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1.0 REFERENCES

1A CP-QP-18.0, "Inspection Reports"

2.0 GENERAL

2.1 PURPOSE
The purpose of tnis procedure is to outline the methog
used by CA/QC in perfoming surveillance of Construction's
weld joint fitup tack weld activities.

% 4 SCOPE
The scope of this procedure covers surveillance
inspections perfcrmed on conduit supports, cable tray supports
and structural/miscellanecus steel weld joint fitup tack
welds.

3.0 PROCEDURE

v | SURVEILLANCE
Surveillance of fitup tack welds will be done to assure that
the quality of tacks inspected meets the visual inspection
acceptance criteria of AWS D1.1 as delineated in Section 3.2
of this procedure.

3.2 INSPECTION ACCEPTANCE CRITERIA

The acceptance criteria for the inspection of tack weldas is
as follows:

a. No cracks

b.  Thorough fusion between weld metal and base metal
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c. Stopping and starting end. prepared by gringing or
other means so that the. can be satisfactorily
incorporated into the final weld.

d. Discontinuities such as undercut, unfilled craters
and porosity removed prior to incorporation into
the final weld.

FREQUENCY

Surveillance shall be performed at a frequency necessary to
maintain a desired "level of confidence" in Construction's
fitup tack welding activities. This frequency shall bpe
based on the quality of tack welds inspected and shall be
determined by the Quality Engineering Supervisor.

DOCUMENTATION

Results of the tack weld surveillance shall be documented on
Inspection Reports. '

An Inspection Report (Attachment 1) shall be prepared for
each tack weld inspected during this surveillance. The
fdentification number informmation on the IR shoula include
the weld number, if any, or else uniquely identify the weld
by location. A grief sketch may be drawn in the remarks
section to help identify tne weld location.

[nspection Reports snall be processed as per Reference l-A,
except that upon clcesure they shall be forwarded to the
Quality Engineering Supervisor for further processing ang
subsequent filing in the Permanent 2lant Records vault.

REPCRTING

The Quality Engineering Supervisor, or his designee, shall
review the Inspection Reports for campleteness, accuracy and
any trends prior to filing in the Permanent Plant Records
Vault.,

Results shall be summarized, along with the neea for any
necessary corrective action, and formally reported by the
Quality Engineering Supervisor to the Site QA Supervisor on
a2 quarterly basis.
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