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Task: Allegation A-215, A-175, A-239, A-240 # 5O la \§
Reference No.: 4-84-A-06/103, 109, 144, 126, 1841 )//<
Q_anictoﬂntion: 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 Allegatfon: The implied sfgnificance of this allegation is that
unqualified welders may have performed welding on safety-related systems, which
could place the quality of construction in qucstion.x The NRC staff reviewed
the \nldn qual"ications for randomly selected Ebgsco. Thompk ins-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 travolors.
weld rod control forms, and the welder qualifications summary. Ebosco welder
qummmoﬁ records were reviewed for conpliance with the ASME and ANS Codes
and Ebgsco procedures. The NRC staff found the Ebaaco un!dors qualified or
partially qualified to the referenced weld procedures; in case the welder
qualification status record identified the limitations of qualification for
each welder, when partial qualificatfon (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 qualiﬁcatioﬂ: records.
In some cases the staff noted that the T-B welder qua|1f1catioﬁ‘rocords for a
specific welding procedure specification (WPS) were not included in a welder's
file. However, the staff reviewed other WPS; the welder qualification cross-
reference li:f‘. and the welders 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.

The NRC staff selected a random sample of 11 Nig;o welder qualifications records
from completed quality records. The staff found that the qualifications for the
selected Niﬂo welders were in accordance with the requirements of the ASME Code
and NY;co procedures., The NRC staff found Ngﬁco welder qualifications records
to be acceptable.

The NRC staff selected a random sample of 62 Mercury welder qualification)
records, Of the 62 sampled, the staff initially found problems with 12 welders,
Following the NRC staff's {dentification of thcsc problems, Eb!;co fssued Non-
conformance Report (NCR) W3-7724, However, Eqﬁico s disposition of this NCR
fatled to adequately address these problems with Mercury welders and was not
acceptable to the NRC staff,

The following problems were identified by the NRC staff, and in some cases
LA
were inadeauately addressed fn the Ebasco NCR, 'Mae¥ i A) fuww . 3

1. Welder M-44 - It s alleged that an Ebasco DR was destroyed. The alleger
supplied to the NRC staff a copy of an unnumbered Ehgjio DR and a copy of
the nldorﬁ qualﬂicnions record; nefther the DR nor the record could be
located in !bcg;o s file. The allegation specifically addressed the ' -
welder's qualifications r;corJ‘ which noted that the welder was
orfginally qualified to WPS-B 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 qualificatiof record, but could find
no qualification to WPS-Y, and found no documentation concerning the DR,
LPAL must determine {f this welder performed welds to WPS-Y,

2. Welder M-109 « The NRC staff found that the welder's WPS-Y qualificltfon%
record was dated November 26, 1987, and voided October 22, 1983; however,
the welder qualification status record did not show qualification or
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““These problems included possible falsification of records (changes to ]

qualification dates and to specific ;ifi 7d procedure specifications) and |V
have been forwarded to the NRC Office of lnvostignﬂovf (01) for their review. | /
Welder M-9 - This welder's qualification status record reflected dates
different than those recorded on the welder quunﬂcatiof\ record for WHPSQ;-E.
This record had been revised to change the qualification test date from
December 18, 1979 to December 1€ 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 LPAL to determine if the welder performed welding on safety-
related systems prior to this date.

v

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, LPSL must review 100% of weld data reports

to determine if this welder performed welds to WPS-Y,

img:‘r M-129 - This welder's qualification test record indicated qualifica-

tion WPS-D but was not signed by a Mercury representative. The NRC staff J
reviewed the welder's mliﬂcatio{ records and determined that this welder J
was qualified to WPS<G, which also qualified the welder to WPS-D. The

NRC staff found this acceptable,

\ .
Welder m-142 - The NRC staff found that this welder's qualification status v
record showed welds performed to WPS-D and WPS-Y; however, the welder's
f1le contained no welder qualificatiod records. The welder qualifications y

records were later located, reviewed by the NRC staff, and found acceptable,
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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 jndicated that-WPS-D -quatificationwas—met,
yet-the- indicated that WPS-D qualification
was met, yet the NRC staff found no quaHficatiovf record to this effect

in the nlder’:‘s file. WPS-D qualificatioiﬁ records were eventually located
and inserted into the welder's file. The NRC staff subsequently verified
the welder's WPS-D qualification, and the welderd qualification,\re‘i??rd
was found to be acceptable.

Welder M-315 - This welder performed welding to WPS-D, but the NRC staff
found no record of WPS-D qualification in the weldevg‘? fﬂc‘; however, the
staff was able to verify that the welder was not qualified to WPS-D. 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 qualified 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.

Welder M-55 - The NRC staff reviewed examples supplied by the alleger of
welder quulificatioi( records alleged to contain improper utilization qf
combined welding processes [gas tungsten arc weld (GTAW) and W‘utﬂ

arc weld¥#a (SMAW)) to qualify welders beyond the thickness actually welded.
In this welder's case, the staff found that the welder qualificatiof, 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 mat mquln} that thickness range for each
welding process be specified on the welder qualificatiod record, because
these ranges are specified in the weld procedure specification to which
the welder 1s qualified.
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In the review of the 62 Mercury welder qualificatioﬁ\necords. 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 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 beingjﬁaked at vV
temperatures of 180°F to 220°F for a period of 8 hours. The staff learned

that this was)‘ common site practice. The ASME and AWS Codes require that low J
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 J
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 tne rebake capability. Low hydrogen electrode
coating is susceptible to absorbing moisture, which is a major contributing

cause of undquS&Ed cracking. //

» ko e ,
Based on the review of this allegation, the NRC staff concluded that Eba;co.
T-B, and Nisco welder qualifications were in compliance with ASME and AWS Code
requirements, However, the staff found that Mercury welder qualfficat1oqfrecords /
were not in accordance with ASME or AWS Code requirements due to improper main-

tenance of records, 1nad§uate documentation of supervision of the Welders v 4
Testing Laboratory where the welders performed some 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. e

!

/
/ 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.

,}r
{
The use of unqualified welders and improper control of welding electrodes is a |

violation of 10 CFR 50, Appendix B, Criterion IX, lé.of the ASME and AwS Codes. | vV

.



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

1. Review 100% of Mercury welder Qua11f1catioﬁ;records to assure proper con-
formance to the ASME and AWS Codes, and take corrective action as required.
CAPrS
Also, enter the unnumbered Ebasco DR in the system, and resolve the DR.

2. Assure that all Mercury discrepancies in weIder 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 electrod'e‘i for rebaking require-
ments and for proper issuance controlg 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,
Msil.l ap el dea >
10 CFR SqrAppendix 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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Ebasco Procedure:

WPS-89R5 - Welding Control Procedure

WPS-43R18 - Welding Control Procedure

CP-684, Revision H - Qualification of Welders
NISCO Procedure:

WPS-80.3.2 - Welding Procedure Specification

Tompkins-Beckwith Procedure:

WPS-8.4 - Welding Control Procedure
WPS-8.6 - Welding Control Procedure
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WPS-1.4 - Welding Control Procedure
WPS-1.7 - Welding Control Procedure
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Task: Allegation A-215, A-175, A-239, A-240

Reference No.: 4-84-A-06/103, 109, 144, 126, 184}

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 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
the welder qualifications for randomly selected Ebasco, Thompk ins-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
specific welding procedure specification (WPS) were not included in a welder's
file. However, the staff reviewed other WPS, the welder qualification cross-
reference 1ists, and the w ders qualification summary, and verified that the



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.

The NRC staff selected a random sample of 11 Nisco welder qualifications records
from completed quality records. The staff found that the oualifications 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
records. Of the 62 sampied, 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,

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-B 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.
LP8L must determine if this welder performed welds to WPS-Y,

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



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 (0I) for their review.

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 ~as 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.

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,

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,

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 contafned no welder qualification records. The welder qualification
records were later located, reviewed by the NRC staff, and found acceptable,
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1der M-85 - This welder had performed a qualification test to WPS-D, but
the test report had been subsequently "voided" for an unspecified reason.
A Welder Testing Laboratory test report for qualification to WPS-D was in
the welder's file, but the NRC staff found no Mercury welder qualification
status record. In addition, the welder's qualification status record in-
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.

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 welder
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 the
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 possibie falsification of records.
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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,

Welder M-315 - This welder performed welding to WPS-D, 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-D, 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 aqualified welder.
LPAL must review 1007 of weld data reports to assure that this welder did
not perform any welds for which he was not qualified.

Welder M-55 - The NRC staff reviewed examples supplied by the alleger 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 specitied in the weld procedure specification to which

the welder is qualified.



In the review of the 62 Mercury welder gualification 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.qg., E-7018) for the rebaking process.

The staff observed that low hydrogen welding electrodes were being baked at
temperatures of 18G°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 Tow
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 B00°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
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 Code
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,
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 an. 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
violation of 10 CFR 50, Appendix B, Criterion IX, an of the ASME and AWS Codes.

b e




Action Required: LP&L shall, pricr to fuel Toad:

1. Review 100% of 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 jdentified
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-N39720 - Welding Procedure Specification, Revision 11.
WPS-Y-N49720 - Welding Procedure Specification, Revision 9.
WPS-D-N49720 - Welding Procedure Specification, Revisfon 13.



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:

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 & WOR for.’uelder M-55),

Statement Prepared By:

J. Schapker

Reviewed By:

Team Leader

Reviewed By:

Site Team Leader(s)

Approved By:

Task Management

Date

Date

Date

Date






| 8- 3% - Su3s DRAFT 1 e oo o
06/06/84

SSER

‘ X )
“  Task: Allegation A-215, A-175, A-240, A-239 , A 306 A

Reference No.: 4-84-A-06/103, 109, 126, 144 , lﬁ*
Sk va aldls aa ‘ & b L‘ ‘ .“lx'ovsc“,h
r Characterization: MW% thatAweldtr qualifications were &omm.r
e u-low::h-)\!elders were not qualified; (2)-Weldews were not on the
¥ Yoy arrh
- project at the time welding was perfoT\ed 13} welders were
- 4 ares , N “.— A o —
13 not qualified to correct procedur‘f(technique‘t) Ax ’ﬁciency ’port‘on
; ! welder qualification was destroyed, sk _'&(\;, STk 04 \ o)
i . Al ot

“"“v 14

T

" . Assessment of Allegation: fmplieg significance of this allegation fs that mqﬂ“*‘d
-l _ oL bt could place the quality of
,“; * construction in question. . Lt a

The NRC staff,._rev:le\fd the welder qualifications
M -\"s,k Mar s o uldand L | SO : -
N5 contrdctors—thes performed safety:related welding on sébeial il o ot &

T, theere-
bl abibid o BPASCO
r w0 [ & random sample o 25 \welders weee-seleeted from travelers, weld rod
control forms, o the welder oual‘.ficatioi{ summary, s;ﬁ%r A WS
q Hfsigtion re'goqt‘l's Yﬁﬁ“."xmg,(?:;m”'"“'\ odes
and‘pmceduﬂ"muirmp‘ts.Aﬁl\nlders W&}’f”'."d or
partially qualified to the referenced weld procodunsgAﬁe vg‘f:'r "
qualification status record identified the limitations of cértifieation
y for each w:_‘lvdf:.‘ghen partial qualification (thickness range) was
S0 required. | The welder quaHHc:_ n_records ™we and status records

\# ‘ were found to be




"" Arm“wlde‘rt‘qmlification recordWmuw.

| In come cases ‘nottd that tho nlder qualification records for a

| specific Iiel( 'rocc&«t Spocifjc }ion (HPS) was not included in the nldcrs
file. However, furth review ok WPSs, nidor quali fcation cross
reference 1ist, andéolders Q\ulification Sumary. verifiod that m 'r—a

welders reviewed were properly qualified.. . - N &‘,MC
Ty 4 jriies (s,
e Qv - -
-3, 1SC0 \ ele M o p P"' ALy o . \
Tha wr e st PO T, T | - -1‘\ 4 ' 0 A (a1
— 11 4 WL Ve
b kl random sample of eleven,welders qualification records wewe selented from

i
1 completed quality records, a ca
was NISCO 80,72, The welding ms m-fomd arqc bore mn i!b") on

c”m Yor the selected n‘ﬁars were
accordam with the roquirmnts M

Wel
Uﬁu (3ohed Noveder 26, 1962  was—subseauently voided on

October 22, 19835 7“ niaor qualification status sheet did not show
qualification or welding performed to WPS-Y, The wetder-eppenantios

‘wes -hved on dammary 79,
g P eidlid ) | .
. V' vy
- i, : ek ane s IS S
- N 2D N .

hat Bu o, wdiar did vl dlin s
+' hna UJPS&‘:;\O' J W’:;"_é’:;':*.i 'JfleY



The welder qualification status records were not, kept

current as requi

s

- A .
,3 ; g . . A:ﬁ.\viw of all w 1d Pata
ﬁepurts tPprm WO sneede 1o be performe Ato d‘e-tomino_,\thh welder
?.# : had met welded to é&o‘l‘u.».(tuis applies also, to Welder M-101,)

\-_—"‘_-_—«W\__i

e
| = SV
| '. \ ¢ \. Welder M-44 - allegation wes-Smee specificaily Qddre“d this
: 0.; v '.‘.{-'n\. --‘lclo) \a el (- L9 ) ,.l L
n!doa\ oual"icauo( record; *Qriginally qq" fed to WPS-B, fery pacerd
| bod boon retyped for clarity hieh,, ncorrectly indicates ‘4.
[ « MEL AT S dacit
welder qualified to WPS-Y,® The welders QuaTiricat on

'y

. COPTTPICaTION PoTIr-rothe-NAL, Wb
. g" b e st ‘t" " B ad
a,) v . findina or disposition o Wm found
o i supplied a copy of "\munn‘

‘ Q e 32

k. reflec fferent Jdates than !ntm:prdod on‘nldr‘rl ualification
gD record for preseduse fWPSel. YM‘M record M’ﬁthud ~
January-PTE, to change tho‘kdotx from December 18, 1973 to

December 18, 197&.";fﬁ;'fyldorglat1f1c|tion Sutus _.ncord 1nd1cat4
the oweddifdeatdon Lest was performed on December 18, 1979 as

orfginally dated, P,
W“ the. om
he actusl date of welder qualification S te be ascertained oo

t‘ A v PR . %u A
W m\.tho welder net wr'nn‘“ofettniatgj)nldinq AP

1
prior to this date, - %

-

. Thon .
3 - \. “.‘6"0?(;_': The nl‘dor',qualﬂ‘fuﬁon status record MM

e SN PR



‘.‘v‘f_, L thet %}
-.'

V- e, Welder M-101 -Ahwor ori inglly qualified by-test to welehprocedure
spectfication QHPS’-BWMQMQMI1f1cationT'st form HeQ%Y

Ll e rovls? for clarity” on-November—£6-1988 and the WPS onthe-

was, changed to WPS-Y,

awalify h 6 addressed /.,
Liacnapas iy 10 Anced ua-nzo“& dispositi
mmmc; }M method utilized to otemm the welder
M% not sl’aﬁ?ﬂ)l review of all leitv
Control Weld Data re orts made was not perfomd. v Yool ot
Adar rrann. § M,dﬂ" M wel M‘;”'eﬂl.

!

3 PRLVE 4 i thoa
o D, * »  Welder H-l?9 }Mdu’;qml"i}nmn fnt r‘g)rd for! S<D was not

signed byﬂﬂercury ropnnntaﬂve, mr was @hali fed to WPS-G, e
nzq,o mw“ldn to perform welds to the
WPS<D weld pro oi's,', NRC acceptable,

- by @ % Welder M-142 - wdun qualffication status mor{sho&lds

accomplished to WPS-D and HPS The ldors file contatned no
welder qualification records, .ﬁva-& bha

misfiled, The nrnrd L-W'
g e |
no
wnc shedd Jumssrad that s Loevak
", e, Welder M-85 - 'oldor’ﬁrfomd“iu 1{fication test to WPS- D*&L e

M test &0&‘0‘0«&»& voicod”w
TR, for an unspecified reason, dg.:} . |
report deted Auqust—6,—+982 for m-o o Mercury” e

Company welder qualification mordmnt. In addition,
the nldo{s qualification status record 1nd!catoab;=lds,,pcrfomd
during perfods when the publiched welder qualtfication status
record did not include the mldo:‘a name the welder way originally



_T'\A ~NEQ A’-c =y LJ--.- :«.h-.-i ﬂv-L
thoa ..-\-‘-p?g \..‘\.". ,.,}'\” g
J \
tiatl Rac o d 0--‘* gn;nw
- 5 - "{ /

wrikh Fan sy

—f

-W?Ac break in wplomn  voided t‘g": — 4
improper SMnoos to the fom. M( tape cppHod over"

il 0

attributes, "digmeter,” "tMcknoss rangey Y an /W an«\
M NCR W3-7724"%a mi?m on ef-thte—ttem

was not adtquotcly addressed in the NCR..,-J Wt UNISALRA ol be *ﬁ

——— m‘ '# ol
© The welder perform, welds for Mercury adber, he resigned-and was
i employed by Fischbaé{ k Hoon; the me .l‘c
‘mloamd'to Mercury yto-perform-weldingy Eh kqualificaﬁons were
stil] current at the time the welds were performed.

:. .*r 1 1A
ok B €% Welder M-190 - ,Jhe wolder fﬂo Sho'i a termination date of
November 29, 1982) he nlders ualification status recordmduuhi

the nldor,‘pcrfom welds thiw January 11, f?aa
t records s weddas,

ok ' “.,.J
WWMW*MK:Mnd on bt =

December 26, 1087, -

at. Ad Ao Ry '...« by
§, €% Welder M-177 . Thi‘% ‘:typed over that of anothe
nlduMS-G. There Y& no qualification recordf for WPS-Y ﬁ‘

th; uldor qualification status"micnt Jyelds were performed to
. _fhas been turned over to the )

NRC Office_of | lnvntigoﬁom. {The QuaHﬂcaﬁon rec rdf for WPS- V o
nf"focaf'o nd filed with the nldors rocords,m“ H 4
yoaat ans wf“" Wcmmwm N.\... rsan | biha Aecsmnarrch w'heh
t’\& LAl e = h‘r nl M (

R ‘3\ Welder M-197 . TW nldovis file contained a report of test results

conbadaad o soport ol tosl seswdts indicating fatlure to meet

acceptance requirements for WPS<D qualiﬂcation. ,hc ’;;\&r ?“

ualification status record indicate th‘&tluﬂ"icnion was accopted uM NAC
sl

%‘M No qualification record was-bound 11 wldcn fﬂe.

to mumm \

—

~ 19,



wead 4

B s

. Ll &

oo performed to th

o L

PG =D were -

Previous qualificattgn reco ’QWIOcstef and "'.J!!f Ltk

in the welders file. alific:tion da
we lder quaHfication status records 1nd1cat
raintained for 3/8“3 .D. and grnm c.ume’ers g tcst thc welder b A
failed was for 174

t‘he we lder mrfqrmed welds wﬂ;pin the original qualification
only,%ilu'u"t Yo a8 Yonger o proviemtt

d L.k & s e a ':,

Welder M-315 - Elder performed welding to WPS-D,.no reco d of w reeiy
qualification wmﬂm»m the wldcx filey, !eldir‘;a‘s' r
not qualified to ﬁu-pmmu. }Jhe nlder started one weld to mo
MN which was rejected at fit-up for Tning an “unqualified
we | der, "underncut and cracked tack welds," M the
defective mld,m removed and rewelded by a qualified welder.
(Reference - Mercury Quality Control Weld Data Report OCR # 1020
System 52A-2 sheat 2 of 6. ) [basco weeds—to undertake an indepth
review to assure, this n}go: gid go*,t pc:::%‘n welds for which he
was not u’iM Jb& Jreview shewld uality Weld Data

rmine s was the only weld
ot - O .M"‘L A

.

aa vu u.b»l \»s~l

o (Y J Q’A“ Foar .\t‘ VT \?l‘, . W _.l L Wi ‘. i
Welder M-55 -W‘-ﬂmprop&r utilization of combined mlding

processes

P

to qua!i*y the nlderm beyond the thickness actually
welded. ~E2 records with-informetion
wm«wm« deviation was provided, “tMieqation .

e mm others. i&m“
M.Ihe n\!éﬁ qualification records f.. ¢
clearly 1nd1cltd‘ MWS} was utilized to qualify
the weldery In this case WPS-Y was indicated, . WiSaY-for hese-metat
thickness 344 specifies o thickness of 1666 depostt for GTAW and.
ARTS for the rematnder with SMAW as qualtfied on Frocedure

i‘h;u’-ll‘\ vn-J ‘a b o

0.D. tubing,” revidwed — “H v

B &

—

Mg‘ N“wl{cr" ualification status sheeta . .. -n,t

) .‘5.,
*1. ql‘.f~



s ] =

L 8
“«bl M A Pa b "R "--’ ‘.’- '_, /
,‘,,!,', iy, o Bde £V i d we Tl
e e vt

Jar .
Tha §h,*”\ P i saaid il Pm“lu'w

& Oualification Report CPORY No. Y1679, Jm Dualification
Record 600h+:¥; correct as-weitten, —$ho~ih+ehncss»f-ngo~fur~tht
combination process is-1/16 to .608 2 times tbtckm&oi

ok TS Baaaa sl vy

M it e not required to “specify the thickmssr range
of each,process on the welder qualification record,’s f Gl g

abeand, specified in ’iho weld procedure specification to chh the welder e

,)m.ﬁ%&«mmmmnimm”m @u ..
o AT

N @

..’ Ur\Amv-i " .. .

— ‘tﬁ'?.onciuﬂon. m wﬂdn mtfﬂ/cations for all contractors except Mercury

wori\found to be in compliance with ASME Code requirements. Because of
mpropk maintenance of welders aualification records, as required by Mercury
procodunh\inudoqum documentation of supervision of the weld test lab where
the welders pecformed some of the qualification test; problufwith welder
qualifications as. i1lustrated above were identified and need to be resolved to
assure compliance tb\c{_odn. This allegation has safety significance and generic
implications pcrtﬂnind 10 Mercury Company only.

Potential Violations: The ldc“Kof Mtomplete and Imrorrect records is a

violation of 10 CFR 50 Appendix ﬁ". Criterjjon XVIT and the ASME Code. The use
of uncualified weld 1s a violation of 10 CFR 50, Appendix B, Criterion IX and |
the ASME Code. S

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

1.

3.

Review 100% of Mercury welders to assure proper qualification to the ASME
and AWS codes,

Assure all problems previously fdentified and to be identified on NCR
are propdi' dispositioned (corrective action) and adequately clesed,

For we'ders {dentified specifically on this allegation evaluation, a
review of all weld records are required to assure unqualified welders
did not perform welding on safety related systems,

NG T
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Task: Allegation A-215, A-175, A-240, A-230
Reference No.: 4-84-A-06/103, 109, 126, 144

Characterfzation: The allegation fs that welder aualifications were improper
as follows: (1) Welders were not qualified; (?) Welders were not on the
project at the time welding was performed (record deviations); (3) Welders were
not qualified to correct procedure/technique; and (4) Deficiency report on
welder qualification was destroyed,

Assessmant of Allegation: The implied significance of this allegation 1 that

fmproper welding could have occurred that could place the quality of
construction in question,

The NRC staff reviewed the welder qualifications for Fbasco and the fo!lowing
contractors that performed safety related welding on site:

1. Ebasco

A random sample of 25 welders were selected from travelers, weld rod
control forms, or the welder qualification summary, The welder
qualification records were reviewed for compliance to applicable codes
and procedural requirements, All walders were found to be qualified or
partially qualifisg to the referenced we'ld procedures, The weider
qualification status record fdentified the Timitations of certification
for each welder, when partial qualification (thickness range) was
required, The welder qualification records files and status records
were found to be in compliance to applicable reaufrements,
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Fifty-seven welder qualification records were randomly selected for review,
In some cases 1t was noted that the welder qualification records for a
specific Weld Procedure Specification (WPS) was not included in the welders
file. Mowever, further review of WPSs, welder qualification cross
reference 11at, and Welders Qualification Summary, verified that al)
wvelders reviewed were properly qualified,

NISCO

A random sample of eleven welders qualification records were selected from
completed quality records, The weld procedure applicable to this review
wae NISCO 80.3.2. The welding was performed on large bore pipe (30") on
welds fdentifled PAN] and PSW1, Certifications for the selected welders
was 1n accordance with the roquirements of the applicable code (ASME
Section 111 and 1X) and procedure requirements, and were acceptable,

Sercury

Sixty two welders qualification records were ovaluated, There were oleven
inftial "discrepancies” fdentified and addressed as stated below:

8, Welder M109 « problem was weld procedure specification (WPS) WP.Y
cortification dated November 76, 19A7 was subsequently volded on
October 27, 1983, The welder qualification status sheet did not show
qualification or welding performed to WPS-Y, The welder apparently
wat hired on January 25, 1960 and terminated on February B, 1980
(from information obtatned tn welders qualification package), [hasco
fesued NCRNI.TTPA to address this finding, The NCR has not been
adequately dispositioned, The disposition does not detal]l how 1t was
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determined the welder had not performed 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 OC record, A review of al)l Quality Contro) Weld Data
Reports (Form 197-2) needs to be performed to determine this welder
had not welded to this process. (This apylies also, to Welder M-101,)

Welder M-44 - An allegation was made specifically addressing this
welders qualification vecord; "Originally qualified to WPS-B form
retyped for clarity November 26, 1007 which incorrectly indicates
welder qualified to WPS-Y." The welders qualification record was
reviewed, The retyped form, referanced above, 18 no longer in the
welders file; the alleger supplied a copy of the welder qualification
cortification form to the NRC, No documentation concerning the
finding or disposition of this error was found, The alleger
supplied a copy of a unnumbered Fhasco deviation report (DR) which
addressed this finding, This DR could not be located in Ebasco’s
f1le, This ftem needs to be addressed by the 1icenses to assure the
welder 1n question did not perform welds for which he was not
qualified,

Welder M9 « The welders qualification status record Included fn this
reflects different dates than that recorded on welder qualification
test record for procedure (WPS) £, The test record was revised on
January 23, 1983 to change the dates from December 18, 1979 to
December 18, 1978, The welder qualification st tus record indicates
the qualification test was performed on December 18, 1979 as
orfginally dated, It appears the date on the welder qualification
test record was changed to reflect the 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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Welder M-101 - Welder orfginally qualified by test to weld procedure
specification (WPS) B, the welders qualification test form (WOT)

was "revised for clarity” on November 26, 1982 and the WPS on the
revised WOT was changed to WPS-Y, WPS-Y 1s a combination weld
process gas tungsten arc welding (GTAW) and shielded metal arc
welding (SMAW), WPS<R 1s a SMAW weld process only and does not
qualify the welder to the WPS-Y procedure. This finding 1s addressed
in Nonconformance Report (NCR) W3<7724, This NRC disposition 1s
fnadequate, The method utilized to determine the welder did not
weld to this procedure 1s not stated; 100% review of all Ouality
Control Weld Data reports made was not performed to assure the
welder did not weld in this process,

Welder M-179 « Welder qualification test record for WPS-D was not
signed by Mercury representative. Welder was qualified to WPS-G the
same date which also aualified the welder to perform welds to the
WPS<D weld process, NRC finds this acceptable.

Velder M-147 « Welders qualification status record shows welds
accomplished to WPS<D and WPS.Y, The welders file contatned no
welder qualification records, The welders qualification records
wore misfiled at the time of the review. The records were reviswed
with no adverse findings,

Welder M5 « Welder performed qualification test to WPS-D on
February 16, 1981, the test was subsequently voided on November 8,
1983 for an unspecified reason, A welders testing laboratory test
report dated August 6, 1982 for WPSD 1s included but no Mercury
Company welder qualification record for this test, In addition,
the welders aualification status record indicated welds performed
during periods when the published welder qualification status
record did not include the welders name, The welder was originelly
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qualified to WPS-D on December 12, 1979, retested on February 16, 1981
after a break in employment, This test record was voided due to
improper changes to the form, that is "tape appliec over" for record
attributes “"diameter,” "thickness range" and changed the numbers,
Subsequently, NCR W3-7724 was fssued. The disposition of this ftem
wat 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 perform welding, MWis qualifications were
sti1] current at the time the welds were performed,

Welder M-190 « The welder file shows a termination date of
November 29, 1982, The welders gualification status record shows
the welder performing welds thru January 11, 1983, The welder was
terminated on November 29, 1982, however employment records which
were not in the qualification file indicates he was rehired on
Dacember 26, 1982, Therefore, this 1s not a problem,

Welder M<177 « The name of the welder 1s typed over that of another
welder for WPS<G, There 1s 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
MRC Office of Investigation., The qualification records for WPS-Y
was locateu and filed with the welders records, Therefore this
qualification 1ssued was resolved,

Welder M<197 « The welders file contained a report of test results
contatined a report of test results indicating fatlure to meet
acceptance requirements for WPS<D aualification, The welder
qualification status record indicates the qualification was accepted
on June 19, 1981, No qualification record was found in welders file
to substantiate this,



Previous qualification records to this WPS was located and inserted
in the welders file., OQualification 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
fatled was for 1/4"" 0.0, tubing., The weld records reviewed
indicate the welder performed welds within the original qualification
only, This issue 1s no longer a problem,

Welder M-315 - Welder performed welding to WPS-D, 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 Ouality Control Weld Data Report OCR # 1020
System 52A-2 sheet 2 of €,) 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 OC records to determine this was the only weld
performed to this procedure,

Welder M-85 « Allegation of improper utilization of combined welding
processes gas tungsten arc welding (CTAN) and shielded meta' arc
welding (SMAN) to quality the welder(s) beyond the thickness actually
wolded, FExamples of welder aualificatior records with fnformation
applicable to this alleged deviation was provived, (Allegation
exhibit 25.) PReview of these record examples and others in the OA
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 1585 deposit for GTAN and
ABTE for the remainder with SMAN as qualified on Procedure



Qualification Report (POR) No. Y1679, The Welder Oualification
Record (WOR) 1s correct as written. The thickness range for the
combination process is 1/16 to 688 [2 times thickness of meteria)
thickness (Tm)]. It s not required to specify the thickness range
of each process on the welder qualification record as this {s
specified in the weld procedure specification to which the welder
performed the qualification and 1s fdentified on the WOR,

In conclusion, the welder qualifications for all contractors except Mercury
were found to be in compliance with ASME code requirements, Because of
fmproper maintenance of welders qualification records, as required by Mercury
procedurer ; inadequate documentation of supervision of the weld test lab where
the welders performed some of the qualification test; problem with welder
qualifications as 11lustrated above were fdentified and need to be resolved to
assure compliance to code. This allegatfon has safety sfgnificance and generic
implications pertaining to Mercury Company only,

Potential Violations: The lace of incomplete and incorrect records is a
violatfon of 10 CFR 50 Appendix B, Criterion XVII and the ASME Code. The use

of unqualified weld 15 & violation of 10 CFR 50, Appendix B, Criterfon IX and
the ASME Code,

Actions Required: LPAL shall prior to fuel load:

1. Review 100% of Mercury welders to assure proper qualification to the ASME
and ANS codes,

2.  Assure all problems previously fdentified and to be fdentified on NCR
are proper dispositioned (corrective action) and adequatelv closed,

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