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May 6, 1974

Mr. Norman C. Moseley, Director
Directorate of Regulatory Operations
U. S. Atomic Energy Commission
Region 11 ~ Suite 818

230 Peachtree Street, Northwest
Atlanta, Georgia 30303

Re: Oconee Nuclear Station
Docket HNos. 50-269, -270, -287

Dear Mr. Moseley:

Please find attached additional information concerning the Dresser
electromatic pressurizer relief valves at Oconee Nuclear Station,
This information consists of welding procedure qualifications and
radiography data, and is forwarded in response to informal requests
by Mr. C. E. Murphy and Mr. J. C. Bryant of your staff,

Very truly yours,

A. C. Thies
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- RECORD _OF WELDING PROC ‘MBL_QUALLD_QAILQILIES_[

Smcm' Dr(-sor Valve Ref: Drvssar Spcuficataon
Specfic siron Ko, WS- e 7 A (ﬁ' YJ).&MQQ“__ Date 1;29‘7’0
Yelding Process _-Qlﬁ.wttot) SMA (Filled) M.mual o Machine Manual

o e

— ._._

Materiad S cifics Waon _ A }76'30l‘ H" A 376 30"6“ P-No. 8(HT: 56957) o l' hn 8(“7’ S 9)22
'll-ulnr\x (if pipe, divmerer and wall thitkness) ““ 10 X 8_7_5_ wd]l Thl cknq

Thickness Range dhis tess qualilies 3/'6“—(0.:1__3__/_10_" ) ___‘~:i« RS ik~
Filler Mesal Group No. 1 __ 5 & 7 FLUX OR ATMOSPUE RS
Reld Mool Analysis No. A A___g__________ Flux Trade Name or Composition it N/A
Describie Filler Metal if not included in Table Q11.2  Jucit Gas Composition Arfjm Shi le_!_d“_”~_ B
L o i T o W00 Rir Product oy pae 15 cfh
For exyacedylene welding-Siare if Filler Metal is sil- ) Backing Stip wsed? .__None B
icon o1 cluminum Lilled. Prchieat Temperature l(an;r 60 F Mini fmuin
VELDING PROCEDURE Inteipass Tempersture Range 350 F F Maximum
Singple or Multiple Pass M_E"t P le Postheat Treutmens 850 for 2 hours
Single or Multiple Arc 7 S:‘ng fe ,)_
o e, or ‘ZOﬂt a Sere Par -2 & ON-
';“.::",?:,.?.’,,s.'m:u’.{.n o oun».d vnucnt state \vl-f{l :fu;\:-:d tf :li-:x’::ugdz ” Q‘3. g QN A Q‘\ 3)
R INFORHATION ONLY
a{;z }08 6 ;2
Filles Wise-Diamerer 131 Lot DlO ‘G|B VELDING TECHNIQUES
Trade Name _ McKay Arm Joint Dimensions Accord winiTest Memo of 4-26-7
Type of Backing _Nitrogen ‘)LA 2 volu 14 inches per min._ N/A
Foichand or Nackhand N/A r.?ﬂ 25 Patainy _Straight
REDUCED SECTION YENSILE yEST 'r.;,=. QG and QN-4) Reverse
] s Dimensions himate Ultimace Unit Character of Failurs
Specimen No. i “.‘d‘h "d"; Arca L_‘I‘;‘;"'" Stress, psi and Locaiion
. Ductile Base
26h __Q6) | .61k | .752 | .4617 | 40,700 88,147 MNetat
= : Ductile Base
266 Q6] 624 | 749 | 4674 | 42,000 | 9,63 g
GUIDED BEND TESTS(Figs. Q-7.1, Q-7.2, QN-7.1, QN-7.2, QN-72.3)
-
[ Yvbe and N Tvenad
Figuse Ko Resule Pigiee Fio, Resule
2G1 R.7:1 No Defect 2G3 9.7.1 No Defect
2G2 Q.7.1 No Defect 2G4 Q.7.1 No Defect
Resulis of Fillerweld Tesrs, Fig. Q-9(c) N/A o o
Celder's Name W G Bartlett ClockNo._____933 _ siamp No. 288

Sho by virtwe of these tesis meers elder petlonnance e quitemcnts,
Test Conducred by _ Duke Pwer Company —— Laboratory~Test No. N/A

We ceetify that the siatements in this record are correet and that the 1est welds were Pepaied, welded and
tesred in accordance with the requirements of Section IN of the ASME Code,

g,r"“, Duke Pg Lr Company

(Mhﬁulltl .
4-29- 74
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PYUKE POWLR COMPANY
CONSTRUCTION DEPARTMENT
OCONEE NUCLLAR 1.3

P. O LOX 1284 CENECA. S C, 20678 . TLLLFMONL . AKLA LOD
Cb2-aL3

April 26, 1974

rom 10 4 £ Saie A {010}
IRIGINAL ©

Re: Velding Procedure
! Welding Procedure is to be qualified as set forthe below:

1) Base Material: L-inch minimum diameter by 1/2 minimum wall;
type 304 stainless steel

Record base material heat number and forward
to Engincering office

2) Joint Configuration: Compound Bevel or V Peve!
Open Butt

3) Welding Process: First layer: Gas tungsten arc
Remainder: Shielded metal arc

4) Filler Metal: Gas Tungsten Arc: ER 308
Shielded Metal Arc: E 308

' Record filler material heat numbers and forward to-
Engineering Office

5) Preheat: MNone - Room temperature
6) Interpass Temperature: 350°F maximum
7) Gas Flow Rate: 20 CHF (Argon required) Maximum

8) Gas Backing: Usc nitrogen for the first three layers
Gas backing not to be used for remainder

9) Post Weld Heat Treatment: 850 F for 2 hours
10) Number of Coupons Welded: 1 - 26

11) Bends and Tensi) Pulls: For cach coupon welded, prcpare'and test

| four (4) side bend specimens and two (2)
1 tensil pull specimens as shown on attached
shect.
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Munufacturar O

Are J.otducts v, <. Cdstomner's h.mc Dazl'_v;_._}_f.«g}'_

ot T
I St
'

P.O., Wikiib

oy Co.

Distributor Chemetron Corp. T2y € _clo.GC. Rowers, Stneca, &, TR A
bodress D 0. Pov 617, Bapovery Ua. a* Custower's ~yéor No. B-230 /
Y 8 N - o Loy . : e ~Ad L e
pacy __  _ lnoe . 090 £ 5. O rore Wire Heat 10 12362C

et FAC s 2T 394 ol T, e e . o et - e = o e
R S T E-22200/720 0 ) Lot Identification MIL-E-0022200E
Type MIL-308.10 3y = phvasl 4,4,6,1 :
pDiameter & lLength ___3/32" ~ 9% R e | :
Inspect ion I evel A m— R e Ferraite Content

i R _ ‘Percent Ferraite (average) 49,
Lot No. __ DI0SCIB 750 1 bs,

Test No, 92
Grouve Weld Test ¢
Carbon .05
Test WO. BA Chem Pad 3 6
Chromium 19. 20 Amperage 70 70 N/A N/A
nickel 9.61 Grinding during E&A Test Plate Preparation
: | 3/ N/A
Molybdenum N/A Operator Error (Layer Nos.) None . >
Columbium __ N/A
Tungsten N/A
Chemistry was taken from X Chem Pad Groove Weld

X-Ray Results Satisfactory

3%

Covering Moisture

We hercby certify

(QPL) % @ 1800 F. 0.6% Max :

that the above material has been tested in accordance

with the listed specification and is in counformance with all reguirements
-

state of Penna.
County of York

.SEAL/((.q/—--—,A 427/

ARC FRODUCTS MANUFACTURING DIV.
CHEMETRON CORP.

Notary
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