KINDERB2-524

af - e e e ' ey
,:’;} 2ullinan Power Produc's 38 .1%-14
ﬁ Dvin ot Pulinen Incorc: ated
- TESERET , DOCLMENT %0.
ci>RePareD 8y: D.R. Ges{g___» (a7 7mrovep gy: H. Hinkley ,§1M_J5§;gg 1/30/81
v SEABROOK " '
- =ni 10 BE USED Py N £~ PAGE
% PROJECT PROCEDURE [oms on o0y 20385 [V o
LATEST REV. DATE
1/30/81
DEFECT REMOVAL AND iy
REPAIR BY WELDING
Copyright 1980
PULLMAN POWER PRODUCTS
DIVISION OF PULLMAN INCORPORATED
HEADQUARTERS AT
UESC :
CODE . WILLIAMSPORT, PENNSYLVANIA
06
RCVISION |PRLPARED BY| APPROVED BY[INITIALS DISCRIPTION
00
7-31-78 | D.F. Gehr |K.A. Swishery KAS |Initial Issue
01 g . | Revised para. 8.2; Added para. 3.2.1, %.1.3,
9-15-78 [ D.F. Gehr |[K.A. Swishery KAS |4.2.2.1 & Forms 18, 19 & 22 !
Ue ) Revised para. 1.3, 2.1, 2.2, 3.1, 3.2, 3.3,
6-9-79 |H. Hinkley [K. Freed KF  |6.1, 8.1, 8.2, Forms 18,19,194,22,32;
changed para. 4.2.Z21 to A; TleTeted para.
. . " . e . . 3.2.1, 5.4, 5.5, added index.
03 Revised para. 3.1, 4.1.3, Added para. 3.1.
6-19-80 | B. Willard |H. Hinkley HH 3.1.2, 3.1.3, Attach A page 2 of 2 Form 38
04 TRevised rorm 18, 19, 19A 27
8-7-80 | H. Hinkley [A. Eck AE Added para. 4.1.4
05 -
1-13-81 | D. Geske |H. Hinkley | HH , | Extensively Revised
06
1-30-81 | D. Geske |H. Hinkley :Z7§7/ Extensively Revised
1
R e o
8304080031 830304
PDR FOIA
PDR




2.0

| ~ ) Pullman Power Products : JS-1x-14
g Diwvision of Puliman Incorporated
V 7/ DOCUMENT NO.
SREPARED BY : D.R. Geske 4PPROVED BY: H. Hinkley 3?7?; pave: 1/30/81
e j' . - g
' TO BE USED A PAGE
S’-""“,OOK RE ONLY ON JOB # /J)‘ {i ‘3 5 NO. ¢ of 9
proJe | PROCEDU :
1.0 SCOPE
i.1 Ihis c-ucedure shall be employed to remove i:nacceptable indications from
1,a5e maturials or welds, and -ubsequent repair by weldina to meet the
p-quirements of the applicable Code.
1.2 inacceptable defects, detected by examina?ions required by Code and/or
© «ecification, shail be reported undes this procedure. The acceptance/
yejection criteria for conditions discovered by the required examinations
ore defined by the applicable Code and outlined in the approved Project
j'rocedures. ;
1.3 Jn-Process conditions +hich are corrected upon discovery, by controls
*¥ iyposcd on the Process Sheet for that operation and made acceptable to
(e Field QC/Welding Inspector, are not considered 2 repair reportable
under this procecure.
1.4 In addition, this procedure does not include Peceiving Inspection

REpoulING RECQUIKEMENTS

2.1

2.2

2.3

2.4

sctivities which are governed by Project Procedure X-5.

Arc strikes shall be circled on the material with soapstone or an
dﬁproved marker and reported by the Field QC/Welding Inspector through
he NDE Supervisor to Engineering on an Arc Strike Surveillance Report,
.ee Attachment A.

Unacceptable Field Weld conditions which cannot be corrected at the

1ime of discovery and made acceptable to0 the Field QC/Welding Inspector,
hy controls imposed by the Process Sheet for that ooeration, shall be
circled with soapstone or an approved marker and reported by the Field
()C/Welding Inspector through the NDE Supervisor to Engineering on 2
Weld Repair Order, see attachment B.

lInacceptable Base Material condgtions shall be circled on the material

with soapstone or an approved and reported by the Field QC/
welding Inspector through the NOL upervisor to Engineering on a Base
Material Surveillance Report, see attachment C.

Unacceptable conditions identified through application of approved
Non-destructive Examination methods shall be reported by the NDE
Technician in accordance with the appropriate Project Procedure. In
addition, the Technician shall plot the indication on the material
with soapstone or an approvad marker and report the condition through —
the NDE Supervisor to Engineering on a Weld Repair Order, see attachment

B.
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3.1.1

3.1.2

3.1.3

2.0 VREPORTING REQUIREMENTS - CONTINUED .
2.5 1f the conditions reported in 2.1 through 2.4 above exceed.limits as
indicated belaw, a Non-conformance Report in accordance with Project
Procedure XV-2 is required.

2.5.1 Customer/Owner defined repairs as follows:

A. Following final heat treatment.

8. Following final hydrostatic test.

C. Repair be welding of end preparations..

D. Additional repair beyond the third cycle of repair.

E. Repair of base material which exceed 1/3 actual thickness:

F. Repair of cracks.

3.0 INDICATION REMOVAL

3.1 Upon discovery of unacceptable Field Weld conditions, the Field Qc/
Welaing Inspector shall point out the condition to the crafts assigned.
The crafts miy eliminate the condition using approved methods con -olled
by the Process Sheet sequence event which required the inspection or
examination. If the condition is not eliminated or reduced to an
acceptable size within acceptable weld deposit size, work shall be
stopped and a report ner paragraph 2.2 is required.

As an example, if during a vicual inspection following a surface
preparation for examination, an unacceptable condition is dis-
covered, the crafts may repeat the "Prepare Surface for Examina-
tion" sequence event. Any work necessary may be performed other
than depositing filler metal.

Weld deposit may be reduced to the minimum allowabie during
attempts to remove unacceptable conditions. If upon reduction

of deposit size to minimum the condition is not reduced to an
acc;ptab1e size, work shall be stopped and the appropriate report
rendered.

If the condition is reduced to an acceptable size, the cbvicus and

out of the ordinary weld profile rondition shall be ..-ed at the
process sheet checklist entry for the examination documented.

SF 1.01A (4-79)
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3.3.]

3.3.2

3.0 INDICATION REMOVAL - CONTINUED

3.2 Upon receipt of an Arc Strike Surveillance Report, Weld Repair Order,
or Base Material Surveillance Report, the NDE Supervisor shall assign
a control number and enter the document into the Repair Control Log,
see attachment D, and proceed as follows:

3.2.1 Contact Ouality Engineering-Re-ords and determine the final

heat treatment, hydrostatic test and repair cycle status.

3.2.2 Record the siatus on the document, file a copy for record

and forward ‘he original to Engineering for issue to a
Defect Removal Process Sheet, see attachment E.

3.3 Upon receipt of the document from the NDE Supervisor, the Engineering
Department shall issue a standardized "Defect Removal Process Sheet”,
see attachment E, with the Arc Strike Surveillance Report, Weld Repair
Order or Base Material Surveillance Report, attached.

Process sheets shall be identified by unique numbers as follows:

A.

Field Weld Repair work shall be identified by the jdentifica-
tion number assigned on the current revision drawing.

Base material work, including arc strikes, shall be jdentified
by the assigned control number and indication number entered
gn the appropriate report, see paragraph 3.2 and attachments

, B and C.

A1l unacceptable indications, including Arc Strikes, shall be
removed by grinding, chipping, machining, arc gouging, or flame
gouging.

A.

For Low Alloy materials, i.e., P-4 and P-5, adequate preheat
(same as for welding) shall be established prior to any
thermal cutting or gouging.

Upon completion of any }hermal cutting operation, all
cutting residue shall be removed and the cut surface
shall be ground back to bright metal, removing a minimum of

1/16".

When working Stainless Steel products, only Stainless Steel
wire brushes and approved grinding wheels shall be used.

SF 1.01A (4-79)
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3.0 INDICATION REMOVAL - CONTINUED

3.3

4.0 CAVIT
4.1

4.2

Continued

3.3.3 Upon removal of all visible evidence of the indication(s),
the defect removal area(s) shall be examined by the Liquid
Penetrant or Magnetic Particle method to assure complete
removal of the indication(s) or reduction to an acceptable size.

3.3.4 Following removal of the indication(s) and acceptatle
non-destructive examination, the NDE Technician shall measure
and report the rcav ty size.

A. Mechanically measu-e the length, width and depth of the
cavity at it's longest, widest and deepest points. If
the cavity penetrates the wall, the cavity depth shall
be recorded as "THRU-WALL".{725050R64 R orb Roai 0r&rs

Dimgnsion3) /A

B. Ultrasonically measure the actual wall thicKness of the
base material in the area of the repair cavity. Record
the actual wall thickness with the cavity dimensions.

¥ EVALUATION

Upon receipt of a Defect Removal Process Sheet for evaluation, the
Quality Assurance Supervisor or his designated representative shall
notify the appropriate Quality Engineer-Process personnel of the
receipt. The Quality Engineer-Process personnel shall post their log
to reflect the current location status of the Process Sheet(s).

The Quality Assurance Supervisor or his designated representative shall
be responsible for the evaluation of indication removal sites through
review of the defect removal documentation to determine requirements
for further action. The evaluation process may be conducted by the
Welding Engineer or a designated Engineering representative who has
been specifically trained in the application of this procedure.

4.2.1 Non-conformance Report Requirad

A. Only those conditions indicated in paragraph 2.5 above
shall require initiation of NCR.

8. Document the appropriate steps on the Defect Removal
Process Sheet to indicate: NCR required - "YES"; Process
Sheet required - "NO"; Weld Repair P.S. jssued - "NA".
Initial and date all three hold points.

SF 1.01A (4-79)
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4.0 CAVITY EVALUATION - CONTINUED

4.2 Continued
4.2.1 C.

o —— ——

’
”

2

When a non-conformance is determined, the items involved
shall be segregated when possible by the Field QC/Welding
Inspector and/or a Hold Tag shall be affixed adjacent to
the condition requiring the NCR. Should multiple cavities
be non-conforming, one Hold Tag shall be sufficient for
hardware control.

Affixed Hold Tags shall remain in place pending “isposition
of the NCR at which time a Repair Tag shall be affixed per
Project Procedure XV-2.

Completion of weld repair shall then be consistent with

the sequence of events shown in Project Procedure XV-2,
Jon-Conformance Procedure.

Further Repair Action Required

Surface indication in weldments and base material may be
removed without subsequent repair welding provided:

(1) The remaining_sectjon thickness, verified as indicated
in paragraph(3.3.3 above, is not reduced below accept-

wall for base material.

-
}/ﬁ, 2,7 4= " able weld depoSiT size for welds and 87.5% of nominal
S—

(2) The depression, after indication removal, is blended
uniformly (3:1 taper) into the surrounding surface.

(3) The area is examined by the Liquid Penetrant or
Magnetic Particle method, as appropriate, to assure
the indication has been removed or reduced to an
acceptable limit.

NOTE: In addition to Liquid Penetrant or Magnetic
Particle examination those surface indications
discovered through Radiographic or Ultrasonic
examination methods shall he verified as removed
or reduced to an acceptable limit by the same
method.

(4) The accepted cavity is identified as evaluated by per-
manently marking the adjacent base material with the
assigned identification, see parag-aph 3.3.1 above.

SF 1.0'" (4-79)
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4.0 CAVITY EVALUATION - CONTINUED
4f2 Continued

4.2.2 B. Document the appropriate steps of the Defect Removal
Process Sheet to indicate: NCR required-"NO"; Process
Sheet required - "NO"; Weld Repair P.S. issued - "NA".
Initial and date all three hold points.

4.2.3 Repair By Welding Required

A. All other cavities shall be corrected in process in accordance
with this procedure by issue of a standardized Weld Repair
Process or Base Material Repair Process Sheet, see attachment
F, three parts.

B. Document the appropriate steps of the Defect Removal
Process Sheet to indicate: NCR required-"NO"; Process
Sheet required-"YES". Initial and date both hold points.

C. Forward the original Defect Removal Process Sheet with
attachments to the Quality Engineer-Process to announce
additional process sheets required.

D. Forward one copy of the Arc Strike Surveillance Report,
Weld Repair Order, or Base Material Suryeillance Report,
with the cavity dimensions, to the Engineering Department
for issue of the appropriate Repair Welding Process Sheet.

5.0 REPAIR BY WELDING

5.1 The documentation procedure used for butt weliing shall alsc be used
for all repairs made by welding. The appropriate process sheet, as
shown in attachment F, shall be selected by the Engineering Department
to effect fill of the established cavities.

5.2 Repairs shall be in accordance with an approved qualified Pullman
Power Products welding procedure for the type of base material involved
and recognizing that the cavity may differ in contour and dimensions
from a normal butt welded joint.

SF 1.01A (4-79)
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5.0 REPAIR BY WELDING - CONTINUED : . !

5.3 PRepairs shall be made by qualified welders.

5.4 For base material repairs and for répair in welds made by a welder
other than the original welder, the repair welder shall apply his symbol
adjacent to the repaired area.

6.0 GENERAL REQUIREMENTS
6.1 Elimination of Base Material Surface Defects

6.1.1 Unacceptable base material surface defects shall be removed by
grinding or machining provided that: '

A. The remaining section thickness is not reduced below 87.5%
of nominal wall. Thickness report is required.

B. The depression after indication removal is blended uniformly
into the surrounding surface. Visual inspection documentation
- is required. (See 4.2.2A)

C. The area is examined by the Liquid Penetrant or Magnetic
Particle method, as appropriate, to assure the indication
has been removed or reduced tc an acceptable Timit.
Examination report is required. .

6.1.2 Areas ground to remove oxide scale or other mechanically
caused imperfections for appearance or to facilitate prooer
Ultrasonic testing need not be examined by the Magnetic
Particle or Liquid Penetrant method.

6.1.3 When the elimination of the defect reduces the remaining section
thickness less than 87.5% of nominal but greater than 2/3 actual
wall, the product shall be repaired by welding. AnNCR per
paragraph 2.5 is not required. (See 5.0)

6.2 Repair by Welding

6.2.1 The crafts, under control of issued process sheets, may repair
by welding material from which defects have been removed,
provided the following requirements are met:

A. The defect shall be removed or the indication reduced to an
acceptable size by suitable mechanical or thermal cutting
or gouging methods and the cavity prepared for repair.

SF 1.01A (4-79)
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6.0 GENERAL REQUIP
6.2 Continued
6.2.1 B.

C.

D.

Es

Fo

{MENTS - CONTINUED

When thermal cutting is performed to prepare weld joints
or edges, to remove defective material or for any other
purpose, consideration shall be given to preheating the
material, using preheating schedules as shown in the
appropriate Weld Procedure Specification. (See 3.5.1:7).

and welders or welding operators shall

The welding procedure
dance with Project Procedure 11-8 and

be qualified in accor
ASME Section IX.

After repair, the surface shall be blended uniformly into
the surrounding surface.

Each repair weld shall be examined by the Magnetic Particle
or Liquid Penetrant method. In addition, when the depth

of the repair cavity exceeds the lesser of 3/8" or 10% of
the actual section thickness, the repair weld shall be
radiographed.

The product shall be heat treated after repair, if required.

6.3 Elimination of Weld Metal Defects

6.3.1 See paragraph 4.2.2 above.

¢.3.2 gxamination of Repair Welds

A

The examination of a weld repair shall be repeated as
required for the original weld except that when the

defect was origianlly detected by l.iquid Penetrant or
Magnetic Particle methods and when the repair cavity does
not exceed the lesser of 3/8" or 10% of the actual
thickness, it need only be examined by the Liquid Penetrant
or Magnetic Particle method.

SF 1.01A (4-79)
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SEABROOK STATION
INTERIM PROCEDURE CHANGE PGCP-1 IV.A.6

UE&C Procedure FGCP-3 Rev. No. 7 IPC No. E

1. Reason For Change:

To be consistent with UE&C QCP-13, Revision 11 entitlel
"Storage Level Requirements" RECEIVED

U.E.&C.INC.

DEC > 2 1951
SEABRCOR
STATION

2. Affected Paragraoh(s)/Existin Reguirements
Reference 1PC 1, Paragraph 3.1.2 a) c.
5.1.2 a) Fire retardant structure or room will be provided with the

following environmental conditionms maintained:
a) Relative humiditg 50% "
b) Temperature - 65 F + 10°F

¢) Filtered air supply using filters with a 75% efficiency rating.
d) Housekeeping to minimize dust and other contaminents.

3, Revise (2) As Follows:

5.1.2 a) Fire retardant structure or room will be provided with the
following environmental conditions maintained:
a) Relative humidity 50%
b) Temperature = 65°F + 10°F
¢) Filtered air supply using filters with a 75% dust arrestance
efficiency rating.
d) Housekeeping to minimize dust and other contaminents.

Originator: » J.J. Moran Date: 12/18/81

Resident Comstruction Hp.:m&& e Date! \Z‘“”H
Project Engineering Mgr.: R.N ‘l :. é Date: |7-/I3/5'/

Resident Comstruction Engr.: W 9 Z(’ o pate: [L -13-9|

Field Supt. m-—ﬁfﬂﬂw /V,.// ﬁ[}«‘f_@ V o Bages /;4:‘,.,/.11_

Authorized Nuclear Inspector * QU a\;z; "ﬁ; ol pate: /=/r /L
* Concurrence for ASME Section III Procedures

e d
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CUALITY rauTen), CUECKRLLIST
DELTA FERRITF CONTENT TEST
(PRODUCTICN OF WELD PADS)

[EST NO. /  rooreel-3/6-/6  wovsize 32
DATE 3£Q/QQ HEAT NO. /7616 C LOT NO. @3 4-A-1eM

MANUFACTURER gngm &mg (fggg
YOLTZ AmP METER m_ZZZ_B_é__

INSPECTORS INITIALS

1. Base Plate Material 304 55
2. Plate Marking 7% / _ y
3. Amp Range 80 " gL

Voltage Range ZL

— e 7,
Copper Bar Spacing ojé’ - /Z&(
Preheat temp S0°F min. T4 -
Interpass Temp 350°F max. DA

weld buildup in Reverse >
Direction each bead layer. [Zal .//

8. No Stops or Starts in Test .
Arse. 2t 4

9. Quenching with Water and '
Air correct OA
10. Pad Surface Finish Complete M %

-~ o w &
. &

P.P.P. Q.A. Review YAEC neviev&/ UESC Review
Int. ‘ E lot. [\ xnz._;;' L o
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CUALITY CONTROL CHECALIST

DELTA FERRITE CONTENT TEST
(TEST RESULTS)

z
TEST NO. / ~_ ROD NO. £-3)¢-/& woo SIZE Z32
UAILE z,’;(‘:,’ég HEAT NO.[Z"!"! (' 10T NO. Qa-tR2: Q/2 M

-

’ wasUFACTVRE (e zZocw) Logp,
rexeircscore 10 Q27° -897%

TFST PAD NO. * )

Ferritescope Readings in 2

1. 6,5 2
2. &5 2
3 6.8 1
4. 6.0 12
6.9 1%
6. 59 =
. 6.36 2
Ferritescope Readiog in FN
i 49 wm
2 4£"4 FN
3. 54 ™
A. 50 W
s. 5.0 m
6 4.9 m™
Avg. 51 N
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*”" T e T RN SHEET MS #8427

SEABROOK STATION PAGE 1 OF -1

REQUEST FOR FOLLOW-UP ACTION NO. .3
NRC INSPECTIONS
; caraalio o8 S ol W At PR DATE: 6/22/81

To: J. ’. vcu‘gi‘t‘ " - _’-. e e ‘. - o p ..

. - ) ] .
Inspection Item Descnpﬂon Cllrify Crou—O\m: Restraint Requirements UNIT: #1 .

(Dwg. F101482)

- — - -
. & ® g W, N,

Ref: RFI 73/1442

Field Ix;struction F1-92 Rev. 1

Seemm=== ===y a result of NRC Inspection 81-08 by Inspectors Reynolds and Sanders, the

follovi.ng prclini:ury questions need response.

1. Jultificltion for Lot stress relieving field welds (material being susceptible to

ln:lnu tcu'i.n;. underbead cracking, etc.).

2. The elimination of NDE after weld buttering in field.

Corrective Action Required: As indicated above. UE&C's response should include the shop

fabrication requirements (Cives).

Date Required: g/29/81 Approved By: W. Singleton

- Requested By: Mﬁ&wﬂ/

YAEC FOAE &7

- -

NOTE: Contractor is requested to respond by memo referring ident. number of this report.

L o v s 00 oo c—

- ————— i =
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* SEABROOK STATION :
e | REQUEST FOR FOLLOW-UP ACTION '
77 A ] T g s, NRC INSPECTIONS
. ,..,,‘-h‘iv.'.
T0: J.F. Vought ‘ DATE: 3/23/81
Inspection Item Description: Cross-Over Leg Restraint uniT: A1

Upon inspection of the restraints as on UE&C dwg. F-10182, ECA 01/1775 and

ECA 01/1895 aqq‘Cives documentation of the fabrication of these restraints

(Site Documentation Package) the conditions were identified:

(1) UE&C dwg. F-101482 Section 101482C shows a horizontal frame at El.(-)

20'-7%". The as-built condition is that in the place of the flange

—_— ————

there are two stiffner plates installed.

(2) a. ECA 01/1775A sht. 2 shows a typical corner detail. 1Is this

applicable to every cormer?

(conf. on 8. 3-)

Corrective Action Required:

Address the above noted conditions and provide corrective action as necessary.

Date Required: 3 /30 /%) Approved




BLUE SHEET - SEABROOK STATION : PAGE 2

REQUEST FOR FOLLOW-UP ACTION

NRC INSPECTIONS

(2) ».
(3)

S

(5)

(6)

0))

(8)

Is the orientation as shown on sht. 6 of this ECA mandatory?
Does Cives weld procedures require a backing strip for their
single-vee groove welds?

UESC Spec. 12-5 para. 3.3.1.7.b. requires single-vee groove
weld corner joints to be bittered and that the bAttered weld
be visual and magnetic particle examined. There are no MT
inspaction reports in the Site Documentation Package that
would substantiate that this is done.

The MT inspection reports show the type of joint that was

MT examined. The only type of joints MT examined, according
to the records in the Site Documentation Package, are single
double bevel groove welds. There are no MT inspection reports
for single or double-vee groove welds.

There is one visual inspection report for each fabricated piece
and these pieces may include multiple welds. & 41: acceptable,
when welding to the requirements of AWS, to not identify the
visual inspection of each individual weld?

UE&C dwg. F-101482 and applicable ECA's do not reflect the as-
built condition of the pieces fabricated by Cives.

Some of the welds under the copes on the stiffner plates shown

on UE&C dwg. F-101482 Section 101482A appear to be incomplete.




April 2, 1981

BLUE SHEET No. 22

Revised
Power Enpgineering Response:

We have the comments on Blue Sheet No. 22:

1. This is in accordance with the vendor detail and ECA 01/1775B.
2. a. ECA 01/1775A is intended to indicate typical in any direction.
Vendor drawings correctly show various details.

2. b. No. Actual orientation is shown on vendor detailed drawings.

3. Yes. A backing strip is required.

(:izz) The present documents contiin complete reports and include buttering,
root, and final weld pass. These are not identified separately and
the vendor is in the process of reviewing these docunents to identify
them separately.

5. Single vee and double vee groove welds will be documented when these
welds occur. All full penetration joints were MT examined and
documeanted.

6. Docurentation is done for each component and is in accordance with
the approved procedure VIS-P-78, FP 12877-01.

7. The ECA is revised to 01/1775B. 1

8. The vendor details show complete detail for all joints. These were
reviewed by UE&C Engineering in Philadelphia.

R. N. Kuehn e

RNK: cao

cc: JA Grusetskie

TP Vassallo
AJ Hulshizer
MA Edgar

RG Blair

PL Francis
JR Mayne

MP Hanson

RN Kuehn

—— e —— C—

H Shah




UE&C QA Response

—

('iten 4)

Item 8.

Vendor Surveillance Supervising Engineer was contacted and
requested that the UE&C Resident Vendor Surveillance Repre-
sentative review the records at Cives to assure that mag-
netic particle inspection of the buttering was performed

as required. The Vendor Surveillance Representative will
review the documentation prior to submittal to the Site.

UE&C QA is in the process of inspecting the welds under
the copes on the stiffner plate. Welds have been found
that are not complete., This inspection will be complete
by 4/8/81 and the incomplete welds documented on an NCR.

Dbt

D. C. Lambert
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:',;j, SETTRTIN SRS SALIE REQUEST FOR FOLLO\Y-UP ACTION

NRC INSPECTIONS 27 ° J, F. VOUGHT

TO: J. F. Vought DATE:  4/17/81
Inspection Item Description: Cross~Over Leg Restraint UNIT: 2

The response to two of the eight items identified on BS 022 was incomplete and/or

incorrect. Item #1 and #7 stated ECA 01/1775B was revised to indicate there were

2 stiffner plates in the place of the flange, In reviewing the ECA it was still aot

apparent that was the intent of pg. 6 of6 of the ECA, This was discussed with Mr, Mehta

and Mr. Grusetskie of UE&C and they agreed to revise the ECA, ‘Item #4 is incomplete,

The present MT reports in the Site Data Package for Spec, 12-5, S$.0,6687, do identify
when the MT is for the root weld and when for the final weld but no where do the MT

I

r c &%v'oxcfaag&g&-&ﬁa} groove butt welds for corner joints requir buttering.

1. Assure that ECA 01/1775 is revised as agreed upon by Mr., Mehta and Mr. Grusetskie

‘ Z.S Respond how programmatically the vendor is going to determind which joints were

v
actually buttered.

2b. How programmatically they are going to identify the buttered joints that were MT'ed.

2c. UE&C shall identify, if any, unsat,<ns1:XMLFault xmlns:ns1="http://cxf.apache.org/bindings/xformat"><ns1:faultstring xmlns:ns1="http://cxf.apache.org/bindings/xformat">java.lang.OutOfMemoryError: Java heap space</ns1:faultstring></ns1:XMLFault>