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United States Nuclear
Regulatory Commission
Region III

799 Roosevelt Road

Glen Ellyn, Illinois 60137

Attn: Mr. J.E. Foster
Investigation Specialist

Subject: TIG Welding Procedure Qualification
Zimmer Nuclear Plant

Dear Jim:

This letter is referenced to our telephone conversations

on Monday and Tuesday, November 6th and 7th. Your telephone
call referencing an allegation that Mr. Allen, one of
Husky's senior welders, had performed MIG welding on the
Zimmer project was proven untrue for the following reasons:

l. Mr. Allen, clock number 011, was a more highly skilled
TIG welding operator; therefore, even though he was

qualified to the MIG steel process he did not MIG weld \;5
in work center 35 because it was a lower level of Pl
compensation.

2. Through a thorough and total review of all inspection
logs, it was verified that Mr. Allen never welded in the
MIG fitting work center, number 35,

In our investigation of the allegation, Husky Products, Inc.
presented verbal proof that Mr. Allen had performed only TIG
welding in the fabrication of small radius three piece side
rails. This investigation was communicated to you in the
above referenced telephone conversations. Included in the
telephone conversation was a statement of fact by Husky, that
we had discovered through the thorough review of our inspection
logs a non-conformance. We found that Mr. Allen and Mr. Brock,
clock number 15, had used the TIG welding process in the
fabrication of three piece side rails for the Zimmer project,
prior to the welding procedure qualification.
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Mr. J.E. Foster
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Attached are copies of the seven inspection log sheets which
indicate the non-conformance occurrences and identifies the
limited number and types of fitting components which were
welded by this process. Also attached is a copy of the

Welding Procedure Qualification Record, the Welding Qualification
Specification and the Welder Qualification Specification
Records for Mr. Allen and Mr. Brock. The steel TIG welding
process was qualified on August 26, 1975 by M<. Brock.

Mr. Allen qualified to the procedure on March 10, 1976. 1In the
period between August 26, 1975 and March 10, 1976, we have
inspection logs which indicate Mr. Allen only welded in
non-conformance once on August 27, 1975. Our inspection logs
also indicate that Mr., Allen welded with the TIG Aluminum
process on the Zimmer Cabl-Bus on December 1, 1975; however, he
had been qualified in this process since November 11, 1974

so this is in conformance with the specifications and is
referenced in this letter to indicate the thoroughness of
Husky's inspection logs. Zopies of above indicated logs are
attached for your reference.

By copy of this letter, Cincinnati Gas and Electric Company

is being notified of our findings. We hope the attached copies
of our inspection logs and welder qualification records will

be of help to you in writing your report. If additional
information is required, please do not hesitate to call us

at any time.

Sincerely,
HUSKY PRODUCTS, INC,

e W5 i P T

Fred L. Banta
Engineering-R&D Manager

FILB:js
Attachments
cc: D. Ring, Husky cc: Sargent & Lundy
C. Duncan, Husky 55 East Monroce St.
File 3995 Chicago, I11. 60603
File 9145 Attn: Mr., Marty Schuster

cc: Cincinnati Gas & Electric Co.
wm. H. Zimmer Power Station
P.O, Box 201
Moscow, Ohio 45153
Attn: Mr. Robert Ehas
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HUSKY PRODUCTS
Florence, Kentucky
KECORD OF WELDER QUALIFICATION TESTS

Welder Name fﬂlehaAA J Clock Number O|| Stamp Number HKw 02
Welding Process GTT&LU _ Type_ Manueal 2 '

In accordance with Welding Procedure Specification (WpS) QAP 169A
Backing (QW-L02) NONC

djaterial (QW-4L03) Spec. To of P No.. ¢ To P No. ¢ |
Thickness range 4 ' o 2T Dia. Range N/A }

Filler Metal (QW-404) Spec. No. F, e PL j
Other

Posivion (QW=405) 2 F
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Type and Type and
Figure No. ' Result Figure No. Hesult
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We certifly that the statements in this record are correct and that
the test welds were prepared, welded and tested in accordance with the
requirements of Sections IX of the ASME code.

Signed 7{ u,l)%?_ ﬁ?{iffut”
organization
pate _/ )l(n()\ /07J 97¢ By @cmwloﬁ?{’i ( ./m#

HP Form - QW 486-01



HUSKY PRODUCTS
Florence, Kentucky
RECORD OF WELDER QUALIFICATION TESTS

wWelder Name e 4 Clock Number ¢?// Stamp Number
welding Process 77 (- Type '
In accordance with Welding Procedure Specification (WPS) (:Lﬁ’/"’ - S 7/
Backing (QW=L02) _ACA C. Rl
Material (QW-403) Spec. Cie~i8 Tolou-i18 of P No. [ To F Moy 4
Thickness range ¥, 1« %” Dia. Range N A
Filler Metal (QW-4OL) Spec. No. SFAS /8% F. No. G
Other __ &%=
Position (QW-405) __ 3 &
Electrical Characteristics (QW-409) Current )¢ Polarity 3 /ud. 54 #
Weld Progression 79

GUIDED BEND TEST RESULTS

Type and ~ Type and
Figure No. Result Figure No. Result

3 {- P,l(’ ¢ AL De Cc’& jS

56 Loot | wp OeFecds

We certify that the statements in this record are correct and thot
the test welds were prepared, welded and tested in &ccordance with the
requirements of Sections IX of the ASME code.

Signed _% f;;.ﬁ!.’.z__é’?m/ Zac

organization)
Date i3 . TN By f//{?//l’?v' /fz;/

HP Form - QW 486-<01



GLADSTONE LABORATORIES, ING,* o

$21-6700
PHYSICAL& NONDESTRUCTIVE TESTING . METALLOORAPHY -WELDING CERIFICATION

1034 WODDROW BTREET +  CINCINNATI, OHIO 483204 Page 5 of 10

HUSKY PRODUCTS, INC,

WELDER PERFORMANCE QUALIFICAION TESTS

Welder Name.......... RN s i Clock No....... 01 ........ Stamp No..vevsunsninincn,
Welding Process....... C.T.A.W. ......................
Position (1f vertical state whether upward or downward) ........ 26636 UP .....
(Flat, horizonta), vertical, or overhead; see Pars. & Figs. Q-2 & Q-3, or QON-2 & QON-3)
In accordance with Procedure Specification No.......... QAPIO6 ......... . [P S O ST SRR S S e
Material —Specif.canon..p.(.).e’.:;. .......... 6063 ......... of P-No 23 ........... to P.No.. 23 ..........
Diameter and Wall Thickness (if pxpc otherw:se Joint Thickness 1/8"PLATE ...............................
Thickness Range this qualifies..... . 0,00, ZT ........
Fiirea MeraL
Specification No.,.,.. SFASIO ........ I B B iiii vt s N ciinis cias
Describe Filler Metal if not included in Table Q-22 or QN-11.2 ER[‘O(‘B .............................
Is Backing Strip Used?,,..... NO ........... b vt s
,For Information Only
Filler Meta! Diameter and Trade .\'ame...l../.g ........... Flux for Submerged Arc or Cas for. Inert Gas Shielded Are
(d .............. HOBA.RT .................................. Welding AP‘CON ...................................
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1 /ACE 1/16" CRACK W/L 3 FACE NO DEFECTS
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i Mok Bto'z:m’

..... ('a'r{ﬁ'#")"rév
hm-W'V // /777 By 6?/;)({/(//”1\- (_ ’7“/#

v T T A S"’"“'"’WW

-~

e

: j
X ! \ | e
¢ v b LTS ) ) Cudw L AL
- :;&m‘ o;q-vvx‘n‘ - - c\‘..:“_ - : e
.“,4 .?’:a}f‘ e : ;l"
!: . a . XA gl WA
i \ prit rigee b e TR
u-.- e J‘ M\ . W m Aﬂ '&-‘ S A _;‘,; G a':‘_’(lb@




pate: L2[13 /24 INSPECTOR'SM.Q_

i PE INSPECTIQM i OISP ORDER V‘A'I;—ERIAL

G| _CATALOG ¥ CaEy 12fec boar. | panat lace taps . ® | _suppizen.
) Vssumsrn [ T 3295704

O 55 yi3o(2 MBrak| ¥ X > s e

58 |Ssw x mH srC X X X 75




Husky Products Inspection Log

nate: [/ '75: Inspector: ;IQ
| Revision Mo. | Item No. | Disp.
.o ) Latalog No, | Order No, JAIR_|Comments:
- ger 4
196A1 20 2 we 8| FFP 5O L | pptn
. Fe
Y as yuy e 350 .
Ay s
5541 Vo%o (25K 2P 9504 b Ld.
/! R/ >~
1/31/25"
- 2 (4?5
v p2 ~ 2/(4/75
P = & 4 »
Effmz-ﬁﬁf'[ 2137752 e g o R O §v. 1 4.7 oMl
<D / -
W Ysmy e (L g7 0e | s GRB 0 W. )
&/ A B
| 5IW/J9Y/92L2 3??&&? ol sy ik
if._g ﬁtwr zﬂréa’ A |2ra/05
# 0 9 -
S5 m1-vo4s5 12| 299505 A 2/5/15 i
” 33
sb M/ -vo fwv 3995702 |4 a z,éj[q{ U;Zf,er
& -
07 55w Mmsas ﬁﬂé_’_-. 1 _120e/2s
Z ¢ v
S V25-/e 57737767 3 : Yl | /25T
Ei; e _4§3“__7;_¥4&;1 b
é_?S"ﬂz.ac/f’z__ 3799585 by 2/25"
6 &U-Zé/&%’ﬂ 2 |#7503 1|
o¢
502412 o 292 503




\ R e B i &3> oL — AT F
19 a5 25, 1% sl A fst
o « i —
A M\vm "3 JF PIIREA P | awl|Sisbhbs | 2WYS | MFP2-)SS (09
E ¥ |s/)¢e RS L e S Y ) £ H# o | )
S H E— A — iy PV
——— Sw/p N.
| | | ok
X X X M Yo | B% | LiSkhs | TS RIS T
2 S8 T SERTE H 4 o
L 20 | TTV | siSkbbz | SZSP2| A akip-psG |2
552 | 271 34 |O L
| = 7 o
3 | | 1 | sifs/?
X X1D¢ « WP | ER| SRy | F005 2l LEe WSS 9%
oo ﬁ . L2 R 4 o a W :
P + M /i
m | 2 st
vw | OO opc | LISEPE | u&.wwm.?&iswod\w
= R = S w |
vﬂ | 1% I TIP3 G52 | S | 2/SHEE | mﬁ%ﬁ.ﬁn\ %mw.\rﬂhvma
$2:4 W 2 N, = S
: W { N
X X‘ » TG | G256%¢ | 27EZ] - oml.r\mﬂ@
wm.v. D - N
Y x4 | ; Z2,2 90 (S250bE (020G 24, e€ X217 V2
X s1% ) i 2za . i ! ~r ﬂ
NIJd {| dI | dd S1TINS3I¥ NOILDIISNI # | # HY3QEO | # OMa| °ON DOTVLIVD | Om
*dSNI 3dAl 1 G3LD03dSNI SNOISNIWIQ H3Id0, # W3IZTY # A3H |
: *dSNI “m&%wm Nwh

$31va

9071 NOILO3IASNI SJONdodd ANSNH




lplmswmmmmﬂjgﬁ,
N | \.ww,, M

L 8

| h
WWQI 9<o) | viwvm m:.emtw =T=107" eSS NN
e s \.&ﬂ N w
| | 95y T ReSHbE | IS ﬁovﬁmr Thss 98
;4| ! ) b N— B D 5. B

T

l«l. «

+

S A s esE o
r %@\ | d

/B A2 P, | o ] [ 1 w

Sv; T ! | W iy \nmﬁw coedby | S 2)-Ihe- I\nwﬁmm
Cr/ i ! i ..“ _ —
NIJd dI dd - JINS3¥ NOTLD3IASNI # a ¥3QHO0 | # Oma *ON ooq<.~<uwuz

*dSNI 3dAL | 4LD3dSNI_SNOISNIWIA | ¥3dol I».ﬁ» # A3M

‘M‘N_ V\AN .N”u s *dSNI
ms%x
O.! s 31Y¥da OOT NOIJLODIdSNI sSJlondodd ANSNH
o,




| i
=i ! { Rl d
y 1 1 ' i
_— : + - ! !
_ | | “ e e
S GRS | |
m w | f T ]
1 1 1 b
ﬁ i { : ¢
» “ m |
| e r : | .-
. * i | g “ ! L
3 | | ! B m
P e .,
ﬁ | ! [ r M T
| i ! I
f | _ | *,
1 1 T 14 T ~Sar
5 | n ..
“ R |
e g SI/7 | Fee wgﬂlhc.ﬁlbuh\ 2SI AT,
ﬁjl. | e 2l 7] T | XEAFRI 2332 193] 1o Sabt| tT27 ®2zP 22-4d%11S
ad " & Z 7ol 71 7 B XD [Bw3)] =2z /s
[ 1 Sz 60 ved]l 77255Eh 8 L€LSC pis </ SsonN /7S 90
lﬁ,\ BEAES L LT D $252 . P
i 8] R e e e e e sy o= R Py
4 > 8 m G422 3w ﬂ\ﬂ =220 otz | o> N e .
— & — Glegrerp 7z [owe 3iowd | #3957 el o£<bbs| Jor
- < 37 =>4 7,5 >
H e sz 5o vty | JATRLE | st )<
IJ . o " £ -, ’ -
ﬁ T. .Jd\.VA 2p O <792 b | =
VINTJ | 4T | ad SLINS24 NGILOAdSNI # | # H3ICQHO | ® Omd| °ON SOIVIVD | oM
<1a *dSNI 3JAL i a31LD3dSNI SNOISNIWIQ ¥M3JQ! # WILII | # A3 SR

S7-.2—F 13iva

w
Qi" *dSNI

9071 NOLID3IdSNI Slondoud AXMSAH



P i \.h M\W.\ : Aot F2 | §27 | Ll "% k
. Vw X RIX T 797 i h2 | 725 [ EEShLe’ | 23U D FXTb2-IeS | 9¢
%2/ [ 7oA, 22| €45 |5 2 .
l\»\ X X wﬂ N Ak X TR 4 TIST 77 b | NG |21 e | W5 Qu ~
~ 25 | _ T 77k 22 | 5| 2# SRS
121 X0 X | TP P2 | S5 TSR | ST | 2 LEZ T35 2%
& f U VAT Pl - O/ = o
P e » : TV 1 Jos| Aotz | 244°C 2/ 0ttt o= |
4 AL M AT e45 |24 e
i _ — | st/2//8 —t
£ “ : W e I /
X X [ TZ P22 | S5¢| Asébs & 2/ P2 S S
i o / i | PP Tvenkr /2 s | S Sl _
p% ' I = T 5% n\ g w\r\\\w PSS oL ‘ﬁi\\ww S L 7Y swﬁ[“\n.
f P S gy | 2 S W .
Y| x| 2T Y BV 1PN 522 | SOE| ARarbl | 2uHS | 2/abi2 TGS | <3
- <8 it Mt P Z4 o i
B S ,./AT‘\\\n S 4||||\\|.\|.\1_4 w} \AI.R\\\ \W 9||IWI.|\|
" X 2 P 22| AL | 035 | BAELE mm\mwmﬁu- 21 #2712 ]
/W 5 ] |, 22 | .58 Sl |0 | |
g | 1 1+ s =
v il m * _
5 wX| X 29D | AT [BEctbl | 20/p% | T/ d€ia-1 0 NM,
i 29 7 .l \ﬂJ\n\c “ W
X X X . )7 PP 772 | oSSl | LLbST| T % N4755 9
: 4 W a2 s / |
¥ ! NIJd 41 d3 SLIINSIH NOILDIASNT = # ¥30u0 # OmMa | ‘0N SOTIVIVYD | OM
WHQ i *dSNI SdXl UJ31LD3dSNI SNOISNIWIQA ¥3d0] # W3LY % >umm
- .
ZA £\ FTdSN1i

P

o v AN S
L /E/S i3ava 501 NOILD3IJASNI SIona. d XXNSnNH [y ok —
/




</

b‘\ L g s » w
[Fx 7o ¥ycyc
]

-— .
o 48 -

9 | OF m, A #HSAEc | 1/ AT AS2I-Shog-ttdSS |-

{
" | : ' i
(4 : <
7 o7 4o

2 &
- SoIN/wssi7 1Z<

’

b

<3

4

| 77| mm\nwmmu_ﬂ
|

s
T
{
i
! hwx {
e ey YAt Y,
.

<&
& i

S B U5T - B
s sz | | ._

Sl Siieve J\\r.tw.ﬂ\wmnﬁ%.\ \.!&..MN\VQ\\N\\

a4l B Py ) W 30 | o |

2P LT e | < ¢2 || ohS DL | Wb\bnuﬁﬂn\qw\.ﬁ\\v“&\.ﬁ\
{ | [ 7

w\wv&ﬂ;\uvw &2 | m @ | ogF

y 217 | &7 /| AL \ﬂ St bos| PwlsR ool cm\-\mm Q%

.24 1 g/ ! u\~ ” £0 | ok !

WSS M B 2L B 5 [l [F5hbe] owdi | ganal s%&\u\

P % 25 | 52 e e

T 255 JV»\\ 7T o | SESEEE| 22002 %wSN\m“I\v\V\,Mn

I;.o{\\\q | R e _

1 572972 22 | B2 [Oeev T JEEIER SweE A 3/~ Oy fird-iass r\\‘

W\uwb, A= | LVNJ“..»\!P o _ Q\\M

| i
} 1\

!

{

H opS OZ%] ?:.339 TAXEeSE | S L 32 422 N-NQ:\CW \mu

; A, o7zs w . L | o0

M Tzam { dI

S1TINS3I¥ NOIIDIJSNT ! | # Y3QUO | # OMa| °ON S0TVIVS | DM

31LD3dSNI SNOISN3WIQA i ¥3d0| # W3ILI | # A3N !

3SIA §{ °*dSNI 3dAl

e 2k

3BT
v 3

‘

O0T1 NOILD3IdSNI SIOoNaodd XAMSNH




ol — W AR NS T @
5 vﬁ~w %4 N\ \\ 2 Q\,kw ..‘. | 7
‘ oo T Y, ST | 4un\¢\\ o
M i3 | . \
— > CR— - s -
e | 170y 2 b vt | S v U [25001b2- WS e
W1 ~ H i L~ [ el
| 1 P OP\ @\ 2
b e — — - — S r v
o i o RS B R S SR s el g =%
o i G | TP P | 775 | B [ s | TS|
SiL FRRY TP P2 /)E « R TR
St o PR | S ——d I ¥ w ‘‘‘‘‘‘ tll\A\m.\n\WN\W =
! § oo w | “
¥ | A s IR AN AR oMW S22 2% \Q\\\ﬂ 2) SWOA- S| S
2\ IMQ .4 \N»W\VNN. = “‘ w \\\ \\\m m N‘JHHH H =L
o by & 772| P LT 2 S| 2bobll | 9652 S PR AIWNSS 1<
<g.4 ie 55 B 3 R | ./ | o / |
K = LT 27| ehbs | PASEBE | NS | 2/ SHAIAWS IT
. £ L | CTONL sk | =" #
X D% " % 715 P2 | T2 | %Skt | TFS ?.#NL S TS
£ ke il = I O - M
— ! ; B _Tm.n\ 52 \n, i
« | M_ M
B B 3 TTTIEY 27 | 665 | pshbr | WS |21 BTA% \wwum
, 15427 e, TR CAWT N L
AT - % X < ¥ T b7 | \N.\wﬂ.wm.mvvm, IH S | oLi-bZINeS By
: \\Aw\§ V1 3&. =J) udc.\)&. .NlJ_. i 2.4
i — W e i e
!
¥ INIJd | 4T |44 SIINSI¥ NOTIIDIISNI “ “
SIa “dSNI 34Xl G3LD3dSNYI SNOISNIWIA ¥3dO|

@ v A

:*dSNI

Jm\\m\h' :31va

90T NOILD3IdSNI SIoNaodd AMSNH




.I.
"
# =
e = S 2l | VG FOSEIL PSS 2000M2) -4kl
i QS =% Q24 o *
R S SRS - - — &,\m%ll\.
G T 2 75| IS8T [ree Qm \Qm@dn
TN T35 & | 2 P | xS /&
@l \\e\N.\\?“E@ \\m I .
L . m |
. 77 V77 22| 27 | £ST | bSbbS wt&\ keI (1SG
oL Nu\.\“.. Z2 Aﬂ..ﬂm N i’ E /4t :
= e K\@ 2/—
J/.. 4 : ;
3 T R ﬁ RS 22 | 55 GITZEC | DWES | 2 aheZ 1 WSe |5t
1.%.\% . u“ 1 o mM @ i 4 E :
5% 4 i 3 \Qﬁ\ PR v
X x| X T R 22| 555 | assie | T4 RESbi 62~ VS5 1Sk
. oo PN Svagst a> | . | z =
23 Y 7o T .27 |SSE pporbbe | FUYS ARSI B
g2 o \‘v PPy 4 ﬁaNiﬂ o _
K| >< ‘ S mvnwm»mm. SWAFS RI-CERLC- |V S SE
ag L = : VN 3
¥ | NIJ dX dd SLINS3H ZOH.HUAQMZH =+ # d¥3ICHO # Oma *ON 207IYIVO | Ot
sIa *dSNYI 3dAL )i Q3ILDIJSNI SNOISNIWIQ ¥3d40 # W3ILT § # A3
L.dgj “dSNT A\\\\N\;\\\ .anum.wwmﬁwmn
" 13Iva BO1 NOIIDGASAI $io0G08d Ansin /- T



