
EXHIBIT 5

UNITED STATES OF AMERICA 

NUCLEAR REGULATORY COMMISSION 

Before the Atomic Safety and Licensing Board 

In the Matter of ) 
) 

CAROLINA POWER AND LIGHT ) Docket No. 50-400-LA 
COMPANY ) 
(Shearon Harris Nuclear Power Plant) ) ASLBP No. 99-762-02-LA 

AFFIDAVIT OF CHARLES H. GRIFFIN 

CITY OF RALEIGH ) 
) ss: 

STATE OF NORTH CAROLINA ) 

I, Charles H. Griffin, being sworn, do on oath depose and say: 

1. I am a resident of the State of North Carolina. I am employed by Carolina Power & 

Light Company ("CP&L") and work out of CP&L's corporate offices in the 

Corporate Nuclear Engineering Group. My business address is 410 South 

Wilmington Street, Raleigh, North Carolina, 27601.  

2. I worked at the Harris Nuclear Plant as a Welding Engineer from 1978 through 1986.  

During the majority of this time, working as an employee under the plant's CP&L 

Welding Manager, I was responsible for welding activities on piping during Harris 

Plant construction. From 1986 to June 1990, 1 worked at the Harris Energy and
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Environmental Center, Metallurgy Laboratories, performing failure analyses for 

CP&L's fossil and nuclear plants. Since 1990, I have worked in Corporate Nuclear 

Engineering, as a materials engineer, providing support to all three CP&L nuclear 

units. I hold a B.S. degree in Materials Engineering from North Carolina State 

University.  

3. The purpose of this affidavit is to attest to the quality of the welding program during 

the construction of the Harris Plant, specifically during the welding of the Spent Fuel 

Pool Cooling and Cleanup System ("SFPCCS") piping now embedded in concrete.  

In addition, I was recently requested to review the videotapes pertaining to the visual 

inspection of the interior of the SFPCCS piping and welds, and will report on my 

evaluation of the condition and suitability for service of the welds that I reviewed in 

those tapes.  

4. CP&L applied for and received an American Society of Mechanical Engineers 

("ASME") Code N-Stamp for the construction and installation of ASME Code 

components. By doing so, CP&L maintained complete oversight and control of the 

construction activities. An N-Stamp is awarded by the ASME, only after the 

requesting party demonstrates the capability to effectively fabricate/install ASME 

Code Class 1, 2, and 3 components and piping systems to the stringent requirements 

of ASME Boiler & Pressure Vessel Code, Section IEl, Division 1, Nuclear Power 

Plant Components. To maintain the ASME N-Stamp throughout plant construction, 

CP&L had to successfully undergo a follow-up audit/review by ASME
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representatives once every three years. Prior to receiving the N-Stamp, CP&L was 

required to issue an ASME Quality Assurance Manual, develop plant procedures to 

support the program, and subsequently undergo an audit by a team of ASME 

representatives. Once awarded, implementation of CP&L's N-Stamp program 

ensured that the ASME Code Class 1, 2, and 3 components, such as the Class 3 

SFPCCS piping, were appropriately fabricated, installed, and stamped to the 

requirements of ASME Code Section EIl. The ASME Quality Assurance Manual, and 

the sub-tier procedures supporting this Manual, provided controls over activities such 

as Quality Assurance; documentlrecords control; control of procured materials, parts, 

and services; and special processes control (g, welding, heat treatment, 

nondestructive examination). Actual application or stamping of the ASME Code N

Stamp onto the piping, will only occur after a pipe line has been demonstrated to be 

satisfactorily installed, with all required Quality Assurance/Quality Control 

("QA/QC") inspections, nondestructive examinations ("NDE"), Authorized Nuclear 

Inspector ("ANr') inspections/reviews, and pressure testing having been satisfactorily 

completed and documented. The CP&L QAIQC organization was independent of the 

CP&L Welding Engineering Unit and the welding craft/contractor's management.  

The ANI was an independent oversight inspector of the Kemper Insurance Company.  

This independent ANI oversight of fabrication activities on ASME Code Class 1, 2, 

and 3 components was a requirement of the ASME N-Stamp program.
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5. In addition to the ASME QA Manual, the Harris Plant welding program and 

supporting procedures were reviewed and considered by ASME representatives, in 

conjunction with conducting their ASME N-Stamp audit. These procedures provided 

for the day-to-day control of the welding activities: 

"* Welding Procedure Specifications (" WPSs"), used for fabrication/installation of 

ASME piping components, were qualified in accordance with ASME Code 

requirements, as outlined within the welding program's procedure, MP-01.  

" Welders and welding operators (hereafter referred to as "welders/operators") for 

piping construction were subsequently qualified to those WPSs in accordance 

with the applicable ASME Code requirements, as outlined within the welding 

program's procedure, MP-02.  

"* Other Harris procedures (in accordance with applicable Codes) addressed welding 

filler material control, heat treatment of welds, weld process control, welding 

equipment control, repair of base materials and weldments, and permanent 

marking of weld joints and other site material and components.  

"* Weld Data Reports (" WDRs") for each field weld joint were prepared, pursuant to 

QCI- 19.1 ."Preparation and Submittal of Weld Data Report, Repair Weld Data 

Report, Tank Fabrication Weld Record & Seismic I Weld Data Report" Revision 1 

(Attachment A to this affidavit), by CP&L's Welding Engineering personnel, for 

use by the welders, to identify the welding procedures, filler materials, and required
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inspections applicable to the fabrication of a particular weld joint. WDRs also 

provided required ASME Code NDE holdpoints and any additional inspection 

holdpoints deemed necessary by the QA/QC organization or the ANI. Typical 

inspection holdpoints for the SFPCCS piping would have included (as a 

minimum): verify spools (i.e., prefabricated piping subassemblies) being joined, 

prefit-up examination of the piping components, fit-up inspection (after tack 

welding), possibly a gas purge check, final visual examination of the pipe weld 

outside diameter (after welding), inspection for weld joint identification, final 

cleanliness check, and final NDE . liquid penetrant testing). Prior to release 

of a WDR to the craft welders/operators, the ANI would review the WDR and had 

the option to assign ANI holdpoints for his/her independent inspections. When 

ANI holdpoints were assigned, these holdpoints were in addition to those 

performed by the CP&L QA/QC personnel. During the fabrication of a weld 

joint, a welder/operator was required to stop work and not proceed past a required 

holdpoint activity, until the appropriate organization (QA/QC or ANI) had 

performed the necessary inspections or tests and signed off approval of these 

steps. Attached to this affidavit is a WDR for one of the 15 field welds in the 

SFPCCS piping embedded in concrete (Attachment B). My signature is found on 

the WDR as the Welding Engineer. (This is a copy of the original WDR, which I 

understand was destroyed with the other WDRs for the SFPCCS piping.)
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If a weld joint or base metal required repair by welding, a Repair Weld Data 

Report ("RWDR") would be initiated by CP&L Welding Engineering Unit 

personnel who would provide the repair instructions. Typical repair instructions 

would include: removal of the imperfection/flaw by grinding; verify removal of 

the imperfection by visual examination and any required NDE (c,&, liquid 

penetrant testing); perform repair of the weld by use of the specified WPS and 

filler materials; final visual examination after welding; and final NDE. As 

required by ASME Code, the final NDE must include the same NDE technique 

originally used to detect the imperfection/flaw. Similar to the WDR, on RWDRs 

the QA/QC personnel signed off on the inspection holdpoints, only upon 

satisfactory completion of the inspections. Again, the ANI always had the option 

to be present and perform his/her own independent holdpoint inspections for 

welding activities on ASME Code Class 1, 2, and 3 components. During the 

repair of a weld joint or base metal, a welder/operator was required to stop work 

and not proceed past a required holdpoint activity, until the appropriate 

organization (QA/QC or ANI) had signed-off approval of these steps. Attached to 

this affidavit is a RWDR for one of the 15 field welds in the SFPCCS piping 

(Attachment C). This RWDR reflects that a repair was necessary to 2-SF-149

FW-408 due to one area of the weld being below the base metal line where the 

cap was ground off. The repair entailed rewelding the area and blending it with 

the surrounding base metal and weld, and was verified with the performance of a 

final visual examination and a final NDE. This RWDR was attached to a
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Deficiency and Disposition Report ("DDR"). This DDR was prepared because an 

ANI holdpoint had been by-passed on the original WDR. Since the area was still 

accessible, the ANI performed the final visual examination and documented the 

inspection on the RWDR. This demonstrates that the QA and ASME N-Stamp 

programs found discrepancies and deficiencies and required appropriate 

correction and disposition to ensure compliance with the programs.  

6. As further evidence of CP&L's commitment to maintaining direct oversight and 

technical control of the welding program during Harris Plant construction, there was 

an entire CP&L Welding Engineering work unit focused on this program. The plant 

welders/operators were employees under the supervision (i.e., for assignment of work 

and scheduling) of the constructor/contractor (Daniel International Construction 

Corporation). However, to maintain independence from the contractor's construction 

schedule and budgetary pressures/constraints, the CP&L Welding Engineering Unit 

was under the direct supervision of CP&L's (Harris Plant) Welding Manager. The 

Welding Manager reported to the CP&L Plant Resident Engineer and maintained 

direct contractual and technical control over the welding program. This control 

included (but was not limited to) qualification of WPSs; performance qualification of 

welders/operators; welding filler materials procurement, control, and issuance; special 

technical training of welders/operators; assignment of welding procedure 

specifications for specific welding applications; and technical oversight of field
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welding activities. Reporting under the CP&L Welding Manager, within the Welding 

Engineering Unit, were (depending on specific time frame): 

"CP&L degreed Metallurgists/Welding Engineers and CP&L Construction 

Specialists each with specific focus areas in the plant's welding program ( 

welding procedure specification qualification, welder/operator qualification, 

structural/hanger welding, pipe welding, and filler materials control). If a specific 

welder/operator's work performance came into question during field welding 

observations by these individuals, each had the authority to revoke the 

welder/operator's qualifications, under the authority of the CP&L Welding 

Manager, until re-qualification/re-evaluation of the welder/operator's capabilities 

could be completed.  

" Daniel Welding Superintendents and Daniel Welding Supervisors acted as 

technical "overseers" of field welding activities, including conducting visual 

inspections of non-safety related weld joints. (While Welding Supervisors could 

also perform in-process inspections of safety-related component welds, the final 

inspection and sign-offs on the safety-related components had to be completed by 

CP&L's independent QA/QC organization.) These Welding Superintendents and 

Welding Supervisors were selected by the CP&L Welding Manager based on their 

demonstrated extensive "hands-on" superior welding capabilities and knowledge.  

One of the primary functions for these individuals was acting as mentors to the 

welders/operators working in the contractor's work force. Like the CP&L
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Welding Engineers and CP&L Construction Specialists, these Welding 

Superintendents and Welding Supervisors had the authority to revoke a 

welder/operator's qualifications if field-welding observations so warranted. (The 

revoked qualification required special additional training for the welder/operator 

and satisfactory completion of a new qualification test before he/she could return 

to field welding activities.) 

" Weld Rod Issue Station Supervisor and Weld Rod Issue Station attendants 

responsible for the control and issuance of all welding filler materials on the plant 

site.  

" Welding Engineering Aides, working under the supervision of the CP&L Welding 

Engineers. Prior to welding work packages being sent to the field, these Welding 

Engineering Aides assisted with filling out the WDRs and RWDRs for field 

welding activities.  

7. For the majority of my time working in the CP&L Welding Engineering Unit as a 

Welding Engineer during Harris Plant construction, I was responsible for oversight of 

pipe welding within the plant, including the stainless steel piping used to construct the 

SFPCCS for spent fuel pools C and D, which are the subject of this proceeding.  

Within this capacity, I assisted with plant procedures development, such as those used 

for qualification of WPSs, qualification of welders/operators, filler materials control, 

and welding process control. I was also responsible for the development of pipe
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WDRs that were used for controlling welding activities in the field and, if necessary, 

RWDRs for the repair of any welds or piping base metals.  

8. Based on the aforementioned items, I considered the Harris Plant construction 

welding program to have been very sound, and it ensured that the quality of field 

welding was completed in conformance with the standards required by the ASME 

Code. It is also worthy to note that the general welding procedures, WPSs, 

welder/operator training, and "pool" of welders/operators used to construct the now 

licensed and operating SFPCCS for spent fuel pools A and B, were the same used to 

construct the SFPCCS for spent fuel pools C and D to which this affidavit applies.  

The SFPCCS piping for the four spent fuel pools was constructed and inspected 

pursuant to the same CP&L quality program and ASME Code N-Stamp program 

prior to the time concrete was poured which embedded the SFPCCS piping.  

9. To support the current effort of licensing the SFPCCS for spent fuel pools C and D, I 

was specifically requested to review videotapes which included recent observation of 

several SFPCCS piping weld joints that are embedded in concrete. At least two weld 

joints have evidence of a small amount of incompletely melted consumable inserts in 

the weld root region. The purpose of a welding consumable insert is to serve as a 

consumable retainer and filler metal during completion of a weld joint root pass (first 

welding pass). Unconsumed inserts are typically the result of welder technique with 

this particular condition being localized/limited to the weld root pass. Unlike some 

welding flaws, such as hot cracking and piping porosity, which could possibly extend
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into subsequent weld layers, once the root pass is completed, subsequent weld passes 

are unaffected by an unconsumed insert condition. Unconsumed insert materials 

could typically be detected by visual observation of the pipe inside diameter ("ID") 

surface (if accessible) or by conducting volumetric NDE examinations like 

radiography. However, consistent with ASME Code requirements, the final 

inspection requirements for these ASME Code Class 3 SFPCCS weld joints were a 

final visual exam and a liquid/dye penetrant examination of the weld joint outside 

diameter ("OD") surface. Therefore the final inspections and NDE for these weld 

joints would not have detected indications such as these regions of unconsumed insert 

in the root pass, unless the weld ID surface had been accessible for local visual 

observation during plant construction.  

10. The primary concerns with having an unconsumed insert include: 

" Possible presence of an ID stress riser which could contribute to metal fatigue 

issues when located in pipe sections subject to vibration cyclic loading conditions.  

Since this specific section of piping is embedded in concrete, vibration cyclic 

loading is not a plausible scenario.  

" Sections of unconsumed insert, if protruding significantly into the pipe system 

flow path, could potentially lead to fluid flow anomalies contributing to localized 

erosion corrosion of susceptible pipe materials (.&, carbon steel pipe materials in 

high flow systems). The sections of unconsumed insert that I viewed in the
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videotapes of the Code Class 3 SFPCCS weld joints, do not protrude into the 

system flow path sufficiently to create a detrimental flow anomaly in this piping.  

Additionally, for the stainless steel pipe materials included in the SFPCSS piping, 

erosion corrosion would not be a plausible scenario for the system design 

conditions.  

" Unconsumed inserts could also contribute to radiological crud traps ("hot spots").  

Since this system piping is embedded in concrete, which provides for excellent 

shielding characteristics, the presence of crud traps and "hot spots" would not be 

an issue of concern.  

" If a segment or portion of the consumable insert is not fused to the adjoining pipe 

weld joint ends, the regions of incomplete fusion could possibly be sites where 

local crevice corrosion could initiate. I defer to experts in corrosion regarding any 

potential concern with local crevice corrosion. (Based on my discussions with Dr.  

Ahmad Moccari and his opinions as reflected in his affidavit, I do not believe 

corrosion will be an issue in the stainless steel piping operating at low 

temperatures with high quality water.) 

11. In summary, based on the welding controls and CP&L's oversight in place at the time 

of Harris Plant construction, I am confident that final weld inspections, NDE, and 

pressure testing for these sections of pipe were satisfactorily completed prior to their 

release for embedding in concrete. Accordingly, I consider that these weld joints
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have satisfactorily met the ASME Code required inspections, NDE, and pressure 

testing requirements for ASME Code Class 3 components; and from a welding 

quality perspective are suitable for the intended design service. Additionally, based 

on my experience as a Metallurgist and Welding Engineer and recent review of the 

above noted videotapes, I have no concerns with the noted regions of unconsumed 

insert I observed in the embedded weld joints.  

I declare under penalty of perjury that the foregoing is true and correct.  

Executed on December 2.. 1999.  

Charles H. Griffin
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CARCLNA, PowR g Li~ir CowAK 
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QUALITY COTOL bECTION OCI-19.1 1 

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 

TIL: FABRTCATTON WE~LD PEORfl & -';T-'JTr T wwrtn fl815 R~pnD 

1.0 PURPOSE 

The purpose of this instruction is to provide guidelines for 
preparing Weld Data Reports, Repair Weld Data Reports, Seismic 
I Weld Data Report and Tank Fabrication Weld Data Records re
quired for documentation of weld joint control.  

2.0 SCOPE 

This instruction is applicable to weld data records required for 
ASME Code C2ass 1, 2, 3 and HC welds; Seismic Category I welds; 
and welds in the site fabrication of nuclear safety related and 
ASME Code Class storage tanks.  

3.0 REFERENCES 

1. COC-19, Weld Control 
2. MP-06, General Welding Procedure for Carbon Steel 
3. WP-07, General Welding Procedure for Stainless Steel 
4. MP-1O, Repair of Base Material and Weldouts 
5. NDEr-601, Visual Inspection 
"6. V'S D1.1, Structural Welding Code 
7. MP-08, General Welding Procedure for Structural Steel and Hangers 
8. WP-18, Miscellaneous Steel Fabrication 
9. ,N-19, Field Erected Stainless Steel Storage Tanks 

10. AS-7, Seismic Class I & Non-Seismic Class I Structural Steel 

4.0 GENERAL 

4.1 Weld Data Report 

ASME Code Class 1, 2, 3 aiid MC welding data shal-.be documented 
on a WDP. (QA-28 form).  

4.2 Repair Weld Data Report 

4.2.1 A repair WDR (QA-30 form) is required for the following 
cond itions: 

a) Rejectable defect is found by NDE at a specified 
holdpoint or completed weld.  

b)" Damage to base material requiring deposition-of 
filler metal.

-1--. ,
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4.2.1 (cont.) 

4.2.2 A repair WDR is not required for the following 
conditions: 

a) Weld defects which occur during the in-process 
welding and which can be removed and reworked within 
the Weld. PFrocedure.Specification (WPS) specified on 
the original WDR (this includes slag; porosity; 
burn-through in the root pass or backing ring; or root weld defect in the pipe I.D. or O.D.).  

"b.) Rewcrk. required to correct in-process defects found 
by NDE performed "for information".  

c) Where complete removal of the weld joint is the 
repair -ethod used (a new WDR will be issued in this 
:ase).  

"4.3 Seismic I Weld Data Report (SWDR) 

4.3.1 Seismic I structural welding with the exception of stud 
welding shall. be documented on a SWDR (WA-34).  

4.3.2 Repairs to Seismic I structural welds will be documented 
on the SWDR when the following conditions exist: 

a) A rejec table. defect. "s found by..visual inspection or 
other NDE at a specified holdpoint or completed weld.  

',) Damage to base material requiring deposition of filler 
metal.  

4.3.3 Entries on the SWDR are not required for the following 
conditions: 

a). "Weld 'defects which occur during the in-process welding 
and'which can be removed and reworked within the Weld 
Procedure Specification (WPS) specified on the SWDR 
(this includes slag, porosity, burn-through in the root 
pass or backing strip or root weld defect in the 
structural item).  

b) Rework required to correct in-process defects found 
by NDE performed for "information only".
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4.3.3 (cont.) 

c) Where complete removal of the weld joint is the 
repair method used (a new SWDR will be issued in 

this case).  

4.4 Tank Fabrication Weld Record tTFWR) 

4.4.1 The'TWoR 10-;32 form) will be used to document weld 

joint data for the field fabrication of nuclear safety 

rel&ted -and ASIIE Code Class storage tanks.  

4.4.2 Repairs to tank fabrication welds will be documented 

on tbe TWR' when the following conditions exist: 

a) A rejectable indication is found by visual inspec

tion or other NDE at a specified holdpoint or after 

co~zletion of the weld.  

b) Damage to base .-aterial requiring deposition of weld 

filler metal.  

4.4.3 Documentation of repairs to tank fabrication welds is 

not required for the following conditions.  

a) Weld defects which occur during the in-process welding 

and which can be removed and reworked within the Weld 

Procedure Specification (WPS) specified on the TFWR 

(this includes slag, porosity, burn through in -the 
root pass or backing strip or root weld defect in 

the item).  

b) Rework required to correct in-process defects found 

by NDE performed for "information only".  

c) Where complete removal of the weld joint is the 

repair method used. A new entry for that joint number 

will be made on the TFWR in this case., 

5.0 PROCEDURE 

5.1 Weld Data Report (WDR) 

The WDR (Exhibit 1) is initiated by Welding Engineering. The 

Welding Engineer, or his designee, fills out pertinent information 

and debignates the required holdpointi.
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5.1 (cont.)

The white and yellow copies of the WDR, along with 

the work package, are forwarded to the Welding QA/OC Specialist.  

The Welding QA/QC Specialist, or his designee, reviews the WDR 

for essential information and mandatory holdpoints and inserts 

additional holdpoints, if required. The ANI will assign addi

tional holdpoints, if he desires, sign and date the WDR, if he 

concurs with the data given, and return it to the Welding QA/QC 

Specialist. QA shall keep the yellow copy of the VDR and send 

the white copy along with the work package to the Mechanical 

Engineering Group for transmittal to the field. The areas of 

responsibility in filling out the WDR wre outlined below: 

(QNumbers correspond with Exhibit 1)

Title 

1. Turnover No.  

2. Weld Joint 
Record No.

3. System 

4. Category

5. Erg. Dwg. No.  

6. Fill Metal 
Type 

7. Design Line 
No.  

8. Base Metal 
Spec.

Data 

-:o. assigned by Startup Group 

Zone, Isometric, Field Weld No., 

Obtained from Isonetric 

System Name or designation 

Obtained from Isometric 

System Category (ASME Class 
1,2,3, Seismic IV Obtained 
from 'sometric 

Drawing No. Obtained from 
Isometric 

Type of Filler Metal (E 7018, 
309, 308, 316, etc.) 

Design Line No. Identification 
fromlsometric/Drawilng 

ASME Spec. and Grade of base 
material being joined. Obtained 
from Isometric or Line Lists

Responsibility

"; e I .'Enrg.  

Weld Eng.  

Weld Eng.  

Weld Eng

Weld Eng.  

Weld En g.  

Weld Eng.  

We ld Eng.
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5.1 (cont.)

Title 

9. Joint Typ 
CI, BR, F 
O, SKT, 
Other

10. Pipe-Compc 
Size 

11. ?C no. to 
PC no.  

12. Welding 
Procedure

13.. Material 
Thickness 

14. Ht. No. to 
Ht. No.  

15. PWHT Pro
cedure & 
Rev. No.

L GIT Cct'pAIw 
mW4cE DEPART•wT 

)N lx y AssUqCE/ NUMBER 
. TION QCI-19.1 

OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 
A.& SETSMTIC I WL,.T) DATA PWPOST 

Data Responsibility 

e - Circle the appropriate joint 
"# type.  
and CI = Consumable Insert 

BR = Backing Ring 
F z Fillet 
OB = Open Butt 
SKT z Socket 
Obtained from drawing while 
=eeting requirements 21 WPS and Ebascc Spec. M-30 Weld Eng.  

onent Size, in inches, of pipe and/or 
component. Obtained from Isometric Weld Eng.  

Fiece :;o. t.- ?iece No. of it-ems 
being joined. Obtained from 
Isometric Weld Eng.  

Appropv-iate Welding Procedure 
and Revision No. Weld -ng.

Thickness of materials being 
joined. Obtained-from drawing 
or Line List. Weld Eng.  

Heat No. to Heat No. of items 
being joined. Obtained from Pipe 
Marking and/or from Pipe Spool 
Fabrication Drawing. Exception: 
When welded valves are joined to 
a piping system the valve serial 
number will be used in lieu of 
the Heat No. In the event the 
valve serial number cannot; be 
determined, the..valve National 
Board Registration number may be 
used. QA/QC Inspector 

Appropriate Post-Weld Heat Treat
ment Procedure & Revision No. Weld Eng.

-5-
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CAROcuNAP0ER 9 LIGHT CordAN, 
CORPORATE ouATy Asr Urm DEPARTmENT 

E?.SJNEERIN3 & CorisTmuTmo QULxtTY ASSUwACE! 
QUALITY CONTOL )ECTION

A
¶ W

=ER 
QCI- 19. 1

REV1ISIO

TIL:PREPARATICU & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 
TITLE: FABRICATION WELD RECORD & SEISMIC I WELD DATA REPORT 

5.1 (cont.)

Title 

16. Inservice 
Inspection 

17. Welding Eng.  
Verification 
Date 

18. ANI Review 

!9. .elease for 
CA and Date

20. Welder(s) 
Symbol 

21. Items

Data Responsibility

Inservice Insp. if required for 
the fiei. weld is assigned by 
Welding Engineering. Weld Eng.

Signature of Welding Engineer 
(or his designee) indicating 
concurrence with holdpoints. Weld Eng.  

Signature of Authorized Nuclear 
inspector (or his designee) in
dicating concurrence with hold
points. ANI 

Signature of Welding QA/OC 
Specialist (or his designee) in
dicating concurrence with holdpoints 
and releasing WDR to construction.  
(Date Signed) QA/QC Welding

Symbol(s) of Welder(s) assigned 
to perform welding. (CC Inspector 
verifies welder qualification 
at this point).  

OC Inspection holdpoints 
checked (/) that are required 
by Code' Specification, Pro
cedures, Drawings, or Isometric 

QC Inspection holdpoints checked 
(A) that are desgnated by CA in 
addition to holdpoints checked 
(W/) by Welding.- Engineer. (Hold
points that do not apply shall 
be marked N/A.) 

ANI-Inspection holdpoints checked 
(V) to be witnessed by ANI

QA/CC Inspector 

Weld Eng.  

Welding QA/QC 
Specialist 

ANI

4ll. .

I -



CAROLINA POwR & LIGHT CaFrr 
CoCPoRATE .jA.rY ASSURCE DEPARTMENT 

ENGINEERING 9 C ONSTRCTON FL Y AssURAC 
Qju-.uy CONTRL bECTJON

a

REY15J�I 
1

IT PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 

TITLE: FABRTCATTON WETLD RECOR & SETMTIC T Wr_71 RATA REPORT 

5.1 (cont.)

OCI-19. I

Title 

22. Backing Type 
CI BR 

Metal Spec.  
Heat No.

Data 

Circle Type of Backing 
CI = Consumable Insert 
BR = Backing Ring 

ASNE det.al Specification 
Heat No. of the Backing 
Material. Obtained from 
Weld Material Requisition 
(W01M)

Responsibility 

Weld Eng.  

Weld Eng.  
OA,QC Inspector

Note: Size and Type of CI shall be specified by Welding

23. Bare Filler 
Metal Spec.

AS! Filler Metal Spec.

3sze of Filler Metal 

Heat ,o. of Bare Filler Metal.  
Jbtained from V-R.

-/OC I:nspect-.  

QAIQC l-s;ector

24. Coated Filler 
Metal Spec.

Size

Ht/Lot No.  

25. No. of Repairs 
Comments 

26. FWHT Chart 
No/Date

ASI-Z Filler Metal Spec.  

Size of Filler Metal

Heat No. of filler metal and/ 
or lot no. assigned to filler 
metal. Obtained from WR.  

Number of repairs made to the 
weld and pertinent cor•ments.  
Enter Repair WDR numbers.  

Post-Weld Heat Treatment 
Chart No. and Date performed

Weld Eng.

QA/OC Inspector 

QA/OC Inspector 

QA/QC Inspector 

QA/QC Inspector

• • . -7- •

Size 

Ht No.

Weld Eng.

I
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~- cONaiAcLUMi 
CARcLIum Pm.R & Lir{r CoriAv 

COPORATE (UALIY ASSURa DEPARTw 
ENGINEERING 9 CoNsTmUCTION ALLuy A PSSURPANE/ ! 

UALITY CONTROL ):CTION QCI-19.1 
I PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 

TITLE: FABRICATION WELD RECORD & SEISMIC T WELD DATA RFPORT 
5.1 (cont.) 

Title Data Responsibility 

27. QA/oC QA/QC Inspector's signature in
Inspector dicating acceptance of weld 

and date. QA/QC Inspector 

28. QA Final Sinature of Welding QA/QC 
Acceptance Specialist (or his designee) 

indicating final acceptance 
of weld. Date signed. CA/QC Welding 

29. Verified by Sig-nature of ANI indicating 
ANI/Date WDR was reviewed and accepted.  

:ate signed. A:;I 

t~s listed individually) 

Part IT - Erection Traveler rzz:ez Cteck Poin:s 

1. Verify spcols ýein; joined - Verify that the numbers of 
the spool pieces veing joined coincide with the WDR a• tfe 
appropriate isoe trics.  

2. Pre fit-up inspection - Inspection performed in accordance 
with the requirements of NDEP-60.1 

3. Fit-up inspection - Inspection performed in accordance with 
the requirements of NDEP-601.  

4. Check purge g;s - Check for compliance with the appropriate 
welding procedurt.  

5. Check preheat temperature - Check for compliance with the 
appropriate welding procedure.  

6. Root Pass NDE UT-RT-MT-PT-VT - If requtred, *NDE is performed 
in accordance with the applicable procedure. (NDEP-402, 
NDEP-101, NDEF-301, NDEP-201 and NDEP-601). (Insert pro
cedure and revision number.) 

7. Check interpass temperature - Check for compliance with the 
applicable welding procedure.  

8. Intermediate NDE UT-RT-KT-PT-VT - If required, UDE is performed 
in accordance, with the applicable .procedure. .(NDEE-402,



r- 
CORMI&M 

"CA.RLINA POWER & L!•G" Ccrw 
CoRPOATE UALITY ASSURANCE D-PARTrENT 

ENGINEERING & CONSTRUCTION QUALITY ASSURANCE/ 
ALIY CONTROL SECTION 

Till r, PREPARATION & SUBMITTAL OF WELD DATA REPORT, 
~~'~~~r' r Teiu1, t r% nf lTA

I

L

AIM

QCI- 19. 1

REPAIR WELD DATA nEPORT, TANK 
REPORT

5.1 (cont.)

NDEP-101, NDEP-301, NDEP-201 and NDEP-601). (Insert pro
cedure and revision number).  

9. Visually inspect Final Weld ID & OD - Perform inspection in 

accordance with NDEP-601. (Insert procedure and revision 

number.) 

10. Record Ferrite - Two (2) Locations checked in accordance 

with applicable site procedure when required.  

11. Inspect for joint identification - Verify that the field 

weld is marked in accordance with IMP-05.  

12. Check final cleanliness - Checked in accordance with N1DE?-50i.  

13. Final NDE RT-MT-FT-UT - NDE is performed in accordance W-!t.  

the applicable procedure. (NDEP-101, NDEP-301, ;E?-20, 

NDEP-601). .Tnsert procedure and ren1sion nu-Ler., 

14. Release for PWiT - If required, verify that all requirez! NDE 

has teen :o~pleted.  

15. FWHT NDE RT-MT-FT-UT-VT - If required, perform requ-ied :;DE 

after PWHT according to the applicable proceoure. (NDEP-101, 
NDEP-301, NDEP-201, NDEP-401, NDEP-601). (Insert procedure 
and revision number.) 

5.1.1 Each item under Title No. 21 shal1 be .i~tialed, dated 

and checked (Y1 in the appropriate block, indicating 

acceptance or rejection in accordance with the applicable 

MP procedures and/or MEF-601 (Visual Welding Inspection).  

If the item is initially rejected, later acceptance will 

be noted in the "Remarks" section when rework has been 

completed.  

5.2 Repair Weld Data Report 

5.2.1 The Repair Weld: Data Report (Exhibit 2) is initiated by 

the Welding Engineering Unit.  

5.2.2 The white and yellow copies of the Repair WDR are for

warded to QA and the ANI for approval and the insertion 

of additional holdpoints.  

5.2.3 The yellow copy is maintained by WeldingQA/QC and the 

white copy is forwarded to the field.* 
.. -- .

v
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I WITRcUALW LIT Cof 

CAouIN POWR & LiGIT CcPANY

CORPORATE QUALITY ASSURANCE UEPARTIENT 
ENGINEERING & CoNSTRUCTIONw uTL•OFY ASSURANCE/ 

QUALITY CONOL SECTION

*

QCI-19.1
1

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 

TITLE: FABRICATION WELD RECORD & SEISMIC I WELD DATA FPORT

5.2.4 Data shall be entered on the Repair WDR as follows: 
(Numbers correspond with Exhibit 2)

Title 

1. Repair WDR

2. Unit

C:
3. System

Data 

No. Number of repairs made to the 

weld.  

Unit No. obtained from "Line No.  

on WDR.  

System name or designation obtained 
frc= isometric

4. Category System Category (ASME Class 1, 2, 3, 
Seismic I). Obtained from Isometric

5. Drawing 

6. Field Weld 
ID

Iso No./Engineering Drawing No.  
obtai4ed afro= Isometric 

Assigned weld identification frc= 
Iso -etric/Drawing

7. Base Metal A_ ESpec. and Grade of Base materials 
and Grade being joined. Obtained from Isc=etric 

or Line Lists.  

8. Pipe/ Size in inches of Pipe and/or co~po
Component nent and thickness of material. Ob

Size tained from Isometric or WDR.  

9. Welding Pro- Appropriate Welding Procedure and 

cedure and Revision No..  
Revision No.

Responsibility

Weld Eng.  

U2.d Eng.  

Weld Eng.  

Weld LEg.

Weld Eng.  

Weld End.  

Weld Eng.  

Weld Eng.  

Weld Eng.

10. PC No. to 
Pc No.  
Ht No. to 
Ht . No.

Piece No. to Piece No.  
Heat No. to Heat No.  
Obtained from Pipe Marking and/or 

from Pipe Spool Fabrication Dwg.  
Exception: When welded valves are 

joined to a piping system, the valve 

serial number will be used in lieu of 
Ht. No.. Weld Eng/ QA/QC Inspect(

I. -10:-."
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•-r~nev ^tA Pnnto £ I tritrt- PANY

COR~poRAT QuALulY ASSURACE DEPARThENT 
EINmEERING & CONTRCTIN Qu~aLfY ASSURACE! 

QUAt.ITY CONTOL. -ECTION

ai

REY1ISIN
OCI-19.1

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 
TITLE: FABRICATION WELD RECORD & SEISMIC T WELD DATA SEPOST 

5.2.4 (cont.)

Title Data Responsibility

11. Joint Type, 
CI, BR, OB, 
SKT, other 

12. Heat Treat 
Procedure 
& Rev. No.  

13. Welding 
Engineer 
& Date 

14. Al1 Review 
& Date 

15. QA Review 
& Date 

16. Backing Type 

17. Bare Metal

Size

Ht

18. Coated 
Filler 
Metal Spec.

Circle the appropriate joint 
type.  
CI = Consumable Insert 
BR z Backing Ring 
F r Fillet 
OB = Open Butt 
SKT = Socket 
Obtained from Drawing while 
meeting requirements of WPS 
& Ebasco Spec. M-30 

Appropriate Post-Weld Heat 
Treatment Procedure & Rev. No.  

Signature and date of Welding 
Engineer (or his designee) ini
tiating Weld Data Report

Weld Eng.  

:;eld Eng.

Weld E-ng.

Signature & date of ANI 
agreeing to holdpoints.

Signature & date of QA/QC 
Welding agreeing to holdpoints 
and releasing WDR to construc
tion.  

Circle type of backing, if not 
applicable, mark N/A.  

Size of Filler Metal 

Heat No. of Bare Filler Metal 

ASME Filler Metal Spec.  
(If not applicable, mark N/A)

QA/QC Welding 

Weld Eng.  

QA/QC Inspector 

QA/QC Inspector

Weld Eng.

Size

.4

I.. -

r 
I

I
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C~AROLIN POVER 9 L IGmT CaI'AN

EF INEERING & CONSTRUCTioN . uxoTY ASSUANCE/ 
QUALITY CONTOL ZiECTION

a
- .1 �-

QCI-19. 1

TITLE: PREFARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPCRT, TANK 
aRRr UWELD) V D ,WT MTr T urt ________p__P_

5.2.4 (cont.)

Title 

19. Ht/Lot No.  

20. Welder's 
Symbol 
Root 

21. Welder' 
Symbol 
Intermediate 

22. Welder's 
Symbol 
Final 

.23. Repair 
Instructicns

24. Item

25. QA/QC 
Specialist

26. ANI 
(Code Weld)

Data

Heat No. of Filler Metal 
and/or Lot No. assigned 
to Filler Metal 

Symbol assigned to Welder 
entered at time of welding.  

Symbol assigned to Welder 
entered at time of welding 

Symbol assigned tb Welder, 
entered at time of welding.  

The instructions for repairing 
tte weld as assigned by Welding 
Engineer.  

Holdpoints Engineer checked (W) 
that are required by QA in 
addition to holdpoints checked 
(%J by Welding Engineer. Hold
points that do not apply shall 
be marked NIA.  

ANI holdpoints checked (A) 
to be witnessed by ANI. Hold
points that do not apply shall 
be marked N/A.  

Signature of Welding QA/QC 
Specialist (or his designee) 
indicating final acceptance of 
weld repair. Date signed.  

Signature and date of ANI 
indicating RWDR was reviewed 
and accepted. Date signed.

Responsibility 

QA/QC Inspector 

QA/QC Inspector 

QA/0C irspector

Weld Er;.

QA/QC Welding

ANI

Welding QA/QC 
Specialist

ANI

1
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"COflM U 

CAR-1N Pow

Ifl* w

R& LIGT C0VI4Y

CORPORATE OJALuly ASSURANCE DEPART?'SNT 
ENGINEERING & CONSTRUCTION QALXI1 ASSURANCE/ 

QUALITY CONTOL bCTION
REV1 IS

QCI-19.1

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WZ1.D DATA REPORT, TANK 

TITLE: FABRICATION WELD RECORD & SEISMIC I WELD DATA REPORT

5.2.5 QA accepted signature signifies that the 
repaired and accepted in accordance with 

MP specification and NDEP specification.

item has been 
the applicable

5.3 Seismic I WDR (SWDR)

5.3.1 The SWDR (QA-34 form) is initiated by the discipline 

engineer in the case of pipe hangers and structural items.  

It is initiated by the craft foreman for cable tray, 

conduit and HVAC supports. The appropriate individual 

fills out pertinent information and forwards the SWDR to 

the welding engineer if holdpoints are required.

5.3.2 The white and yellow copies of the SWDR, along with the 

work package are forwarded to the Welding QA/QC Specialist 

or his designee.  

5.3.3 The Welding QA/QC Specialist or his desig-ee, reviews the 

SWDR for essential information and mandatory holdpoints 

and -inserts additionalbo.dpoi•t3. -if required.  

5.3.4 The Welding QA/QC Specialist, or his designee, will ini

tial and date the SWDR and send the white -.WT to the 

applicable Engineering discipline or craft.  

5.3.5 The areas of responsibility fpr filling out the SWDR are 

outlined below: (numbers correspond with numbered blocks 

on Exhibit 1) 

5.3.5.1 Pipe Hangers & Structural 

A. Discipline Engineer (or his designee)

1. Completes blocks 1 through 6 

2. Identifies joints involving 1-1/2" and 

thicker base material and assigns pre

heat holdpoints (and fitup holdpoints, 

if applicable).  
3. Signs and dates: Retains pink copy and 

forwards white copy and yellow copy to 

Welding Engineer.  

B. Welding Engineer (or his designee) 

1. Completes blocks 7,. 8 and 9.  

2. Identifies joint type and assigns man

datoryýholdpoints-.

"" IJLJ I

1
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CW[TRO1JJUEN 
CAROLINA Po.R 9 LiGT Comp A 

CORPORATE QPLIT AssvwcE DEPARTmENT 
ENGNEEING& CONSTRUICTION QuA.. fY ASSLRACE/ NMF QUALITY COTýROL ,,ECTION OCI-19.( 
PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK TITLE: FABR!CATION WELD RECORD & SEISMIC I WELD DATA REPORT 

5.3.5.1 (cont.) 

3. Identifies Joints which require PWHT.  
4. Sign and dates; forwards yellow and white copies to Welding QA/OC.  

C. Welding QA/QC Specialist (or his designee) 

1. Reviews entries made by Engineers against 
applicable drawings and specifications.  

2. Designates additional holdpoint3 as 
needed.  

3. Initials and dates; retains yellow copy 
and forwards white copy to discipline 
engineer.  

D. Discipline Engineer 

'. Forwards white copy with work package 
"to t•he craft foreman.  

E. Craft Fore=an 

1. Completes weldout of joints not requiring 
preheat or fitup inspecticn.  

2. Notifies Welding QA/QC when ready for 
preheat-end/or fitup inspection.  

3. Notifies Welding QA/QC when ready for 
full penetration root pass holdpoints.  

4. Signs and dates Section n of white copy when all welds are complete.  

F. Welding QA/QC Inspector 

1. Completes items 1 through 3 in Section III.  2. Performs preheat and fitup inspection as 
designated. (Releases for weldout/root 
pass when acceptable.) 

3. Performs root pass visual inspection of 
full penetration joints.  
a. Performs specified =DE, or b. initiates NDE Request to the NDE subunit.  
c. Releases for weldout when acceptable.  4. Perforos final visual inspection of all 
Joints and records welder(s) symbol(s).  

5. Performs specified Final NDE or: . a. Initiates NDE Request to the NDE subunit.  

-14
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CARoum PaeA & LiG- CcrAN 
CoipoRATE OiAUTY Assuwic DEPARThENT ENGINEERING 9 Co•IsTIJumON gmay AssLRAKYXS! 

QUALTITY CAmSS UoNE QCI-19.1 

TITLE: PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 

FABRICATION WELD RECORD & SPTIMTC T WF1.. rwaTA PPna 

5.3.5.1 (cont.) 

b. Initiates request for vacuum box 
testing, if specified.  

6. Monitors PWHT in accordance with CQC-20, 
if specified.  

7. Acceptable welds having the same inspec
tion and NDE requirements may be tested 
collectively. QluantLies as shown on 

applicable drawings, will be indicated 
(i.e. (8) fillet welds or (4) flare bevel 
welds). Unacceptable joint. will be 
listed and identified separately (i.e.  
5/16" fil2et,•c..-5 to Pc. 8 top). Rein
spection and acceptance will be indicated 
by listing the joint again in the sa.mie 
section of the QA-34 form.  

5.3.5.2 Cable Tray. Conduit and HKAC Supports 

"A. Craft Foreman 

1. Completes blocks I through 6 (obtains 
help from Area EPgineer = needed ).  

2. Enters data in blocks 7 and 8 for joints 
covered by WP-203 and WP-400 (electrical 
cable tray and conduit supports; and EVAC 
supports).  

3. Coapletez weldout of Joints not involving 
full penetration welds or attachments to 
engineered embedded plates. (Signs and 

-dates--Section r if no full penetration 
welds or attachments to engineered embedded 
jOlates are involved.) 

4. Informs Discipline Engineer of full pene
tration welds or joints involvig engineered 
embedded plates (forwards SWDR to the 
Diocipline Engineer).  

B. Discipline Engineer 

1. Identifies full penetration welds and assigns 
fitup holdpoints.  

2. Identifies joints involving 1-1/2" and 
thicker base material and assigns preheat 

.holdpoints.  
3." Identif ies joints requiring FVHT and 

a~sisps ý.W'i holdpoints.



CAROLINA PoW.R & LIGHT CoCWANY 

CoRPoRATE QUAITY ASSURANCE DEPARTFENT 
ENGiNEERING & CONSTUCTIn qULmuY ASSURACE! UBRRVSO 

QUALITY CONTROL ECTION19.1 1 

PREPARAITION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 
TITLE: FABRICATION WELD RE ORD & SEISMIC r WE-L DATA REPORT 

5.3.5.2 (cont.) 

4. Signs and dates: Retains pink copy and 

forward white and yellow copies to the 
Welding Engineer.  

C. Welding Engineer (or his designee) 

1. Enter data. in blocks 7 and 8 for full 
penetration welds and joints involving 
1-1/2" thick base material. Other perti

nent welding information will be entered 
in block 9.  

2. .Signs and dates; forwards wb•te and yellow 
copies to Welding QA/OC.  

D. Welding OA/QC Specialist (or his designee) 

1. Review entries made by engineers against 

applicable drawings ar4 documents.  
2. Designates additional holdpoints as needed.  
3. Initials and dates; retains yellow copy 

and forwards white copy to the craft 
foreman.  

E. Craft Foreman 

1. Notifies .A/QC when ready for preheat and/ 
or fitup holdpoints.  

2. Notifies QA/QC when ready for full penetra

tion joint root pass holdpoints.  
3. Signs and dates Section II of white copy 

and yellow copy when all welds are completed.  

F. Welding QA/QC Inspector 

1. Completes items 1 through 3 in Section III.  

2. Performs preheat and fitup inspection as 
designated. (Releases for weldout/root 
pass when acceptable.) 

3. Performs root pass visual inspection of 
full penetration Joints.  
a. Performs specified NDE, or 
b. initiates NDE Request to the NDE subunit.  
c. Releases for weldout when acceptable.  

4. Performs final visual inspection of all 
Joints and records welder(s) symbol(s).

. -.16- .



CA OLINA P L!Gfr Cai'T 
C•RPORATE DxA.ITY AsSURANCE DEPARThENT 

ENGiNEERING g CoNsTmuCTn O .ITY AssURAN C!MBE EEISJ 
QUALITY COTrROL CTION QCI-19.1 I 

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR WELD DATA REPORT, TANK 
TITLE: FABRICATION WELD RECORD & SETcMTC T WtD DATa PFPnRT 

5.3.5.2 (cont.) 

5. Performs specified Final NDE or: 
a. Initiates NDE Request to the NDE subunit.  
b. Initiates request for vacuum box testing, 

if specified.  
6. Monitors PWHT in accordance with CQC-20,. if 

specified.  
7. Acceptable welds having the same inspec

tion and NDE requirements may be tested 
collectively. Quantities as shown on 
applicable drawings, will be indicated 
(i.e. (8) fillet welds or !") flare bevel 
welds). Unacceptable joints will be 

listed and identified separately Ci.e.  
5/16" fillet Pc. 5 to Pc. 8 top). Rein
spection and acceptance will be indicated 
by listing the joint again in the same 
section of the QA-34 form.  

[-. 5.4 Tank Fabrication Weld Record (TFWR) 

5.4.1 The TFWR (QA-32 form) is initiated by the Welding 
Engineer (or his designee) who wi.l fiUl in the tank 
design and identification data; joint identification, 
the material thickness, joint type, specified holdpoints 
and weld procedures for each weld joint. The TFWR is 
forwarded to Welding ;A/QC.  

5.4.2 The Welding QA/QC Specialist (or his designee) reviews 
the TFWR for essential requirements and mandatory hold
points; designates additional holdpoints, as needed; 
and submits it to the ANI (Code Class tanks only) for 
review and designation of his holdpoints.  

Title Data Responsibility 

1. Unit No. Assigned to Unit which tank belongs. W1eld Eng.  

2. Tank I.D. Obtained from tank drawing. Weld Eng.  
Number 

3. ASME Code ASME Code Class 1, 2 or 3. Weld Eng.  
Class 

4. Drawing Obtained from drawing. Weld Eng.  
Number

;-17-
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1 rv.CAPN

CORPORATE •UALJTY AssUNcE DEPARTmT " 
> iNE~ & LOwsRucIoN WAL Fy ASSUANCE! 

"Wua1Ty CONTRL Sriam 

PREPARATION & SUBMITTAL OF WELD DATA REPORT, REPAIR I 

TITLE: FABRICATION WELD RECORD & I W ORT 

5.4.2 (cont.)
Title 

5. Weld Engr.

EE�W�
I

•CI-lQ. I
CIELD DAARPRTN

Data 

Signature of Weld Engr. (or his 

designee) initiating the Tank 

Fabrication Weld Record and date.

6. Weld Ntumbegp-I-.D-.-bN--ot weld from drawing.

7. Material 
Thickness 

8. Joint Type 

9. Weld Proc.  
and NDE 
Requirements 

10. Required 

Holdpoints 

ii. Weld Symbol

Obtained from drawing.  

Obtained from drawing.  

Assigned by Weld Engr.  

Assigned by Weld Engr.  

From assigned welderts).

12. Material Heat From WMR.

Responsibility

Weld Eng.  
Weld Eng.  

Weld Eng.  

'?:Id Eng.  

Weld Eng.

Weld Eni 

Foreman 

Foreman

13. QA/QC 
Inspector 

14. ANI 

15. QA/QC 
Specialist

b.o LXHIBITS 

Exhibit 1, 
Exhibit 2, 
Exhibit 3, 
Exhibit 4,

Signature and date of QA/QC Inspector 
verifying holdpoints. QA/QC

Signature and date of ANI verifying 
and/or adding holdpoints.  

Signature and date of QA/OC 
Specialist or his designee after 

completion of TFWR.

ANI

QA/OC S3

Weld Data Report (WDR) 
Repair Weld Data Report (Repair WDR) 

Tank Fabrication Weld Record (TFWR) 
Seismic I Weld Data Report (SWDR)

- ¶8-

r~~w

pec.

1��

gEDDATA REPORT, TANK



"PRO4 Exhibit 1, OCI-19.1e Rev. 1, Page I of I 
uNrr NO. TURNOVEAf lA 

1) W R 4. _____jýV EOD

WELD OI REPORT' 
(PROCESS CONTROL CHECKLIST) 

(PROCEDURE COC-M)

STEM {CAT. ENG. MO. NO. gFILL MTAL TYPE DESIGN (3) (4) 5 (6) ()1 LNE N 

.BASE METAL SPEC. .GRADE JOINT TYPE- RF.OBSKT* PIPE/COMP( 1 0 (N () (89) IZEN TO 

WELDING PROCEDURE 8 REV NO. MA 
IPC NO. (1)TO PC NO. IIKM 

IT.NO. 14) 4) (1;) W, WELDING ENG. VERir;CATioI4 DATE lANI REVIEW FOR H4OL.POiNT DATE RELEASED FOR WELDING OA/OC DATE 

(17) (1(18 

PART II -ERECTION TRAVELER PROCESS CHECK POINTS ....  

CINSPECTOR ANI 
__________ITEMS (21)_AI R I DATE INSP. H A R DATE 'ANI 

,*VERIFY SPOOLS BEING .01, A- AEPETED 
R- RE'%CTE0 RE FIT-UP INSPECTION 

N" V'IN H COLUMN MEA.NS HOLD FIT-UP IMPECTICN 
FORGAAc OR ANI AS AFLICABLE 4 -CHECK_ PJM GAS 

Off.RT N/A WHERE AN OPERA- 5 F86 •EICAT TEMPERATURE 
TION DOES NOT APPLY 6 W PASS NDE UT-RT-MT-PT 

Ncm. ,&a REV.-
UM BLANK UNES FOR ADOITIONAL N PCHEC--Y"• TEn- A.RE 

1 OR REINSPECTIONS 8 VI3CUALL d&'%--- F AL"WEL 
WELDER(S) SYMBOL (20) - 0O tOeLo 13,0-90P REV.  

TACK 9 PURGE DAM RS!E , 

S 1. 10 INSPECT FOR TaiN0eImncATicm 
"ROOT 11 ..... FNAL CLEAt S 

[ilili]~1 [1~][ j FINAL NOE RT-M T--:UT-VT NE.3 REV. ..  

INTERMEDIATE 13 INSPECT PWHT I]]J LI~iIZ1Ei~i 14 INSPECTION OF THERUO~~ - - -L.... REMOVAL NOEP % [~Ej] ~j~15 PVIHT NOE KR-T-1617PT-UT-VT- -

FINAL NOEP REV.  

SACKING TYPE CI BR BARE FILL METAL SPEC. COATED FILLER METAL SPEC.  
METAL SPEC. (22) SIZE (23) . "T NO. SIZE (24) HT/LrT 
H E-.A T /C O DE __,_ _N O .  

NO. OF REPAIRS-(CO2ENTS (REPAIR WO( NMBERS) PW1T CHART NO.T 
(25) (26) f

REMARKS:

- .-.... ,.... -. �.... -,

QAIOC INSPECTOR 
(27)

DATE

(A/Q28 FriL ACCEPTANCE

VERFIED BY AM 
(29)

DATE

I
I 
I

REV. 4 2 /ai I I II

I

mjmýý ------ -



Exhibit 2, QcI-l9.l 
Rev. i, Page 1 of I

BARE FILLER METAL SPEM.  
SIZE (17) HT NO.  

' S SYMBOL -INTERMEDIATE 

(21)

COATED FILLER METAL SPEC.  
s= (18) 1 '/Lor NO. (1L) -

.- FINAL

ACCEPTE BI

A,/CC SPECIALIST (21;1
CATE"

VERIFIED BY

At* (CODE WELD CH4Ly (26)

(291



if'7
DATE WELDING ENGJFOREk i DATE=

2."BUILDING 3. ELEV.14. LOCA. 5. COMPUNE flT/HANGERU1I.  
It

,DRAWINU;, R EV. :6 SCIT. !. WELD PROC. 9. WELD-INSTRl 

8e.WELO ML. Ty.

__

1. NOTIFY DISCIPLINE ENGINEER FOR ADDITIONAL INSTRUCTIONS FOR FULL PENETRATION 
-. ,TIcY DISIPLINE ENG!1IEER FOR ADDITIONA' INS•1I'"TIONS ON JOINTS INVOLVING ENGINEERED PLATES 

COMLETE WELDOUT OF JOINTS NOT REQUIRING AWITIONAL INSTRUCTMONS 
4. INFORM QA/OC FOR HOLD POINTS (H) & FINAL WELD I'ISPECTION " , 

L WELD TYPE 5 CONFIGURATION CHECKED WITH DWG(tS) COMPONENT/HANGER CONFIGURATION , HECKED WITH DWG(S) ADROI DATE

2 WELDER(S) QUALIFICATION A 03 R 0 3.MAT'L STA[US A 0OR 0 j C/Oa 1 A/Qc rNSPECTIO"
1., .. • • •, "I - 1.L. . h I MF unr LL- iI1'I i A

J oI .O R DECELD.  
~T. OF WELDS

WELDER PREHEAT FITUPI

-IEMP. H A R H A |H ARHARHA RHAR 1______ _______ 

__._._____._____._'1 
i||i 

Vr I II I

LEGEND: H 2 
As 
R= 
T Tx

HOLDPOINT 
ACCEPT 
REJECT 
TEMP GREATER 
THAN LISTED

OA/QC INSPECTION 1, NDE HOLDPOINT ASSIGNED '
AND/OR VERIFIED BY _ _ 

INITIALS

REMARKS:

QA/QC SPECIALIST / DESIGNEE

* USE QA-34A TO LIST ADDITIONAL WELDS

4)RAWINc�S REV.� Slit IT 7. WELD PROC. 9. WELD II�i�.

DISCIPLINE ENG.

C

Is .1

- p - p

VT MT/PT I VT IMVPTI lIT I UT I
PWIil]

VAC 
anx

WMITIALS

DA...TE:~

DATE
MR •IPRIIW OF DORIIETlClCHVR.PA OR REWORK NCR/0OR. ETC..

DATE

DATE

I. q I

i nYii

C

I f 
4¸

I DATE:
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WELD LVJ.A REPA pq&toiQ 'f~ 
(PROCESS CONTROL CHE-.CL!ST) RE XDU ______ 

(PROCEURE COC-1S) WEiiz~~.2  " mI-ORD j q.=~i=! 
li~~A&y.2 s, c~9' 

_____oI__1______A

SYSTEM ICAT. 150 , NO. EN4. OWG.#0 

VAE METAL SPEC. lS GRADE I ~ 7_Tp t* _Y1 77 3 ~TO~ -
PC NO. AI- -' TO PC "0 _d -A- :Z' r 

0Z* O.c j^vi

arv~~ 7 5zLIr
LINE NO.IL.  ISKT,CTHSR I = -- !i1,; 

WELDING PROCEDURE &E.O. MATI~kAI - .

'~-A~ R- ?4- (k'0* ) )ITHICK04ESSI I1?
HT NO. V_ "l '- I ii . ~* ~ 
FILL METAL TYPE PWHT PROCEDURE 3 1EV u.1 'ITEM 

if? 3o8LAl CLR.60 
WE-LDING ENO0. VERIFIVATIO?4 DATE AccpP~It. o PORSTS AT EI.E ED/IOR WELDING CA c 

A & I ERECTION *TRAVELER PROCESS CHECK POINTS

A- ACCEPTED 

R-REJECTED 

H.- 11 IN 14 COLUMN MEANS H4OLD 

'h R CA OR ANI AS APPLICABLE 

¶TSERT N/A WHERE At: OPERA
..~JoN DOES NOT APPLY

QA INSPECTOVt ANI ITEMS MIA IR JDTE JI5P. IHA IR DATE1 II VERIFY SPOOLS BEIN4G JOINED-I I I I I 

2 PRE FIT-UP INSPECTION 
3 FIT-UP INSPEUTION ar 112,4v v.2.  

4 CHECK PURGE GASho 

5 ICW4.CK PREHEAT TEMPERATURE C.- tot~~ #.  
C ROOT PASS NDE UT-RT-MT-PT *A01 ______

f.&ISE BLANK LINES FOR ADDITIONAL. *~C NEPS EPRTR 

~HECK OR EINSECTINS 16 INTERMEDIATE NOE UT-RT-MT-PT -

-WELDER(S) SYMBOL 
TACK 9 4S.,ALLY !NSPECT FINAL .VELD ~~"~14 i 

LL;LJ 3,o ivoe C- dw a : 

ROOT ~ C 4EO.RC FERFITE-2 #.CATONS 
i 'l4SFECT FOR JO&NT lOENT F.:A'Z-; ' 1 

lK MD I- ýT-U k 

I&GLE E FOR PWHT -

FINAL I- fTD- TLP'

SACKIN TYPE B4I ' R I AIE --- YETAL 

METAL SPEC.. -71 e % -l" $ liET 

HEAT NO. z2I'kTgo9 I

REMARKS:

cipti f-o'?3s7 
CAL,bephogs WMz 715-37f'

.y. .
. -.- f1 e%*. 0-

NO. OF REPAIRS -COMMENTS 
tiopc

I

I

i I SPE05f-5 
I TZE

I



rra iCLOSED 
CONSTR .QUALITY ASSURA 

ItemActivity Name or Ddscrptl

Spent Fuel 1 I i. - - 7 

Serial, Heat orOtier Identificatioel Supplier or Hanufacturer 

No. (Specify) 

2SF149 FV 4G8 N/A 

Violation (SpeciLicatLion. DrawiLg, Procedure or Other) NCR No.  

ASME QA Manual, Section 6, Para. 6.4.3 W-207 

Deficiencv Details: I-
The ANI Holdpoint was by-passed on the final visual inspection 

on 2-SF-149 FW408. This is a violation of the above referenced 

procedure. The field weld has also been accepted by MJDE 

Inspector and the ANI for final NDE (PT).  

De•ap Line 03SF12-176-SB-2&3 
Pip;e. Size - 12.00'

tC

(,KflFF, 
r 'A J

SETiON Iil

Pete Tingen
DDOR EVALUATLON

Construction. Phase Engineering Phase 
x QA Program Violation 

X Specification DeviatL© 
Procedural Deviation 
Unacceptable Vo rkansh 

Damage 
Other 

X Hot Repo, rtable 
Site IQA Engr. I LIM

Evaluated by'

Date 3i.1-ie2 
*Deterz,.ned not to be reportable 

under 10C an1 and IOCFR5O.55(e).  

QA/QC Specialist

Final Disposition: VerifiedMj Hold/Reject tags removed IQ

Date
QA/QC Inspector If

.istributiotn 
Orig: Director - QA/QC - SHP 

cc: Site Hgr./Sr. Res. Engr.  

Initiating Q&/QC Specialist 
Accounting 
Mgr. - E&C QA/QC 

QKgr. - HPES 
CiA-E Site QA Representative 
•3NSSS Site Representative 

mat4 X E. Willett I

Authorized Nuclear Inspector Date

I



=ji 

DDR PACKAGE CHECKLIST

DDR No. d .  

Corrective Action Report (QA-4) dated ____/___

dated 

dated

Conditional Release Request CQA-5) dated 

dated 

dated

QA!OC Field Report (OA-3• No.  

:No.

Cojanti ty 

I 

I

Otner D)oc---ens ~Speci.17 type and rezort no. or date.  

ijtl 7' - r -eS C er 

(7T

Q A RECORDS 

19 
ýk hv;K ;& - .I 

t u 
w 

U &M=3 V LLD t- 11 
5impp eeNq-TR. P At iwi*

AivSpec zalst

File: S-- I

'Date



K
COR F fOWE'UALM YýASS URA HC DEFfXZDRK 3 

CORRECTIVE ACTION REPORT Issue 
(Procedure CQC-2) page I or~ 

roposed DiSPo1ition:

DRepair Aework OReject Ofieject O~ermarmnt waiver 
(Return to Vendor) (Scrap) (Accept,-as-is) 

(fUpgrade Code Certification DDowngrade Item D0ther (describe telow) 

-etik3 ok \C " tqI\ 

itccended By: Approved By: 

Di"?scipline Enieerg,- Date 6~4rS.Res. Eng. /y.6 gpj bate

:ohective Action and Final Disposition: 

%--Documented Cause & Preventive Measures required: S3,es 

Signý 1fature 
-jDetails-* /?t r-7/wyEZ A .cij~srKc.Epr, UiA AI/E ' r 

A ýFrsr1i.AZ5CiA - l4da r/F'~A ~c~r..J~O'

.'CaUse: 

LP

V�

Preventive Yeasure3: 

%N. %,-1

Approved By:

-6*tV-t~grrSr. Res. LEngr./HlI-T**fBSr

I

alFk

.% ý , 't. ýL -,-N C- ',

5; ý - , g ý P-,t ý, -3 /1, /s, I 
Discipline Enginterz.r- Date

.S z IL - &!ý?
Date
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Carolina Power & Light Company 

P.O. Box 101, Hew Hill, N.C. 27562

/ Corgotpancxnce 

. ..... : •. -, .: " V" February 18, 1982 

t0 TO: All Welding QC Inspectors 

)M: T.J. Wait 

1JECT: ANt HoldpoLnts

rtime an AN! Holdpoint is reached on 

E by speed -eo if he is not readily 

tii the speed memo has been returned 

-q 

J:dh

a WDR, the inspector shall notify the 
available. Work shall not proceed 
from the AKI.  

T.J. Wait 
Welding QA/QC Specialist

: Tim Rhodes 
G.L. Forehand

* * - .S. *��

* .** . a 
...-

-a.
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WELD/ITEM REMARKCS
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4.. .'

I * 0 110 l .ý I 
Carolina Powtr a Light Company
LIVQUDPNETRANIT1NOE IEPORT

UNIT 10 2XJ1LM 40 DATEo

ISYSTEMS JLINE,. 4 J WELD/IT§ M#I~~

fD1IWCVSS/1ATE RY Is .3. -"OS11 a~o 

TV MTL. THICKN!ESS 0.0jrj" SURFACE FINISH. WLC ftoc PRcoviCED 

M V IA-: #f(GROU1NO COTHER NdO. WE2/ ac v 
HLs SA!ECk OF: MPFG. - INFO (DREPAOR IJ T DESIGN ON/A DORN Os~s 

R~OO 0 INTERMECIATE kFINAL VINS IOPN~. ar DOoCKCE-I#9f 

PENETANT WELLTIME 

SKETCH & REMARKS af/ "oof'7d 

00S ry,.9-z., sor,.  

DID Oe ~ r.-5~4 OOA. Z.714 rt* 

CU~ew ktvsAo l'd F#AOM eJD44 

WELDIITEM RMRSIF 
NUMBER ACMAC. INFORL 

_________________X/._________ 0CC ;ga.p~ L 

4.21ur-

P sojec r.-"A Joe8 NO.ZI

Yr.

PAGEYOF,/_

LqSRAAIV4 /



RCAROLINA'POWVD & LIGHTC04A 
CO ORATE QUALITY ASSURANlCE DEPAR1WT 

NONDESTRUCTIVE EXAMINATION REQUEST 
(l~rocedure CQC-19)

PPJob No. tI Unit 10 W3b 1 o0 Date 3k II 
SysteM Line Weld/Item- Number 

._5G 1 -5Fi J.S II.t-I1 Sla N q l 2 0 

Category JAccetance Standard: SmIE III Div.v 1 O8"'E III Div. 2 
OAMVIII, Div. 1 AWSM DIii Div. 9 Edtt31. Other____ 

-3 AWS D1.1, Sec. 8 AS /1l ec9 dto/ear_____ 

Mtl. Thickness O.D/be -:V,44 Surface Finish: s-Welde I D rcedure 

0.0 Ground O I No Rev.  

4.313 12?,6b)" 61 020 
dure aid Rev. Joint Design D.Y/A 

(4 ?, 1 OBEN ODBKS aýNS D30PKI BT OMocket 0 Other

Location 

Cw24/£)f~ /~.l~ 
0 Root 0 cavity 

0 Interm~ediate 0 Prior to FANT 

Clrnal 0 A~ter ME~T 

0 Other________ 

0 Repair C J 
Area

Gztzt ýT h40 , .

Reque3 ted by �

Q AIQC Specialo)st

LIU0 Reject

1

ti cle 

netrant



�UdMLmm. � - -�---. -

oA.pj 
2/a1 
ReV'. 0

C AROLINA OWER' & LIGHT CAh 

CORPORATE O3AL ITY -ASSURANCE DEPARTMENT

NOND0ESTRUCTIVE EXAM(INATION 1PEOUEST 
(Procedure COC-19)

Project 5Y/#Aev? Job No. Unit 10 E-1WD Da te z -_C- 61 ..
Drawin Syte Line Wef/-/~z~ ~ld/Ite Numbe 

Dr1n sote eiejedItmNme 
Des~1gn Class/Category IA a~tane Sandrd q.I", Div, AS I Dniv, 2 ,' &. T M~v I 11c. 147 m.a -

.9 AW 0.1 Sc.6 AM 0Y1.1 tee. 9 Editin/Ye 

MU. TY*~ Ktl. Thickness O.Dangth. SurfacqJZ4sLh: As-Welded IEProcedure 
10Y 2 Other~ - o.tl Rev. q 

Welding Procedure and Rev. Joint esign OKr 3N/A 
n ERN Dec EB1S S OPN BT OSocket D Otber 

Welders Symbol Location f6 "i~d2 /

Q.:Radicgrapby 
O3 Magnetic Particle 

O Lquid Penetrant 
bEddy Current 
DLeak Test 

0 Othzer

o Root 
0Intermdilate 

0 i'nal 
*Ot'ber ~j 4 

C3Rep~airf _____ 
Aiea__ _ _ _ _ _

o cavity 
Ofrior to FkIHT 
O After PwaT

REYAMK:

Requested
Date 

ýDate

I 
nija�.

4x. 10 ---

* 37f "
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