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EG:G ENERGY MEASUREMENTS GROUP

San Ramon Operations

2801 OLD CROW CANYON ROAD. SAN RAMON, CA « TEL (415)837~5381 » MAIL BOX 204 BAN RAMON, CA 94583

in reply please refer to: WOW: 84-06

5 December 1983

Mr. Dennis Kirsh

U. S. Nuclear kegulatory Commission
1450 Maria Lane, Suite 210

Walnut Creek, California 94596

Subject: INSPECTION STATUS REPORT
Reference: Memo; D. Kirsh to W. Wade dated 30 November 1983

This report provides the information requested in the reference memo.
Attachment 1 tabulates the information by category with the exception of
concrete expansion - anchor bolt data which is not available. Anchor
bolts were inspected against the appropriate Foley or Pullman specifica~
tions (QCPY, QCPEY, and [SD 223) when they were used for the installation.

Aside from population data, the information was derived from records main-
tained for the inspections conducted under FIN B-8552, The inspections
were conducted between July and November 1983 and some are incomplete. As
a consequence, a description of the discrepancy and an assessment of the
significance is provided only for completed inspections.

Pttachment 2 illustrates the information stored in the data file for this
project. The computer was asked to list all completed inspection items
having a discrepancy for which a quality assurance (QA) report and/or &
ci*ation has been initiated. Incomplete inspection items for which QA
reports have been initiated were 2also added since these reports provide
the descriptive information needed to assess significance.

1f further explanation or additional information 1is required please
contact me at my o ‘ice in San Ramon.

W. 0. WADE
MECHANICAL ENGINEERING DEPARTMENT

, 8712020285 871123
WOW:cOg  BpR- FOTA> © |

GARDEB4-21 PDR
Distribution:
LLNL EG&G/SRO
G. Cumings . Fong
M. Eli A. Debeling
R. Bogdanowicz C. Morton

NRC

T. Bishop
P. Narbut e \ 2
P, Morrill
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v -
ATTACHMENT 11

U
: N
L06 ! PAKT §TAPT  COMPLETE STATUS HaN
KUK Lor 1 1TEM NUKBER DATE DATE  CRIT  CONTACTS AFF  STATUS  DATE  INSF WKS
EGO19 AUY BLDG | RACEWAY SUPPORT 14/CSR-127-37480 7/13/83 10/19/83 gg; g“
ace §
QCP E9 MONTEROLA BE
CAMPBELL  FO
WORRISON PG PHYSICAL  9/23/B3 MME 8.0
WVR-E2625  9/23/87
ACCEPTED  10/19/83 ME 7.0
£0020 AUY BLDG 1 RACENAY SUPPORT 10/CSR1274328 7/13/83 10/31/83 gg; g“
Qce §
QCP E9 MONTEROLA BE
CAMPBELL  FO
NORRISON PG RECORDS  9/23/83 MME 6.0
WUR-E2625  9/23/83
ACC-H/0-Q4 10/31/83 WME 5.0
£0022 AUX BLDG | RACEWAY SUPPORT 12/H-115-6-105 7/13/83 8/29/83 gg; gA
ace 9
GCP €9 MONTEROLA BE
CANPBELL  FO
HERNANDEZ NR CITATION  B/20/83 MNE 2.0
WVR-E2618  B/20/83
ACCEPTED  B/29/83 MME 5.0
E0C26 AUX BLDG | RACERAY SUPPORT K-154-1-112 8/05/83 10/15/83 gg; g“
gce §
GCP E9 MONTEROLA BE |
CANPBELL  FO |
MORRISON P6 PHYSICAL  9/15/83 MNE 5.0 |
WVR-E2653  9/15/83 |
ACC-W/0-QA 10/15/83 MME 8.0 |
E0G27 ALY BLDG | RACEWAY SUPPORT 9/K-140-4-140 8/05/83 10/15/83 QCP 3 ]
ace S
ace ¢ |
CP E9 MONTEROLA BE |
rINBELL O
WORRISON PG PHYSICAL  9/15/83 WME 5.0
NVR-E2653  9/15/83
, ACC-H/0-04 10/15/83 MNE 7.0
£0028 AUX BLDG I RACENAY SUPPORT 9/K-140-4-13b B/05/83 10/15/83 QCP 3 |
ocP 5A |
Qcp §
QCP E9 MWONTEROLA BE
CAMPBELL  FO
WORRISON PE PHYSICAL  9/15/83 MME 5.0
ACE410-00 10/15/83 ME 8.0
E00I2 CONTAINMENT 1 RACENAY SUPPORT 245-140-B-E3008 10/15/83 Qce 3
ace sa
ace §
QCP E9 MORRISON  PB
CAMPBELL  FO :c;sécﬁtva {gjgg;gg WE 5.0
=" s
EOOTD CONTAINMENT 1 RACENAY SUPPORT 10/F-140-5-945 10/15/83 ace 3
Qce s
ace 9
QCP E9 MORRISON PG
CAMPBELL  FOD :c;sgcgtvq }85585%% ME 5.0
£0039 PENETRAT BLDE 1 RACEWAY SUPPORT (AGEGN!ISI313 10/18/83 10/31/83 sc: g
[P Sh
Qce 9
QCP E9 MORRISON PG
CAMPRELL  FO PHYSICAL  10/20/83 MME 3.0
L4000 10/31/63 mE 2.0
-N/0- &i
EGOAT TURBINE BLDE 1 RACENAY SUPPORT 11/C-104-8-10 10/19/83 11/17/83 oc: g
acP 54
Qce §

OCP E9 MDRRISON PB
CAMPBELL  FD PHYSICAL 10/19/83 RME 7
RECORDS  10/19/87 MME ¢,




" £00M TURBINE BLDG

E0075 TURBINE BLDE

E0077 TURBINE BLDG

E0078 TURBINE BLDE

E1002 AUX BLDE
E1014 CONTAINMENT

MO023 CONTAINMENT 1 PIPE HANGER

*Mo025 (see next page)
MO029 N/ 1 PIPE HANBER

ROO&T K/A 1 PIPE HARBER

MO0BS ALY BLDE 1 PIPE HANGER

MOCET CONTAIMMENT i PIPE HANBER

M0086 CONTAINENT 1 PIPE WANGER
% M0138 (see next page)

Ko160 1 PIPE HANGER

no200 ! FIPE HANGER

HO2E1 N/A

no330

| PIPE HANGER
1 HVAC SUPPORT

| RACEWAY SUPPORT |5/A-119-3-44

| RACEWRY SUPPORT 45/A-119-5-48

1 RACEWAY SUPPORT 50/A-107-7-88

! RACENAY SUPPORT SO/A-119-2-1%5

1 RACEWAY SUPPORT CSR-127-4-56
1 RACEWAY SUPPORT H-8S5-1-42

12-1968L

46-9V

22-3965L

955-172R

S7N- 38R

STN-28V

73-39R

52-103R

22-5475L
SKC-HV570

10719783 11/715/83 OCP 3
CF SA
ace 9

GCP E9  MORR1SON
CAMPBELL

10/26/83 11/01/83 QCP 3
ace 9§

QCP E9  MORRISON
MELLD

10/27/83 11/02/83 QCP 3
OCP 54
6P 9

QCP E9 MORRISON
MELLO

10/27/83 11/02/83 QCP 3
RCF 54
acP §

QCP E9  MORR1SON
MELLO

11/08/83 11/17/83 QCP E9 CAMPBELL
MORRISON
11/08/83 11/17/83 GCP €9 CAMPBELL

MORRISON
7/07/83 10/12/83 ESD 223 TINKLE
BAUDIUSO

7/11/83 7/41/83 ESD 223 HOUELL
TINKLE

7/13/83 7/13/83 ESD 223 TINKLE
HONELL

7/19/€3 9/02/83 ESD 223 TINKLE
GIACOLONI
gaupIuSo

7/20/83 9/02/83 ESD 223 S?UDlgSU
HOWELL

7/20/83 9/02/83 ESD 223 TINKLE
BIACOLON!
BAUDIUSO

B8/09/83 9/15/83 ESD 223 TINKLE
6ADICO
DOLE

B8/17/83 9/15/83 ESD 223 TINKLE
BADICO
DOLE

B/24/83 B/24/83 ESD 223 VINKLE

LORTIE
B/11/83 §/20/83 QCP 40 BERGSTEDT
0°CONNOR

P6
FO

4]
FO

P6
BE
PE

P6
4]
BE

Pb
BE
P6

PG
P6
P6

P6
P6
P6

4]
BE
FO
Pé

NVK E-2705 l? i 1/83

ACC-N/0-QA 11/17/83 RME

DIMENSION 10/19/B3 RME
ECURDS 10/19/83 ME

E'2704 10/31/83

AV

E-2704 10/31/83
ACC-u/0-QA 11/15/83 RMB

RECORDS  10/26/83 RMB
PHYSICAL  10/26/87

RVR-E-2711 10/26/83
ACC-N/D-QA 11/01/83 RMB

RECORDS  10/27/83 RMB
PHYSICAL  10/27/8]
MVR-E-2713 10/27/83
ACC-N/0-QA 11/02/87 RME

RECORDS  10/27/83 RMB
PHYSICAL  10/27/83
MVR-E-2714 10/27/83
ACC-¥/0-RA 11/02/87 RMB

MVR-E-2729 11/17/83 RP
MVR-E-2729 11/17/83 RP

RECORDS §/02/83 MNE
MVR-H-4542 9/02/8B7 MUE

ACCEPTED  10/12/83
CITATION  7/11/83 AGD
RP
DR-5184  7/13/83 AGD
RP
PHYSICAL  B/20/83
WELD B/20/B7 MHE
BYE-MASI  8/20/83 MME
ACCEFTES  9/02/83
WELD B/20/83 MNE
RECORDS  B/20/83
WVR-MAS1S  B/20/83
ACCEPTED  9/02/83 M
WELD B/20/83 WHE
MVR-MAul:  B/20/83
ACCEPTED  9/02/83 ME
WVR M-4513 9/15/83 RES
O
DR Sid4 §/15/83 EWR
CH
WUR 4542 B/24/B3 ABD
1RE827-71

9/20/83 RES
CHM

1.0

o -3
o0

1.0

1.0

1.0

1.0

1.0
3.0
3.0
£.0

2
oo oo

1.0

wn
L

5.0
1.0

———

— o —
Lo Lo ] b= L

R




S0003 CONTAINMENT

S0046 N/A
50045 N/A
50061 FUEL HANDLING

§0062 FUEL HANDLING

5006 TURBINE BLDS

10025 AUI BLDG

RO138 TURBINE BLDE

| HVAC SUPPOFT

| HVAC SUPPORT

1 ANNULUS

1 SNITCH GEAR
1 SWITCH GEAR
1 FUEL HANDLING

1 FUEL HAKDLINE

1 TURBINE BLDE

1 PIPE HAKGER

L PIPE WANGER

SKC-HVS6B

SKC-HVIe7

6181-C1-13-610

6422-11-13-671
6422-T1-13-874
6180-F1-13-026-016

6180-F1-13-026-116

6424-T1-13-794

B55-6¢6R

384-393R

11/01/83

B/11/83 9/20/€3 QCP 40

8/11/83 oce 40

7/14/83 ece 3
CP SA
ece €7
oce §

8/25/83 8/31/83 GCP 3

8/25/83 8/31/83 0CP 3
9/22/83 10/20/83 QCP 3
Qce 5A
ace €7

9/22/83 10/20/83 OCP 3
QCP SA
ace (7

acp 3
eCP 54
ace (7
RCP §

BERGSTEDT FO

7/07/83 9/15/83 ESD 223 TINKLE

D'CONNOR P
NOVALK FO
CARLSON  FO
BERESTEDT FD
KOHLER BE
KITCHEN  PE
BERE FO
PALARMO  P6
PALARMO PG
KOHLER BE
TINGLEY  FO
CANNING  FO
HUNRD BE
KOHLER BE
TINGLEY  FO
CANNING  FD
AUNRD BE
KOHLER BE
HARRISON  BE
BERE Fo
MARTINSON FO
KIRSCH NR
SRITH
BAUDIUSD

102/83 9/15/83 ESD 223 TINKLE
- HOMELL

ol —
oo

L
- -
oo

o oo

3.0
2.0

3.0
2!0

16,0

10.0
10,0

IRBB27-71  9/20/83 RES
CHM
1KBB27-73  9/20/83 RES
CHM
PHYSICAL  §/15/83
04 9/15/83
NCRS422272 §/15/83 MHE
NCR B/31/83 AGD
5422-255  B/31/83
NCR B/31/87 AGD
5422-246  B/31/83
WELD 10/14/83 MHE
NCR-BB3I  10/14/63
ACC-N/0-0A 10/20/83 MHE
WELD 10/14/B3 MHE
NCR-8833
ACC-N/0-GA 10/20/83 MNE
WELD 11/01/83 MW
NCR 11/03/83 RME
5422-332  11/03/83
NCR 11/03/83
5422-333  11/03/83
NCR 11/03/83
5422-341  11/03/83
NCF 11/10/83 WHE
5422-351  11/10/83
CITATION  11/1B/83 MM
P6
BE
PE PHYSICAL  §/027B ::E
k150D  9/02/8)
MO s/15/83
Pe
BE PHYSICAL  9/02/83

_:‘1“ :105603 :!E.



N AW T "I W = Y ) |

ALLEGATION DATA FORM U PNUCLEAR REGULATORY CRMISSION

Ineiructions on reverse side
e |

1. Facliitylies) Involved:

(M more than 3, or M
l peneric, write GENERIC)

(Check appropriate boxles) |

3. Description:
(Limnt to 100 characters)

4. Source of Allegation:
(Check appropriste box)

5. Date Allegetion Received:

€. Narme of Individual
Receiving Allegation:

7. Office:

2. Functiona! Aresls) Involved:

RECEIVING OFFICE
Docket Number (if applicable)
lN.mﬂ =

NeAF L CAL vt 2y #1715
VN TS 1 ARD 2 L]0 AER

operations onsite health and safety

construction offsite heslth and safety

safeguards emergency preparedness

other (Specity)

NAREREGAREEANEEEERZBEERARE
AEAZERRENEZAEEZIANRLrARERAN
ELT AT T IATAAAAMAZL ¥ 124 | 1]
FESEEERERBNR K ARG WE § )

11
8

contractor employee security guerd
licensee employee news media
NRC employee private citizen

| ] organization (Specify)

other (Specify)

MM DD YY

& TR TG PR - A ,
Foas 1 1S J o iR

(First two initials and last name) .

4

/4s

8. Action Office Contact:

9. FTS Telephone Number:

10. Status:
{Check one)

11. Date Closed:

2. Remarks:
(Limn 10 50 chatacters)

ACTION OFFICE

D EKEsct.

(First two initials and lest name)

A4l6|3|-13]71al2

Open, if foliowup sctions are pending or in progress

Closed, if followup actions are completed
MM [+]¢] YY

1121 3
13 A"ayaat?op urniégra '

-




5-20-8)

HPF/LCT

THE HOWARD P. FOLEY COMPAN) NUMBER :
NONCONFORMANCE REPORT Page of 1 8802-861.—§
Day Shift OR'G!NAL i -
DESCRIPTION: ATTACHMENTS DATE:
WELDERE AND WELD PROCEDURES QUALIFIED TO WRONA 1383
AWS CODE ‘ - 4#
HOLD TAG # N/A
REMOVED
REF. HPF/IR NUMBER: N/ BY DATE
UNIT I (3] UNIT IIfF]/LOCATION CLASS 1 [T] NON-CLASS 1 {7]
INSPECTION CRITERIA: DRAWING 0 SPECIFICATION 7]  PROCEDURE
1 Spec. 8802 6.1
DOCUMENT TITLE AND NUMBER: QCP-5A AWS D1.1-82 Par. 1.2.2

DESCRIPTION OF NONCONFORMANCE: (Including Cause)
Specification 8802, Paragraph 6.1 states, H.P.F. is required to comply with the "Code
for Arc & Gas Welding in Building Construction, published by Aws",

H.P.F. QCP-5A Revision 9 requires welder qualifications and production welding to be in
compliance with AWS D1.1-82. D1.1-82, Paragraph 1.2.2 specifies a minimum base metal
thickness of 1/8" and states that AWS D1.3 should apply to base metals less than 1/8",
Contrary to this requirement, H.P.F.'s Welder and Procedure Qualification and
Production Welding in the Electrical support work has been performed in accordance with
AWS D1.1 instead of D1.3.

DISPOSITION :

Revise NCP-5 and (CP-52 to call out D.1.1 = 75 for electrical welding Spec 8802, as
per attached letter from PGEE (June 14, 1983).

Previous work was accomplished as per the attached procedures. Accept as is.
Procedure qualifications was performed and is acceptable.

DATE

DISPOSITION ACCOMPLISHED

QP § Rewssrd wef. Pen®s
QP SA TEVEY REF Pen?®g

e B v o A 24 herpred AS 18 Pk
~ VWS ALY & /*L¢f'*,rf,_ ‘o > -

EIFIED BY JATE

7

Malall,
FOR INi Gy i

lose

FoA-84-2 |




—— L ;
GINAL _sorowos oo free £
arabnusy e by d

PESCRIPTION: Vit

B ROy - R

nb i
REF. APF, 1K NIMBER: ' AT LI RN, 0 1 S T N
P T mige 7Y v A 1ON gy . : CLAGS N e AR 4
UNIT I LJ Lk !.t;.y. A TON 1o OMENTE vy LAy I[] LAZE 1 []

INSPECTION CRITERIA:  ORAWIM E] SF‘tCXr'XCA‘."l(\‘JD 2roct ke 5

DOCUMENT TITLE AND NUMBER: n~¢cp-s5a Rev, 9 Para. 11.2.1

DESCRIPTION OF NONCONFORMALCE: (Including Caus ) 1
There are a numher of Class 1 welde that the teld #od Ty, S12e and WS arg
unverifyable por OP<SA ®ara, 13,20
F “ AL P "."."(\——“" S/a/ e
ITIA BY DATE & .C. SUPERVISOR REVIEW DATE
o H.P. POLEY DISPOSITION:
1) Visually inspect welds in question to existina visua)l acceptance criteria.
2) Accept weld filler metal type A= Ts,
a) AN10 and 7018 are thre only tyres fgsued to Tlectrician "viders.
b) Arth 4010 ani 7018 are accortable for use or .l.'-'r.ws‘ FUDPOT TS,
(NISPOSITION FONTIN 'ED €N PAGE ) g+
APPROVAL OF D / il
i3 /
CAlEE L Lo \ e PR v/ fhsA|
\.DISPOSITION Bf e 3
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THE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPOXRT - CONTINL . TION SHFET

NTINUATION OF: DESCRIPTION O NONCONFOR'WuCE DT
PHODOLTD DISPOSTTINY
DISPOSITION AccompLISHID ()

He Po. POLEY DISICSITION: COREPR s T sy RERe. 8

3) Accent rod ufze As In Af vasual inspection §u accepe abde,
a) Ttemove and replace weld i€ lack of fusion i nnve .

ptation,

6) Record this NCP Number on affected ST1S's «  11IS's,

APPROVAL OF pig

POSITION

S) Revise NCP-5A to requive tiwe weldcr to enter siz:, heat No
the aprlicable “tiork Copv" docunentation., 0OC to verify {t's entry,

-
-
IN2«R"1 Ggvy

4) Accept Ht.* As Is - Only acceptable filler material is issued to the rod econtrol

and 1vre 0f 104 ured on

-

o
- - . e
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I s oy
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"7 TEE BOWARD P. FOLEY COMPANY NUMBER :
. ! NONCONFORMANCE REPORT Page 1 of ¢ [éep-z.q

The above referenced Procedure is not in accqrdancl YnD No D

DESCRIPTION: OCP-SA - Quality Control Procedure ATTACKMENTS ATE:
for AVS welding Dl.1.

S~6-83
with the referenced Code -~ AVWS D1.1. -

BOLD TAG ¢
REMOVED

REF. EPF/IR NUMBER: N/A \ BY DATE

UNIT I [3] ONIT II[3]/LOCATION various - cLass 1[) NoN~CLass 1

INSPECTION CRITERIA: DRAWING [T] SPECIFICATION |y]  PROCEDURE CODE ¥

DOCUMENT TITLE AND NIMBER: (cpp 175T OF PROCEDURES AND CODEE ON PAGE 2)

DESCRIPTION OF NONCONFORMANCE: (Including Cause)

The referenced inspection criteria, H.P. Foley Q.A. Manual, states in part:
"...tpecial processes are performed in accordance with the requirements of
eppliceble design drawings, specifications, procedures, codes and standards
by gualified personnel." ,

In violation of this Q.A, Manuzl is the referenced Procedure (QCF-5A)
becavse it is not in accoréance with the above referenced Code (AWS D1.1).
Also, please rnote:
(CONTINUED ON PAGE 2)

g%.,w /gﬁuz c;-fﬁ:j&
_ LD By

DATE " i Q.C. SUPERVISOR REVIEW DATE

B.P. FOLEY DISPOSITION:

DISPOSITION BY DATE QUALITY REVIEW DATE

P.G.& L. DISPOSITION OR CONCURRENCE:

INFQRALATICH OV
WIRETE. o, T v o T Ty
PISPOSITION ACCOMPLISHED

VERIFIED BY DATL Q.C. SUPEIEVISOR . JATE




THE HOWARD P, PULEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION .SHEET

CONTIWUATION OF: DESCRIPTION OF NONCONFORMANCE &

PROPOSED DISPOSITION [

; DISPOSITION ACCOMPLISETD [ ATE
( l@.-e-ng |

¢
INSPECTION CRITERIA: (CONTINUED FROM PAGE 1) ’

QCP-5A - Quality Control Procedure for AWS Welding D1.1

AVIS D1.1~-82 Structural Welding Code - Steel

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

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

1. The Procedure (QCP-SA), Paragraph #1 “Scope", states in part, "This
Procedure outlines the basic requirements to cover...gas metal arc
welding,*”

The Code (AwWS D1.1), Paragraph 5.1.2, requires a welding procedure

specification to be prepared for the applicable process. This
has not been done.
NOTE #]:

“ e &

The welding procedure specifications are currently for
Shielded letal Arc Welding and Flux Cored Arc Welding (FCAW).
NOTE #2: FCAV is not noted in the Procedure's Scope.,
)

The Procedure (QCP-S5A), 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 rrocedure.” :
Trhis has not been done. Welders are frequently found to be unaware
of even the welding procedure specification that they are using. Theo——
welders are not formally trained in the procedure. :E:

L

s,
The Procedure (QCP-5a), Paragraph 6.1.2, requires that the basec netelq::j
prepared by

oxygen cutting--surface roughness values not to exceed
mil or 2000 mil, as applicable.
Surface Roughness Gauge is not in the H.P. Foley Tool Room,

ation lLab, Field or the Q.C. Department Tool Locker.

] This reguirement is taken from the Code (AWS D1.1) at
Paragraph 3.2.2. Also, see Note 4 of that paragraph.

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

NOTE

- b

LYY

The Procedure (EP-53), Paragraph 7.6.1.1, references welding processes
FCAU-GMAI! and SMAW. :

The Code (AWS D1.1), Paragraph 5.1.2, requires a welding procedure
specification to be prepared for the applicable process. Thas has not
been done for the GMAW process.

NOTE: See Item £]1 of this NCR.

LR
\
‘ -~

AINO NO

The Procedure (QCP-52), Paragraph B.B, states..."caulking of welds, unless
specifically noted by Constructor, is prohibited.”

The Code (A1"S D1.1), Paragraph 3.9, states: "Caulking of welds shall not
be permitted."

(CONTINUED ON PAGEL 3)




TRE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION SHEET

HEF 7HCK

CONT

(o]

INUATION OF: DESCRIPTION OF NONCONFORMANCE PAGE 3 oF €
PROPOSED DISPOSITION [ SN —

. DISPOSITION ACCOMPLISEED [ A |
( ’ dlé-e-ezs

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

¥ ~’V" ; : .
NOTE: The Code (AWS D1.1), Appendix 1, "Terms and Definitions”, states ' ;;-\;'

"Caulking. Plastic deformation of weld and base metal surfaces by Wi y
mechanical means to seal or obscure discontinuities.” . Sy

The Procedure (QCP-5A), Paragraph 10.3.1, references aWS D1.1 Current
Revision. b atia
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. i . : %
NOTE #2: The Procedure (OCP-5A) , Paragraph 2, references AWS 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 (1975) on site.

The Procedure (QCP-S5R), Paragraph 10.2.5, allows the straightening of
distorted members by the use of localized heat (i.e., not to exceed

1100" F). , ‘ y
The Code (AWS Dl1.1), Table 4.26 Note 3, xgcords the maximum temperature

for Group "4" materials as 400" F. to 450 F., depending on the material qny
thickness. ' n " ‘1;‘ﬁ
NOTE #1: Group "4" materials are intended primarily for use in dynamic .

loading (bridges, seismic requirements, etc.), Please reference ASTM
1983 - Designation: AS14-83,

7

NOTE #2: The steels in Group "4" are tempered.

The Procedure (QCP-S5A), references AWS D1.1 Current Revision. Same as
Item #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-52), Appendix "A", Paragraph 3.5.7, references minimum P %5
fillet weld size for FCAW as 1/8". g 1, g
NOTE #1: The Code (AWS D1.l). Table 2.7 Note *+¢ states, "Minimum size for C:D
bridge applications is 3/16°, . -t (7707
NOTE #2: The Code (AWS D1.1), Parsgraph 1.1.1, states the basic division 22 1™
of the Code for buildings (static loading) and for bridges (dynamic lc.dinq)':=
It is believed, by the ¥riter, that the structural steel work on this ::>
Project is built with seismic (dynamic) engineering criteria, so therefore, ::j
all work detailed with 1/8" fillet welds is discrepant in accordance with (- oﬁ\
the Code criteria. i

NOTE #3: The Procedure (QCP-5A) does not reference minimum fillet weld :Ef
sizes for the welding processes SMAK or GMAW as does the Code (AWS D1.l),

@ Table 2.7. LGP VT -,
NCTE #4: If it is noted in response to this NCR, for it is not in the :E:
Procedure, that the structural/electrical work is to the building (static r-‘é}~
loading) section of the Code, then numerous Supports are in violation of th

Code (AWS D1.l1) , Paragraph and Figure 8.8.5, Example $-310, REV. 23; 5-339,

PZV. 27; and others. (CONTINUED ON PAGE 4) 2

\
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THE HOWARD P, FOLEY COMPANY
‘NONCONFORMANCE REPORT - CONTINUATION SEIET

OF: DESCRIPTION OF NONCONFORMANCE B2
PROPOSED DISPOSITION [

DISPOSITION ACCOMPLISEED [

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

NCTE #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 recduce the possibility of cracking
in either the heat affected zone or weld metal, especially in a restrained
joint. The Procedure does not reference this (minimum fillet weld size)
requirement.

The Procedure (QCP-52), Appendix "A", Paragraph 8.2, states..."Only the
respongible P.G. & E. Velding Engineer or Desicnee is permitted to set
parameters beyond the ranges specified on the WrsS." s .

The Code (AUWS D1.l), Section 5, "Qualification”, provides for the cualifi-
cation of weld joints by their acceptance to Sections 2, 3, 4, as well as
Section B, ¢, or 10, as applicadle, or by their qualification per ref.
Paragraph 5.2

The Code does no llow the 184 ocecure specifications to be exceeded.
If a greater rang th . L€ required, a2 new WPS is to be
estadblished.

The Procedure (¢ ‘ . B graph €.2. This is the same as
Item #10 of

s
™

> ¥ WD

n Stud Welding, Paragraph D3.2.5 states:
reascnably perpendicular to-the surface to
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aregraph 7.6, states in part: "Studs
require modified arc shieléds and. mppd
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'hen welding to cther thean surf
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NOTE : rocedu joes reference any additional regquirement for
vertical, in

NOTE #2: The £ ! e Paragraph permits all position welding
of avtormatically ntro welded studs.

The Code (AM .1) reguires tests to be performed by the Contractor (H.P.
Foley) for otl han flat position welding of eutoratically controlled time
welded studs \ has not been performed.

The Procedure (QCP-52), Paragraph D3.2.6 states: "If the reduction in length

©f studs as they are welded becomes less than normal (i.e., the length of the "
stud is rore than 1/16" greater than specified), welding shall be stopped 4*'-3
immediately and not resumed until the cause has been corrected." I e
The Procedure (OCP-5A) alsc notes the references for welding as D1.1-82 ané
D1.1~75 (Electrical only) at Paragraph 2, "References.” The referenced Pro-
cedure Paragraph D3,2.6 is taken from the AS D1.1-75 Code.

The s<ud welding section of the Procedure should be based upon the require-
ments of D1.1-82, Section 7 and Appendix "K" per the reference section of the
Procedure (QCP-52).

(CONTINUED ON PAGE 5)




_Triz HUWARD P, FOLEY COMPANY

NONCONFORMANCE REPORT - CONTINUATION SHEET oz -9z
CONTINUATION OF: DESCRIPTION OF NONCONFORMANCE B3 PAGES oOF¢
PROPOSED DISPOSITION [ g o

DISPOSITION ACCOMPLISHED [ DM:/ j
p Sebup3

DESCRIPTION OF NONCONFORMANCE: (Including Cause) (CONTINUED FROM PAGE 4)

14.

15.

1€.

1s.

(Continued) te iy
NOTE #1: WS D1.1-B2 is basically different from the D1.1-75 Bdition for the
qualification process and procedural requirements.

NOTE #2: The referenced Procedure Paragraph on stud reduction has been deleted
since 1578 from the D1.1 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 ¢ - ical Length Reductions of Stude in Are Welding;
and Table 5 - Typical Welding Conditions for Stud Welding of Steel; and Paragraph
€ - wWelding Procedure (Studs).

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

The Procedure (QCP-5A) Weld Procedure Specifications are not in accordance wish .
the code AWE D1 1. Reference QCP-5A, WPS 1, Position of Welding = ALL (Vertical\ &
Upwards) . ) : ®
It is the intent of the code (AWS D1.1) that code users detail the position of
welding (i.e. Flet, 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-52) Weld Procedure Smecifications 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 Procedurs| i
states, The croove preparation (i.e. Root opening "R", Roof face "F", Groove
Angle "A") Engineering variables as noted in the code and then includes the "as
Fit up" tolerances.

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

4y

(S

The Procedwes (QCP-5h) Weld Procedure Specification WPS-Bl and WPE-B2 weld
symbol is for a Flare Bevel Groove Weld., The referenced DCC 4362 (Founé in
Rerarks block of wpS-82) paragraph "C" states in part; Dr. Moss Davis (A13)
agrees that Flared single level (SIC) Groove Welds (for superstrut) shall be
considered Fillet Welds...

NOTZ# 1: The H. P, Foley letter to AWS dated February 21, 1978 Figure B details L
it as a Fillet weld, AWS confirms it as a Fillet Welé and the Procedure details
as & Groove weléd.

NOTE%# 2: The material thickness is not noted on the WpS's.

NOTE# 3: WPS-Bl 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# 2 of this NCR. The Weld Procedure Specifications
WPS~Bl and WPS-82 meterial thickness is not noted. T.e Joint Design sketch for
WPS 81 and B2 can be / could have beer mistaken for Tube steel to Building steel f‘
application using E-60XX electrodes. /}-\ C*Q

N

2
N s L
CONTINUED ON PAGE 6: . ¢ (W T i :{‘j‘ \

<
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THE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION SEEIET

CONTI

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

18.

19.

20.

NUATION OF: DESCRIPTION OF NONCONFORMANCE O PAGE 6 OF €
PROPOSED DISPOSITION [ S
DISPOSITION ACCOMPLISHED [0 |Dm-: |

. ; #
NOTE ¢ 1: The incorrectly referenced DCC 4361 (WPS~-Bl) anéd DCC 4352 (WPS-8) is :
not readily available to craft and inspection personnel for it is a P.G.&E. ;ﬁ
DOCUMENT,

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

Reference Item 18 of this NCR. This condition is also applicable for WPE~78B, 79
and B0 prior to PON¢ 12.

The Procedure QCP-S2, WPS-62 is not in accordance with the Code AWS D1.1.

This Joint Configuration is not prequalified per AWS D1.1-82 or any otaer Code
year. 1If this Joint has been qualified by H. P. Foley it is not noted, also
which is not noted are the Joint Getails, such as material thickness, root

opening, radius, etc., 60 it is not known what material this WPS is to be used
on or, have been uses on.

The Procedure QCP-S5A, WPS-62 details a dashed horizontal line on the vertical
item on the right side of the sketch. It is not known the intent of this

dashed horizontal line. If -the VPS is showing the effective throat of the weld
then this is indeed a Non-conforming condition for it is excessive (Jeoint
penetration) detailed on the WpS. "
NOTE# 1: Actual Joint Detail performance tests are reguired per AWS Dl1.1-82.

The Joint Detail and Welding Variables (i.e. Electrode size, Amps, Volts,
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", 3 ez "should
be", 1 ea "if necessary”, 1 ea "preferadbly", 2 ea "ressonadbly”, 3 ea “as practical"”,
ea "where practical”, 1 ea "when practical", 1 ea "where possible®, 1 ea "“aos

possible", 1 ea "when possible", 1 ea "Same general position", 1 ea "reasonable
stooth ané regular”,

A




‘ TO: éan Vine

| FROM: cb Wil on. uality Dirceter

REF: NCR 80”-924 Note’ii‘ discuuio’é/??/Bi

DATE: eptember 29, 1983

The folloving 1; an evaluation of the referenced NCR and the Tesponse
there to:

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

“ THE
WARD P. FOLEY

COMPANY

*——2““3:::BEE:_EP1‘ item on 2 separate NCR.

. 8 All oxygen cut surfaces are dressed by grinding and do not
exceed the 1000 uin requirement in paregraph 3.2.2 of the
AWS Code. There 1s no need for a roughness gage. This itenm
has not resulted in & ran-conformance.

4. This item is not & code violation, it is wuch 1ike Item 1.
Engineering wil) process & PCN. There is no non=-conforming
condition.

S. No caulking of wvelds has been performed. Engineering will
process & PCN to revise the procedure.

6. Q.A. has a2 1975 AWS DI1.1.

7. AVS temperatures are interpass and preheat fer welding and
do not deal with binding of shapes. There ere no group &
materials on-site.”

8. This is not & non-conforming condition.

, Engineering 4s requesting information from the Owvner a8 to
the design basis. It should be noted that M. P. Foley's
responsibility is to erect in accordance vith the design

supplied by the Owner. EDR 1337-1432 respense to Note 4,
L““-\\\~‘Resubmit Note 5 on & separate NCR.

10. This has not resulted in 8 non-conforring condition,

Engineering 4s processing 8 PCN to revise the vording in the
procedure,

INFOR, '\"ATV‘N ONLY

S e ————




: 1.

13.
14,

15.

1€,

17.

‘ff@;ﬁ:f@ } 18.

12.

Sec 1te~ 40.

No Class 1 sutomatic stud weclding har been performed on the
project since the 1942 Code has been in effect.

Enginecring is processing & PCN to remove automatic stud
velding from the procedure.

See Item 12.
See ltem 12,

There is no violstion of the code. Electrode utilized by H.
P. Foley 1s designated by the Code et "all poeition” end the
range of amperage end voltage is as specified by the
manufacture,

The WPS's in use by H. P. Foley utilize the full range of
tolerances allowed in the Code. This 4n end of itself is
not a nen-conformance. The Owmer hes approved esch WPS and
H. P. Foley is erecting the material as specified by the
design documents. H, P, Foley is sdéressing your concerns
to the Owner vis an EDR,

There is no non-conformance. Engincering is revising the
WPS to eliminate conflicts in terzinology.

See Item 17.
See Item 17.

Resubmit on separate NCR.

See Item 20.

s 19,
ED
Rl 20,
21.
THE
OWARD P. FOLEY

COMPANY

Ru:tt

© that there is consistency 4in the use of NCR's and IR"s; this
project uses the ANSI ni5.2.10 definitions.
design asre processed
Disposition Request (EDR), and questions concerning procedure should
be procesced through H. P, Foley Engineering op Quality Assurance on
Procedure Change Requests.

Questions concerning
through H, P, Foley Engineering on an Engineering

ce  NCR @02-9241

INFORMATION ONLY
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THE HOWARD P. FOLEY COMPANY 4 _ TR
ORIGINAL NONCONFORMANCE EPORT | fage 3 ot 2 _992-939,‘1
DESCRIPTION: LONGI TUDINAL RESTRAINTS FOR ATTACHMENTS DATE:
STATION BATTERYS FILLET WELDS WERE MADE UTILIZING : '
MULTI-PASS WELD TECHNIOUE Yes(] %o [x] uxo-z-e‘;&
HOLD TAG
REMOVED
- ~~ REF. RPP/IR NOMBER: g, By DATE
F*
oy 1 [X] oerr 12(¥]/10cATION Battery Room

Class 1 (X] now-crass 1 [

ToniAL . Dravne [7]  srecirrcariow 7] reocroume [ cooe ANs Di.1-g2

AE D FRGEL: SK-6-0MS Rev 0, QCP-SA Struct. Weld., AWS D1:1-32 :
-l - Btruct. weld

: uding Cause} The Longitudinal Restraints for
Station Battery's Pillet welds were made utiliging Multi-pass weld technique.

cluhoudolnaunglopua. ~sufbieient bioat

t from the PGLE Drawing of the same
nmber., The H. p, Foley does not have PGEE concuwrence. The complete work package
traveler was p e fisld only,the H.P.P, Dr ;
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The Code (AWS DL.1-82) specifies the minimm fillet weld size and requires that this
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THE HOWARD P. POLEY COMPANY NUMBER :
- ! §% )
ORIGINAL NONCONFORMANCE REPCRT aye ; 8802-943_/

DESCRIPTION: ATTACIMENTS TE:
PROCEDURE VIOLATION = QCP=5A Yeo[] wo [x] f{10-4-83/ )

HOLD TAG 4 N/A

k_ REMOVED
i T REF. WPT/IR FUMBER: /A BY DATE
| ey x (3] owrr ri(X]/Locarion crass 1 [7] wow-crass 1 [
h * TUSPECTION CHLITYRIL  DRAWT [0 srecorianion ] reoczoowe (%) R
TR ISCINT TITLY AKD NUMEER: .C. PROCEDURE POR AMS WELDING D1.1 B e ;

~v | 7 DEZCRIPTION OF NONCONFORMANCE: (Iocluding Cauee) The Procedure (QCP~5A), Paragraph 1
3.2.1, states in part, "...the Production Superintendent (is) to insure Production
®roes under his supervision are kept informed of and are working to the latest
requi rements specified in Quality Procedwe.* 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 formally trained in the procedure.
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THE ROARL P, FOLEY MP A" [ ER: !
e 1o Baas . B e aoz-gulb

ORIGINAL NGO RN o o
4
\ DESCRIPTION: pyw PROCHMIRI (CT- 4, Wi TN | ATTACHMENT! ATE: [
PROCEDURE SPECIFICATION (WPS) I3 & % 00N 117 " ™ B o-c-n-.“

l "‘5'-.'.] "0 e o

H0LD TAC ¢
REMOVED N/A
REF. HPF/IR NUMBER: 3Y JATE

onrr t (¥] owrr 12(X]/LocaTION crass 1 K] son-crass 1 [
o INSPECTION CRITERIA: DRaWING [T] sercrrrcarion [[]  reoceoome (X

DOCUMEWT TTTLE AMD NOMBER: Welding AWS DL.1 QCP-5A

’; bm

: DESCRIPTION OF WONCONFORMANCE: (Inclsding Cause) The Procedure QCP-5A, WPE-62 18 not |
in accordence with the Code AWS 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 is not noted, also which { ot noted are the Joint Details, such as
material thickness, root opening . radius,etc., 80 it {is not known mtﬁ(u rial this
— .

WPS (s to be used on or, have been u

—~

1 . e
wo it |- - DIERGSTIION BY “DATE QUALTTY mivipw

‘zm m
et & . .66 B, DISPOSITION OR COBCURRERCE:

A

Aecouninenued Ispasition

AP AAPNE B ATIAY ! MR N
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Teble 4.1.1 AWS DI.1
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T THE BORARD P, POLEY COMPANY

T T NONCONPORMANCE REPORT

- e

Class One Support Rework

-~ REF, HPF/IR NUMBER: N/A g8

-

. (CONTINU

T~ QCP-17, REVS1, P
= Support rework shall
_-~ Paragraph D2.2 states that:

-~ ment) and verification inspection."

"P.C. & E. will

ragraph 1d. (Scope) states: "Class One Electrical Racevay T

_be bandled in accordance with Appendix D." Appendix D,. — . = |

issue a 'work -request' for any - .

=T support rework (i.e. modifications, deletions, sdditions or €omplete replace-—— T
Contrary to this, "Conduit" Change Orders - _
are being issued to cover "Support” work. These Conduit Change Orders do not
T reference any work request and do not fall
ED ON PAGE 2)

thin the scope of Appendix D,
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DISPOSITION ACCOMPLISHED

VERIFIED EY

DATE

Q.C. SUPERVISOR \ UATL

| =wr 7 [@ mar I1[X]/LOCATION Various — T~ . cuass 1[3] NoN-CLASS 1 1L
- JUSTECTION CRITERIA:..DRAVING [7]  sPecIFIcation [] . meocmoume [f] o - :
Bt Ti L e -l M o LR i e e T
~““"DOCUMENT TITLY AND WUMBER: .. — ST E e SO T ST
i e e ‘!P Bg_“___ - = -Initistion of Work--~ QCP-17 REV, 1" - E
{5 DESCRIPTION OF NONCONFORMANCE:(Including Cause) . mmm —ormr oo o1
T et g -
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~ THE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION SHEET

NTINUATION OF: DESCRIPTION OF NONCONFORMANCE £
. PROPOSED DISPOSITION (O

DISPOSITION ACCOMPLISHED O

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

~ = This 12 in violation of QCP-3, REV. 6 "Processing and Control of Deviations

and Nonconformances." Paragraph 3.2 of QCP-3 stetes: "The Production ——
Superintendent or Designee assigned by the Project Manager shall be respon~-

&ible for notifying Quaelity of deviations and nonconformances and sccomplishing
all work in sccordance with the specifications, design drevings and procedures."

. 3 7 i Pl
Per ANSI Né5.2.10: "Quality Assurance Terms and Definitions": a nonconformance . -
is "a deficiency in characteristic, documentation or procedure which renders b
the quality of an item unecceptable or indeterminate. Examples of monconformance
include: physical defects, test failures, incorrect or inadequate documentation,

or deviation from prescribed processing, inspection or test procedures.”
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THE HOWARD P. FOLEY COMPANY g
PRODUCTION ENGINEERING DE”T.
< «\; " ENGINEERING DISPOSITION REQUEST
'8,7 Yo CELM. Russem ; Subject Structural Welding Requirements

»Jg.,“’m s e .

AR DDA B A B § A A 45 LSRN A N AU AR S8 DD MR NS S R R 1

/ Problem _Per specification #8802 welding is to be performed in accordance.

ZLf: with bulldln5;§gctzon requirements of the AWS Welding Code for 3
BEA ' i g : e ¥ : %
ngy referanced in other job gpecifications.
qu It is our understanding that all Structurel UEldtﬂg,sHould conform

< with the additional recuirements of section 8 ~- Buildings : I; th;s

> .

correct ?

w5 y
» sones (L (o “"%’;--_4&&7__
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THE HOWARD P. FOLZY - MPANY NUMBER : /
ORIGINAL NONCO'FOPMANCE °179RT 7 LI, Atk a9“2'939 Rev E‘
DESCRIPTION: VARIOU'S MINIMUM CIZED FILLET WELDS | ATTACHMENTS TE:
WERE MADE UTILIZING THE MULTI=-IASS WCLD TECHNIOUE tes(] s (7 10=7-83
e ]
\_ v
HOLD TAG #
REMOVED
REF. HPF/IR NUMBER: n/a 8Y DATE

UNIT I UNIT un.ocumn VARIOUS

cLass 1 [¥] voN-crass 1 [

INSPECTION CRITERIA:
'DOCUMENT TITLE AND NUMBER: ©C Procedur

DRAWING [7]  SPECIFICATION [[]  PROCEDORE [{] CODE Aws D1.1-82

e for Structural Welding OQCP-5A
AWS D1.1

DESCRIPTION OF NONCONFORMANCE: (Includ

referenced proceduwre which renders the
with the procedure as unacceptable, The
fillet weld size and requires that this s
reference procedure does not note this re
violation of this requirement.

l't;ere is a deficiency in the above
quality ms utilized in conjunction
above refm e specifies the minimur
ize be made in a ﬂe Mess. The above
qui rement and welds havo.l”n wa'k in

" IR, . 1%
".:rm BY DATE
H.P. POLEY DISPOSITION:
DISPOSITION BY DATE QUALITY REVIEW DATE
P.G.& E. DISPOSITION OR CONCURRENCE:
i
P.GC.é 2, Co. JATL

ECmAr -

JATE

J.C. SUPERVISOR o

r




THE HOWARD P. FOLEY COMPANY NUMBER :
ORIGINAL NONCONFORMANCE REPORT Page 1 _of 1 802 940 Rev -ll
329 “ P \ 1'%\
| DESCRIPTION: &Hp-ppas EE A e p.&l\ WEI.DTIN ATTACEMENTS
| ( PROCEDURE SPECIFTITATION (WPS) IS WNOT NUALIFIED
10-7-83

'.'es‘ ! No D
e

HOLD TAG * N/A
REMOVED

REF. HPF/IR NUMBER: N/A BY

DATE

UNIT I oNIT 11(%]/LOCATION cLass 1 [X] Non-crass 1 [

INSPECTION CRITERIA: DRAWING [ ] SPECIFICATION [[]  PROCEDURE [X]

DOCUMENT TITLE AND NUMBER: Welding AWS DL 1 QCP~5A

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

its use,

is to be used on, or has been used on.

DESCRIPTION OF NONCONFORMANCE: (Including Cause) There is a deficiency in the above
referenced Weld Procedure Specification (WPS) which renders the quality of all items

The abeve referenced WPS has inadequate documentation for its qualification for

The weld joint details such as material thic $s, root opening, radius, initial
pass electrode size, etc., are not noted., It i vb known what material this W.P.S.

P J
gy / ///V : y =
LIvN S ///1 22 Y WO A =4 D

BY UATE

B.P. POLEY DISPOSITION:

DISPOSITION BY DATE QUALITY REVIEW DATE
P.GC.4 E. DISPOSITION OR CONCURRENCE:
%
=
| ®
x P.C.4 L. Co DATE ‘
z |
_: DISPOSITION ACCOMPLISHED

[
’
’
]
t
U
(S )
>
4
(od]

J.L. SUPERVISOR
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THE HOWARD ?. FCLLY ‘MPaY | NUMBER :
ORIGINAL NONCOMFORMA: = . ‘&= L e By 8 ¢802-941
DESCRIPTION: \TTCHMENTS ATE:
THE PROCEDURE QCP=SA, WELDING PROCEDUi:
4 SPECIFICATION (WPS) % 62 IS NO™ DETATIM | tes (3] o [ 0-4-83
CORRECTLY HCLD TAG » o /A
REMOVED
RZF. EPF/IR NUMBER: By DATE

t [X] owrr 1z(¥]/wocarzon

cLass 1] won-crass 1 [)

e ..
. INSPECTION CRITERIA:  DRAWING D

srecirrcarion (]  rmoceoone (]
DOCIMENT TITLE AMD NMBER: WELDING AMS D1.1 QCP-SA

DESCRIPTION OF NOWCONPORMANCE : (Including Cause)

details a dashed horizontal line on the
sketch,

showing the effective throat of the weld

condition for {t is excessive (Joint pene
known what material this
CONTINUED ON PAGE 2:

WPS is to b

/@‘Yﬁé é;
DATE :

The Procedure PCP=SA, WPS~62

vertical item on the right side of the
It {& not known the intent of this dashed horizontal line.

tration) Jdetailed or the WPS.,
used on, or has been used on,

‘Ar

If the wpPs is
then this is indeed a Non=conforming

It is not

E.P. POLEY DISPOSITION:

|~ . DIEPOSITION BY DATE QLT Wi ~PaTE
P.C.6 E. DISPOSITION OR CONCURRENCE.
: i
INFORMATION Optd

Recommended Dispasiiin ~

-

=Y
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NTINUATION OF: DESCPIPTION OF NONCONFORMANCE

ik TAL HOWARD P. FOLEY COMPANY o S
JRIGINAL NONCONFORMAICE PEPORT - CONTINUATION SHLET 8802-941"
co

PROPCSED Dis5positTion [T
DISPOSITION ACCOMPLICHZD O

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

NOTE® 1: Actual Joint Detail pertormance tests are required per AWS Dl.1-82. The
Joint Detail and Welding Variables (i.e. Electrode size, Amps, Volts, Welding positions,
Root opening, etc.) should be shown on the W.P.S, e ——
i i tion {s required to make accurate mqimcrw
3t The Procedure contains In It's written fore 29 ea “may be", 3 ea "should be:,
1 o8 "if necessary”, 1 ea "preferably”, 2 ea "reasonably”, 3 ea "as practicel®, 1 ea
*where practical®, 1 es “when practical”, 1 ea “"where possible”, 1 sa “a» possible®, 1
poseible”, 1 s “sase general porition”, 1 es “reasonably ssooth and regular®.

Roeremmeoencis~ MYenae

-~~’-.'\ ok "L‘ * I-
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‘ THE BOWARD P. FOLEY COMPANY ER: )
ORB'NAL NONCONFORMANCE REPORT Page 1 of 1 8802~942 Rev ‘1:2

DESCRIPTION: ATTACHMENTS : /

PROCEDURE VIOLATION - QCP-5A Paragraph 3.2.1 Yes (] o [ 1°’7'°3Z
[ BOLD TaG #
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE
orrr © (X] owrr r(X]/Locarron cLass 1 [7] won-ctass 1 [

© DISPECTION CRITERIA: DRAVING [] SPECIFICATION []  FRocroons K]
m m m mn! m"‘ P“.. ‘o" ‘.5) ‘0501’ ‘.5.2

DESCRIPTION OF NONCONFORMANCE: (Including Cause) The Procedure (QCP=5R) , Paragraph
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. Welders are
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

ened

=

Pk

indoctrinated to PCP-SA,
e
. mn DATE J

B.P. POLEY DISPOSITION:

DTEPOSTTION BT = PaTE T GALTIY VI e o

P.C.& E. DISPOSITION OR CONCURRENCF:

INFORMATION ONL

P.G.& E. Co. JATE

J1SPOSITION ACCOMPLISHED

VERIFIED BY DATE Q.C. SUPERVISCR WALE
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UNIT.1T [ THE HOWARD P. FOLEY COMPANY
+ UNITHI PRODUCTION ENGINEERING DEPT.
\ ENGINEERING DISPOSITION REQUEST
To__b___b_’_a,_iLa PN - Subject BCP LA
fom_ R, Keowles M.Ni,
“Problem Moy we ossvme dhat uvaless otherwise
—speeficed Vemdor Swpplicd material 1. €
—C b oveds L__CA__L.L_‘_AY.__QLA.“#_I ABLT
dtakie . 4.1 _Aws D 1§
o L / 22
Signed /( M Date /0/6 /Ei
Reply %ﬁs .
(

bt J4Wa) 2
Gt Siam—AALMJ




] Tl HOMWARD P FOLEY COMPASL i

ORIGINAL  NONCONFORMANCE REPORT U

s DESCRIBFION: (C-6180 CONN CH Vi
weld 7A57B to Ext.Col. 129 v! 1'4'

( Plate MK A005-1
| Elv. 187" = o s

| £ 4
_REF. HPF/IR NUMBER ésszsxn—l:b
| UNIT T fJ uniT 11[0] / LOCATION FUEL HANDLING BLDG. EL.187'cLass 1[& won-crass 1 [

N CRITERIA: DRAWING [] . = SPECIFICATION [ PROCEDURE [7)
DOCUMERT TITLE AND BUMBER: $180-F1~13-005; QCP-35A

BY

DESCRIPTION OF NONCONFORMANCE: (Including Cause) _
The above preheated plate swelds were accepted by Quality Comtrol
(see attached HPF/WIS). 4

Upon cooling weld 7A cracked its full length, umaw:nm
length. (Both 4" welds).
Plate (MK A0D5-1) plate is warped by 1/2%.in 20" of length.

DISPOSITION INCLUDING MEARS TO PREVENT RECURRENCE:

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

Hold training meeting with Production supervision ogdistrotion comtrol.

SPOSITION ”%

GJALIT! MARALER DATE 'Sl'lc & g ELECTRIC CO. DATE |
AESHEN W07 S PLBY BT LI TR KA A PSS T T NRAS MO R R 3 110 AN 4

DISPOSITION
PT lished and found Acceptable om 3-3-83
Training meetings held 3-4-B3.

T R R S A\ . — )/%/ /_,J_
b by o X e b . ‘l(t“-\~ - - \-1
.1 2 RAYE ‘ﬂ‘vr‘.\’-ﬁ‘\‘:,u DA ‘.\l' Y AT
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- :losm Te1 e 4/
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THE HOWARD P. FOLEY COMPANY iRl g
PRODUCTION ENGINEERING DEFT.

ENGINEERING DISPOSITION REQUEST

G‘ M. Rnsselp\ Subject Structural Welding Requirements
e T (e -
2 VA
Problem _Per specification #8802 welding is to be performed in accordance-

with b.ﬂldmg sectiocn requlrements of the AWS Welding Code for

Structural Steel, Howeyer applicable - sec 1;9 of the AWS Code is ng

referancec in other job speb-flcatlons

-~

with the additional recuirements of section f - Buildings : Is this

correct ? x\//-\ /\j ik &(‘
Signu? ’ éi‘lzigﬁ»\ atn //7/@7 L

Reply __WELD G Swiav,, Be PEACo _:[g T Q;Qg m ;

OF ThE SECTION REvATng :ty_m_ﬁ_h_w's S, Tue  GResEens

CODE  SECTIONDS TWE  cobE QREQU\REAEITS FOR e

-

NOT _arrLY LI\ B < PG \F (A WY Q(‘Bﬂsu.)(.ﬁb.

T+ ie our understanding that all Structural Weldimg should conform



%l S !
O ,gma, THE HOWARD P. FOLEY COMPANY (UMBER:
NONCONFORMANCE REPORT Page 1 of 2 gsoz-en Rev.él
DESCRIPTION: ATTACHMENTS DATE:
| wide
‘ WPS#, Weld Rod Size and Type Unverifiable Y"D No [a 10-13 83:@
| HOLD TAG # "
| _ REMOVED
REF, HPF/IR NUMBER: N/A BY DATE
UNIT I [x] UNIT II[x]/LOCATION Documentation Files cLass 1 [x] Now-cLass 1 [[]

INSPECTION CRITERIA: DRAWING [[] SPECIFICATION [[]  PROCEDURE [x]

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 WP3 are unverifiable per QCP-5A, Para. 13.2.1.

( LA o
‘ IT BY DATE
\

H.P. FOLEY DISPOSITION:

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

/’ .
/i:;.—~¥~[ ;ﬂJul/« /O /; é:;:l
. SUPERYISOR REVIEW DATE

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

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

W&& (0 -/ 3" 73__.: }7 A R Je I/
| ISPOSITION BY DATE ALITY REVIEW B

P.GC.& E. -BDISROSFPION OR CONCURRENCE:

AT

7-18-83

ICR

DISPOSITION ACCOMPLISHED

VERIFIED BY DATE Q.C. SUPERVISOR DATE
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THE HOWARD P, FOLEY COMPANY
NONCONFORMANCE REPORT - CONTINUATION SHEET

/8802-871 Rev.

CONTINUATION OF: DESCRIPTION OF NONCONFORMANCE X

PROPOSED DISPOSITION [
DISPOSITION ACCOMPLISHED )

H.P, FOLEY DISPOSITION: (Continued)

4)

5)

6)

7)
8)

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 Type

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

Record this NCR Number on affected SIWS's or WIS's.
Accept missing WFS No. "As 1s" based on Item #1), above.
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-“"Egina{ THE HOWARD P. FOLEY COMPANY NUMBER:
/ NONCONFORMANCE REPORT Page | of 2 Qsoz-an Rev.2)
‘
DESCRIPTION: | ATTACHMENTS LATE:
WPS#, Weld Rod Size and Type Unverifiable Y“D No EJ po-13-33>
e st e s bt—— . ————
HOLD TAG #
REMOVED
REF. HPF/IR NUMBER: N/A BY DATE
UNIT I [x] UNIT II[x]/ULOCATION Documentation Files cLass 1[x] NoN-cLass 1 [

T 18-R/)

NCR

.

INSPECTION CRITERIA:  DRAWING [7]  SPECIFICATION [[]  PROCEDURE [x]

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

DESCRIPTION OF NONCONFORMANCE: (Including Cause)

There are a number of Class 1 Raceway Support Welds that the Weld Rod Type, Size,
and WPS are unverifiable per QCP-5A, Para. 13.2.1.

i ant B
INITIACED BY DATE WC. SUPLRVISOR REVIEW e

DATE

R.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) Q\
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~DISPOSITION BY DATE LQUKLITY REVIEW Y DAL

P.G.& E.-DiSROSIPION OR CONCURRENCE: ;
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. s 89nal THE HOWARD P, FOLEY COMPANY
' NONCONFORMANCE REPORT - CONTINUATION SHEET

CONTINUAYTION OF: DESCRIPTION OF NONCONFORMANCE (0
ROPOSED DISPOSITION [

B.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.# "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 rod used on the applicable "Work Copy" documumentation. Q.C. to verify it's
entry.

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