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Task: Allegation A-215, A-175, A-239, A-240, A - 3ola .'

_

Reference No.: 4-84-A-06/103,109,144,126,1841

gaScterization: It is alleged that a deficiency report (OR) on welder
qualification was destroyed, and that the quality of welding was questionable
because welders were not qualified, were not on the project at the time welding
was performed, and were not qualified to correct procedures and techniques.

Assessment of Allegation: The implied significance of this allegation is that
unqualified welders may have performed welding on safety-related systems, which
could place the quality of construction in question. The NRC staff reviewed

urs
the welder qualifications for randomly selected Ebasco, Thompkins-Beckwith

(T-B), Nisch and Mercury welders who may have performed (fa efy}~jlit[e) welding /'^

on , systems. _
_ _ _

-

cf' /The NRC staff selected a random sample of 25 Ebasco welders from travelers,
weld rod control forms, and the welder qualifications summary. EbasEowelder /

qualificatiok records were reviewed for compliance with the ASME and AWS Codes v

andEb'aYSprocedures. TheNRCstafffoundtheEbaido'weldersqualifiedor /
-

partiallyqualifiedtothereferencedweldprocedures;inkehcasethewelder /
qualification status record identified the limitations of qualification for
each welder, when partial qualification (thickness range) was required. The
NRCstafffoundEb'aEcowelderqualificationsrecordsandstatusrecordstobe /
acceptable.

TheNRCstaffselectedarandomsampleof57T-Bwelderqualificatio5| records, e
in some cases the staff noted that the T-B welder qualificatioii, records for a y

specific welding procedure specification (WPS) were not included in a welder's
/file. However, the staff reviewed other WPSy the welder qualification cross- t

reference listf, and the welders qualification sumary, and verified that the /
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T-B welders were properly qualified in accordance with the ASME and AWS Codes i

and T-B procedures. The NRC staff found T-B welder qualifications records to
be acceptable.

ers ,..

The NRC staff selected a random sample of 11 Nigco welder qualifications records V

from completed quality records. The staff found that the qualifications for the
selectedNiho'welderswereinaccordancewiththerequirementsoftheASMECode /
and N c} procedures. TheNRCstafffoundNfebwelderqualificationsrecords /
to be acceptable.

|

The NRC staff selected a random sample of 62 Mercury welder qualificatfoy/ /I
| records. Of the 62 sampled, the staff initially found problems with 12 welders.

,

o issued Non- /!- Following the NRC staff's identification of these problems, Ebhe#ors /.
|- conformanceReport(NCR)W3-7724. However Ebg co's disposition of this NCR v'
l failed to adequately address these problems with Mercury welders and was not
i acceptable to the NRC staff.

'

The following problems were identified by the NRC staff, and in some cases
!;!were inadeouately addressed in the EbYs'c'o NCR.' @ M @ j ~ m 73 4

1 ars
1. WelderM-44-ItisallegedthatanEbgcoDRwasdestroyed. The alleger ,

supplied to the NRC staff a copy of an unnumbered Ebasco DR and a copy of /!an

the welderf[ qualifications record; neither the DR nor the record could be /'I

[/|
locatedinEb'a$'o'sfile. The allegation specifically addressed %q h
welder's qualifications recordY, which noted that the welder was '

i ,

originally qualified to WPS-8 but that the record had been retyped "for I

| clarity" and incorrectly indicated the welder was qualifted to WPS-Y. !

The NRC staff reviewed the welder's qualificatiod record, but could find /
| no qualification to WPS-Y, and found no documentation concerning the DR, |

LPAL must detemine if this welder perfonned welds to WPS-Y. j
|

2. Welder M-109 - The NRC staff found that the welder's WPS-Y qualificationy I(
record was dated November 26, 1982, and voided October 22, 1983; however, !

the welder qualification status record did not show qualification or ,

! ,

i

I

____._-___.__---_-__-__ae - - - -
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| welding performed to WPS-Y. Also, the Ebaspo NCR disposition did not T "( {!
| show-changes-to recordsiqual-ification dates,-specifie-welding-procedurehWm :

-speciHeation-(WPSS g
Q -. . - . - - . . -

gM These problems included possible falsifica ion of records (changes to l
,

| qualificationdatesandtospecifichd -procedure-specificat,fons} and
.7

#I havebeenforwardedtotheNRCOfficeofInvestigatio$(01)fortheirreview. !

.

3. Welder M-9 - This welder's qualification status record reflected dates q
different than those recorded on the welder qualificatio$ record forIWPS)-E. /!

This record had been revised to change the qualification test date from ;

December 18, 1979 to December 10, 1978,. However, the welder qualification
,

,

status record indicated the test was performed on December 18, 1979,as j
,

originally dated. The actual date of the welder qualification test must be !
,

ascertained by LP&L to determine if the welder performed welding on safety- i

'

related systems prior to this date.

,

4. Welder M-101 - The NRC staff found that this welder was originally qualified
to WPS-B but that the welder's qualification test record had been revised

EbaEo'issuedNCR /'3"for clarity" and the qualification changed to WPS-Y.
W3-7724 to address this change but the disposition of this NCR was un- '

iacceptable to the NRC staff. LF3L must review 100% of weld data reports
to determine if this welder performed welds to WPS-Y.

5. Welder M-129 - This welder's qualification test record indicated qualifica .
e+v

tion WPS-D but was not signed by a Mercury , representative. The NRC staff />
< s

reviewedthewelder'squalificatio(record $anddeterminedthatthiswelder /
was qualified to WPS-G, which also qualified the welder to WPS-D. The
NRC staff found this acceptable.

Welder h-142 - The NRC staff found that this welder's qualification status [6.
record showed welds performed to WPS-D and WPS-Y; however, the welder's

filecontainednowelderqualificatiokrecords. The welder qualificationf /|

records were later located, reviewed by the NRC staff, and found acceptable.

- - - - - - - - - - - _ RL__ _ _ _ _ _ _
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t to WPS-D, but
,

.

d performed a qualification tesunspecified reason.!!
in

ubsequently " voided" for anst report for qualificationwelder qualification 4/
to WPS D wa<: /

'

Welder M 85
This welder ha

the test report iidd been s7.

A Welde(Testing Laboratory teNRC staff found no Mercurystatus record in-
welder's qualificationwhen the statusrecord

welder's file, but thein addition, theiods welder

status record, were performed during per t ff learned that the
the

lds

dicated that weldswelder's name; the NRC s awelder had performed wed" to

ith Mercury. & Noore; he had been "loaneThe NRC staff discovered/
The

did not include the
had a break in employment wemployed by Fischbachcurrent. of improper /

(record had been " voided" because
ifications werefor Mercury while changes

Mercury, and his WPS-D qualwelder's qualificatioEb[s[coissuedNCRW3-7724toble to the NRC staff.address these

that the
changes to the form. of this NCR was unacceptain late November
but the disposition

showed a termination datetatus record indicated t
welder /'

f on^'-welder's file welder's qualif f /
Welder M-190The welder's qualification sThe

lds since hish mid-January 1983.1982; however, the
8. ff

welder had performed weiew, LP&L supplied the NRC stahad performed welds throug hy this
d that he had been

records did not indicate wSubsequent to the initial rev
v

t

for this welder, which indica eThe NRC staff reviewed these red was qualified
cords and

termination.
with employment records
rehired in late December 1

s employed at the site an982.

determined that this welder walds.
ther welder /

during the time he performed wewas typed over that of ano welder
i krecord, but the

Welder M-177This welder's naThere was no WPS-Y qualificat od performed welds to WPS-Y,
me

/

d filed with the
record indicated that he had was eventually located anconcerning the/qualified to WPS G.

9,
welder's

status

qualificationThe WPS-Y qualificattodrecorlving the NRC staff's questionhe name t$ typed over has a s
lo

iew as a

welder's records, resoHowever, the document with tf Investigatforr for their rev

submitted to the-NRC-Of fice-o -of possible falsification
qualification. .n.

of records.
been

good example
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10. Welder M-197 - This welder's file contained a record of test results which
indicated failure to meet WPS-D qualification. However, the welder's

Yqu.alification status record fMicated-that--WPS-0-qua+4ficaticr. was st,u
yet-the-NRO qualification siai.ua recced indicated that WPS-D qualification
wasmet,yettheNRCstafffoundnoqualificationirecordtothiseffect /
in the welderk's file. WPS-D qualificatioif records were eventually located

and inserted into the welder's file. The NRC staff subsequentlyg fied
the welder's WPS-D qualification, and the welder qualification record /3
was found to be acceptable.

11. Welder M-315 - This welder performed welding to WPS-D, but the NRC staff

foundnorecordofWPS-Dqualificationinthewelderhfile however, the !
staff was able to verify that the welder was not qualified to WPS-D. The
staff reviewed Held Data Report OCR 1020 and discovered that the welder
had started one weld to WPS-D which was rejected at fit-up for his being

!an," unqualified welder" and for his welds being undarcut and cracked, and
that the defective weld had been removed and rewelded by a qualified welder.
LP&L must review 100% of weld data reports to assure that this welder did
not perform any welds for which he was not qualified.

12. Welder M-55 - The NRC staff reviewed examples supplied by the alleger of

welderqualificatio(recordsallegedtocontainimproperutilizationgf
combinedweldingprocesses[gastungstenarcweld(GTAW)and[ieTiNimetal /

'

arc welded (SMAW)] to qualify welders beyond the thickness actually welded.
In this welder's case, the staff found that the welder qualificatiod records /

clearly indicated that the correct process was utilized to qualify this
welder to WPS-Y. The staff also reviewed Procedure Qualification Record
No. Y1679, and verified that procedure WPS-Y was in accordance with the
ASME Code. The Code does not r)s@ requirek that thickness range for each [
weldingprocessbespecifiedonthewelderqualificatio(record,because /
these ranges are specified in the weld procedure specification to which
the welder is qualified.

!
'

_ _ _ _ _ _ _ _ - _ _ _ _ _ _ _ _ _ _ _ . _ _ _ _ _ _ _ _ . _ _ _ -_ Q
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Inthereviewofthe62Mercurywelderqualificatiokrecords,theNRC !-

staff identified the 12 problems cited above and found the disposition of
G A t' ') j

Ebasco NCR W3-7724 inadequate. In addition, the NRC staff found that welding v'
'

filler material was not being controlled as required by the ASME or AWS Codes
for low hydrogen welding electrodes (e.g., E-7018) for the rebaking process.
The staff observed that low hydrogen welding electrodes were being[aked at /

temperatures of 180 F to 220 F for a period of 8 hours. The staff learned
thatthiswas%commonsitepractice. The ASME and AWS Codes require that low /
hydrogen welding electrodes which exceed the 4-hour issue time constraint, or in
the case of loss of power which exceed the 4-hour time period, be rebaked between
450 F to 800 F for 4 hours. Eb'a'sEo and site contractor procedures allowed the

lower temperatures at the longer holding time, but proper justification could
not be furnished to the NRC staff during the review. The welding electrode
holding ovens on site did not have the rebake capability. Low hydrogen electrode
coating is susceptible to absorbing moisture, which is a major contributing
causeofunderhbcracking.

-->v.~.a n ( ,. _ . 6, , . 1 g
Based on th,e review of this allegation, the NRC staff concluded that Ebasco, y

T-B, and Nisco welder qualifications were in compliance with ASME and AUS Code v'
requirements. However, the staff found that Mercury welder qualificatio(records /
were not in accordance with ASME or AWS Code requirements due to improper main-

tenanceofrecords,inadjuatedocumentationofsupervisionoftheWelders /
Testing Laboratory where the welders performed same of the qualification tests,
and the discrepancies in welder qualifications cited previously. In addition,

the staff found that the low hydrogen electrode rebake process on site was not
in accordance with the ASME and AWS Codes.

This allegation has safety significance and generic implications,

potential Violations: The presence of incomplete and incorrect records is a vio-
lation of 10 CFR 50, Appendix B, Criterion XVII, and of the ASME Code.

The use of unqualified welders and improper control of welding electrodes is a
violationof10CFR50,AppendixB,CriterionIX,afoftheASMEandAWSCodes.

-

. _
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Action Required: LP&L shall, prior to fuel load:

Review 100% of Mercury welder qualificatiok records to assure proper con-1.
formance to the-ASME and AWS Codes, and take corrective action as required,

ars
Also, enter the unnumbered Ebasco DR in the system, and resolve the DR. /

2. Assure that all Mercury discrepancies in welder qualification identified
sus j

by the NRC staff, and those noted on the Ebas_co NCR, are properly disposi- V

tioned and adequately closed.

3. Review 100% of Mercury weld qualification records to assure that unqualified
welders did not perform welding on safety-related systems.

Review the improper control of low hydrogen electrod(for rebaking require-4.
mentsandforproperissuancecontroldforcompliancewiththeASMEandAWS /

Codes, and take corrective action as required. Variance from the ASME

Code requires ASME approval. - -

References

1. ASME Section IX, Section III NB, NA.

AWSkl.1~ LL6 h " o' i
up /

10 CFR 50 Appendix B, Criterion XVII and Criterion IX /p
~

.

2. Mercury Procedure:

MCP-2100-N49720 - Welding Control Procedure, Revision 13.

WPS-E-N49720 - Welding Procedure Specification, Revision 11.

WPS-Y-N49720 - Welding Procedure Specification, Revision 9.
WPS-D-N49720 - Melding Procedure Specification, Revision 13.

.

0
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3. Ebasco Procedure:

WPS-89RS - Welding Control Procedure

WPS-43R18 - Welding Control Procedure

CP-684, Revision H - Qualification of Welders

4. NISCO Procedure:

I

WPS-80.3.2 - Welding Procedure Specification
,

i

5. Tompkins-Beckwith Procedure:

4

WPS-8.4 - Welding Control Procedure
- WPS-8.6 - Welding Control Procedure

.

WPS-1.8 - Welding Control Procedure*

WPS-1.4 - Welding Control Procedure.

WPS-1.7 - Welding Control Procedure
. .

6. Mercury DCR Package 1020. .

,

ed \r
I 7.. Exhibit 25(DRKWQRfo WelderM-55). /d

,

Statement Prepared By:
.

'

J. Schapker Date
f

. Reviewed By: |
; Team Leader Date |

*

1

~~

Reviewed By: ,

SiteTeamLeader(s) Date

Approved By:

Task' Management Date
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DRAFT 2
06/14/84

SSER

Task: Allegation A-215, A-175, A-239, A-240

Reference No.: 4-84-A-06/103, 109, 144, 126, 1841

Characterization: It is alleged that a deficiency report (DR) on welder
qualification was destroyed, and that the quality of welding was questionable
because welders were not qualified, were not on the project at the time welding
was performed, and were not qualified to correct procedures and techniques.

Assessment of Allecation: The implied significance of this allegation is that
unqualified welders may have performed welding on safety-related systems, which
could place the quality of construction in question. The NRC staff reviewed
the welder qualifications for randomly selected Ebasco, Thompkins-Beckwith
(T-B), Nisco, and Mercury welders who may have performed safety-related welding

on systems.

The NRC staff selected a random sample of 25 Ebasco welders from travelers,
weld rod control forms, and the welder qualifications summary. Ebasco welder

qualification records were reviewed for compliance with the ASME and AWS Codes
and Ebasco procedures. The NRC staff found the Ebasco welders qualified or-

partially qualified to the referenced weld procedures; in such case the welder
qualification status record identified the limitations of qualification for
each welder, when partial qualification (thickness range) was required. The
NRC staff found Ebasco welder qualifications records and status records to be

acceptable.

The NRC staff selected a random sample of 57 T-B welder qualification records.
In some cases the staff noted that the T-B welder qualification records for a
specificweldingprocedurespecification(WPS)werenotincludedinawelder's
file. However, the staff reviewed other WPS, the welder qualification cross-
reference lists, and the w ders qualification summary, and verified that the

_ _ _ . _ _ _ _ - _ _ - _ _ _ _ _ _ _ _ _ _ _ - _ _ -
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T-B welders were properly qualified. in accordance with the ASME and AWS Codes

| and T-B procedures. The NRC staff found T-B welder qualifications records to

| .be acceptable. ,

1

|
The NRC staff selected a random sample of 11 Nisco welder qualifications records-

from completed quality records. The staff found that the qualifications for the
' selected Nicso welders were in accordance with the requirements of the ASME Code

'

and Nisco procedures. The NRC staff found Nsico welder qualifications records
, ,

to be acceptable.

! The NRC staff selected a random sample of 62 Mercury welder qualification

f records. Of the 62 sampled, the staff initially found problems with 12 welders.
-Following the NRC staff's identification of these problems, Ebasco issued Non-
conformance Report (NCR) W3-7724. However, Ebasco's disposition of this NCR
failed to adequately address these problems with Mercury welders and was not ,

acceptable to the NRC staff.
t

The following problems were identified by the NRC staff, and in some cases
were inadequately addressed in the Ebasco NCR.

|

|
.

1. Welder M-44 - It is alleged that an Ebasco DR was destroyed. The alleger'

supplied to the NRC staff a copy of an unnumbered Ebasco DR and a copy of !

the welder's qualifications record; neither the DR nor the record could be
located in Ebasco's file. The allegation specifically addressed the
welder's qualifications records, which noted that the welder was
originally qualified to WPS-8 but that the record had been retyped "for
clarity" and incorrectly indicated the welder was qualified to WPS-Y.
The NRC staff reviewed the welder's qualification record, but could find

'

! .no qualification to WPS-Y, and found no documentation concerning the DR.
LPAL must determine if this welder performed welds to WPS-Y.

c

L '

2. Welder M-109 - The NRC staff found that the welder's WPS-Y qualification
record was dated November 26, 1982, and voided October 22, 1983; however,

the welder qualification status record did not show qualification or

|

!
_ _ _ - _ _ _ - .____-_ ___ _ ______ - _ _ _ .
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welding performed to WPS-Y. Also, the Ebasco NCR disposition did not
show changes to records (qualification dates, specific welding procedure
specification (WPS)).

These problems included possible falsification of records (changes to
qualification dates and to specific welding procedure specifications) and
have been forwarded to the NRC Office of Investigation (01) for their review.

3. Welder M-9 - This welder's qualification status record reflected dates
different than those recorded on the welder qualification record for (WPS)-E.
This record had been revised to change the qualification test date from
December 18, 1979 to December 18, 1978. However, the welder qualification
status record indicated the test was performed on December 18, 1979_,as

originally dated. The actual date of the welder qualification test must be
ascertained by LP&L to determine if the welder performed welding on safety-
related systems prior to this date.

4. Welder M-101 - The NRC staff found that.this welder was originally qualified
to WPS-B but that the welder's qualification test record had been revised
"for clarity" and the qualification changed to WPS-Y. Ebasco issued NCR
W3-7724 to address this change but the disposition of this NCR was un-

acceptable to the NRC staff. LP&L must review 100% of weld data reports
to determine if this welder performed welds to WPS-Y.

5. Welder M-129 - This welder's qualification test record indicated qualifica-
tion WPS-D but was not signed by a Mercury representative. The NRC staff
reviewed the welder's qualification records and determined that this welder
was qualified to WPS-G, which also qualified the welder to WPS-D. The
NRC staff found this acceptable.

6. Welder m-142 - The NRC staff found that this welder's qualification status
record showed welds performed to WPS-D and WPS-Y; however, the welder's
file contained no welder qualification records. The welder qualification
records were later located, reviewed by the NRC staff, and found acceptable.

- - _ _ _ _ _ - _ _ _ - - _ _ - _ _ _ -
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7. elder M-85 - This welder had perfonned a qua11fication test to WPS-D, but

the test report had been subsequently " voided" for an unspecified reason.
t.

j A Welder Testing Laboratory test report for qualification to WPS-D was in

i the welder's file, but the NRC staff found no Mercury welder qualification i

status record. In addition, the welder's qualification status record in-
I dicated that welds were performed during periods when the status record

did not include the welder's name; the NRC staff learned that the welder
had a break in employment with Mercury. The welder had performed welds

for Mercury while employed by Fischbach & Moore; he had been " loaned" to
~

'

Mercury, and his WPS-D qualifications were current. The NRC staff discovered
that the welder's qualification record had been " voided" because of improper

:

changes to the form. Ebasco issued NCR W3-7724 to address these changes
; but the disposition of this NCR was unacceptable to the NRC staff.

| 8. Welder M-190 - The welder's file showed a termination date in late November
1982; however, the welder's qualification status record indicated the welder

|
had performed welds through mid-January 1983. The welder's qualification

! records did not indicate why this welder had performed welds since his
termination. Subsequent to the initial review, LP&L supplied the NRC staff
with employment records for this welder, which indicated that he had been

! rehired in late December 1982. The NRC staff reviewed these records and
determined that this welder was employed at the site and was qualified

during the time he performed welds.
;

Welder M-177 - This welder's name was typed over that of another welder9.
! qualified to WPS-G. There was no WPS-Y qualification record, but the welder

qualification status record indicated that he had performed welds to WPS-Y.
,

The WPS-Y qualification record was eventually located and filed with theI

| welder's records, resolving the NRC staff's question concerning the welder's

qualification. However, the document with the name retyped over has also
been submitted to the NRC Office of Investigation for their review as a

,

good example of possible falsification of records.

|
! .

. _ _ - _ _ _ _ - - _ - - - - - _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ __
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10. Welder M-197 - This welder's file contained a record of test results which
'

indicated failure to meet WPS-D qualification. However, the welder's
qualification status record indicated that WPS-D qualification was met,
yet the NRC qualification status record indicated that WPS-D qualification
was met, yet the NRC staff found no qualification record to this effect
in the welder"s file. WPS-D qualification records were eventually located
and inserted into the welder's file. The NRC staff subsequently verified
the welder's WPS-D qualification, and the welder's qualification record
was found to be acceptable.

11. Welder M-315 - This welder performed welding to WPS-0, but the NRC staff
found no record of WPS-D qualification in the welders' file' however, the
staff was able to verify that the welder was not qualified to WPS-0. The
staff reviewed Weld Data Report OCR 1020 and discovered that the welder
had started one weld to WPS-D which was rejected at fit-up for his being
an " unqualified welder" and for his welds being undercut and cracked, and
that the defective weld had been removed and rewelded by a qua11ffed welder.
LPAL must review 100% of weld data reports to assure that this welder did

not perform any welds for which he was not qualified.

12. Welder M-55 - The NRC staff reviewed examples supplied by the a11eger of

welder qualification records alleged to contain improper utilization of
combined welding processes [ gas tungsten arc weld (GTAW) and shielded metal

arc welding (SMAW)] to qualify welders beyond the thickness actually welded.
In this welder's case, the staff found that the welder qualification records
clearly indicated that the correct process was utilized to qualify this
welder to WPS-Y. The staff also reviewed Procedure Oualification Record
No. Y1679, and verified that procedure WPS-Y was in accordance with the
ASME Code. The Code does not not required that thickness range for each

welding process be specified on the welder qualification record, because
these ranges are specified in the weld procedure specification to which
the welder is qualified.

- _ _ _ _ - _ _ _ _ _ _ - _ _ _ _ _ _ _ _ _ _ _ _ _ _ _
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: In the review of the 62 Mercury welder qualification records, the NRC
staff identified the 12 problems cited above and found the disposition of
Ebasco NCR W3-7724 inadequate. In addition, the NRC staff found that welding
filler material was not being controlled as required by the ASME or AWS Codes!

for low hydrogen welding electrodes (e.g., E-7018) for the rebaking process.
,

The: staff observed that low hydrogen welding electrodes were being baked at'

L temperatures of 180 F to 220"F for a period of 8 hours. The staff learned
that this was a common site practice. The ASME and AWS Codes require that low'

hydrogen welding electrodes which exceed the 4-hour issue time constraint, or in

! the case of loss of power which exceed the 4-hour time period, be rebaked between

450*F to 800'F for 4 hours. Ebasco and site contractor procedures allowed the
,

lower temperatures at the longer holding time, but proper justification could
not be furnished to the NRC staff during the review. The welding electrode

.

holding ovens on site did not have the rebake capability. Low hydrogen electrode
i coating is susceptible to absorbing moisture, which is a major contributing

cause of underbaked cracking.

Based on the review of this allegation, the NRC staff concluded that Ebasco,
T-B, and Nisco welder qualifications were in compliance with ASME and AWS Code4

requirements. However, the staff found that Mercury welder qualification records
were not in accordance with ASME or AWS Code requirements due to improper main-

tenance of records, inadquate documentation of supervision of the Welders

Testing Laboratory where the welders performed some of the qualification tests,
and the discrepancies in welder qualifications cited previously. In addition,

i

! the staff found that the low hydrogen electrode rebake process on site was'not
'

in accordance with the ASME and AWS Codes.

.

~This allegation has safety significance and generic implications.

4 -

Potential Violations: The presence of incomplete and incorrect records is a vio-
.

'lation of 10 CFR 50, Appendix 2, Criterion XVII, and of the ASME Code.

|
The use of unqualified welders and improper control of welding electrodes is a /

Iviolation of 10 CFR 50, Appendix B, Criterion IX, an of the ASME and AWS Codes.
i

_ a

' _ . _ . _ _ _ _ . _ _ _ _ _ _._. . _ _ _ _ _ _ _ _ _ _ _ . _ . _ _ _ _ _ _ _ . _ _ _ . _ _ _ _ _ . _ _ _ . . _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ . _ _ _ _ _ _ _ . _ _ _ _ _ _ _ _ _ _ _ _ _
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Action Required: LP&L shall, prior to fuel load:

1. Review 100%Lof Mercury welder qualification records to assure proper con-
formance to the ASME and AWS Codes, and take corrective' action as required.

Also, enter the unnumbered Ebasco DR in the system, and resolve the DR.

2. Assure that all Mercury discrepancies in welder qualification identified.
by the NRC staff, and those noted on the Ebasco NCR, are properly disposi-
tioned and adequately closed.

3. Review 100% of Mercury weld qualification records to assure that unqualified
welders did not perform welding on safety-related systems.

4. Review the improper control of low hydrogen electrode for rebaking require-
ments and for proper issuance control, for compliance with the ASME and AWS
Codes, and take corrective action as required. Variance from the ASME
Code requires ASME approval.

References

1. ASME Section IX, Section III NB, NA.

AWS 01.1

10 CFR 50 Appendix B, Criterion XVII and Criterion IX

2. Mercury Procedure:

MCP-2100-N49720 - Welding Control Procedure, Revision 13.

WPS-E-N49720 - Welding Procedure Specification, Revision 11.
WPS-Y-N49720 - Welding Procedure Specification, Revision 9.
WPS-D-N49720 - Welding Procedure Specification, Revision 13.

- ____ ___ _ -_________ _-. __ _- _ - - _ _ -_
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'3. 'Ebasco Procedure:

WPS-89R5 - Welding Control Procedure

WPS-43R18 - Welding Control Procedure

CP-684, Revision H - Qualification of Welders

4. -NISCO Procedure: -

.

WPS-80.3.2 - Welding Procedure Specification

.

5. Tompkins-Beckwith Procedure:
1

.WPS-8.4 - Welding Control . Procedure

WPS-8.6 - Welding Control Procedure

.WPS-1.8 - Welding Control Procedure

WPS-1.4 - Welding Control Procedure
WPS-1.7 - Welding Control Procedure

6. Mercury OCR Package 1020.

%

7. Exhibit 25.(DR&WQRforWelderM-55).
-

,,-

Statement Prepared By:,

J. Schapker Date

Reviewed By:

Team Leader Date

Reviewed By:

SiteTeamLeader(s) Date

Approved By:
Task. Management Date
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Previous qualification recorg e- tM5 W,5 .ch oc tepNl and inserted-
alificj ion datepc==:r.ua y-24r %out h..

J thdA ma.m%4 .. -wci

in the welder,s file. , the

welder qualification status records indicathkroYessdaib "O

reintained for 3/8" 0.D. and greateg ciamepers. Th g st the welder Q
failed was for 1/4 0 D. tubing) 7 h d b efo'rh revi$ led N F'd'd
4 A th.1o,. U w L '" aindicatg the welder performed welds wi hi the original qualification

only) MffIJssTe "(I(AsYonIerYp*robfem.p( '
- M g m nAC *% f'"J

Welder M-315 p$1 der performed welding to WPS-D//. <- L no record of rte a^ A A m .J h,

4 qualification 30 this procedure-was-in the we' de filey feld r was .Lg'''
jM; f notqualifiedtoUliN~pIoced (he welde$ started one weld to It's,

hM'h( .N precedure which was rejected at fit-up for$eing ag" unqualified
./' weldcQu"n'd' emu ~t and cracked tack welds " MNbsequentl-yr the

3

defectiveweldIw$Eemovedandreweldedbyaqualifiedwelder.
'

.
(Reference - Mercury Quality Co,ntrol Weld Data Report OCR # 1020., %

'

priaer u System 52A-2.shg2_of_6.),Ebasco acct t+undertakehn-indepth-
review-to assure-this -welder-did-not-perfo a welds.for which he^ tar.a.a w w A

lifwas-not-quay -ted.-- This review dr%inel ,uality Weld Data3
reports) uld-he-made-as-the welderi alification status sheeta e d

far..g.., _e'not-re indle-QC rec h src. tnt-ords-- to,detbrmine s was the only weld
L tee.c o

dN'.A , % ~t %..dL k dA s' d m performed to N [I~p$o

y art M w.ad m ,QLs! J k J h'**# h,h =Ne% o' W
<-b. Welder M-55 -(A14egatlon-afgimproper utiliza".fon of cbmbined weldingck 12 .

processes n'f,g {GTAW$-and-sM 'i.d a L
A',,( q 7t ::SMAWhtoqualifythewelder@beyondthethicknessactually

ms

welded. Examples of welder qualification-records-with-informatierr
applicab hia-alleged deviation was provided.-'f*Heg: tier.-

ce mit-25. )hvN#2thetse geog {examppp ,others in-the-QA.
-records-vaul.tscre perfsrmek The woNer qualification records % 0% J.L %

clearly indicatf which yeld prc:cdMWPS was utilized to qualify
the welder #/rt this; case-WPS-Y-was-indicateduPSJ-for-base-metal-
thickness 4bpecif-fer-a thickness of r1555-deposit-for'GTAW and-
.1875-for-the remaNder with-SMAW as qualified-on-Procedurm

e .- , t, % .

t*n*5 ,

_ _ _ _ _ _ - .
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Oualification Report OfR) No. Y1679 The 'Aliqdualification3
.

jecord Mkcorrec(as-writtenr--The-thickness-renge for-the
.combina t i on-proces s,a-i s -jm/16-, nthXL[ 2- t imes-t h ick ng s s ,,o f)"te r f alto N G u au n,..m.. . c. s

- thich::s4TmD. 3 It-is not-required to specify the, thickness range
of each[ocess on tk welder qualification record %NUs F

d - % specified,in]:qsalifi ation and is idhe weld procedure specification to which the welder g . g g-perio M Ye c - - - entified-on-the ugg gqnwo x,&g ' W bI.. . - . -

lwwLkmhaQ % ''

y ~MoncliisioWthe welder-qual- cations for all contractors except Merc,ur'
'

y
wer foundtobeincompliancewithASMEgoderequirements. Because of
improp maintenance of welders qualification records, as required by Mercury

/
procedure gnadequate documentation of supervision of the weld test lab where
the welders pe formed some of the qualification test; probl with welder
qualifications a illustrated above were identified and ne'ed to be resolved to

/
assure compliance to code. This allegation has safety / significance and generic
implications pertaining o Mercury Company only.

f . - - -

The lackf Autompletp and Dqcorrect records is apotential Violations:

violationof10CFR50AppendixByriterjonXVIIandtheASMECode. The use 4

of unoualified weld is a violation ofx10 CFR 50, Appendix B, Criterion IX and
the AShE Code. -

L -. |

|
Actions Required: LP&L shall prior to fuel load: ;

1. Review 100% of Mercur

and AWS codes. [ y welders to assure proper qualification to the ASME

Assure a11 p/roblems previously identified and to be identified on NCR2. 7
are pr erdispositioned(correctiveaction)andadequatelyclosed.

3. F 1ders identified specifically on-this allegation evaluation, a
t' view of all weld records are required to assure unqualified welders \

/didnotperformweldingonsafetyrelatedsystems. \
_

>.m_m- - - - . - _ _ - _ - _ _ _ _ _ . - _ _ - - - - - - . . - . - - - - - - . - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - - ^ - - - - - - - - ~ " - - - - - - " - - " - - - - " - ' " - - ' - - - ' - " ' " -
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.
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i

!

SSER

! !

I
! Task: Allegation A-215, A-175, A-240, A-239 |

|
i

Reference No.: 4-84-A-06/103,109,126,144 |
!
|

Character 1 ration: The allegation is that welder qualifications were improper !

as follows: (1) Welders were not qualifiedt (?) Welders were not on the
;

project at the time welding was performed (record deviations); (3) Welders were [
not qualified to correct procedure / techniques and (4) Deficiency report on j
welder qualification was destroyed. !

:

I
Assessment of A11ecation: The implied significance of this allegation is that ;

improper welding could have occurred that could place the quality of j
construction in question. |

|
t

The NRC staff reviewed the welder qualifications for Ebasco and the following |
contractors that performed safety related welding on sitet |

| !

1. Ebasco (
1 i

;

A random sample of 25 welders were selected from travelers, weld rod |
control foms, or the welder qualification sumary. The welder !

qualification records were reviewed for compliance to appitcable codes i
Land procedural requirements. All welders were found to be qualified or

|

partially qualified to the referenced weld procedures. The welder
i

| qualification status record identified the limitations of certification !.
for each welder, when partial qualification (thickness range) was i
required. The welder qualification records files and status records !

| were found to be in compItance to applicable requirements. |
'

i
:

I

!

!

!
,

. . . . . _ . . . _ . .
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7. Tonekins AcekwIth (T-B)

Fifty-seven welder qualification records were randomly selected for review.
In some cases it was noted that the welder qualification records for a i

specific Weld procedure Specification (WPS) was not included in the welders
file. However, further review of WPSs, welder qualification cross
reference list, and Welders Qualification Summary, verified that all
welders reviewed were properly qualified.

3. NISCO

A random sample of eleven welders qualification records were selected from
completed quality records. The weld procedure applicable to this review |

was NISCO 80.3.2. The welding was perfomed on large bore pipe (30") en |
welds identified PdW1 and P5W1. Certifications for the selected welders
was in accordance with the requirements of the applicable code (ASME

| Section!!!andIX)andprocedurerequirenents,andwereacceptable.

4. Mercury
i

Sixty two welders qualification records were evaluated. There were eleven :

initial " discrepancies" identified and addressed as stated belows

a. Welder M 109 - probim was weld proceduro specification (WPS) WP-Y
certification dated November P6, 1982 was subsequently voided on

; October ?2,1983. The welder qualification status sheet did not show
! qualificatinn or welding performed to WPS Y. The wcIder apparently

was hired on January P5,1980 and terminated on february 8,1980 :

(from infomation obtained in welders qualification package). [hasco

issued NCR W3-77?4 to address this finding. The NCR has not been
,

adequately dispositioned. The disposition does not detail how it was
.

!
_ _ _ _ _ _ _ _ _ _ _ _ _



- _ - _ _ _ _ _ _ _ _ - - - _ _ _ _

*
.

| -3- j

!

determined the welder had not perfortned welding to this procedure
;,

"at any time." The welder qualification status records were not kept
current as required by procedure, therefore cannot be depending :

upon as a QC record. A review of all Quality Control Weld Data
Reports (Form 197-2) needs to be performed to determine this welder
had not welded to this process. (Thisappliesalso,toWolderM-101.)

b. Welder M-44 - An allegation was made spectfteally addressing this
welders qualification records " Originally qualif ted to WpS-D form
retyped for clartty November 26.190? which incorrectly indicates

,

welder qualified to WpS-Y." The welders qualification record was |
~

i reviewed. The retyped form, referenced above, is no longer in the
welders files the alleger supplied a copy of the welder qualf fication
enrtification form to the NRC. No documentation concerning the
finding or disposition of this error was found. The alleger
supplied a copy of a unnumbered [basco deviation report (DR) which '

addressed this finding. This OR could not be located in Ebasco's
'

file. This item needs to be addressed by the licensee to assure the
welder in question did not perform welds for which he was not
qualifted, i

,

c. Welder H 9 The welders qualification status record included in this
reflects different dates than that recorded on welder qualification |
testrecordforprocedurn(Wp$)C. The test record was revised on |
January 23,1983 to change the dates from December 10,1979 to
December 18. 1978. The welder qualification stitus record indicates [
the qualification test was performed on December 18, 1979 as ;

orfginally dated. It appears the date on the wcIder qualification
test record was changed to reflect tbc date at the top of the form.
The actual date of welder qualification needs to be ascertained, and ;

assurance that the welder did not perform safety related welding
prior to this date.

!

!

_ - _ _ _ _ _ _ _ - - _ - _ _ - _ _ - _ - _ - _ - - -
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| d. Welder M-101 - Welder originally qualified by test to weld procedure

| specification (WPS)B,theweldersqualificationtestform(WOT)
was " revised for clarity" on November 26, 1982 and the WPS on the
revised WQT was changed to WPS-Y. WPS-Y is a combination weld !

| process gas tungsten are welding (GTAW) and shielded metal arc
welding (SMAW). WPS-B is a SMAW weld process only and does not ;

qualify the welder to the WPS-Y procedure. This finding is addressed
inNonconformanceReport(NCR)W3-7724. This NRC disposition is
inadequate. The method utilized to determine the welder did not |

weld to this procedure is not statedt 100% review of all Quality i

Control Wold Data reports made was not performed to assure the
welder did not weld in this process.

,

c. Wolder M-129 - Welder qualification test record for WPS-D was not |
signed by Mercury representative. Welder was qualified to WPS-G the !

same date which also qualified the welder to perform welds to the
WPS D weld process. NRC finds this acceptabic.

f. Welder H-142 - Welders qualification status record shows welds
accomplished to WPS D and WPS-Y. The welders file contained no
welder qualification records. The welders qualification records I

were misfiled at the tino of the review. The records were reviewed
with no adverse findings.

,

g. Welder H 05 Welder performed qualification test to WPS D on ;

rebruary 16,1981, the test was subsequently voided on Nnvember 8, i

1983 for an unspecified reason. A wcIdcrs testing laboratory test
report dated August 6,1982 for WPS D is included but no Mercury |
Cofrpany welder qualification record for this test. In addition,
the welders qualification status record indicated wolds performed
during periods when the published welder qualification status
record did not include the welders name. The welder was originally

:

|

- _- - - - - ___ - __-____ __--_ ____ _ __ _ __ _ -_- _- . _ _ _ - . - _ - _ - _ . __ _
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|

| qualified to WPS-D on December 12, 1979, retested on February 16, 1981
af ter a break in employment. This test record was voided due to

,

| improper changes to the form, that is " tape applied over" for record

! attributes " diameter," " thickness range" and changed the numbers.
Subsequently. NCR W3-7724 was issued. The disposition of this item
was not adequately addressed in the NCR.

The welder did perform welds for Mercury after he resigned and was
employed by Fischback & Moore, the parent company for Mercury. He
was loaned to Mercury to perforn welding. His qualifications were
still current at the time the welds were performed,

h. Welder M-190 - The welder file shows a termination date of
November 29, 1982. The welders qualification status record shows
the welder performing welds thru January 11, 1983. The wolder was
terminated on November 29, 1982, however employment records which
were not in the qualification file indicates he was rehired on
December 26, 1982. Therefore, this is not a problem,

f. Welder M-177 - The name of the welder is typed over that of another
,

welaer for WPS 0. There is no qualification records for WPS-Y and
the welder qualification status indicates welds were performed to
this procedure. The typed over document has been turned over to the
MC Office of Investigation. The qualification records for WPS-Y
was located and flied with the welders records. Therefore this t

qualffication issued was resolved.

Ij. Walder H-197 - The welders file contained a report of test results '

contained a report of test results indicating failure to meet i

acceptance requirements for WPS D qualf fication. The welder

qualification status record indicates the qualification was accepted [
on June 19, 1981. No qualification record was found in welders filu |

to substantiate this.

1
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Previous qualification records to this WPS was located and inserted.
in the welders file. Qualification date was January 23, 1981, the
welder qualification status records indicate this process was
maintained for 3/8" 0.0. and greater diameters. The test the welder
failed was for 1/4"" 0.D. tubing. The weld records reviewed
indicate the welder performed welds within the original qualification
only. This issue is no longer a problem.

k. Welder M-315 - Welder performed welding to WPS-0, no record of
qualification to this procedure was in the welders file. Welder was
not qualified to this procedure. The welder started one weld to this
procedure which was rejected at fit-up for being an " unqualified
welder, under cut and cracked tack welds." Subsequently, the
defective weld was removed and rewelded by a qualified welder.
(Reference - Mercury Quality Control Weld Data Report OCR # 1020

System 52A-2 sheet 2 of 6.) Ebasco needs to undertake an indepth
review to assure this welder did not perform any welds for which he

'

was not qualified. This review should include Quality Weld Data
reports should be made as the welders qualification status sheet

|
are not reliable QC records to determine this was the only weld
performed to this procedure.

1. Wolder M-55 - Allegation of improper utilization of combined welding

|
processespastungstenarcwelding(CTAW)andshieldedmetalarc
welding (SPAW)toqualitythewelder(s)beyondthethicknessactually
welded. Examples of welder qualification records with infonnation

| opplicable to this alleged deviation was provided. (Allegation
| exhibit 25.) Review of these record examples and others in the QA

( records vault were performed. The welder qualification records

( clearly indicate which weld procedure (WPS) was utilized to qualify

| the welder. In this case WPS-Y was indicated. WPS Y for base metal

|
thickness .344 specifies a thickness of .1555 deposit for GTAW and

! .1875 for the remainder with SMAW as qualified on Procedure

,

p
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QualificationReport(PQR)No.Y1679. The Welder Qualification
Record (WQR) is correct as written. The thickness range for the
combination process is 1/16 to .688 [2 times thickness of meterial

thickness (Tm)). It is not required to specify the thickness range
of each process on the welder qualification record as this is

'

specified in the weld procedure specification to which the welder
performed the qualification and is identified on the WQR.

,

In ennclusion, the welder qualifications for all contractors except fiercury
were found to be in compliance with ASME code requirements. Because of

'

improper maintenance of welders qualification records, as required by Mercuryt

procedurer; inadequate documentation of supervision of the wold test lab where
the welders perforced some of the qualification test; problem with welder
qualifications as illustrated above were identified and need to be resolved to

; - assure compliance to code. This allegation has safety significance and generic'

implications pertaining to Mercury Company only,

r- '
potential Violations: The lace of incomplete and incorrect records is a

,

/ violation of 10 CFR 50 Appendix 0 Criterion XVII and the ASME Code. The use
of unqualified weld is a violation of 10 CFR 50, Appendix B, Criterion IX and

L-the ASME Code. _

-

Actions Required: LpAL shall prior to fuel load:

1. Review 100% of fiercury welders to assure proper qualification to the ASMC

and AWS codes.

P. Assure all problems previously identified and to be identified on NCR
are proper dispositioned (corrective action) and adequately closed.

3. For welders identified specifically on this allegation evaluation, a
review of all weld records are required to assure unqualified welders
did not perfom welding on safety related systems.

- _ - _ _ _ _ _ _ _ _ . _ - .
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