee assigned by the Project Manager shall be respon-
&ible for notifying Quality of deviations and nonconformances and accomplishing
2ll work in accordance with the specifications, design drawings and procedures."
e - s KT
Per ANSI N45.2.10: ™"Quality Assurance Terms and Definitions": a nonconformance . .
~ 48 "a deficiency in characteristic, documentation or procedure which renders pans
the quality of an item unacceptable or indeterminate. Examples of nonconformance
include: physical defects, test failures, incorrect or inadequate documentation,
or deviation from prescribed processing, ‘uspection or test procedures."
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Civil :

THE HOWARD P. FOLEY COMPANY
PRODUCTION ENGINEERING DEPT.

: g ENGINEERING DISPOSITION REQUEST
To__f .M. Russel}’ - - sum Structural welding Requirements
Bom D, Tomres”
Problem _Per specification #8802 welding is to be performed in accordance.-

with building section requirements of the AWS Welding Code for

Structurzl Steel. However applicable -section of the AWS Code ie not

referanced in other job specifications.

b |
It is our understanding that all Structural weldimz should cenforn
with the additional recuirements of section 8 - Buildings : Is this
correct ? <
"Jgn-d C&\,y w%/om /CA /57 -
—_ - S3

Reply _WELDWE Swiav, B6 P?.O,cer’w\am 19 i v =1 Eggu\"c_ggnb

OF TwE SELTION Q:\_A*\\,& T BQ\\_D\\)(:S D . Ta e AL WX

LODE SECTICWNS THE code QEQUIIEAmETYS Fol BA06ES O

Te—

NOT AfPLY JDLULESY <P\ TicalLlY MEFfaneuced.
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THE HOWARD P. FOLEY COMPANY
NONCONFCRMANCE REPORT

DESCRIPTION:

WPS#, Type Unverifiable

HOLD TAGC
REMOVED

REF. HPF/IR NUMBER: N/A BY

' o | ' ]
UNIT I UNIT II|x|/LOCATION Documentation Files

INSPECTION CRITERIA: DRAWING D SPECIFICATION D

DOCUMENT TITLE AND NUMBER: (QCP-5A Rev.9, Para. 13.2.1

DESCRIPTION OF NONCONFORMANCE: (Including Cause)

There are a number of Class I Raceway Support Welds that the Wel
and WPS are unverifiable per QCP-5A, Para. 13.2.1.

+ i
LN

- — y— s

INITIA Q.C. SUPERYISOR REVIEW

H.P. FOLEY DISPOSITION:

1) Welds shall be visually accepted prior to final sign-off of support.
s e L o .
@) Visual inspection confirms structural integrity »f welds.

2) 6010 and 7018 are the only types issued to Electrician Welders,

3) Both 6010 and 7018 are acceptable for use on electrical suppo
(Continued on

Cw Dacol Lo /& -/3- 73 AR Fe

DISPOSITION BY DATE QUALITY REVIEW

P.G.& E. -BDISROSTPION OR CONCURRENCE:

DISPOSITION ACCOMPLISHED

VERIFIED BY
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. THE HOWARD P, FOLEY COMPANY NO.
JONCONFORMANCE REPORT - CONTINUATION SHEET 8802-871 Rev.

"o

4)

3)

6)

7)
8)

PROPOSED DISPOSITION a 4
DISPOSITION ACCOMPLISHED (O DATE
10-13-83 ,
H.P. FOLEY DISPOSITION: (Continued)

CONTINUATION OF: DESCRIPTION OF NONCONFORMANCE 3@ PAGE 2 OF 2 |

Accept rod size "As Is" if visual inspection is acceptable,
a) Remove and replace weld if lack of fusion is noted.

Accept Ht.# "As Is" - Only acceptable filler material is issued to the
Rod Control Station.

Revise QCP-5A to require the Electrical Welder to enter Size, Heat No., and I'ype
of rod used on the applicable "Work Copy" documumentatior " C. to verify it's
entry.

Record this NCR Number on affected SIWS's or WIS's.
Accept missing WPS No. "As Is" based on Item #1), above.
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REF. WPF, IN ™Mbt s : ; ‘ Tila .. I

@ 1

Tl o 7.3 e p i ek PR - . . :

| es1t 1 [T et nfF) e e e taas 1] RS CJJ
INSPECTION CRITERIA:  DhAWIM D SPECIFICATION [_J PRI f_J '

DOCUMENT TITLE AND NUMBER: ~cpaga Rev, 9 Para. 11.2.1

OESCRIPTION OF NONCONFORMALCE: (Including Cays )

There are a numher of Clagss 1 welde that the 'ield »o8 Ty:«, Srze ant WER 4y,
unverifyahle fur ATPatp Dypa 13.0.0.

X Sy
‘a'\ : oy, v’..,(\______ i/ili't,)'

F (R TN Y
NITIA BY DATE Q.C. SUPERVISCR REVIEW DATE

H.P. POLEY DISPOSITION:
1) Visually inspect welds in question to exieting vienal Aaccept ance criteria.
2) Fecept weld filler meral tyje A= Ts,

a) EFL0 and INA are the only tyres igsued 19 Diectricion v iders.

h) Rath 4910 an MTNIR are Aarrors 41 le for ves - cClectricia & L R
(DISPOSITION CONTINED rYN PAGE MY

APPROVAL OF DISPOSITIO:
Zf”L J‘L-' L\ C N‘JL-« J "/1"3 ‘3“'4(.’( 7/‘7:L_—:-—.» ’/;/c_e

DISPOSITION B DATE/ 7 QUALITY REVIEW JATE
P.G.& E. DISPOSITION OR CONCURPENCE: Y(J‘/
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NONCONFORMANCE REPORT - CONTINL . TION SHFET
NTINUATIO!

¢ OF: DESCRIPTION HONCORFORMANCE T

DISPOSTTINY

ACCOMPLISHED

DISPOYSITION

4) Accept Ht.* As 1s

5)

- Only acceptable filler material im issued Lo the ro! control

tO reaguive tiw

the aprlicable “tork Cocv™ Aocunentation, NC to verlfy it's enr.

5) Record this N

¥ Number on affected SIVS's

APPROVAL OF Disposmion



‘Diiginal THE HOWARD P. FOLEY COMPANY | ot
ol | NONCONFORMANCE REPORT Page ! of 7 | 8802-871 Rev.2
DESCRIPTION: ATTACHMENTS  |pat:
WPS#, Weld Rod Size and Type Unverifiable YesD Ne _’3 10-13-83
HOLD TAG #
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE
r————
UNIT I [x] UNIT II[x]/LOCATION Documentation Files CLASS I[x] NoN-Crass 1 []

T 18-8)

/NCR

INSPECTION CRITERIA: DRAWING [T]  SPECIFICATION (] erocepure (x]

DOCUMENT TITLE AND KUMBER: QCP-5A Rev.9, Para. 13.2.

DESCRIPTION OF NONCONFORMANCE: (Including Cause)

There are a number of Class I Raceway Support Welds that the weld Rod Tvpe, Size,
and WPS are unverifiable per QCP-5A, Para. 13.2.1.

e .
‘Smez ’;/-‘;_’3__‘/“[\5-‘# /O_,J 2:‘
INITIA BY DATE Q.C. SUPERVISOR REVIEW DATE

H.P. FOLEY DISPOSITION:

1) Welds shall be visually accepted prior to final sign-off{ of support.
&) Visual inspection confirms structural integrity of welds.

2) 6010 and 7018 are the only types issued to Electrician Welders.

3) Both 6010 and 7018 are acceptable for use on electrical supports.
(Continued on next page)
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DISPOSITION BY DATE QUALITY REVIEW " BATE

P.C.& E. -BIsRossmreN 02 CONCURRENCE:
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¥ i THE HOWARD P, FCLEY COMPANY NO.

s NONCONFORMANCE REPORT - CONTINUATION SHEET 8802-871 Rev.2

¢] CSNTINUATION OF: JESCRIPTION OF NONCONFORMAN t “

, ESCRIPTIO: NONCONFORMANCE 32 PAGE 2 2
. PROPOSED DISPOSITION [ - OF‘;,
SISPOSITION ACCOMPLISHED OO SATE

10-13-83

H.P. FOLEY DISPOSITION: (Continued)

&)

Accept rod sire "As Is" if visual inspection is acceptable.
a) Remove and replace weld if lack of fusion is noted.

Accept Ht.f "As Is" - Only acceptable fi
Rod Control Station.

ler material is issued to the

3)

6)

Revise QCP-5A to require the Electrical Welder to enter Size, Heat No., and Type
Q.C.

of rod used on the applicable "Work Copy" documumentation.
entry.

Record this NCR Nuzber on affected SIWS's or WIS's.

to verify it's

7)

8) Accept missing WPS No. "As Is" based on Item #1), above.
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‘ﬁw,«kc,
ﬁu.owwc ARE CommepTs oM DisPestTioN of NCR §§02-87) fexv.2.:

Lrem 1) THIS STATEMCNT 15 RRPUNDANT, VISCAL IMSPECTICN PRISA 7o
FrwAL SicpofF IS pN ExISi(fe REQ'T. ofF cRiTER A,

Ireas 1):9) Y, §3) ARE WARUATION DATR oY, waT PSS ITION
D/H'ﬁ) ;‘ SHovd BE SEPMACED ;‘ So we7ED,

FT2M 2) IS NeT TRUE; 6Ol RIS pese BREN (SSUED — S2&
WPs 45 Rev. 2., GCP-sA,

Iram 67 DBaLs u/ ToPIc WK(H, ALTHOUGH T shoodp RAVE BaZw ,
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ANY D(3cusScoN ofF 7/+c WPS — shace 7/re WECDER ENTER
THIS on TUE WorK Py " bocum&uz.q’ A .
a. SHrc. QC xXFar ThHEE DATA To T#& ;Qw:ﬂ?
L. Sttace QC Reueye (oA Cof9 THIS ANNOTATED Wokix ce?r  Pecu

MENTATWOA To SUPPRT s EBATRIES (ﬂ‘ Re@d) on RWIR?

Iram ?) R2FzRs 70 SIWSs ) BUT" TUZ DOCUMBATS |pyeven

ARE RWIARs,

NOTE-' Mo sPeciEcc u/fCCEFT—/l's-lS ”57'ATCMEAJ7" (S NcLode) (A
D(5Pesi/c N FoR WEWD Rob TYPE | A5 S powE FiR Rop S/3E (4)

KRS ¢ wes(). ’
Mjﬁ yuY
Ky



S - CIvil LU
> . Ne 1485

UNITV [ o 7D\ THE HOWARD P. FOLEY COMPANY
UNW kT S PRODUCTION ENGINEERING DEPT.

-~ - - ENGINEERING DISPOSITION REQUEST

E”To “F.M. Rossel} - - Subject Structural Welding Requirements )

Bt o —

welding is to be performed in accordance.

Problem _FPer specification #8802

LF with bJ-l:ng section "equlﬂe"ients of the AWS Welding Code for

gg SI.H:IH:E& Steel, ﬁgggzgz applicable- §ec ion of the AWS Code is n ;

Dlé referanced in other job specifications. g -
It is our understanding that all Structural Weldimgz should conform

Ca

8 - Buildings : Is this

with the additional reguirements of section
<
i
correct ? Y . |
. /) W 7
A'D Signed 5 Date /0/7 f?
iy RS [ - s
Reply ~ < i & <o ’ u\n =T

OF THE SECTION RELATmG T GUWSTNES AMD. mme GRagesy

o0 SECTIOND. “TWe codt QEQU\lEAsEITS Cok B0 ‘Q?gi oo
-

AT BLESS s feciwricaLlY ARKFRAELCED.
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Signed é‘/ Date Ocm 71983
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OI‘iginal THE HOWARD P. FOLEY COMPANY NUMBER:
NONCONFORMANCE REPORT Pege 1 of 2 | 8802-871 Rev.2
4 M | — | —
DESCRIPTION: ATTACHMENTS DATE:
WPS#, Weld Rod Size and Type Unverifiable Ye.[:] N°|EJ 10~13-83
P o e e e
HOLD TAG #
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE
UNIT I [x] UNIT I1[x]/LOCATION documentation Files class 1 [x] Now-crass 1 []
ol

INSPECTION CRITERIA: DRAWING []  SPECIFICATION (0 erocebure (5]

DOCUMENT TITLE AND NUMBER: QCP-5A Rev.9, Para. 13.2.1

DESCRIPTION OF NONCONFORMANCE: (Including Cause)

There are a number of Class I Raceway Support Welds that the Weld Rod Type, Size,
and WPS are unverifiable : er QCP~5A, Para. 13.2.1.

)
Al o B3 /w’\r{ﬁ rutA [0 13:53
INIT nYPn o~ DATE Q.C. SUPERYISOR REVIEW DATE
b S22 A
—M,—;. - : -
H.P. FOLEY DISPOSITION: AR )

1) Welds shall be visually accepted prior to final sign-off of support.
2) Visual inspeccion confirrs structural integrity of welds.

2) 6010 and 7018 are the only tspes issued to Electrician Welders.

3) Both 6010 and 7018 are acceptable for use cn electrical supports,
(Continued on next page)

Cw Pocel aere 204373 QRN I~ Lo/ /v

DISPOSITION BY QUALITY REVIEW E

' 7-18-83

HP

»

P.C.& E. DISBOSEPION OR CONCURRENCE:.

P.C.& E. Co " DATE

( .
A'AM \D[13/¢3
2

DISPOSITION ACCOMPLISHED

/95

VERIFIED BY DATE Q.C. SUPERVISOR DATE a




Crigina

H.P. FOLEY DISPOSITION: (Continued)

4)
5)

6)

Accept rod size "As [-" if visual inspection is acceptable,
a) Remove and replace .eld if lack of fusion is noted.

Accept Ht.# "As Is" = Only acceptable filler material is issued to the
Rod Control Station.

Revise QCP-5A to require the Electrical Welder to enter Size, Heat No.,, and Tvpe

Mk

7)
8)

“of rod uséd on the applicable "Work Topy" documumentation. Q.C. to verily it's
entry.

Record this NCR Number on affected SIWS's or WIS's.

Accept missing WPS No. "As Is" based on Item #1), above.

THE HOWARD P, FOLEY COMPANY Ne,
NONCONFORMANCE REPORT - CONTINUATION SHEET 8802-871 Rev.?
CONTINUATION OF: JESCRIPTION OF NONCONFORMANCE PAGE 2 OF 2 |
PROPOSED DISPOSITION (3 e
DISPOSITION ACCOMPLISHED Q DATE
10-13=-813
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» Original THE HOWARD P. FOLEY COMPANY NUMBER :
' NONCONFORMANCE REPORT Page | of 2 | 8802-871 Rev.2
DESCRIPTION: ATTACHMENTS DATE:
WPS#, Weld Rod Size and Type Unverifiable Y“D No B 10-13-83
HOLD TAG #
“EMOVED
REF. HPF/IR NUMBER: N/A BY DATE,
UNIT T [x] UNIT II[X]/LOCATION Documentation Files cLass 1 [x] nox-crass 1 [] |

INSPECTION CRITERIA: DRAWING [T]  SPECIFICATION []  PROCENIRE ]

DOCUMENT TITLE AND NUMBER: QCP-5A Rev.9, Para. 13.2.1

DESCRIPTION OF NONCONFORMANCE : (Including Cause)

There are a number of Class I Raceway Support Welds that the Weld Rod Type, Size,
and WPS are unverifiable per QCP-5A, Para. 13.2.1.

WAoo 83 /-‘-"r--" ;’U-"'“ /0 1t 3-&)
INIT BY DATE Q.C. SUPERYISOR REVIEW DATE

H.P. FOLEY DISPOSITION:

1) Welds shall be visually accepted prior to final sign-off of support.
¢) Visual inspection confirms *structural integrity of welds.

2) 6010 and 7018 are the only types issued to Electrician Welders.

3) Both 6010 and 7018 are acceptable for use on electrical supports.,
(Continued on next page)

Cw el L (0-43-25 ARN I~ _ u/al[g

DISPOSITION BY DATE QUALITY REVIEW .

P.C.& E. "ISROSEPION OR CONCURRENCE:

t
\

\ 1/ |
,«\-A\M—\ D \31“23
P.C.& E. C_OZ " DATE

7-18-83

DISPOSITION ACCOMPLISHED

“Pl

VERIFIED BY DATE Q.C. SUPERVISOR D




o Oﬂg;na]

THE HOWARD P, FOLEY COMPANY NO,

NONCONFORMANCE REPORT - CONTINUATION SHEET 8802-871 Rev.?
CONTINUATION OF: JESCRIPTION OF NONCONFORMANCE 30 PAGE 2 OF 2 |
PROPOSED DISPOSITION [ o " s

DISPOSITION ACCOMPLISHED [ DATE

- H.P. FOLEY DISPOSITION: (Continued)

4)

5)

6)

Accept rod size "As 1s" if visual inspection is acceptable.
a) Remove and replace weld if lack of fusion is noted.

Accept Ht.# "As Is" - Only acceptable filler material is issuved to the
Rod Control Station.

Revise QCP-5A to require the Electrical Welder to enter Size, Heat No., and Type

Her

7)
8)

O rod used on the applicable "Work Copy™ documumentation. Q.C. to verify it's
entry,

Record this NCR Number on affected SIWS's or WIS's.
Accept missing WPS No. "As Is" based on Item #1), above.

10-13-83 ,




7-18-83

HP!

Qi ,‘gina, THE HOWARD P. FOLEY COMPANY NUMBER:
NONCONFORMANCE REPORT Page of 2 8802-871 Rev.2 |
— -
DESCRIPTION: ATTACHMENTS DATE:
WPS#, Weld Rod Size and Type Unverifiable Y“D No E 10-13-83
b e e e
HOLD TAG #
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE

UNIT T [x] uNIT u@/x.ocuxos Documentation Files

cLass 1 [x] Non-crass 1 []

INSPECTION CRITERIA: DRAWING [T]  sPECIFIcATION [ ]

DOCUMENT TITLE AND NUMBER:

QCP-5A Rev.9, Para. 13.2.1

PROCEDURE E]

DESCRIPTION OF NONCONFORMANCE : (Including Cause)

There are a number of Class I Raceway Support Welds that the Weld Kod Type, Size,

and WPS are unverifiable per QCP-5A, Para. 13.2.1.

o L

SO ¢3-63

»
Koot .U Ao 83 e
INITI BY DATE Q.C.

SUPERVISOR REVIEW

DATE

H.P. FOLEY DISPOSITION:
}J) Welds shall be visually accepted

2) 6010 and 7018 are the only tvpes issued to Electrician Welders.

3) Both 6010 and 7018 are wcceptable for use on electrical suppor
(Continued on

5;L)

prior to final sign-off of support.,
<) Visual inspection confirrs structural integrity of welds.

A RN Je

1 res.
next page)

/& -/3- 3 10/“/1;
DISPOSITION BY DATE QUALITY REVIEW T PATE
P.GC.& E.-PISROSIPION OR CONCURRENCE:
“ .‘ ( i ;/
AAAMerd o) I¢3
P.C.& E. Col/ ~ DATE
DISPOSITION ACCOMPLISHED
47
VERIFIED BY DATE Q.C. SUPERVISOR DATE




‘ THE HOWARD P, FOLEY COMPANY NO .,
JONCONFORMAINCE REPORT . CONTINUATION SHEET 8802-871 Rev.?
CONTINUATION OF: JESCRIPTION OF NONCONFORMANCE O PAGE 2 OF 2 |
PROPOSED DISPOSITION a s Sl

DISPOSITION ACCOMPLISHED Q DATE

H.P. FOLEY DISPOSITION: (Continued)

4) Accept rod size "As Is" if visual inspection is acceptable.
a) Remove and replace weld if lack of fusion is noted.

5) Accept Ht.f# "As Is" - Only acceptable filler material is issued to the
Rod Control Station.

6) Revise QCP-5A to require the Electrical Welder to enter Size, Heat No., and Type

Of Tod uséd on the applicable "Work Copy™ documumentation. Q.C. to verify it's
entry.

7) Record this NCR Number on affected SIWS's or WIS's,

8) Accept missing WPS No. "As Is" based on Item #1), above.

HEE -




5-20-83

HEF /LT

THE HOWARD P, FOLEY COMPANY NUMBER:
NONCONFORMANCT RLPORT P £ 2 2=
Day Shift ORIG[N.&L we l_or 1 | e802-s61 }
DESCRIPTION: ALTACHMENTS DATE:
WELDLRS AND WELD PROCEDURES QUALIFIED 70 ¥oorir ‘
AWS CODE ves [ vo ] ity
HOLD TAG # N/A
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE

UNIT I m UNIT II/LOCATION

CLASS I NON=-CLASS ID

INSPECTY™ ' CRITERIA: DRAWING D SPEC

Spec. 8802 6.1
DOCUMENT TITLE AND NUMBER: ocp-sa

[FICATION [ PROCEDURE

AWS D1.1-82 Par. 1.2.2

DESCRIPTION OF NONCONFORMANCE :

for Arc & Gas Welding in Building Construct

H.P.F, QCP-5A Revision 9 requires welder qu
compliance with AWS D1.1-82. Dl.1-82, Para
thickness of 1/8" and states that AWS D1.3
Contrary to this requirement, H.P.F.'s Weld
Production Welding in the Electrical suppor
AWS D1.1 instead of D1.3.

(Including Cause)
Specification 8802, Paragraph 6.1 states, H.P.F. is required to comply with the "Code

ion, publ‘shed by Aws",

alifications and production welding to be in
graph 1.2.2 specifies a minimum base metal
should apply to base metals less than 1/8",
er and Procedure Qualification and

t work has been performed in accordance with

Revise OCP-5 ard QCP~52 to call out D.
per attached letter from PG&E (June 14,

Previous work was accomplished as per the

7
£-14-82 b-14.52
ITIATED BY DATE Q.C. SUPERVISOR DATE
DISPOSITION :

1.1 = 75 for electrical welding Spec 8802, as
1983),

Procedure qualifications was performed and is acceptable.

attached procedures. Accept as is.,

lf

DISPOSITION ACCOMPLISHED

QP § Rewse>
QeP SA REvIse
TREous  wo2i

FOR JNFCL

lose o
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Task: Allegation or Concern No. 98 §ia : v 3
ATS No.: RV-83-A-0085 BN No.
Characterizatiou

A vendor in the nuclear industry (Brand Industrial Services Company, (BISCO)

is improp-rly installing penetration seals. They may be involved at Diablo

Canyon.

Implied Significance to Plant Design, Construction, or Operations

Improperly in.talied penetration seals may fail during accident conditions,
resulting in a failure to contain or limit liquid or gaseous effluents to a

room or section in the Auxiliary Building.

Assessment of Safety Significance

This allegation was received in Region V on December 2, 1983 and subsequently
investigated and riosolved in SSER No. 21 (dated December, 1983). The staff
concluded in SSER No. 21 that BISCO had never performed any work either as a
contractor or as a subcontractor at Diablo Canyon. Subsequent to the writing
of SSER No. 21, BISCO contracted with PG&L to work on 179 safety-related

pressure seals at the Diablo Canyon site. BISCO completed their contracted

work on February 1, 1984 and is no longer onsite.




st e S

To resolve the allegation that BISCO improperly installed penetration seals,
the staff examined the BISCO Quality Assurance Manual (BQAM), the BISCO
quality control procedures, records of employee qualification and
certification, records of completed work, and examined a number of the BISCO
installed penetration seals.

The staff's examination of the BISCO Quality Assurance Program indicated that
the program complied with the requirements of 10 CFR 50, Appendix B and ANSI
N45.2, and that quality control personnel were certified and qualified in
accordance with the program requirements. Examination of ten BISCO installed
penetraticn seals in the Unit 1 Auxiliary Building did not reveal any

discrepancy from the licensee and/or the BISCO requirements.

The staff's inquiry into the extent of the licensee's QA/QC surveillance of

BISCO's in-process work revealed that no formal audit or surveillance had been

performed. The licensee's explanation was that BISCO's work scope was so
limited, i.e. for a short period of time, that a formal audit was not
scheduled. However, the licensee is in the process of performing a quality
control inspection of 5% of BISCO's work to verify proper installation of the

pressure seals.

Staff Position

The staff concludes that this allegation does not represent a safety concern
at Diablo Canyon. This conclusion is based on the staff's review of the

BISCO's quality assurance program, quality control procedures implemented




Jﬁrin; BISCO's work at Diablo Canyon, and the field examination of the BISCO

installed penetration seals.

Action Required

The licensee's audit recults of BISCO's work will be reviewed during the

regularly scheduled NRC Inspection program.




Problem Statement

@ Allegation #(s): _No. 48 -
ATS No.(s): RULesans €5 _
l-i(l): N /A

This document lists (or directly references) each allegation or concern
brought to the attention of NRC personnel. The purpose of this statement
sheet is to assure that all points raised by the alleger are covered.

If the problem statement is not clear as to who, what, where, when, or why
regarding the issue, the commentary section will amplify the statement. The
commentary section will also be used if there is apparent conflicting
information or if there is no or very little original information available
which describes the concern(s). (This can occur if, for example, a line
concern was received in an interview).

Problem Statements (use extra sheets as necessary)

Allegationf Verbatum Statement or Reference
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Date This Statement was Completed 3/5]9‘4 i%’aﬁ_m &
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