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GLOSSARY OF TERMS

A supplier that has been evaluated and approved by a Material Organization or
Certificate Holder in accordance with the requirements of NCA-3800.

A documented evaluation performed to verify, by examination of objective evidence,
that those selected elements of a previously approved quality program have been
developed, documented, and implemented in accordance with specified
requirements. An audit does not include surveillance or inspection for the purpose
of process control, or acceptance of material or items.

An employee of an ASME accredited Authorized Inspection Agency who has
qualifications for and has been properly qualified for ASME Section Ill, Division 1
of the Code. He is not a Flowserve employee, but provides independent third party
inspection

An employee of an ASME accredited Authorized Inspection Agency who has been
assigned by that agency to oversee and direct the work of one or more Authorized
Nuclear Inspectors and who has qualifications for and has been properly qualified
for ASME Section 111, Division 1 of the Code.

A document issued by the American Society of Mechanical Engineers which
authorizes the use of an ASME Code Symbol Stamp for a specified time and for a
specified scope of activity.

A document signed or otherwise authenticated by an authorized

individual certifying the degree to which items or services meet specified
requirements. These shall be signed by QA Engineers, QA Technicians,
Welding/Metallurgical Engineers, or Product Design Engineers, depending upon the
type Certificate prepared.

A document generated by Flowserve (for valves 4" and under) or

from the Owner or his designee which delineates all the design
characteristics associated with the component ordered. The document is
certified by a Registered Professional Engineer.

A document attesting that the material is in accordance with specified requirements,
including the actual results of all required chemical analyses, tests, and
examinations.

The rules and requirements of the American Society of Mechanical Engineers Boiler
and Pressure Vessel Code, Section Ill, Division |, Nuclear Power Plant
Components, and Addenda, including referenced Codes and Standards.
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Corrective Action A planned sequence of events to correct known deficiencies or defects

Plan and introduce measures to preclude recurrence. These may consist of standard
repair instructions, special repair instructions, specific directives to Department
Heads, or any combination of these.

Customer Customer requirements received by Flowserve which delineate
Specifications the minimum characteristics which are acceptable to them. For orders which

include Code compliance as a requirement, the applicable Owner's Certified Design
Specification must be included in the customer specifications.

Defective Material ~ Material that does not meet specified requirements

Department Refers to a department head who is responsible for compliance with the applicable
requirements of the Code and any other special requirements. He may delegate
authority to achieve the required results, but the responsibility remains with the
department head.

Documentation The recording of all pertinent data which establishes compliance with the Code and
other applicable specifications. The data shall be recorded in a manner which will
relate it to the specific order to which it pertains. Where Code compliance is not
required, the specifications will be mutually agreed upon by Flowserve and the
customer. All documentation requirements shall be identified through a Quality
Assurance Plan (QAP).

The documentation system is the same for all classes of valves identified in Section
111, Division 1, of the Code.

Flowserve Manufacturing facility at 1900 South Saunders Street, Raleigh, North
Corporation Carolina27603. The term "Flowserve" in this Manual is a synonymous term, as are
the terms Raleigh Plant and Flowserve-Raleigh. (This company was formerly
Edward Vogt Valve Co.)
Hold Point A designated stopping place during or following a specific activity at which inspection

or examination is required (by the party establishing the hold point) before further
work can be performed.

Item A product constructed under a Certificate of Authorization or material.
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Monitor

A network of personal computers which share a series of plant files.
Individuals on the network may access plant information for purposes of
performing their job/duties. Only authorized individuals, however, may
input/delete/revise information in the specific file(s).

Metallic materials manufactured to an SA, SB, SFA, or any other material
specifications permitted in Section Il and which are manufactured, identified, and
certified in accordance with the requirements of Section IlI.

An organization accredited by holding a Quality System Certificate issued by the
Society, or qualified by an accredited Material Organization or Certificate Holder, in
accordance with the requirements of Section 111, NCA-3800.

The committee which is authorized to make decisions pertaining to
the disposition of defective items and the applicable corrective action to preclude
recurrence of the problem.

Flowserve documents incorporating the requirements of recognized

industry standards for materials, such as ASME or ASTM specifications for materials, or

the Code, or internal company requirements. The Material Specification is also
referred to in the Raleigh Plant as a Raleigh Material Code (RMC) and is used as a
purchasing tool.

A document utilized to affirm that materials/items meet the requirements of
a Sales Order, or a Code Addenda, other than that for which they were initially
intended.

A detailed set of instructions which describe the method that is

employed for performing a specific task, such as welding or nondestructive
examination, for compliance with all applicable requirements of the Code and the
customer.

To observe or check compliance with this Manual, and the Code. This activity is
not necessarily documented or required to be continuous.
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"N" When the "N" designation appears as a stamped red letter on an original form or report,

it indicates that the document pertains to or is being used in the process, control, or
documentation of material/item intended for Code compliance.

Nonconformance A deficiency in a characteristic, documentation, or procedure that renders an item or
activity unacceptable or indeterminate.

Notification Point An order processing point (event/operation) which is marked for notification of the
same to the customer or Authorized Nuclear Inspector. Further processing of the order
shall continue if the customer or Authorized Nuclear Inspector waives the notification
point, this shall be documented on the applicable route card.

"N" Stamp The Code Symbol Stamp issued by the American Society of Mechanical Engineers to
identify line valves which the manufacturer certifies to have been manufactured in
compliance with the Code.

"NPT" Stamp The Code Symbol Stamp issued by the American Society of Mechanical Engineers to
identify parts and appurtenances which the manufacturer certifies to have been
manufactured in compliance with the Code.

Nuclear Order  An order which requires that the completed valves be identified with the Code Symbol
"N" Stamp and the completed parts and appurtenances be identified with the Code
Symbol "NPT Stamp as applicable. On nuclear orders, the Part Route Cards for the
Pressure retaining parts and the Valve Route Cards shall be stamped with a red "N".

(Nuclear) A Nuclear Route Card is distinguished by a red "N" stamped on the face of
Manufacturing  the routing. It will be exclusively used for processing material/items intended
Route Card for Code compliance.

Part An item which is attached to or becomes a portion of a component before completion
and stamping of the component. Parts have work performed on them requiring
verification by an Authorized Nuclear Inspector.

Picking List A listing of all part numbers, as shown on the Multi-Level Bill of Material (B/M),
which are required to build a specific valve. Each part having traceable characteristics
shall be identified by a 15 digit part number which identifies it to a specific Flowserve
Company Sales Order number and line item number.
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Plant Internal Flowserve Corp. documents which describe the activities that cross
Operating departmental lines and are required to achieve a desired result. These
Procedures documents are considered to be of a proprietary nature.

(PIOP's)

Quality Assurance Flowserve Corp. documents approved by the Quality Assurance Department,
Plans (QAP's)  each one of which delineates the instructions necessary to meet the special
documentation and other quality related requirements of the Code and the customer
specifications (with respect to a specific order) that are over and above those for the
standard commercial products of the Raleigh Plant.

Reject Ticket A document utilized as a report of nonconformance for materials or items. The
document is also utilized to tag and identify nonconforming material/items, and, in
some cases, as a vehicle to repair nonconforming material/items to bring them in
compliance with the Code or other specifications.

Repair Welding  The process of removal of base material and depositing weld filler metal to eliminate
defects which remain after the upgrading cycles listed on the Route Card have been
completed; or the process of depositing weld filler metal to salvage material/item which
has been rendered unacceptable due to faulty processing, such as mismachining or
welding. This process is performed to restore a nonconformance to a condition such
that an item complies with Code requirements.

Review/Approval/ The objective evidence of review/approval/verify shall be by initials,
Verify signatures or stamp and date on identified document or when specified (by the Manual)
on some other document.

Raleigh Material Material Specifications prepared by Flowserve Corp. personnel and used

Code (RMC's) inthe procurement and identification of materials for manufacturing the product. For
materials intended for Code compliance, these specifications will be based on an
ASME Section 1l SA, SB, or SFA specification and will always include the minimum
requirements of the applicable Code class.

Route Card Manufacturing and fabrication processing instructions which list the necessary
operations, such as machining, NDE, welding, heat treating, inspections, hold points,
notification points, assembly, testing, cleaning, packaging, crating, and other special
requirements in the sequential order in which they are to be performed. The Route
Card will be one of the documents of the traveller system used in the Raleigh Plant.
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Source Metallic products used for conversion to or qualification as material.
Material
SNT-TC-1A The American Society for Nondestructive Testing Recommended Practices used for

preparation of the written practice to qualify and certify NDE personnel as required by
the Code. The applicable Edition shall be as specified in the current Code.

Special Repair Instructions formulated by the Material Review Board to correct
Instructions nonconformances which are not of a recurring nature.

Staff Manager Refers to any one of the department managers reporting to the General Manager.

Standard Flowserve Corp. documents which describe the activities of one

Operating department that are required to achieve a desired result. These documents
Instructions are considered to be of a proprietary nature.

(SQl's)

Standard Repair  Instructions formulated by the Material Review Board to correct

Instructions specific types of nonconformances which are of a recurring nature. These instructions

will be identified by a Method Specification Number.

Traceability The ability to verify the history, location, or application of an item or material by means
of recorded identification. This applies to chemical analysis, mechanical properties,
nondestructive examination, and any other characteristic, operation, or test result which
is delineated in the applicable QAP and customer specifications as being traceable. As
used in this Manual, traceability applies to Code and non-Code items.

Traceable Item A part or valve which has a particular characteristic or test result which must be
documented for special customer requirements. This applies to customer required and
non Code parts.

(Traceable Item) A Traceable Item Route Card is distinguished by a green "T" stamped

Manufacturing  on the face of the routing. It will be used for processing non-Code

Route Card material/item with any special requirements, but it does not require review with the
Authorized Nuclear Inspector for Code compliance.

Unqualified Source material not produced by a Certificate Holder, Material Organization,
Source Material or approved supplier in accordance with the requirements of Section 111, NCA-  3800.
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Use-as-is A disposition assigned to an item previously identified as nonconforming after

reconciling design output documents with the item’s as-built condition and
verifying that applicable requirements of the Manual and the Code have been met.

Vendor An organization that supplies any products and/or services to Flowserve Corp.
When used relative to products intended for Code compliance, the term includes
Material Organizations and Suppliers of Services who have either been qualified by
ASME or qualified by Flowserve.

Welding Method The term “Welding Method Specification” is synonymous with the term “Welding
Specification Procedure” used in this Quality Assurance Manual.
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ABBREVIATIONS USED IN THE QUALITY ASSURANCE MANUAL

ANSI American National Standards Institute
ASME American Society of Mechanical Engineers
B/M Multi-Level Bill of Material

DRF Document Receipt Form

ECN Engineering Change Notice

MRO Material Requisition Order

MSS Manufacturer's Standardization Society
NDE Nondestructive Examination

QAP Quality Assurance Plan

RMC Raleigh Material Code

SNT-TC-1A American Society for Nondestructive Testing - Recommended Practice
S/O Sales Order

SOC Sales Order Control Sheet

SOl Standard Operating Instruction

ANI Authorized Nuclear Inspector

PIOP Plant Internal Operating Procedure

MS Method Specification

WMS Welding Method Specification.
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1.0  Organization

1.1  Statement of Authority

111

112

113

114

115

The Flowserve Corporation, hereinafter referred to as "Flowserve", is sincerely
committed to supplying products of the highest quality while conforming to ASME
Section 11, Division 1 and to all other applicable Codes and standards. The fine
reputation and position in the industry enjoyed by this company is wholly attributed
to a rigid adherence to these high quality standards. As General Manager, | support
this commitment to supply products of the highest quality and will use and delegate
my authority to ensure compliance with the applicable quality standards and the
Quality Assurance Program as delineated in this manual. All Plant personnel shall
comply with the requirements of the Code and this Quality Assurance Manual.

The Manager, Quality Assurance is delegated the authority to establish and direct the
Plant Quality Assurance Program and is charged with the responsibility to ensure
total compliance with this manual. He has the freedom to identify quality problems;
initiate, recommend, or provide solutions; to verify implementations of solutions;
and to assure that further processing, delivery, installation or use is controlled until
proper disposition of a non conformance, deficiency or unsatisfactory condition has
occurred.

Concurrent with this authority and assignment is the authorization to halt any
production process or stop shipment of any product that is in violation of the
applicable quality standards or the Quality Assurance Program delineated in this
manual.

The Manager, Quality Assurance is further authorized to delegate proper authority
downward through the Quality Assurance organization to implement and fulfill this
assignment. This delegation is indicated on the organization charts shown in
Subsection 1.9 of this manual. Further, the Manager, Quality Assurance has direct
access to the General Manager and has sufficient independence from cost and
schedule considerations.

The Manager, Quality Assurance shall report directly to the General Manager, but
shall be responsible for day-to-day interfacing with the responsible Manufacturing
Manager for support purposes. Differences of opinion between Operations areas and
Quality Assurance shall be resolved within that area, within Code requirements.
However, if resolutions cannot be reached, the General Manager shall be the
resolving force, within the requirements of the Code and this Quality Assurance
Manual.
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1.1.6 The organization charts in Subsection 1.9 of this manual depict the structure of

1.1.7

118

the other operating departments in the organization, and their relationships to
each other. Subsections 1.2 through 1.8 contain detailed responsibilities of these
departments. Each Manager may delegate the duties assigned to him to the
appropriate qualified individuals under their supervision, but the responsibility
for such duties shall be retained by that Manager. Where the Manager is
indicated as being responsible for the function/activity, it is understood that
subordinates may be designees for performing those functions/activities. Also,
where a department is designated as responsible for a particular function, it shall
be understood that the manager of that department is ultimately responsible for
that function.

No changes in this manual may be made without the specific written approval of
the Manager, Quality Assurance together with the acceptance of the Authorized
Nuclear Inspector Supervisor. All of these are mandatory requirements which
must be met prior to putting any changes to this manual into effect.

Contractual arrangements which specify requirements in addition to or more

restrictive than the Code may be applied provided such requirements do not
negate the rules of the Code or degrade the specified quality level.

2 J. Chappel
General Manager

1r3fo
Date
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1.2

Responsibilities of the Manager, Quality Assurance

121

122

123

124

125

Ensure that products constructed meet all the standards and comply with all the
specifications as delineated in the applicable edition and addenda of Section lliI,
Division 1, of the ASME Boiler and Pressure Vessel Code, hereinafter referred to as
the Code and other applicable specifications which have been mutually agreed upon
with the customer. To achieve this objective, it shall be the further responsibility of
the Manager, Quality Assurance to ensure that applicable quality requirements have
been adequately defined to permit appropriate quality planning and that products are
constructed with strict adherence to the Quality Assurance Program described in this
manual.

Ensure compliance with the Code and this manual by providing interface with the
Authorized Nuclear Inspector in performance of his required activities. Reference
should be made to Section 10.0 of this manual for further information regarding the
Authorized Nuclear Inspector and his required activities.

Review and/or approve (as applicable) documents such as Procedures, Assembly
Drawings (Sales Drawings), Quality Assurance Plans (QAP's), Engineering Change
Notices (ECN's), Purchase Orders, and Customer Specifications to ensure
compliance with all the applicable requirements of the Code and the customer
specifications. Proposed revisions to any of the preceding documents shall be
approved by the Manager, Quality Assurance, or his designee (as applicable) prior to
the implementation of the proposed revisions.

Submit applications to the ASME for Certificates of Authorization and their
renewals as required for the use of Code Symbol Stamps such as the "N" Stamp or
the "NPT" Stamp.

Plan and maintain a Quality Assurance Program (including the Quality Assurance
Manual) and provide approved procedures and Method Specifications for
implementation to achieve the required results. Review customer inquiries and
orders for quality assurance requirements and review Quality Assurance Plans for the
orders with requirements other than those for standard commercial products.
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Provide and implement indoctrination and training programs and maintain
training records for those personnel under his supervision, and coordinate
indoctrination and training for personnel in other departments whose activities
affect quality.

Review vendors' Quality Assurance Programs and make corrective action
recommendations when required.

Review and approve process routings (Route Cards) which have traceable
characteristics for accuracy and completeness prior to releasing these routings
for utilization in the shop. Participate as a voting member of the Material
Review Board to determine the proper disposition of defective items.

Perform corrective action as necessary for compliance with the Code and other
specifications to prevent recurrence.

Acquire, review, and file for easy retrieval all documentation required for
compliance with the Code and applicable customer specifications. Prepare and
approve completed documentation packages for submittal to the Authorized
Nuclear Inspector and the customer.

Direct internal audits of the Quality Assurance Program (except for audits of the
Quality Assurance Department); make recommendations for corrective action.
Provide technical assistance for auditors representing customers and
independent groups.

Plan and coordinate vendor quality surveys and audits; evaluate the results of
such surveys and audits; make recommendations for and provide follow-up on
corrective actions; inform Operations (Purchasing) and Supply Chain Manager
of Quality Assurance approved vendors.

Originate, maintain, and distribute RMC's, Welding Method Specifications, and
Method Specifications pertaining to nondestructive examination and heat
treating. Provide a controlled distribution for all RMC's, Welding Method
Specifications, and Method Specifications, including those originated by other
departments.

Qualify Welding and Brazing Method Specifications and welders/brazing
operators to use these specifications and maintain records to substantiate these
qualifications.

Maintain the calibration of equipment utilized as acceptance

criteria using approved methods and procedures; maintain records of calibration
results; notify the Material Review Board of a significant error detected during
calibration.
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1.2.16

1.2.17

1.2.18

1.2.19

Perform receiving and in process inspection(s) (including NDE) as required by
approved Method Specifications, Route Cards, drawing instructions, and Purchase
Orders to ensure that both raw materials and in-process items meet the required
specifications at all times. Initial Route Card to indicate acceptance of the results of
the operation, examination, or test.

Perform final inspection(s) and witness hydrostatic test(s) using approved check lists
and/or specifications to ensure that the final product meets the applicable
requirements of the customer and the Code.

Reject non-conforming material or items and segregate for review and disposition.

Prepare Quality Assurance Plans (QAP's) for other than commercial orders.
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1.3 Responsibilities of the Manufacturing Manager
1.3.1 Direct the day-to-day activities of the Raleigh Plant manufacturing facilities.

1.3.2 Coordinate with the Manager, Quality Assurance on day-to-day operations as they
relate to the quality functions and assure that problem resolutions are carried out.

1.3.3 Provide and implement indoctrination and training programs and maintain training
records for those personnel under his supervision whose activities affect quality.

1.3.4 Materials scheduling function includes:

1.3.4.1 Establish schedules to fulfill material/item requirements for customer
orders. Establish and maintain records to indicate the status of customer
orders.

1.3.4.2 Segregate items and valves for orders intended for Code compliance which
have Notification Points and/or Hold Points established by the Authorized
Nuclear Inspector. Segregate materials/items and valves for orders having
traceability requirements and Notification Points and/or Hold Points for the
customer representative.

1.3.4.3 Implement instructions for crating valves and parts for shipment using
approved methods to prevent damage to and/or deterioration of the finished
products. These instructions will be Method Specifications which may be
supplemented by a QAP which delineates specific customer requirements.

1.3.4.4 Maintain a controlled access to the Finished Parts Stores area; maintain
proper identification of items, including part numbers, heat numbers, and
serial numbers, as applicable.

1.3.4.5 Arrange meetings of the Material Review Board as required.

1.3.4.6 Perform corrective action as necessary for compliance with requirements of
the Code and other specifications to prevent recurrence.
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1.3.4.7 Procure materials or items which comply with the approved Material
Specifications and the QAP and the Code. These materials/items shall
be procured from Quality Assurance approved vendors.

Manufacturing Engineering functions include:

1.3.5.1 Develop and specify manufacturing methods and standards, tooling, and
gaging to be utilized in manufacturing products which meet all
applicable quality requirements.

1.3.5.2 Develop and write applicable Method Specifications for shop
operations, such as grit blasting, cleaning, packaging, painting, and
crating. These Method Specifications shall be referenced, where
applicable, on the shop routings. Provide input relative to those Method
Specifications for incorporation into QAP's, when requested.

1.3.5.3 Prepare routings for Quality Assurance approval which lists in
chronological order all machining, heat treating, welding,
nondestructive examinations, inspections, Notification Points, Hold
Points, and other requirements necessary for producing valves and parts
in compliance with internal specifications, applicable customer
specifications and the Code (as specified in applicable QAP's).

1.3.5.4 Specify equipment to be purchased and/or utilized for manufacturing the
product.

Manufacturing functions include:

1.3.6.1 Produce a quality product that conforms to applicable specifications,
engineering standards, Code requirements, and acceptable standards of
good workmanship through the utilization of approved drawings, Route
Cards, procedures, and Method Specifications.

1.3.6.2 In conjunction with the Q. C. Supervisor, verify that required operations
have been completed and sign-off Route Cards when it has been
established that the operations are performed satisfactorily.
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14

Responsibilities of the Manager, Engineering

1.4.1 It shall be the responsibility of the Manager, Engineering to provide designs that
meet Flowserve standards and the specific requirements for quality, reliability, and
safety as delineated in the customer Purchase Order, the corresponding Flowserve
sales order, and the Code.

1.4.2. It shall be the further responsibility of the Manager, Engineering to review customer
specifications and Certified Design Specifications, perform design analyses, design
verification, prepare Design Report, and Seismic Report calculations.

1.4.3 Additional responsibilities of the Manager, Engineering shall include but not be
limited to the following:

1.4.3.1 Provide drawings which delineate specific requirements and tolerances for
use by the Manufacturing Department, the Inspection Section, and the customer.

1.4.3.2 Provide B/M's which list specific parts required for building a particular
valve.

1.4.3.3 Provide unique part numbers for parts that are assigned to a specific order
and have traceable characteristics.

1.4.3.4 Provide Engineering input for incorporation into QAP's, and review and
approve QAP's.

1.4.3.5 Write engineering oriented Method Specifications such as requirements for
performance, hydrostatic testing, and tagging.

1.4.3.6 Provide any special valve installation instructions, as required and provide
technical assistance for field service problems and customer complaints.

1.4.3.7 Perform corrective action as necessary for compliance with the applicable
requirements of the Code and other specifications to prevent recurrence.

1.4.3.8 Provide and implement indoctrination and training programs and maintain
training records for those personnel under his supervision whose activities
affect quality.
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1.4.3.9 Provide design reviews to ensure compliance with all applicable
requirements of the Code and the customer.

1.4.3.10 Define the interface responsibilities and controls between external and
internal design organizations.
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15

Responsibilities of the Managers, Inside Sales/Application Engineering

151

152

153

154

155

156

Review customer specifications received with inquiries, and provide quotations for
products complying with said specifications.

Schedule customer representatives into the plant for pre-award and post-award
meetings, and other related visits (and inform appropriate parties of visits).

Review customer specifications received with an order. An interpretation sheet will
be prepared, when required, to delineate the requirements of the order. Where
special engineering is required, the order documents will be sent to Engineering for
review and action. Revised customer specifications will be reviewed in the same
manner and by the same departments as the original specifications and will be shown
on the Sales Order Control Sheet (Subsection 19.3) as the latest approved version to
be used in processing the customer's order.

Act as a clearing house for all sales order related correspondence and documents and
the receipt and documentation of customer comments regarding these documents.
(Note: Some documents may be submitted directly by QA or Engineering. In such
cases, the Contracts Administrators shall maintain files on such submittals.)

For those orders identified as requiring only Inside Sales/Application Engineering
involvement, develop and issue, as applicable, Sales Drawings, and Bills of Material.

Provide indoctrination and training programs and maintain training records for those

personnel under his supervision whose activities affect quality.

Note: The two (2) separate Inside Sales/Application Engineering departments exist to

handle the different product lines in the facility. As indicated on the organization
chart, the (E) indicates that group handling the Edward valve lines, and the (W)
indicates that group handling the former Williamsport valve lines.
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1.6 Responsibilities of the Manager, Finance

1.6.1 It shall be the responsibility of the Manager, Finance to provide standard reports of
data analysis by computer and/or other applicable methods.
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1.7 Responsibilities of the Supply Chain Manager

1.7.1 Procure materials in accordance with the imposed requirements as detailed in the
applicable QAP.

1.7.2 Receive materials delivered from suppliers, and account for same in the plant
receiving system.
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1.8 Responsibilities of the Human Resources Administrator

1.8.1 Recruit and hire, as required, individuals capable of being trained to perform tasks at
an acceptable qualitative and quantitative level.

1.8.2 Arrange and schedule training programs to improve the skills and knowledge of
Flowserve Corp. employees. This shall include all personnel performing activities
affecting quality.

1.8.3 Maintain records on individuals' indoctrination and training activities for craft
personnel.
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1.9

Organization Charts

1.9.1 The organization chart for the Flowserve Corp. - Raleigh and the organization chart
for the Quality Assurance Department are depicted in this subsection solely for the
purpose of showing lines of authority. Revisions to these organization charts in this
manual will be made only if lines of authority are changed or job responsibilities are
altered, as noted in Paragraph 2.2.7.

1.9.2 For the Flowserve - Raleigh Organization Chart, see Page 2 of this subsection.

1.9.3 For the Quality Assurance Department Organization Chart, see Page 3 of this
subsection.
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Flowserve - Raleigh Plant
General Manager
I
Mgr.. Engineering Mgr., Quality Mgr., Inside Sales/Appl. Engr. Mgr., Manufacturing

Assurance (W)

Design Engineering Supv. Supv., QA Engr. Sales Supv. Mfg. Engineers

Research Engr. Supv. Supv., Met. Process Control Contract Admins. Prod. Planners/Schedulers

Engineering Supv. Supv., QA Engr. Design Engineers Purchasing Supvs.

- QC Supervisor — Traffic Supv.
—  Production Supvs.
Mgr., Finance Mgr., Inside Sales/Appl. Engr. Supply Chain Mgr. Human Resources
(E) Administrator
Accounting Mgr. —  Sales Support Supv. Buyer
Gen. Accountant Receiving Controller
Contract Admins.
u Sales Supv.
—  Application Engineers

Design Engineer
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Quality Assurance
Flowserve - Raleigh
Mgr., Quality Assurance
|
| | | |
Supv., QA Engineering Supv., Met. Process Control Supv., QA Engineering QC Supervisor
|
| |
— QAEngineer Welding/Traceability Tech. | | Radiography Lead Man QA Engineer RecevingInsp. ~ —  Small CastInsp.
— QAEngneer Generallnsp. = Forged Steel Insp.
Sr. Radiographer Sr. Spcl. Process Oper.
— QAEngneer Large Cast Inspector  ~~  Final Inspector
Sr. Spel. Process Oper. RT Process Oper.
— QAEngneer
= QA Doc. Enginger
— QA Doc. Technician

QA Doc. Technician
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2.0  Quality Assurance Program

2.1 Policy Statement

211

2.1.2

2.13

214

The Flowserve Corporationis committed to strict adherence to the Quality
Assurance Program as set forth in Section Ill of the ASME Boiler and Pressure
Vessel Code, Division 1, 10 CFR 50, Appendix B, and other specifications as
required.

This Quality Assurance Manual describes the Quality Assurance Program for
Flowserve - Raleigh. This program is invoked to ensure compliance with all
requirements as prescribed in Section Ill, Division 1, of the ASME Boiler and
Pressure Vessel Code, and other requirements and specifications as mutually agreed
upon with the customer.

Quality Assurance Management is responsible for reviewing and assuring total
compliance with the policies and procedures described in this manual and for
updating this manual as required to comply with changes in Section Ill, Division 1,
of the ASME Boiler and Pressure Vessel Code, and its Addenda and other standards.

It is the intent of Flowserve to provide our customers with products of genuine
quality. These products will be manufactured in strict compliance with all Code
requirements and standards of quality and all customer specifications which are
accepted by Flowserve as a part of the customer Purchase Order. The purchase of
raw materials, semifinished parts, and services for use in our product will be in
accordance with Material Specifications and the QAP which designate the quality of
the ordered material, item, part, or services. Personnel performing activities affecting
quality shall receive adequate indoctrination and training to assure that suitable
proficiency in their area of activity is achieved and maintained. All Plant personnel
shall comply with the requirements of the Code and this Quality Assurance
Manual. A Quality Assurance Program and a controlled manufacturing process will
be utilized as delineated in this Quality Assurance Manual and in approved Plant
Internal Operating Procedures, Standard Operating Instructions, and Method
Specifications from receipt of the customer's inquiry up to and including the final
acceptance of products ready to be shipped to our customers. A controlled process
includes the use of appropriate equipment, suitable environmental conditions for
accomplishing the activity, and assurance that prerequisites for the given activity
have been satisfied. In the event of conflict between these documents, the Code and
this Quality Assurance Manual shall take precedence.
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Plant Internal Operating Procedures and Standard Operating Instructions are
considered proprietary information and will not be submitted to customers; they
may, upon request, be reviewed for information purposes only in the Raleigh
Plant. Method Specifications will be submitted to the customer upon request as
provided for in the terms and conditions of the sales contract.

Non-pressure retaining parts (traceable items) which are considered critical by
customer invocation of such standards as 10CFR50, ANSI N45.2, etc., may be
treated as traceable ("T") under the rules of this Manual. Such parts will be
determined in the design stage of an order, and will be so designated, dependent
on the exact terms of the customer's order. Standard parts are also addressed in
this Manual, although traceability of the standard product is not applicable.
Commercial Grade Items as defined in 10CFR21 are also encompassed under
this Manual. These items are "dedicated" to safety-related status through
verification of critical attributes as designated by Engineering personnel, or
other methods as described in Plant Procedures. The same basic systems,
however, are utilized in the processing of standard products as are used on the
nuclear and traceable products. (See Subsection 7.6)

The Flowserve - Raleigh program also incorporates the requirements of Title 10
Code of Federal Regulations, Part 21, as it affects the products we manufacture.
Particulars relative to this document are posted in our facility and are included in
Plant documents when applicable.

2]. Chappel
General Manager

13 fo 7
Date
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2.2

Issuance, Additions, Deletions, and Revisions of the Quality Assurance Manual

22.1

222

2.2.3

This Manual and its revisions are approved by the Manager, Quality Assurance and
the General Manager, and accepted by the Authorized Nuclear Inspector Supervisor
on the cover page. The cover page identifies the revision level of the Subject Index.
Each Quality Assurance Manual that is issued shall be uniquely serialized for control
purposes and a distribution list shall be maintained by the Manager, Quality
Assurance or his designee. Distribution of the Quality Assurance Manual shall be
controlled by the Manager, Quality Assurance or his designee.

A request for a change in the Quality Assurance Manual must be made in writing to
the Manager, Quality Assurance and must include a justification for the proposed
change. The Manager, Quality Assurance or his designee will communicate with
other Staff Managers as required to determine the need for the proposed change and
to ensure that Code compliance will not be adversely affected. If the proposed
change is found to be justified, the Manager, Quality Assurance will approve the
proposed revision. Proposed changes will be submitted to the Authorized Nuclear
Inspector Supervisor for acceptance which must be obtained prior to implementing
changes. (This acceptance will be noted on the cover sheet of the Manual.) The
Authorized Nuclear Inspector shall receive all approved and accepted changes to the
manual before they are put into effect. It shall be the responsibility of the Manager,
Quality Assurance (or his designee) to review all Code Edition and Addenda within
six months of date of issue and advise the Authorized Nuclear Inspector Supervisor if
any changes to the Quality Assurance Manual are or are not required as a result of
the addenda. This review is documented in letters to file, with a summary letter to the
Authorized Nuclear Inspector Supervisor. Any changes shall be implemented within
six (6) months from issue date of Code Addenda.

When approved revisions are distributed by the Quality Assurance Department, each
recipient will sign the Document Receipt Form (Subsection 19.2) and return it to the
originator. Signing the Document Receipt Form will indicate that the recipient has
removed the indicated superceded subsection(s) from his manual and added the
approved revisions and/or additions. Superceded subsections shall be returned with
the Document Receipt Form per instructions on the Document Receipt Form within
ten (10) working days (for internal distribution). For external distribution, sixty (60)
days shall be allowed for return of the Document Receipt Form (DRF). The DRF
shall instruct that superceded subsections be destroyed, that the DRF be signed and
returned, that no follow-up actions is to be taken if not acknowledged by return of
the DRF, and that the Manual will be de-controlled if the DRF is not received within
the specified time frame. For internal copies, follow-up
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shall be by personal contact with the individual, if the DRF and superceded
subsections are not received within the specified time period.

A log shall be maintained by the Manager, Quality Assurance indicating to
whom all Quality Assurance Manuals have been assigned, the revision assigned,
whether controlled or uncontrolled, and acknowledgement of receipt by return of
the Document Receipt Form.

Controlled Manuals are those for which subsequent revisions will be sent to
Holders of that Manual. Uncontrolled Manuals which are issued for information
purposes will not be kept up-to-date but will be current when issued.
Uncontrolled Manuals shall not be issued in-plant.

Revisions shall be controlled by subsections. Each page of this manual shall
have a control block which will include the currently applicable revision number
and revision date of the corresponding subsection. When changes are proposed
and approved as delineated in Paragraphs 1.1.7 and 2.2.2 of this manual, the
control block revision number will be numerically increased to the current
revision number and the corresponding revision date entered on all the pages of
the subsections affected by the revision. Revisions, including a new title page
and index page, will then be distributed as described in Paragraph 2.2.3 of this
manual. Revisions shall be indicated by vertical bar in the left hand margin.
Newly added Subsections shall be indicated by the current revision level noted
on the index, and no vertical bars will be indicated on the Subsection.

Since revisions to this manual must be accepted by the Authorized Nuclear
Inspector Supervisor and are further subject to review by the ASME Survey
Team when Flowserve receives its triennial survey for renewal of the ASME
Certificates of Authorization, copies of this manual which are requested by our
customers will be submitted for information purposes only and not for approval
and marked controlled or uncontrolled on the title page. Special customer
requirements will be delineated in the QAP if they do not conflict with the Code
and other applicable specifications.
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2.2.6

2.2.7

2.2.8

2.2.9

The forms referenced in this manual, and included in Section 19.0 of this
manual, as well as any forms referenced in other plant procedures, are
intended to be samples of those which are used by Flowserve. Forms may
be changed without changing the Manual (or procedure), provided there is
no deletion of information on the form. This Manual and specific
procedures will include these revised forms at their next revision(s).

The organization charts in Subsection 1.9 are included solely for the purpose of
showing lines of authority. Revisions to these organization charts in this manual will
be made only if lines of authority are changed or job responsibilities are altered, as
noted in Paragraph 1.9.1. Changes to the organizational charts shall be submitted to
the Authorized Nuclear Inspector Supervisor for acceptance.

The Authorized Nuclear Inspector shall receive a controlled copy of the Quality
Assurance Manual.

The Authorized Nuclear Inspector Supervisor shall receive a controlled copy of the
Quality Assurance Manual.
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2.3 Management Review of the Quality Assurance Program

23.1

2.3.2

2.3.3

The Quality Assurance Program shall be reviewed by management on a scheduled
basis. Management includes the General Manager and supporting Staff Heads.

These reviews shall include, but not be limited to, the following:

2.3.2.1 Management meetings to review quality problems are convened by the
Manager, Quality Assurance. Summary reports of activities and quality
problems are communicated monthly to the General Manager.

2.3.2.2 Daily feedback to management from production areas, including personal
Visits to production areas by management.

2.3.2.3 Review of customer audits and other outside audits, including Authorized
Nuclear Inspector Supervisor audits, internal audits, and pertinent customer
complaints.

Annual management audits of the Quality Assurance Program shall be performed by
personnel outside the Raleigh Plant Quality Assurance Department, at the request of
the General Manager. These may be individuals from outside the Plant (e.g., other
Flowserve facilities) or individuals within the Plant in other departments. Audits of
the Quality Assurance Department shall be conducted at the time of the Management
Audit. Properly qualified Lead Auditors and Auditors shall be utilized for this audit.
The Manager,Quality Assurance shall review for acceptance and maintain Lead
Auditor and Auditor qualifications. The Lead Auditor shall prepare an audit plan,
audit checklists based on this manual and an audit report. The audit plan and the
audit reports shall be commensurate with the requirements in Section 18. These
audits shall be documented to the General Manager. The Manager, Quality
Assurance is responsible for a written response to each finding in the audit within 30
days of receipt of the audit report. The Lead Auditor shall review the audit response
for acceptability and follow-up to verify implementation of corrective action. The
audit report (audit findings) shall be reviewed at the next Management Audit.
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24 Personnel Training and Qualification

24.1

24.2

24.3

24.4

The Flowserve Corporation personnel training program is a plant-wide program.
Each Department Manager is responsible for conducting indoctrination and training
programs/sessions for all personnel under their supervision whose activities affect
quality as necessary to assure that suitable proficiency is achieved and maintained.

Each Department Manager responsible for any aspect of the manufacture of Code
valves and/or parts shall assure that only personnel who have been properly trained
in their respective functions, and in the requirements of this Manual (as related to
their job functions), are utilized in the performance of activities affecting quality.
Minimum indoctrination and training requirements are established by the respective
Department Manager with the assistance of the Manager, Quality Assurance.

The Manager, Quality Assurance shall assist, as requested, in development and
administration of the necessary training programs. He shall be responsible primarily
for the conduct of training sessions regarding the requirements of this Manual and
the Code, when requested.

Inspection and test personnel shall be trained and certified in accordance with a Plant
Internal Operating Procedure. The Plant Internal Operating Procedure shall identify
those activities that require qualified inspection and test personnel and the minimum
requirements for such personnel. The procedure shall address:

2441 Personnel selection
2442 Indoctrination
2443 Training

24.4.4 Determination of initial capability based on test results or capability
demonstration. Capability demonstration, when used, shall be
documented.

2.4.45  Evaluation of performance shall be re-evaluated at periodic intervals not
to exceed 3 years by the Manager, Quality Assurance. Each person shall
work in each area qualified at least yearly. The Q. C. Supervisor shall
perform a review to determine this and shall re-evaluate those
individuals not meeting the requirements.
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The need for any physical examinations

The qualification of personnel shall be certified in writing on an
appropriate form, including the following information:

. Flowserve Corp.

. Identification of person being certified

. Activities certified to perform

. Basis used for certification, which includes such
factors as:

. Education, experience, indoctrination,
and training

. Test results, where applicable

. Results of capability demonstration

. Results of periodic evaluation

. Results of physical examinations, when required

. Signature of the Designated QA representative

. Date of certification and date of certification
expiration.

Records of personnel qualifications (e.g. Certification of
Qualification Level Il Inspector - see Subsection 19.25) shall be
maintained by the Manager, Quality Assurance.

Personnel qualified shall be issued stamps by the applicable
Inspector, at the direction of the Q. C. Supervisor. A log of stamps
shall be maintained. Each stamp is unique and no duplication of
stamps is permitted. The stamp is used to identify the work
performed. Inspectors may alternatively use their names, initials, or
clock numbers to identify their work.

Audit personnel shall be trained and certified in accordance with a Plant Internal
Operating Procedure. Personnel selected for quality assurance auditing
assignments shall have experience or training (formal and on-the-job)
commensurate with the scope, complexity, or special nature of the activities to
be audited. Auditors shall have, or be given, appropriate training or orientation
to develop their competence for performing required audits.

The Plant Internal Operating Procedure shall address the following requirements
for qualification of Lead Auditors:
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2451

2452

2453

2454

2455

2.4.5.6

24.5.7

24.5.8

Communication skills (written and oral) attested in writing by the
Manager, Quality Assurance

Training

Audit participation - The prospective Lead Auditor shall have
participated in a minimum of five (5) quality assurance audits within
a period of time not to exceed 3 years prior to the date of
qualification, one audit of which shall be a nuclear quality assurance
audit within the year prior to his qualification.

Examination - Written examinations shall be required. Copies of objective
evidence of examinations shall be retained by the Manager, Quality
Assurance.

The Manager, Quality Assurance shall assess the Lead Auditors
qualifications, require retraining, or require requalification annually. These
evaluations shall be documented.

Lead Auditors who fail to maintain their proficiency for a period of 2 years or
more shall require requalification.

Each Lead Auditor shall be certified by Flowserve as being qualified to lead
audits. This certification shall document the following:

. Flowserve Corporation

. Lead auditor's name

. Date of certification/re-certification

. Basis of qualification (education, experience,
communication skills, training, examination)

. Signature of the Manager, Quality Assurance.

Records of Lead Auditor qualification shall be maintained and updated
annually by the Manager, Quality Assurance.

2.4.6 Qualification of NDE personnel is detailed in Subsection 10.2 of this Manual.

2.4.7 Qualification of welding personnel is covered in Subsection 9.4 of this Manual.

2.4.8 Qualification of heat treat personnel is covered in Subsection 9.3 of this Manual.
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2.4.9 Documentation of indoctrination and training activities covered in 2.4.1, 2.4.2
and 2.4.3 above shall be generated and maintained by the respective Department
Manager, or his designee, and shall contain as a minimum the topic(s) covered
and a brief description of the content of the session(s), person(s) attending the
session(s), date(s) the activity took place, length of session(s), and the
individual(s) conducting the session(s).
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2.5

Valve Part Classifications

2.5.1.

2.5.2

253

254

2.5.5

Nuclear Parts - These parts are pressure boundary parts (e. g., body, bonnet, disk)
processed in accordance with the nuclear ("N") provisions of this manual. The "N"
on controlling documents signifies involvement by the Authorized Nuclear Inspector
(ANI), as well as traceability for material and processes. For parts not requiring "N"
stamping (e. g., customer does not want "N" but requires ASME Code rules), the
Traceable ("T") provisions of this Manual will apply.

Critical/Essential-To-Function/Safety-Related Parts - These are non-pressure
boundary parts of valves (e. g., stems) which perform a critical function in the
operation of the valve. The "T" (traceable) aspects of this Manual apply to the
processing of these parts, and material and processing traceability are therefore
maintained. These parts are procured as safety-related. Where differences exist
between "T" and "N" Manual provisions, these are distinguished in the appropriate
sub-section.

Commercial Grade Items/Parts - These are those items designated by Title 10
Code of Federal Regulations Part 21 (10CFR21) as commercial grade items, which
Flowserve "dedicates” to nuclear service by methods described in Plant Internal
Operating Procedures (PIOP's). These are designated by special part number
"trailers" which "flag" the parts/material as "dedicated" items. These parts are
procured as standard (non-safety related) parts. Beyond the controls established for
the dedication process, these parts have no traceability/pedigree (except that
established by that process). Where feasible, these items are purchased with lot
control for purposes of establishing lots for materials testing, when required by the
process.

Standard Parts - These are standard parts which have no traceability or pedigree
beyond part number control. These parts are treated in accordance with the standard
aspects of this Manual, and are not considered safety-related. Certain plant systems
are however applicable to these parts, as well as the other categories described
above: drawing controls, receipt inspection, calibration, special process controls and
qualifications, and test control.

Non-Nuclear Valve Parts - Valves and parts for non-nuclear applications (e. g.,
fossil fuel, petro-chemical) are also under the purview of this Manual. These parts
are treated as traceable ("T") when traceability or pedigree is required for material or
processes or are standard, as described above. In that the Flowserve - Raleigh
Quality System is established upon the nuclear standards (10CFR50, App. B, ASME
Section I11), all products benefit to some degree from the generic controls required
for this product segment.
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3.0  Design Control
3.1  Control of Product Design

3.1.1 The design of valves, valve parts, and appurtenances is controlled by the Engineering
Department and is the specific responsibility of the Manager, Engineering.

3.1.2 A Design Engineer is assigned to each Sales Order which requires Code compliance
to the owner's Certified Design Specification or other special design considerations.
For orders intended for Code compliance, the Certified Design Specifications
received with the order shall be reviewed by the Design Engineer to ensure that the
specifications meet all the applicable design requirements of the ASME Code,
Section 111, Division 1, and shall include such criteria as functions and boundries,
design requirements, environmental conditions, including radiation, Code
classification, materials requirements, operability requirements and effective Code
Addenda and Cases. In addition he shall ensure that the valve design selected and
specified also meets the requirements of the Code and the certified specifications.
This review is documented (for valves larger than 4") on the Nuclear Design Control
Checklist for N Valve Orders and Nuclear Design Verification Control Checklist
(Subsection 19.50) and the Design Specification. For valves 4" and smaller, the
Design Specification review shall be documented on a Review of Nuclear Design
Specification and Other Requirements form (Subsection 19.5). In addition, for
valves 4" and smaller, a Nuclear Design Control Checklist for N Valve Orders and
Nuclear Design Verification Control Checklist (Subsection 19.50) will be required
for each order (valve/part line item) when a new valve design layout is required, new
design calculations are required, the valve design has not been verified, interface
with outside consulting services is required or when the Winter 1982 (or later)
Addenda of the Code is invoked. A copy of the Certified Design Specification shall
be made available to the Authorized Nuclear Inspector prior to beginning fabrication.

3.1.3 For valves 4" nominal pipe size and less, the Manager, Engineering may provide a
Design Specification as the basis for construction as provided by the Code. The
Design Specification shall be certified by a Registered Professional Engineer
qualified in accordance with Paragraph 3.1.9. The Flowserve Certified Design

ﬁ
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Specification shall be provided to the Owner by the Manager, Inside Sales and
Application Engineering so that he can reconcile it with his own Design
Specification.
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Design analyses shall be performed in a planned, controlled, and documented
manner by the Engineering Department. Calculations shall be identifiable by
Subject, Originator, Reviewer and date. Documentation of design analyses shall
include the following:

3.1.4.1 Definition of the objective of the analyses.
3.1.4.2 Definition of design inputs and their sources
3.1.4.3 Results of literature searches or other applicable background data.

3.1.4.4 Identification of assumptions and indication of those that must be
verified as the design proceeds.

3.1.4.5 Identification of any computer calculation, including computer type,
computer program (e.g., name), revision identification, inputs, outputs,
evidence of or reference to computer program verification, and the bases
(or reference thereto) supporting application of the computer
program to the specific physical problem.

3.1.4.6 Review and approval.

An independent review of the design calculations shall be made by a qualified
individual not having direct responsibility for the original calculations. The
design calculations shall be made available to the ANI, and the customer as
required.

The adequacy of design shall be verified by one or more of the following:

@ The performance of design reviews
(b) The use of alternate calculations
(© The performance of qualification tests.

The Engineering Department shall document the particular method of design
verification used. Design reviews are required unless exempted per 3.1.5.1.
Alternate calculations are required when results from the primary calculations
appear questionable, or the primary calculation is used for the first time in this
design. Qualification testing is appropriate if valve performance or structural
integrity cannot be reasonably verified analytically, the customer specification
requires it, or the need is identified during the design review process.
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3.1.5.1 Design Reviews - These are critical reviews to provide
assurance that the final design is correct and satisfactory. Where applicable, (a)
through (f) below shall be addressed.

(@) Were the design inputs correctly selected?

(b) Are assumptions necessary to perform the design activity adequately

described and reasonable? Where necessary, are the assumptions
identified for subsequent reverifications when the detailed design
activities are completed?

(c) Was an appropriate design method used?

(d) Were the design inputs correctly incorporated into the design?

(e) Is the design output reasonable compared to design inputs?

(f) Are the necessary design input and verification requirements for
interfacing organizations specified in the design documents or in
supporting procedures or instructions.

Results of in-process and final design review shall be reviewed by the Manager,
Engineering or his designee. When the Design Engineer determines that the valves
(and parts) have previously had a Design Review performed and are duplicates in
material, geometry, and Code Addenda, another Design Review is not required.

3.1.5.2 Alternate Calculations - These are calculations or analyses that are made
with alternate methods to verify correctness of the original calculations or
analyses. The appropriateness of assumptions, input data used, and the
computer program or other calculation method used shall also be reviewed.

3.1.5.3 Where design adequacy is to be verified by qualification tests, the tests shall
be identified by the Manager, Engineering. The test configuration
shall be clearly defined and documented. Test results shall be documented
and evaluated by the Manager, Engineering to assure that test
requirements have been met.

3.1.5.4 Where changes to previously verified designs have been made, design
verification shall be required for the changes, including evaluation of the
effects of those changes on the overall design and on any design analyses
upon which the design is based that are affected by the change to the
previously verified design.
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3.1.6 A Design Report shall be prepared for each valve design (except Class 2 or 3

3.1.7

3.1.8

valves where Code of record is prior to Summer 1978 Addenda, unless the valve
is designed to service loadings). The Design Report is the design document
which shows that the allowable limits stated in the Code are not exceeded for the
loadings specified in the Design Specification. Design analysis (Subsection
3.1.4) shall be included in the Design Report prepared by the Engineering
Department. The drawings used for design and construction shall be in
agreement with the Design Report before it is certified and shall be identified
and described in the Design Report. The Design Reports shall be certified by a
Registered Professional Engineer certified in accordance with Paragraph 3.1.9,
when the Design Report is for Class 1, and Class 2, or Class 3 valves designed to
Service Loadings greater than Design Loadings.

Such Registered Professional Engineers shall be other than the individual
certifying the Design Specification. The Design Report shall be submitted to the
Owner or his designee for review and documentation of review. Prior to
stamping of the valve, a copy of the Design Report with the attached
documentation of the Owner's review (Subsection 19.4), or other such
documentation officially attesting to the approvals, is made available to the ANI.

When ECN's (see Paragraph 6.2.4) are prepared which may affect the Design
Report/Calculations, and/or Assembly (Sales) Drawings, the Design Engineer
shall assure that the changes are reconciled with the Design
Report/Calculations. When any changes are made, they shall be controlled in
the same manner as the original Design Report. Revisions to the Design Report
shall be prepared and certified (if required) to indicate the basis on which this
has been accomplished. This shall include revisions made in order to utilize as-
built dimensions or materials.

Design interfaces shall be established and controlled in order to provide a means
of coordination among participating design organizations. Policy shall be
established by the Manager, Engineering, with the design control center located
at the Raleigh Plant. Interfaces with outside consulting firms, customers, and
vendors are to be conducted in accordance with appropriate Plant Internal
Operating Procedures. This includes assignment of

responsibilities and procedures for the review, approval,

release, distribution and revision of documents.
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3.19

3.1.10

Registered Professional Engineers shall be qualified in accordance with a
Engineering Department Standard Operating Instruction. One or more Registered
Professional Engineers shall be selected by the Manager, Engineering to perform
Code certifying activities in the field of valve design. The qualifications of the
Registered Professional Engineers meet the requirements of ASME Section I,
Appendix XXIII and shall be evaluated and verified by the Manager, Engineering.
The records of the qualifications of each Registered Professional Engineer shall be
maintained by the Manager, Engineering. He shall be a Registered Professional
Engineer in at least one (1) state of the United States or Province of Canada. He
shall have four (4) years of varied application experience, at least 2 of which shall be
in the field of valve design. The Manager, Engineering shall review the
qualifications of the Registered Professional Engineer at least every three (3) years to
assure that his qualifications have been maintained. A continuing record of all such
activities shall be included in the qualification records of the Registered Professional
Engineer. Certification activities shall be conducted only if the Registered
Professional Engineer has assured himself that he has been qualified to do so by
virtue of a documented self-review.

Certain orders (standard, traceable, or nuclear) are not required to be forwarded to
Engineering for review. These orders fall into the following categories:

3.1.10.1  Standard orders (commercial) for existing designs for which part or B/M
numbers are readily available and known.

3.1.10.2  Traceable orders for standard designs and for which base part and Multi-
Level Bill of Material numbers are readily available and known.

3.1.10.3  Nuclear orders for existing nuclear designs (replacement valves or parts
for previous customers).

The Contracts Administrator shall process the orders through the Application
Engineer located in Inside Sales/Application Engineering (except for standard
commercial orders which will be administered directly by the Contracts
Administrator). These orders are subject to the same Engineering controls as
specified herein (i.e., ECN's, Sales Drawing development and control, Nuclear
Design Control checklists - see 3.1.2, and Design Reports).
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4.0 Procurement Document Control

41 Procurement of Materials, Items and Services

411

412

413

414

415

Procurement of materials, items, and services intended for Code compliance shall be
from qualified vendors (Material Organizations or approved suppliers) who have
either been surveyed by a Quality Assurance Department representative and
approved as meeting the requirements of the Code or who hold a current ASME
Section 11l Certificate of Authorization or Quality System Certificate (Materials)
issued by ASME. Vendors supplying materials/items/services shall be from the
Approved Vendor List (Subsection 19.18). Procurement of materials, items, and
services within the approved scope, is the responsibility of the Manufacturing
Manager and/or the Supply Chain Manager.

The Manufacturing Department is alerted to a requirement to buy
materials/items/services via computer generation of a demand to purchase a given
part. The part number will have "trailing" sales order/line item numbers
corresponding to an applicable Quality Assurance Plan (QAP). The QAP will
include special instructions for preparing the Purchase Order. A Purchase
Requisition (Subsection 19.51) may also be used for procurement of services.

The Purchase Order and Quality Assurance Special Instructions Checklist for
Purchased Material (Subsection 19.6) is the controlling document for procuring
materials/items and services from vendors. Specific requirements are delineated by
reference to engineering drawings, Material Specifications, Method Specifications,
ASME Codes, and other applicable standards, including the appropriate revisions.
(Copies of applicable drawings shall be obtained from Engineering, and Material
Specifications from Quality Assurance.)

Requirements for examinations, inspections, and tests shall also be included in the
Purchase Order, along with applicable acceptance criteria, and documentation
submittal requirements.

The Purchase Order shall also include provisions for compliance with Section 11l
Quality Assurance Program requirements for materials, items, and services intended
for Code compliance. Purchase Orders for traceable non-Code materials shall
include quality program requirements, where applicable. The Purchase Order shall
require certification that the material/item/service was furnished in accordance with
the Quality Manual approved by Flowserve, or accepted by the ASME.



FLOWSERVE
N

416

4.1.7

418

419

4.1.10

4111

4112

ISSUE DATE_10/22/73 SUBSECTION_ 4.1
REVISION DATE_9/10/03 PAGE NO._2 OF 2
REVISIONNO.__ 31

Vendors surveyed and qualified by Flowserve shall reference the Manual
revision and date on the certification documentation. Vendors qualified by
ASME shall reference the Quality Systems Certificate number, or Certificate of
Authorization number, and expiration date on the CMTR.

All Purchase Orders, and revisions thereto, which specify Code/traceability
requirements (materials/items or services) shall be approved by the Manager,
Quality Assurance, or his designee, prior to issue to the vendor. (Purchase order
revisions requiring only quantity and pricing changes will not require such
approvals.) Review of the Purchase Order shall assure that all applicable
provisions have been included, and shall be signified by sign-off (initials) and
date in the approval block on the face of the Purchase Order.

The Purchase Order shall include information relative to right of access by
Flowserve, and others authorized by Flowserve, for the purpose of inspection or
audit. The Purchase Order shall include requirements for reporting and
approving disposition of nonconformance.

Purchase Orders shall require vendors to incorporate appropriate quality
requirements in sub-tier purchase orders.

The purchase order shall identify required documentation to be submitted for
information, review, and approval by the Flowserve Corporation.

The Inspection Section will maintain a Receiving Inspection area where
incoming production material/item will be checked and held until it has been
determined that it meets all requirements of the applicable Purchase Order. The
Receiving Inspection function is further described in Subsection 7.0 of this
manual.

Changes to purchase orders required by Engineering Change Notices (ECN's)
will be signified on the ECN when additional or modified design criteria is
involved.

Changes and exceptions requested by the vendor will be evaluated and approved
by Engineering and/or Quality Assurance personnel.
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4.2

Material Purchase Requirements

421

422

The Engineering Department will develop a Multi-Level Bill of Material (B/M)
(Subsection 19.12). Copies of the printed B/M may be sent to various departments.
The B/M may also be called-up on computer screens by departments with B/M
inquiry/reference needs.

When the B/M requires part(s) which have traceable characteristics, the B/M
developed by the Engineering Department will utilize 15 digit part numbers to
identify the traceable part(s) to a Quality Assurance Plan (QAP)/Sales Order, and a
Sales Order Line Item. Using these 15 digit part numbers, the Manufcaturing
Department shall generate a demand (via computer) to purchase the
materials/items/services. Purchase orders are prepared utilizing the Quality
Assurance Plan (QAP) signified by the trailing sales order/line item numbers
following the basic 8-digit part number. (Note: Certain part numbers may have
trailing digits other than Sales Order and Sales Order Line Item (e.g., SHELF-00).
When this is the case, such identifiers will be defined.)
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4.3

Procurement Control for Welding and Brazing Material

4.3.1 All welding material used for the weld repair and fabrication of valves and parts will

be described in Material Specifications which delineate the characteristics for
compliance with the applicable requirements of the Code, the customer, and
Flowserve.

All brazing materials used for fabrication of valves and parts will be described
in Material Specifications, which delineate the characteristics for compliance with
the applicable requirements of the Code, the customer, and Flowserve.

MRO Supply Requisition cards (Subsection 19.7) are prepared for each type of
material by Metallurgical Process Control Section personnel from Material
Specifications. Each card will indicate the type, size, and RMC number for the
material. When the reorder point is reached, the card will be forwarded to the
Manufacturing Department. A Purchase Order will then be made from the
information shown on the card and will be issued to the vendor on the Approved
Vendor's List. The controls for purchase of these materials shall be the same as
delineated in Subsection 4.1.
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5.0

Instruction, Procedures, and Drawings

5.1

Inquiries and Order Entry

5.11

5.1.2

513

5.14

5.15

On inquiries for valves, valve parts, and appurtenances, the Certified Design
Specifications shall be reviewed by Quality Assurance and Engineering personnel
who will provide written input to the Inside Sales/Application Engineering
Department to define the special requirements of the customer inquiry.

On orders for items intended for Code compliance, the entire order is reviewed by a
Contracts Administrator in the Inside Sales/Application Engineering Department
upon receipt. The check list to release the order shall include the requirement that
the Certified Design Specification has been received by Flowserve. A Sales Order
number (5-digit) is assigned to the order when it is entered. This number shall
become a part of the controlling documents throughout the life of the order.

The Contracts Administrator shall prepare a Sales Order Control Sheet (SOC)
(Subsection 19.3) listing all the documents forwarded for a specific order. Copies of
the documents shall be forwarded to the Quality Assurance Department and/or the
Engineering Department via the Sales Order Control Sheet. The SOC sheet shall be
initialed or signed by the Contracts Administrator to indicate completion. SOC
Sheets and referenced documents are forwarded by a Document Receipt Form (for
nuclear orders). The Quality Assurance copy shall be used to begin development of
the Quality Assurance Plan as described in Paragraph 5.3.4. The Engineering copy
will be used to begin the design review as described in Paragraph 3.1.5. The Design
Control Checklist shall be used by Engineering for each order intended for Code
compliance, as stipulated in Subsection 3.1. Note that on orders as described in
paragraph 3.1.10, the order will be processed within the Inside Sales/Application
Engineering Department but that all controls as identified in this subsection are
required to be completed (e. g., SOC sheets).

The Sales Order number becomes an integral part of the Quality Assurance Plan.
The QAP number is the year in which the order is entered followed by the Sales
Order number (e.g., 82-12345). The Sales Order number also forms a part of the part
number, and signifies traceability, when such is required. The part number will be an
eight (8) digit number, followed by the 5-digit Sales Order number, and two (2)
digits signifying order line item number.

Revisions to order requirements are handled in the same manner as the initial order
(i.e., documents transmitted via Sales Order Control Sheet).
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5.2

Engineering Documents

5.2.1

5.2.2

5.2.3

5.24

5.2.5

Engineering Documents, such as design layout drawings, detail drawings, sub-
assembly drawings, assembly (sales) drawings, and bills of material, are originated
and controlled by the Engineering Department and are the specific responsibility of
the Manager, Engineering. All engineering documents shall be approved by the
Design Engineers of the Engineering Department and/or the Manager, Engineering
prior to being issued.

Engineering is responsible for developing the design layout drawing using the
applicable governing documents, such as the Code, Certified Design Specifications,
and standard design practices. A design review is then conducted by qualified
individuals other than those who performed the calculations and/or developed the
design (See Section 3.0). If the design layout drawings meet with the approval of the
Manager, Quality Assurance and the Manager, Engineering, they will sign and date
the drawing to indicate their concurrence that the design meets all the applicable
requirements of the Code, the Certified Design Specifications, and other customer
requirements for accuracy, adequacy, and completeness.

Using the approved design layout drawing, Drafting personnel in the Engineering
Department develop and check detail drawings of individual parts.

Using the approved design layout drawing and the detail drawings as required,
Drafting personnel in the Engineering Department develop and check sub-assembly
drawings which show the assembly of two or more parts, such as weldments.

Using the approved design layout drawing, Drafting personnel in the Engineering
Department develop assembly (sales) drawings to show design features and their
relationship to the applicable customer interface systems. Other information
included on the assembly drawing will be the weight of the valve, a tabulation of the
parts of the valve, and their respective materials, and applicable Code and customer
requirements. Assembly drawings for orders intended for Code compliance will be
independently checked and then reviewed and approved by the assigned Design
Engineer prior to being issued for use. Drawings previously approved for nuclear
Code compliance at other nuclear valve facilities (original valve manufacturers) do
not require additional approvals.



~—~
FLOWSERVE

N
ISSUE DATE_10/22/73 SUBSECTION__5.2
REVISION DATE_1/15/05 PAGE NO._2 OF 2
REVISIONNO.__ 32
5.2.6 The Multi-Level Bill of Material (B/M) (Exhibit 19.12) is compiled from the

5.2.7

approved design layout drawing, the Quality Assurance Plan (QAP), and the
applicable detail drawings. Design Engineer is responsible for identifying Code
boundary parts. The B/M (Subsection 19.12) lists drawing numbers, part
numbers, including any with trailers for Code traceability requirements,part
names, and Material Specification numbers. The QAP and the B/M are the
controlling document for a particular valve/part.

For valve/part orders utilizing existing valve designs, the Sales Drawing and
Multi-Level Bill of Material may be developed by the Design Engineering group
in the Sales and Marketing Department.
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5.3

Customer Specifications, Material Specifications (RMC's), Method Specifications,
Quality Assurance Plans (QAP's), Plant Internal Operating Procedures (PIOP’s), and
Standard Operating Instructions (SOI'S).

5.3.1

5.3.2

5.3.3

Customer specifications, including Certified Design Specifications for orders
intended for Code compliance, are received with either an inquiry or an order and are
reviewed by the appropriate personnel. On orders intended for Code compliance, the
Inside Sales/Application Engineering Department and/or the Engineering
Department shall accept the Certified Design Specifications only if they are within
the scope of the Certificates of Authorization ("N" and "NPT") (Subsections 19.8 and
19.9) and meet all the applicable requirements of the Code. In cases, where
Flowserve Design Specifications are to be used, these shall be specified in the
customers purchase order (and would have previously been negotiated with the
customer). Those Design Specifications have been previously reviewed and
accepted by the appropriate department (s) within Flowserve - Raleigh. Should the
Certified Design Specifications not meet the requirements of the Code, an order for
valves intended for Code compliance would not be accepted without a change in the
Certified Design Specifications to comply with all applicable Code requirements.
Revision control of customer specifications, including Certified Design
Specifications, is described in Subsection 6.4 of this manual.

Raleigh Material Codes (RMC's) are Material Specifications which describe the
required characteristics of materials, such as chemical analysis, mechanical
properties, or other special requirements. These RMC's are prepared by the
Metallurgical Process Control Section and approved by the Manager, Quality
Assurance to ensure compliance with all applicable requirements of the Code, the
customer, and Flowserve Corporation.

Method Specifications describe in detail the methods employed for performing
specific tasks for compliance with all the applicable requirements of the Code, the
customer, and Flowserve. Examples are Method Specifications for nondestructive
examination, welding, heat treating, cleaning and packaging. In-plant Method
Specifications will be prepared by the Quality Assurance Department, the
Engineering Department, or the Manufacturing Department as applicable. Method
Specifications will be reviewed and approved by the Staff Manager of the originating
department, and by the Manager, Quality Assurance or his designee prior to being
issued for use.
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5.3.4 A Quality Assurance Plan (QAP) will be prepared for each order having special
requirements, and all orders intended for Code compliance. Using the customer
Purchase Order, the customer specifications, the Certified Design Specifications,
the Code, and other documents, as applicable, the Quality Assurance
Department will develop a QAP which gives detailed instructions to various
departments to ensure compliance with the applicable requirements of the Code
and other special customer requirements accepted by Flowserve as a part of the
customer Purchase Order. Input from other departments, such as Quality
Assurance, Engineering and Operations, will be incorporated into the QAP as
applicable to ensure compliance with special customer requirements. Each QAP
will be prepared by Quality Assurance personnel and reviewed and approved by
the respective Design or Application Engineer prior to being issued for use.

5.3.5 Plant Internal Operating Procedures (PIOP'S) are Flowserve documents that
describe the activities that cross departmental lines. Standard Operating
Instructions (SOI'S) are documents that describe the activities within one
department that are required to achieve a desired result. PIOP's are reviewed by
the Manager, Quality Assurance prior to issue. PIOP'S are approved by the
respective Department Manager or Manufacturing Manager preparing the
document and the General Manager. SOl's related to quality programs
implementation shall be reviewed by the Manager, Quality Assurance. SOI's are
approved by the respective Department Manager to which the SOI belongs.



FLOWSERVE
N

ISSUE DATE_10/22/73 SUBSECTION__ 6.1
REVISION DATE_9/10/03 PAGENO._1 OF 1
REVISIONNO.__ 31

6.0

Document Control

6.1

Control of Engineering Documents

6.1.1

6.1.2

6.1.3

6.1.4

6.1.5

Copies of drawings and/or aperture cards (made from approved drawings) which are
required to produce valves and valve parts for customers will be forwarded to each
individual on the current distribution list (reference Paragraph 6.1.5) by the
Engineering Department. A Document Receipt Form (Subsection 19.2) will be
attached to the copies of the drawing(s) and/or aperture card(s). Each recipient will
return any superceded drawings and aperture cards, file the attached drawing(s)
and/or aperture cards, sign the Document Receipt Form, and return it with the
superceded drawings and/or aperture cards to the Engineering Department. Bills of
Materials (B/M) are not issued (hard copies) on Document Receipt Forms, but are
available to plant personnel via the Local Area Network (computer network). The
Engineering Department shall ascertain that all superceded documents have been
accounted for by checking off the Document Receipt Form against the current
distribution list.

Copies of drawings used to manufacture parts/valves shall be requested from the
Engineering Department by Manufacturing Department personnel when the
applicable Route Card (Subsection 19.30) for manufacturing the part/valve has been
received, except when apertures or drawing prints are on controlled distribution in
the particular manufacturing area. (See Section 9.0).

Review and approval of engineering documents is delineated in Subsection 5.2.

The Authorized Nuclear Inspector shall have access to all approved assembly
drawings which pertain to valves intended for Code compliance. He shall also have
access to any other related drawings which will assist him in performing his duties.

Current distribution lists will be maintained for all controlled documents and
different documents will have different distribution lists. The Manager of the
Department issuing the document shall approve the distribution list.



FLOWSERVE
N

ISSUE DATE_10/22/73 SUBSECTION__ 6.2
REVISION DATE_1/15/05 PAGE NO._1 OF 2
REVISIONNO.___32

6.2

Revision Control of Engineering Documents

6.2.1

6.2.2

6.2.3

6.2.4

6.2.5

6.2.6

Revisions to engineering documents may be required due to Code changes, customer
requirements, process changes, errors, changes in design, field revisions or any
combination of these causes.

Each design/calculation report revision is acted upon by the same group in the
Engineering Department that was responsible for the original design/calculation
report; and is subject to the same review, approval, and certification procedures as
the original work (Section 3.0).

All assembly (sales) drawing revisions for valves intended for Code compliance shall
be independently checked, and then approved by the respective Design Engineer.

All proposed revisions to engineering drawings (and B/M's), except assembly (sales)
drawings, will require an Engineering Change Notice (ECN) (Subsection 19.10 and
19.11). This form requires the written approval of the Manager, Quality Assurance
and the Manager, Engineering or their respective designees prior to any
implementation of the proposed change. The ECN is assigned a sequential number
and the necessary changes are made. In the case of revisions that apply only to
assembly (sales) drawings, a Valve Assembly Drawing Change Notice (Subsection
19.29) will be required, in lieu of an ECN. The Valve Assembly Drawing Change
Notice shall be processed in the same manner as the ECN.

Following the implementation of the approved change, the ECN will be completed
listing all actions taken. The ECN number will be entered in the revision block on the
drawing affected by the change. The ECN changes are actually incorporated in the
drawing, at which time the revised drawing is available for use.

A copy of the ECN will be attached to a copy of the revised drawing and forwarded
to each individual on the distribution list (Paragraph 6.1.1). A Document Receipt
Form will also be attached to the revised drawing(s), and/or aperture card(s). Each
recipient will return the obsolete drawing(s) and/or aperture card(s), file the revised
one(s), sign the Document Receipt Form to affirm that the indicated action has been
taken, and return the Document Receipt Form to the Engineering Department with
the superceded drawings and aperture cards within ten (10) working days. If these
documents are not returned within the ten days, follow-up action shall be taken by
the Manager, Engineering. This action shall consist of the individual being
personally contacted to assure action is completed. Follow-up action is to be
documented.
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When an ECN is issued which affects a drawing that is placed in a Route Card
Packet as described in Section 9.0 of this manual, it shall be the responsibility of
the Manufacturing Department to retrieve the Route Card Packet and present it
to the Engineering Department. The Engineering Department shall ensure that
the revision number is changed on each Route Card so affected and the correct
revision of the drawing is installed in each Route Card Packet so affected. The
Engineering representative shall enter the revision level on the Route Card, and
shall initial and date the drawing to indicate the entry has been made on the
Route Card and insert it into the packet. The Authorized Nuclear Inspector shall
be notified of all revisions which pertain to Code items, signs and dates the
Route Card, and will receive copies of all ECN's which describe these revisions
(see Paragraph 9.1.6).

When immediate revisions are required on engineering drawings (for
dimensions) in the shop, an ECN number shall be written on the drawing along
with the revision and approved and dated by the Manager, Quality Assurance
and the Manager, Engineering or their respective designees. An ECN shall then
be prepared as described in Paragraphs 6.2.4 and 6.2.5 of this manual with a
notation that a shop change to engineering drawings for specific factory order(s)
has been made. It shall be the responsibility of the Manufacturing Department
to ensure that a revised drawing is placed in all other Route Card Packets
affected by the emergency change. Other than the emergency change system
described above, work shall not proceed based on an ECN prior to revision of a
drawing. All inspections and tests shall be to the revised drawing only.
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6.3 Control of Customer Specifications, Material Specifications (RMC's), Method
Specifications (MS's), Quality Assurance Plans (QAP's), Plant Internal Operating
Procedures (PIOP's), and Standard Operating Instructions (SOI's).

6.3.1

6.3.2

6.3.3

6.3.4

6.3.5

6.3.6

6.3.7

Customer specifications are forwarded to the appropriate area of the Inside
Sales/Application Engineering Department and the Engineering Department via a
Sales Order Control Sheet (SOC) (Subsection 19.3).

Copies of approved Material Specifications (RMC's) and Method Specifications
(MS's) will be forwarded to each individual on the current distribution list by the
Metallurgical Process Control section as delineated in Paragraph 6.3.6 of this
manual. (RMC's are also on the Local Area Network as noted in 6.3.7 below.) The
Authorized Nuclear Inspector shall have access to RMC's and Method Specifications
(for nuclear applications).

QAP's are released to the Local Area Network by Quality Assurance personnel only,
as noted in paragraph 6.3.7 below. (No hard copy distribution or distribution list is
maintained). The Authorized Nuclear Inspector shall have access to all QAP's for
orders for products intended for Code Compliance from the Manager, Quality
Assurance or designee.

Plant Internal Operating Procedures (PIOP's) and Standard Operating Instructions
(SOI's) are distributed to each individual on the current distribution list as described
in Paragraph 6.3.6.

Review and approval of specifications and procedures is delineated in Subsection
5.3.

A Document Receipt Form will be attached to the copy of the procedure or
specification. Each recipient will file the copy of the approved procedure or
specification, sign the Document Receipt Form, and return it with the superceded
document to the department/section from which it was received. The issuing
department/section shall ascertain that all superceded documents have been
accounted for by checking off the Document Receipt Forms returned against the
current distribution list.

Some documents may not have distribution lists where that particular document is
available for use on the Local Area Network (computer network). In these instances,
the document is controlled by its release to the network. Likewise, obsolete
documents are retrieved by deletion from that network. Hard-copy documents are
not printed for distribution although one will be printed for approval signatures/file
copy. Release and retrieval of documents (to/from the network) shall be performed
only by authorized personnel, who have been issued authorization access codes.
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6.4

Revision Control of Specifications

6.4.1

6.4.2

6.4.3

6.4.4

Revisions to specifications may be required due to Code changes, customer
requirements, process changes, errors or any combination of these causes. Types of
specifications are customer specifications, RMC's, Method Specifications, and QAP's
(see Subsection 5.3).

Revisions to customer specifications and Certified Design Specifications are
received by Inside Sales/Application Engineering Department. Copies of these
specifications are forwarded with a Sales Order Control Sheet (Subsection 19.3) to
the appropriate department for review. This review and implementation of any
additional requirements will be the same as the review of the original documents as
described in Paragraphs 5.2.2 and 5.3.4 of this manual.

Revisions to RMC's will be prepared by the Metallurgical Process Control Section,
reviewed by the Materials Review Committee for compliance with the applicable
requirements of the Code and other specifications, and approved by the Supervisor,
Metallurgical Process Control (Chairman of the Materials Review
Committee). Copies of approved revisions of RMC's will be forwarded to each
individual on the current distribution list by the Metallurgical Process Control
Section as delineated in Paragraph 6.4.6 of this manual. RMC's will be reviewed
annually by the Materials Review Committee and the Metallurgical Process Control
Section to determine those which are no longer applicable. When RMC's are
determined to be no longer applicable, a Document Receipt Form which lists the
specification numbers to be inactivated will be issued by the Metallurgical Process
Control Section as delineated in Paragraph 6.4.6 of this manual.

Method Specifications may have more than one active revision in use at the same
time. Method Specifications are submitted to a customer for approval for use on a
specific order. When a revision that does not affect Code compliance is issued, it
will not be resubmitted for approval for use on orders that have had an earlier
revision approved for use; the revision approved by the customer will be the one
which is used to process his particular order. An exception to this would be when,
after due consideration by Flowserve, it appeared to be in the best interests of
Flowserve and/or the customer to submit the later revision. Should an error which
violates the applicable specifications be found in a Method Specification, a revision
would be prepared immediately to rectify the error and provide compliance. The
new revision of the Method Specification would then be submitted for approval by
the customer for use on his order in lieu of the previous revision which contained the
error. For orders intended for Code compliance, the QAP and Route Card shall
indicate the correct Method Specification number and revision.
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6.4.4.1 Revisions to an in-plant Method Specification will be prepared by
the department that originated the Method Specification; they will
be reviewed and approved by the Staff Manager of the originating
department and the Manager, Quality Assurance or his designee.
Copies of the revised specification with an attached Document
Receipt Form will be distributed by the Metallurgical Process
Control Section as delineated in Paragraph 6.4.6 of this manual.

6.4.4.2 The Metallurgical Process Control Section will review the in-plant
Method Specifications periodically to determine those which should
be obsoleted/inactivated and notification will be made to those on
the current distribution list as delineated in Paragraph 6.4.6 of this
manual.

Revisions to QAP's will be prepared by the Quality Assurance Department
personnel and approved by the respective Design or Application Engineer prior
to being issued for use. The approved revision of the QAP is released to the
Local Area Network by Quality Assurance personnel only as noted in paragraph
6.3.7.

Distribution of  approved revisions  and/or notification of
inactivation/obsolescence will be made by the department/section which has
been designated as the control center for the specification. When previous
revisions are obsolete or to be inactivated, this will be indicated on a Document
Receipt Form which will be attached to the revised specification and forwarded
to each recipient on the current distribution list. Each recipient will perform the
indicated action on the Document Receipt Form, file the revised specification,
sign the Document Receipt Form to affirm that the indicated action has been
performed, and return the Document Receipt Form with the obsolete/superceded
document to the department/section from which it was received. (The
provisions of para. 6.3.7 may also apply.)

Revisions to PIOP's and SOI's will be reviewed and approved by the appropriate
personnel as outlined in Paragraph 5.3.5. Copies will be distributed in
accordance with Paragraph 6.4.6.

Revisions to Exhibits (documentation forms/records) may be made without
requiring a revision to the Method Specification in which it appears.
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7.0

Control of Purchased Material, Items, and Services

7.1

Procurement Planning

711

7.1.2

7.1.3

714

7.1.5

The Manufacturing Manager is responsible for initiating the purchasing cycle by
preparing a Purchase Order for the material/item or service designated via computer.

The Part Number establishes the commaodity required, special requirements (via part
number and reference to the applicable Quality Assurance Plan), and requested
delivery date.

The Purchase Order is prepared utilizing this information and, the requirements of
Subsection 4.1.

Purchase Orders for Code materials/items, and services, and changes (except as
noted in para. 4.1.6) thereto require the approval of the Manager, Quality Assurance,
or his designee, prior to placement with the vendor. The Manufacturing Manager
and/or Supply Chain Manager shall place Purchase Orders with only those vendors
on the Approved Vendor List.

The Manufacturing Manager and/or the Supply Chain Manager is responsible for
assuring that any hold or notification points delineated on the Purchase Order are
completed, and that nonconformances are identified by the supplier to the
Manufacturing Manager and/or the Supply Chain Manager.

7.1.5.1 The purchase order shall direct the vendor to advise of any nonconformances
(see paragraph 4.1.7). This may include nonconformances to the purchase
order or associated documents. The vendor may also indicate recommended
disposition of the nonconformance along with technical justifications.

7.1.5.2 Flowserve shall evaluate the vendor submitted nonconformances and take
appropriate actions to disposition same.

7.1.5.3 Flowserve shall verify implementation of the recommended disposition of
the nonconformance.

7.1.5.4 Records of vendor submitted nonconformances shall be maintained.



—
FLOWSERVE

N

ISSUE DATE_10/22/73 SUBSECTION_ 7.1
REVISION DATE_9/10/03 PAGE NO._2 OF 2
REVISIONNO.__ 31

7.1.6  All purchased material or item is receipt inspected as delineated in Subsection
7.4.

7.1.7 Vendor performance evaluation is accomplished through required audits,
receiving inspection history, and source inspection, where applicable.
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7.2

Supplier Selection and Qualification

721

7.2.2

7.2.3

724

7.2.5

Flowserve does not submit requests for bids on materials utilized in the manufacture
of its products. Bid evaluation is therefore not a part of the procurement planning
cycle.

Source selection is based upon the supplier's capability to supply the commaodity
desired, in the designated time frame, to the required Codes and specifications. Only
those suppliers who have been evaluated and appear on the Approved Vendor List
shall be considered for selection.

The Supervisor, Quality Assurance Engineering is charged with the responsibility
that each vendor of materials, items and services (for pressure retaining and safety-
related materials) requiring compliance with the requirements of the Code and/or
other pertinent specifications will maintain a system for the control of quality during
construction which will ensure that all items and services conform to the applicable
requirements, except as permitted in Paragraph 7.4.6.

Vendors as referenced in Paragraph 7.2.3 of this manual shall be required to submit
copies of their nondestructive examination Method Specifications, Welding Method
Specifications and other applicable documents to the Supervisor, Metallurgical
Process Control for approval. This approval for the submitted specifications must be
obtained by the vendor prior to beginning any manufacturing or testing which
pertains to the submitted specifications.

The Manager, Quality Assurance, or his designee, shall select a qualified lead auditor
to perform an initial survey of the vendor's facility and determine that a Quality
Assurance Program is in effect which complies with the applicable requirements of
the Code and other pertinent specifications. The Lead Auditor shall prepare an audit
plan and checklists pertinent to the areas to be audited, and document on the VVendor
Quality Assurance System Audit Report (Subsection 19.19). The requirements of
Section 18.0 for lead auditor responsibilities, including preparation and use of audit
plans, checklists, and audit reports shall apply. These Audit Reports shall be
approved by the Manager, Quality Assurance Engineering, who shall be responsible
for placing the vendor on the Approved Vendor List. The Approved Vendor List is
available on the Local Area Network (see para. 6.3.7) and no hard-copy distribution
is made, except for copies being distributed external of the facility. A Document
Receipt Form shall be used where hard copies are distributed. The ANI shall have
access to the Approved Vendor List, and shall receive a hard copy if requested. The
Approved Vendor's List shall include any limitations imposed on vendors
(Subsection 19.18).
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7.2.6 Additional audits of nuclear vendors shall be commensurate with the schedule of

727

production or procurement but shall be at least once triennially during the
interval in which material/item/service is being controlled by the Vendor.
Audits shall be performed in accordance with Paragraph 7.2.5. Such audits shall
be supplemented with annual audits or performance assessments documenting
the effectiveness of the vendor's quality system. Performance assessments shall
meet the following requirements: (1) Assessments shall be conducted
commensurate with the schedule of production or procurement, but at least
annually during the interval in which materials or source materials are
controlled, or services are supplied by the Material Organization being
evaluated; (2) Assessments shall include a documented review of the vendor's
history of conditions adverse to quality, nonconformances, and corrective
actions; and (3) Assessments shall include a documented review of periodic
testing performed since the last assessment to demonstrate conformance of
sample materials to selected requirements of the material specification.

Audits of vendors of non-code, critical valve parts and services (including
calibration service suppliers) shall be at intervals not to exceed three-years.
Audits of service suppliers may be performed in the Raleigh facility when such
services are performed here.

Noncompliance with applicable requirements as determined by these subsequent
quality audits shall be grounds for removal of the vendor from the approved list.
The Authorized Nuclear Inspector shall be informed when a vendor is removed
from the approved list. VVendors who have been removed from the approved list
may be reinstated if a subsequent audit at the vendor's facility or a documented
corrective action plan indicates that corrective action has been formulated and
implemented by the vendor to preclude recurrence of the deficiency which
caused the original disapproval.

An audit report (Subsection 19.19) shall be prepared by the lead auditor and all
deficiencies discussed and resolved with the vendor. When applicable, a course
of corrective action shall be determined and implemented. A thirty-day
corrective action response time shall be imposed on the vendors. A follow-up
visit or reaudit will be made when determined necessary by the Supervisor,
Quality Assurance Engineering to ensure that corrective action has been
accomplished. Completed Audit Reports shall be filed in the Quality Assurance
offices and shall be made available to the Authorized Nuclear Inspector upon
request.
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7.2.8

7.2.9

A Material Organization holding a valid and current ASME Section Il
Certificate of Authorization or Quality System Certificate (Materials) issued by
the ASME may be added to the Flowserve Approved Vendor List based on their
Quality System Certificate/ ASME Certificate of Authorization. Audits are not
necessarily required for these vendors except as noted below. The AVL shall
identify any Certificate Holder added without an audit. A copy of the applicable
current certificate shall be on file in the Vendor Quality Assurance System Audit
Reports file of the Quality Assurance Engineering Section.

Materials from QSC/N-type Certificate holders shall be subject to material
verification upon receipt of material, or the vendor may be audited by
Flowserve (see para. 7.4.7). Vendors holding an “N” Certificate of
Authorization must be audited if Flowserve’s scope of procurement includes
welded parts or assemblies requiring fabrication per an NCA-4000 quality
program.

Personnel performing vendor audits may be representatives from an outside
service, provided the conditions set forth below are met:

7.29.1 The Flowserve Manager, Quality Assurance, or his designee, shall
review for acceptance the procedures for conducting audits or surveys,
the procedures for auditor qualification and certification, and the lead
auditor’s qualification and certification records. Records of such
certifications must be on file at Flowserve.

7.29.2 The applicable audit plan and checklist must be provided (or approved)
by the Manager, Quality Assurance or his designee.

7.29.3 The audit must be conducted in accordance with the requirements of the
Code and the supplied audit plan/checklist.

7.2.9.4  The completed audit checklist and report must be returned to the
Manager, Quality Assurance or his designee, for review and approval.
Provided the report is acceptable, the Manager, Quality Assurance
or his designee, shall approve the vendor prior to placing him on the
Approved Vendor List. For audits which reveal corrective actions
required, the provisions of Paragraph 7.2.7 apply.

7295 The requirements of Section 18.0 for audit plans, checklists, and audit
reports shall apply.
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7.3 Source Inspection

7.3.1

7.3.2

For materials, items, and services procured from a vendor, any requirements for Notification
Points and Hold Points (see Glossary of Terms for definitions) for witnessing and/or
checking by representative(s) of the Quality Assurance Department and/or Flowserve
customer and/or the Authorized Nuclear Inspector shall be identified in the applicable QAP
and shall be reflected on the corresponding Purchase Order(s). The Manufacturing Manager
will arrange with the vendor for source inspection when applicable. Representative(s) of the
Quality Assurance Department and/or customer will visit the vendor's plant, and on
satisfactory completion of the source inspection, shall release for further processing by
approving the appropriate vendor report form. Flowserve shall have the option of waiving
the requirement of a Quality Assurance Department Representative witnessing a Notification
Point, and whenever the option is exercised, it shall be communicated to the vendor through
the Manufacturing Department with the Notification of Source Inspection Form (Subsection
19.15).

Source Inspection Reports (Subsection 19.16) of each source inspection will be made and
kept on file in the Quality Assurance Department offices.
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7.4

Receiving Inspection and Documentation Review

74.1

7.4.2

743

The Q. C. Supervisor shall have the responsibility for receiving and inspecting all
incoming production materials/items in the Receiving Inspection Area.

All material/items coming into the plant must pass through the Receiving Inspection
Area, and all such materials/items must meet all the requirements of the applicable
Purchase Order. Code materials/items and other materials/items having traceability
requirements must have unique identification on the material or on records traceable
to the material/item. Very small parts (e.g., pipe, tube, fittings, and flanges 2 inch
nominal pipe size and less, bolts, nuts, and studs 1 inch nominal diameter and less,
and bars with cross sectional area 1 square inch or less) may be identified with a
code number (an alpha-numeric designation) which is traceable to the original heat
number or lot number of the material/item and the associated documentation.
Minimum markings shall be such that they satisfy the requirements of the Code and
the Material Specification. The assignment of code numbers which are traceable to
heat numbers of materials/items shall be the responsibility of the Quality Assurance
Department, who shall maintain a log of code numbers. The initial identification of
materials/items by code numbers and heat and serial numbers shall be the
responsibility of Receiving Inspection.

Material/items will be held by Receiving Inspection until it has been determined that
the material/item meets all the applicable requirements of the Code, other traceable
applications, and the Purchase Order. When this has been established and a signed-
off Receiving Document (Subsection 19.1) has been received from the Quality
Assurance Department, as described in Paragraph 7.4.5 below and its subparagraphs
in this manual, the material/item will be released by Receiving Inspection in one of
the following ways:

7.4.3.1 Finished items will be identified with a Material Identification Tag
(Subsection 19.13) and moved to Finished Parts Stores. Where size does
not permit, or where it is impractical to tag part(s), a tag shall be attached
to the container of parts or the part number shall be written directly on the
material/part. The tag will identify the material as either "N" Stamp
Material or Traceable Material. Standard Material is identified with a copy
of the Receiving Document.

7.4.3.2 Barstock will be checked for the proper heat number stamping and moved to
the barstock storage area.
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7.4.3.3 Materials/items which have subsequent manufacturing operations which

must be performed will be identified and tagged in the same manner as
described in Subparagraph 7.4.3.1 and moved to Finished Parts Stores.
The material/item will be retained in Finished Parts Stores until a Route
Card Packet which will serve as a shop traveller is placed with it to
perform the sequence of operations in the order shown on the Route
Card. The Traveller System and related activities are described in
Section 9.0 of this manual.

7.4.3.4 Castings upgraded by vendors will be identified by an Upgraded

Material ldentification Tag (Subsection 19.14) and forwarded to
Finished Parts Stores. The Receiving Inspector will determine that the
casting is upgraded by reviewing the Receiving Document (part name
and number). A Route Card which covers the review of radiography
film, including any applicable reviews by the Authorized Nuclear
Inspector and the Customer Representative, will be placed with the
material by Finished Parts Store personnel. The material will then be
forwarded to the Radiography Section for completion of the operations
listed on the Route Card. When all reviews of the radiography film

have been completed, and all required approvals have been obtained, the
material will then be returned to Finished Parts Stores. The material will
then be tagged as either "N" Stamp Material or Special Material by use
of an Identification Tag (Subsection 19.13) by Finished Parts Store
personnel.

7.4.4 Material/items not meeting the requirements of the applicable Purchase Order
shall be segregated and held as delineated in Section 15.0 of this manual. (For
nonconformances previously reported by the wvendor and subsequently
dispositioned prior to receipt, see Subsection 7.1.)

7.4.5 The vendor procurement control check list shall be a copy of the Purchase Order
which is issued to the vendor. The Purchasing Section shall delineate all items,
both hardware and documentation, which the vendor is to furnish to comply with
the Code and applicable specifications. Upon receipt of the hardware and
documentation from the vendor, Quality Assurance personnel shall review the
copy of the Purchase Order and vendor's documentation to determine that all
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requirements have been satisfied in an acceptable manner. This review shall be conducted
only on those Purchase Orders which have traceability and testing requirements. Upon
completion of each review of a Purchase Order, one of the following courses of action shall
be implemented:

7.4.5.1 When the vendor's documentation has been reviewed and considered

satisfactory, the documentation shall be initialed indicating acceptance, and

forwarded to the Authorized Nuclear Inspector for acceptance. Upon
acceptance, the documentation shall be forwarded to the appropriate area for
filing. Materials/items are released by QA personnel via computer. A

completed copy of the Receiving Document (Subsection 19.1) shall be

forwarded to Inspection. Inspection Section, upon determining that material

is acceptable from a hardware standpoint, will release the material/items to

Stores.

7.4.5.2 When deficient material or items are detected, when compared to Purchase
Order requirements, a Reject Ticket (Subsection 19.22) shall be written and
distributed by Quality Assurance personnel to the Operations
Department and the Inspection Section. Purchasing personnel shall
contact the vendor and attempt to resolve the deficiency; the Inspection
Section shall segregate and hold the material/items until the deficiency is
resolved. Should the deficiency be resolved, the material would be released
by the Quality Assurance Department and the Inspection Section, thereby
superceding the previously issued Reject Ticket.

Should the deficiency not be resolved, the Inspection Section would require
The Material Review Board to meet and determine the appropriate action to
Be taken. These decisions shall be documented for record purposes. The
Authorized Nuclear Inspector shall be notified when the Reject Ticket is
written for deficient Code materials/ items.

7.4.6  Where material is available which has not been produced under a satisfactory NCA
3800 program, as required in Subsection 7.2, that material (unqualified source \
material) may be used for nuclear applications under the restrictions specified
herein. The certification of the requirements of the material specification which
must be performed during melting, heat analysis, and heat treatment of the material
may be accepted and the material used provided the following requirements are
met:
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7.4.6.1 No welding with filler metal has been performed on the unqualified
source material

7.4.6.2 A product analysis must be subcontracted to verify the chemical
composition of each piece of unqualified source material.

7.4.6.3 Flowserve performs or subcontracts all other requirements
of the material specification on each piece of unqualified source
material. (Where Certificates of Compliance are acceptable, testing of
each piece is not required.) Alternatively, Flowserve may perform or
subcontract all other requirements of the material specification on each
heat and lot of unqualified source material provided:

7.4.6.3.1 A CMTR is provided with the unqualified source material.
7.4.6.3.2 The unqualified source material is traceable to the CMTR.

7.4.6.3.3 Purchase orders must require that the suppliers of
Unqualified source material establish written procedures for
identifying source materials in a manner that provides
traceability to the CMTR.

7.4.6.3.4 Flowserve shall review and accept the suppliers'
identification and traceability procedure, and verify
compliance with the procedures at a frequency
commensurate with the production schedule, but at least
triennially.

7.4.6.3.5 Upon receipt of material, Flowserve shall verify by review of
objective evidence that the requirements of the purchase order have
been met.
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7.4.7

7.4.8

74.9

Materials/Items (except welded parts of assemblies requiring fabrication per an
NCA-4000 quality program) received from Holders of Quality System
Certificates/N-type Certificates shall be subject to material verification to assure
material type/properties at the Receiving Inspection point. When applicable, the
Approved Vendor List shall require an internal note be placed on purchase orders to
notify receiving personnel of the material verification requirement. Alternatively,
audits of those vendors may be performed at regularly scheduled intervals, not to
exceed three (3) years.

Flowserve does not use the small products provisions of NX-2610 of the Code.
Procured services documentation shall be reviewed by appropriate personnel

(Engineering or Quality Assurance). Where technical verification of data is required
(e.g., hardness testing), those activities shall be performed by qualified personnel.



FLOWSERVE
N

ISSUE DATE_10/22/73 SUBSECTION__7.5
REVISION DATE_9/10/03  PAGENO._1 OF 1
REVISIONNO.__ 31

7.5

Receiving Inspection of Welding and Brazing Materials

7.5.1 When welding or brazing material is received, it will be sent to Receiving Inspection

where the quantity received will be verified and the containers inspected for possible
damage encountered during shipment. Receiving Inspection will reject any material
received in damaged containers by writing a Reject Ticket. Rejected material shall
be confined as described in Section 15.0 of this manual. Otherwise the material will
be held in the Receiving Inspection Area until a Material Status Report (Subsection
19.17) is received from the Metallurgical Process Control Section. The
Metallurgical Process Control Section will compare the vendor's certifications with
the requirements of the applicable Purchase Order and the Code and complete other
tests as required. The Material Status Report will then be completed by the
Supervisor, Metallurgical Process Control, or his designee, and forwarded to the
Receiving Inspection Area. Vendor Certified Material Test Reports will be
maintained in the Quality Assurance Engineering Section.

7.5.1.1 When the report indicates acceptance, the material will be sent to
the Welding Material Control Storage Area.

7.5.1.2 When the report indicates rejection, a Reject Ticket will be written. The
material will be conspicuously tagged with a Reject Ticket and segregated to
preclude use. Upon receipt of their copy of this rejection, Purchasing
personnel will contact the vendor regarding return of the discrepant material.
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7.6

Comercial Grade Items

7.6.1

7.6.2

7.6.3

7.6.4

7.6.5

7.6.6

Commercial grade items may be used in the design of valves, and when these are
selected, they shall be identified by the cognizant Design Engineer during the design
stage. The Multi-Level Bill of Material in such instances will identify the part with a
special part number and "trailer” (e. g., "DEDCA-TD").

Purchase orders for these commercial grade items identify the part number and the
manufacturer's published product description for the part being purchased.

Source selection for the commercial grade item is normal based on availability and
evaluation of suppliers is not required.

Commercial grade items are subject to the same receipt inspection requirements as
any other product (see 7.4). The items are checked for damage, and the item is
verified to meet the purchase order requirements. Additional inspections and tests
may be required in order to "dedicate” the item to nuclear service, and these
requirements are determined by the cognizant engineer, based on the selected critical
characteristics of the item.

Records of the "dedication” process are maintained

The detailed requirements of the commercial grade item dedication subsystem are
contained in a Plant Internal Operating Procedure (P1OP).
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8.0 Identification and Control of Materials and Items
8.1 Purchased Materials and Items

8.1.1 Materials/items having traceability requirements must have unique identification on
the material/item or on records traceable to the material/item. Such markings shall
be verified and/or applied as delineated in Paragraph 7.4.2 of this manual. Any
physical markings applied to materials/items shall be placed in areas where removal
by further processing of the materials/items is unlikely.

8.1.2 Materials/items will be further identified by use of a Material Identification Tag as
delineated in Paragraph 7.4.3.1 prior to being released from Receiving Inspection to
Stores.

8.1.3 Review and approval of documentation for purchased material/items shall be
performed as described in Paragraph 7.4.5.
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8.2

In-Process Materials/Items

8.2.1

8.2.2

8.2.3

8.24

8.2.5

8.2.6

Identification numbers which are removed during processing, such as machining,
welding, and when materials are subdivided into smaller pieces, shall be immediately
reapplied by the individual who removed them. This shall be monitored by the
Inspection Section and documented by sign-off on the Route Card.

All materials/items requiring traceability used for manufacture and/or fabrication
shall be immediately checked by the Inspection Section upon removal from Stores to
verify the material identification on the part(s). This verification is documented on
the route card. Materials/items requiring traceability shall be identified with the
same unique heat and serial number or code number as shown on the corresponding
Route Card.

The process control check list shall be a Route Card which lists operations,
examinations, tests, inspections, and Hold Points in sequence to assure that all
requirements have been fulfilled. An acceptance sign-off by authorized personnel
shall be made prior to proceeding with the next listed sequence on the Route Card
except as designated in Paragraph 9.1.7 of this manual. Space will be provided for
the Authorized Nuclear Inspector to sign for those examinations, tests, and
inspections which he elects to witness. When actual test or inspection results are
required, an additional appropriate form will be completed to indicate such
inspection or test results. The completed Route Card will be reviewed by Quality
Assurance personnel to assure full compliance with the listed requirements.

Material Identification Tags (Subsection 19.13) shall be prepared and applied to parts
as they are completed on a particular Route Card, as described in Paragraph 9.1.12.

Upon completion and sign-off of all operations, tests, inspections, Notification Points
and Hold Points, the finished part and its associated Route Card shall be delivered to
the Stores area.

Temporary attachments will be identified with a coded marking, as defined in a Plant
Internal Operating Procedure (PIOP).
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8.3

Finished Parts

8.3.1

8.3.2

When all parts for a particular valve have been finished, a Route Card (Subsection
19.30) and Picking List (Subsection 19.21) will be forwarded to Stores by the
Manufacturing Department. Stores personnel shall pull all parts indicated on the
Picking List and forward the parts and the Route Card Packet to Inspection (Pre-
Assembly or Forged Steel).

83.1.1 The Inspector shall verify the parts dimensionally as required, check the
heat and serial numbers on the Pre-Assembly Inspection Record
(Subsection 19.20), complete any forms that are required by Plant
Internal Operating Procedures and the applicable QAP, and initial the
Route Card to indicate his acceptance of the items.

8.3.1.2  The Inspector shall record the heat and serial numbers of all the Code
and/or traceable parts on the Picking List (Subsection 19.21). He shall
forward the Picking List to the Quality Assurance Engineering Section
for their preparation of the final documentation package. Quality
Assurance Engineering personnel shall assure that all parts have been
properly processed and that all documentation is on file.

When a part is found to be unusable after the recording and verifying of heat and
serial numbers, a Reject Ticket (Subsection 19.22) shall be issued, and one of the
following courses of action will be required:

8.3.2.1  When another part having the exact same part number is not available
from Stores, and Manufacturing Department personnel believe that a part
having a different part number will meet all the applicable requirements, a
Material Substitution (Subsection 19.45) shall be prepared and approvals
obtained as described in Paragraph 8.3.4. The Inspector will present the
Picking List (Subsection 19.21) and all copies of the Reject Ticket
(Subsection 19.22) to Stores personnel to obtain the substitute part. He
will then perform all of the applicable requirements of Subparagraphs
8.3.1.1 and 8.3.1.2 of this manual and ensure that all records affected by
the substitution are corrected. The Authorized Nuclear Inspector shall be
notified of all material/item substitutions for materials/items intended for
Code compliance by the Inspector presenting the Picking List with the
new part to the ANI.
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8.3.2.2 When another part having the exact same part number is available

from Stores, the Inspector will then perform all the applicable
requirements of Subparagraphs 8.3.1.1 and 8.3.1.2 of this manual
(except no Material Substitution Form will be generated) and
ensure that all records affected by the part change are corrected.
The Authorized Nuclear Inspector shall be notified of all changes
for material/items intended for Code compliance by the Inspector
presenting the Picking List with the new part to the ANI.

8.3.2.3 When there is no part available which will meet the applicable
requirements, the entire procurement and manufacturing cycle shall
be initiated to produce a substitute part. The Authorized Nuclear
Inspector shall be notified of this action for all materials/items
intended for Code compliance.

8.3.3 For forged steel valves, finished parts may not travel back into Stores after
manufacture but go immediately into the assembly process. All verification
checks and Picking List preparation and sign-offs are performed prior to the
assembly of the valve.

8.3.4 When there is a request to use an item or material for a valve of a specific Sales
Order and line item number and there is no release which indicates that the item
meets all applicable specifications for that specific Sales Order and line item
number, the following shall be done:

8.34.1 Manufacturing Department personnel shall initiate a Material
Substitution (Subsection 19.45) and forward it to the Quality
Assurance Department.

8.34.2 Quality Assurance personnel shall determine that the material/item
meets the requirements of the applicable order and Code and sign the
Material Substitution Form indicating concurrence.  EXisting
materials/items previously produced and certified in accordance with
the Code Editions and Addendas earlier than that required by the
Sales Order indicated on the Material Substitution Form may be used
provided the material or item meets all the requirements of the Code
Edition and Addenda invoked, and provided the vendor of the
material/item was qualified at the time the material/item was
produced.
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8.3.4.3 The Manager, Quality Assurance and the Manager, Engineering, or their
designees, shall indicate their approval by signing the Material Substitution
Form, except that only the QA signature is required when the Material
Substitution relates to traceability requirements. The Manager, Engineering
signature verifies that the design requirements have not been affected. Any
records which are affected by the substitution shall be corrected by the
individuals responsible for such records.
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8.4

Finished Valves

8.4.1

8.4.2

8.4.3

8.4.4

8.4.5

A Final Inspection Check Sheet (Subsection 19.23) shall be completed by the
applicable Inspector for each valve intended for Code compliance, and for those
traceable valves that would require it as specified in the applicable QAP. The check
list shall include a provision for Quality Assurance approval of the methods and
materials employed in preparation for shipment to ensure that the valves and/or
parts/appurtenances are protected from damage and/or deterioration. The Authorized
Nuclear Inspector will have the opportunity to indicate his acceptance or rejection of
any items on the Final Inspection Check Sheet which pertain to Code compliance.

The Final Inspection Check Sheet and other check lists required by Standard
Operating Instructions will be retained by the Quality Assurance Department in the
specific files.

A Quality Assurance Records Index (Subsection 19.24) shall be established by the
Manager, Quality Assurance or his designee prior to the start of manufacturing to
cover all requirements of the Code with respect to Quality Assurance records. See
Subsections 17.1 and 17.2 for records requirements.

8.4.3.1 In addition to the Quality Assurance Records Index, an index for the
quality documentation which includes all pressure retaining parts, such
as body, bonnet, and disk is prepared for valve orders. Upon
assurance that all the required documentation is complete and in
accordance with Code and customer requirements, Quality Assurance
Documentation personnel shall review and sign the index to indicate
their acceptance. The documentation shall then be filed as defined in
Section 17.0 of this manual.

8.4.3.2 Depending upon the degree of traceability required and according to the
discretion of the Manager, Quality Assurance or his designee,
documentation indices may also be prepared and used on orders for
valves/parts not intended for Code compliance.

The "N" Symbol may be applied to a product only after the hydrostatic test has been
performed and after the concurrence of the Authorized Nuclear Inspector and
completion of the Data Report as delineated in Paragraph 17.3.1.

The "NPT" Symbol may be applied to a product only after the concurrence of the
Authorized Nuclear Inspector and completion of the Data Report as delineated in
Paragraph 17.3.1.
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8.5

Control of Welding and Brazing Materials

8.5.1

8.5.2

8.5.3

8.5.4

Welding material shall be stored in secured areas known as Welding Material
Control Storage Areas which are under the control of the Production Supervisor, or
his designee. These areas will have heated cabinets in which all welding electrodes
with hygroscopic coating must be stored after the original sealed container is
opened. If no such containers are opened in a particular Welding Material Control
Storage area, then that area need not have heated cabinets.

The welder shall obtain welding materials from a Welding Material Control Storage
area which is controlled by the Production Supervisor. When the welding electrodes
have a hygroscopic coating, each welder shall receive no more than a three hour
supply of such electrodes for a job assignment. If a welding electrode remains out
for more than the three hours, the Production Supervisor (or designee) shall be
responsible for retrieving the material and for reconditioning it. The Welder shall
determine from the Route Card or Reject Ticket and the listed Welding Method
Specification what welding material is required for the current operation to be
performed. He will then record the lot number and/or heat number of the welding
material and the time issued on the Welding Material Control Log (Subsection
19.26). This lot and/or heat number will also be recorded on the Welding Repair
Data Sheet (Subsection 19.27) or the Welding Process Report (Subsection 19.28) as
applicable.

Each welder shall return all unused electrodes with hygroscopic coating along with
the stubs of the used ones to the Welding Material Control Storage area within three
hours of issue, and obtain a fresh supply of electrodes if necessary to complete the
work. In the event that a job assignment is completed in less than three hours, all
such unused electrodes and stubs must be returned to the Welding Material Control
Storage area prior to beginning a new job assignment. In both cases the return of the
unused electrodes and stubs shall be documented in the Welding Material Control
Log by the welder.

The Production Supervisor or his designee shall determine from the log the lot
number of the unused electrodes (with hygroscopic coating) being returned, place all
undamaged and identifiable electrodes in a container marked with this lot number,
and place the marked container with the electrodes in a controlled heating cabinet.
All previously issued electrodes which have hygroscopic coatings must be
reconditioned in a manner which meets the requirements of both Flowserve and the
Material Manufacturer. Following the required reconditioning cycles, the electrodes
must be placed in a heated cabinet until they are reissued in accordance with the
provisions of an internal Plant Internal Operating Procedure.
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All stubs shall be returned and placed in a steel container within the Welding
Material Control Storage Area. The Production Supervisor (or designee) is
responsible for having the container emptied.

Metal powders shall be stored in sealed containers prior to use. Metal powder
shall be obtained from a Welding Material Control Storage Area. For each part
that is welded, the lot number of the powder used shall be recorded on the
Welding Material Control Log. Reels of flux-cored wire shall be wrapped in a
vapor barrier material and stored in cardboard boxes. Flux-cored wires shall be
obtained from a Welding Material Control Storage Area. For each part that is
welded, the heat and/or lot number of the wire used shall be recorded on the
Welding Material Control Log. Reels of wire may be left on the machine, but
must be identified by grade and heat and/or lot number. If left on the machine,
or returned to the storage area, the reel should be checked to assure that all dust
and foreign material have been removed prior to use. Submerged arc welding
will not be used on materials or items intended for Code compliance.

The Metallurgical Process Control Section shall closely monitor all control
activities. This shall be documented by review and approval of the Welding
Material Control Log on a weekly basis.

Stellite wire used for assembly of stems and disks and wire used for seal welding
in forged steel are controlled by logging the identifying heat numbers on a
control log located in that area.

The welding control logs used at the various locations shall include as a
minimum the information as shown in Subsection 19.26, except the time-
in/time-out information is only required for hygroscopic electrodes.

Brazing material shall be stored in a secured storage area.

Brazing personnel shall obtain brazing materials from the secured storage area
and record the lot number on the brazing furnace log.
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8.6 Replacement Code Material

8.6.1

8.6.2

8.6.3

8.6.4

Replacement material for valves previously manufcatured by Flowserve

may be supplied to the customer without Code Data Reports and only a

Certified Material Test Report, as well as any applicable NDE test reports. Such
material shall be supplied in accordance with the requirements of the ASME Code
and applicable customer specifications, and shall be exclusively for incorporation
into items originally manufactured under Flowserve’s ASME Certificate of
Authorization.

Material requiring processing shall be manufactured on a Route Card (Subsection
19.30) as described in Subsection 8.2 and 8.3 of this QA Manual. Heat/code
numbers for the material shall be recorded on the applicable Route Card. Material
shall be dimensionally inspected to the requirements of the applicable drawing.
Special process operations required by the applicable Quality Asurance Plan (QAP)
shall be listed on the applicable Route Card (e. g., minimum wall inspection, NDE
operations, etc.).

Material found to be nonconforming shall be rejected and handled as outlined in
Section 15.0 of this QA Manual.

When material is complete and ready to ship, the Quality Assurance Department
shall prepare any required documentation as contained in the applicable Quality
Assurance Plan (QAP). This shall include, but is not limited to, a Certified Material
Test Report for the material, Flowserve’s Certificate of Conformance for the
material (with ASME Certificate of Authorization and expiration date included), and
any required NDE and dimensional inspection reports, as applicable.
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9.0 Control of Processes
9.1  Traveller System

9.1.1 The Traveller System used by Flowserve shall be referred to as a Factory Order
Route Card Packet. It shall consist of a Route Card and other document(s) required
to manufacture the item. All Route Cards shall be requested by the Manufacturing
Department via computer.

9.1.2 There will be two (2) different types of Manufacturing Route Cards: Part Route
Card (Subsection 19.30, page 2 of 2), and Valve Route Card (Subsection 19.30, page
1 of 2).

9.1.2.1 Part Route Cards shall delineate in sequence all quality control and
manufacturing operations, and all specified Notification Points and Hold
Points for processing the valve parts on the shop floor. The Part Route
Card Packet shall contain as a minimum the Route Card and the Detail Part
Drawing(s) referenced on the Route Card. In some cases, the detail
drawing will not be in the packet but will be available in the work area on
aperture card or controlled distribution drawings. This situation exists
primarily in areas where fully automated and programmed machining
center manufacture parts and detailed drawings are not required for part
manufacture. The Route Card shall reference all drawings and applicable
Method Specifications with proper revisions.

9.1.2.2 Valve Route Cards shall delineate in sequence all quality control and
production operations, tests, and all Notification Points and Hold Points for
assembly, finishing of the weld ends (machining and NDE), cleaning,
packaging, painting, crating, and up to the Final Inspector approval for
shipping. The Valve Route Card Packet shall contain as a minimum the
Valve Route Card, the assembly (sales) drawing, and the Picking List
(Subsection 19.21). For motor operated valves, motor operator write-up
sheets will be included. Weld end detail drawings will be included or a
notation will be included on the Route Card to request when needed. The
Route Card shall reference all drawings and applicable Method
Specifications, with proper revisions.

9.1.3 On each order intended for Code compliance, the Part Route Cards for the pressure
retaining parts, and the Valve Route Card shall be finalized only after establishment
of any mandatory Hold Points (e. g., hydrostatic testing).
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9.1.4 Nuclear Route Cards must be reviewed with the Authorized Nuclear Inspector

9.15

9.1.6

9.1.7

for establishment of Hold Points (Paragraph 9.1.3) prior to release for
manufacturing purposes. This review is signified by his initials (and date) on the
Route Card. They shall be stamped with a large red "N". The Route Cards that
do not identify any requirements over and above the standard processing and
documentation shall be white in color. The Traceable Route Card which
identify any special requirement that would not be positively ensured through
standard practice shall be stamped with a large green "T".

All Nuclear and Traceable Route Cards shall be reviewed, signed and dated by
the Manager, Quality Assurance or his designee to indicate his concurrence prior
to their release for manufacturing purposes.

All changes on Nuclear and Traceable Route Cards affecting Design, Code
required operations, Welding, Heat Treatment, Nondestructive Examination,
Hydrostatic Testing, Inspection Points, Inspection Methods or any Hold Point
established by the Authorized Nuclear Inspector, shall be approved by Quality
Assurance in the same manner as described in 9.1.5 of this manual. In addition,
the approval shall be coordinated with the Authorized Nuclear Inspector for his
concurrence (signature and date) and establishment of any additional Hold
Points. Proposed changes in the sequence of the above mentioned operations
will be considered a Route Card change. Changes to the documents used for the
above operations will always be reflected in the applicable QAP. The Route
Cards will in turn be changed to reflect those changes, including the QAP
revision number referenced on the Route Card.

Each operation, test, or inspection listed on the Route Card shall have a sign-off
space for date and sign-off by the applicable personnel. Each operation, test, or
inspection listed on the Route Card shall be completed, dated, and signed off by
the applicable personnel. Acceptance and sign-off by Quality Assurance
personnel will be required for inspection operations listed on the Route Card
except when one of the following conditions is applicable.

9.17.1 The operation is designated on the Route Card as a "Parallel
Operation" which may be performed out of sequence without
affecting the quality of the valve/part or Authorized Nuclear
Inspector Hold Points. All operations designated as parallel
operations will be reviewed by the Manager, Quality Assurance
during his review and approval of the Route Card as described in
Paragraph 9.1.5 of this manual.
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9.18

9.19

9.1.10

9.111

9.1.12

9.1.7.2 The operation is designated on the Route Card as a "Concurrent Operation”
which may be performed at the same time another operation is being
performed without affecting the quality of the item (or Authorized Nuclear
Inspector Hold Points). All operations designated as concurrent operations
will be reviewed by the Manager, Quality Assurance during his review and
approval of the Route Card as described in Paragraph 9.1.5 of this manual.

A space for date and sign-off on the Route Card shall be provided for the Authorized
Nuclear Inspector at each of his Hold Points.

Materials/items requiring traceability used for manufacture and/or fabrication must
be identified with the same unique heat and serial number or code number as shown
on the corresponding Route Card.

The Manufacturing Department shall forward the Route Card Packet to Finished
Parts Stores when the material/item is available. Stores Personnel shall place the
Route Card Packet with the correct material/item and forward to the Inspection area
indicated on the Route Card.

Part Route Cards shall be used for processing the valve parts on the shop floor. Each
Nuclear and Traceable Part Route Card shall show the necessary information
required to identify the special material/item and to process it into the specified
part(s) that would meet all applicable Code and customer requirements respectively.
This information shall include the part name, part number, Material Specification
number, QAP number and revision, heat and serial number or code number traceable
to the heat number of the material/item, and other information in accordance with
Subparagraph 9.1.2.1 of this manual.

Upon completion and sign-off of all operations, tests, inspections, Notification Points
and Hold Points, the finished part and its associate Route Card shall be delivered to
the Finished Parts Stores area. For parts intended for Code compliance or having
special traceability requirements only, the applicable Material Identification Tag
(Subsection 19.13) will be completed from the information on the Route Card and
attached to the finished item (See Paragraph 8.2.4). The completed Route Card will
then be forwarded to the Quality Assurance Department for incorporation into the
files. The finished parts intended for Code compliance will then be stored with the
attached "N" Stamp Material Identification Tag in the locked cage located in the
Finished Parts Stores area. Any part intended for Code compliance which is too
large to be placed in the locked cage shall be conspicuously tagged with the
necessary information and stored in a suitable area. Traceable material/items not
intended for Code compliance will be tagged with a Special Material Identification
Tag.
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There shall be a separate Valve Route Card for each valve (or group of valves),
which will show the applicable QAP number and revision, the body heat and
serial number, and other information as required in Subparagraph 9.1.2.2 of this
manual. The Manufacturing Department shall forward the Valve Route Card
Packet including the Picking List to Finished Parts Stores. Stores personnel
shall pull all parts indicated on the Picking List and forward the parts and the
Valve Route Card Packet to Inspection. Inspection functions are described in
Paragraph 8.3 of this manual.

The Valve Route Card shall be used as a routing and instruction document in the
Assembly and Test area. The Route Card and/or the Picking List shall remain
with the valve at all times until the valve is released for shipment.

Where multiple units are processed on a single Route Card, and the quantity has
to be "split", then a separate Route Card shall be generated (including ANI hold
points), or a copy of the existing Route Card made, and quantities and heat
and/or lot and serial numbers changed accordingly.

The Authorized Nuclear Inspector shall be informed at each of his Hold Points
identified on the Route Card.

The appropriate customer agency shall be informed at each of the customer
Notification Points and Hold Points as identified on the Route Card.

When all the required operations up to and including painting are completed, the
valve or part shall be moved to the Shipping Section where it will be crated in
accordance with standard practice or approved crating Method Specification
called out on the Route Card and/or applicable QAP in a manner to prevent
damage to and deterioration of the product in transporation and storage.
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9.3 Heat Treating

9.3.1

9.3.2

9.33

9.34

Description of Heat Treating Operation and Controls in the Raleigh Plant.

9311 Various heat treating facilities are utilized to perform the following types
of operations: annealing, hardening, normalizing, tempering, and
postweld heat treatment.

9312 All the heat treating facilities mentioned in Paragraph 9.3.1.1 of this
manual are equipped with time vs. temperature recording devices which
provide Heat Treat Charts (Subsection 19.31) as a permanent record of
each operation which is performed.

9.3.1.3 Outside heat treating shall be performed only by vendors indicated on
the Approved Vendor's List. The same controls as indicated in this
section shall be imposed.

The Raleigh Plant Heat Treat Manual provides instructions for operating the heat
treat equipment, methods of loading, and a set of unique numbers for different heat
treating operations.

9321 The Supervisor, Metallurgical Process Control is responsible for the
preparation, distribution, maintenance, and revisions of the Heat Treat
Manual in accordance with the requirements of Section 5 and 6 of this
Manual.

9.3.2.2 A copy of the Heat Treat Manual is assigned to the Manufacturing
Department for reference in assigning the applicable heat treating
operation(s) on the Route Card.

93.2.3 Copies of the Heat Treat Manual are readily accessible to all the heat
treat operators in their work area(s).

Code and special customer heat treating requirements shall be incorporated in heat
treating Method Specifications, which will be controlled in accordance with
Paragraph 5.3.3 and Paragraph 6.4.4 of this manual. Method Specifications provide
information relative to rates of heating and cooling, temperature requirements, and
holding times at temperature.

All heat treat operations shall be performed by qualified and trained heat treat
operators to qualified procedures. Documentation of training programs shall be
maintained by Quality Assurance in the personnel training file.
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9.3.5 All heat treat furnaces utilized for heat treatment of Code materials/items shall
be calibrated and surveyed as required by the Heat Treat Manual.

9.3.6 Heat Treating Record System

9.3.6.1

9.3.6.2

9.3.6.3

9.3.6.4

9.3.6.5

The Route Card lists the applicable heat treating Method
Specifications and revision numbers and designates the proper place
In the sequence of operations that the heat treating shall be
performed.

When items are received in the Heat Treating Area, which is
operated by Metallurgical Process Control, an entry (charge
number) is made on the Heat Treat Log (Subsection 19.32) and the
Heat Treat Chart (Subsection 19.31) to uniquely identify the
material and associate it with the applicable Heat Treat Chart.

For all non-Code hardening operations, the heat treating operator
audits the effectiveness of the operation by taking three random
hardness readings from a sample of each heat treated lot of
material/items and records the actual readings on the Heat Treat
Log. The heat treat operator initials and dates the Route Card in the
appropriate space to indicate that the heat treating operation has
been performed acceptably. Hardening operations are not
performed on Code materials.

The Heat Treat Log and the Heat Treating Charts shall be checked
and signed by the Supervisor, Metallurgical Process Control or his
designee prior to sending the documents to the Metallurgical
Process Control Section. The furnace operations are monitored
periodically by the Supervisor, Metallurgical Process Control.
Copies of Heat Treat logs & Heat Treat charts shall be made and
forwarded to the Quality Assurance Documentation Center for
incorporation into the applicable files. These documents shall be
made available to the Authorized Nuclear Inspector for examination
upon request.

A system will be maintained to provide documentation of the
accumulated postweld heat treat times at temperature for individual
parts, as described by a Standard Operating Instruction. Review of
the accumulated postweld heat treat times is reviewed by Quality
Assurance personnel. Records of such accumulation shall be
maintained on an Accumulated Stress Relief Record. (Subsection
19.49).



FLOWSERVE
N

ISSUE DATE_10/22/73 SUBSECTION__ 9.4

REVISION DATE_9/10/03 PAGE NO._1 OF 2
REVISIONNO.__31

9.4

Welding and Brazing Qualifications

94.1

9.4.2

9.4.3

All production welding and brazing personnel shall be qualified for the work
assigned to them as prescribed in the applicable article(s) of the Code, Section 11l and
IX. When there is a need for qualifying a welder or welding operator to address an
essential variable, a new qualification shall be successfully completed. For orders
not intended for Code compliance, the applicable specifications shall be mutually
agreed upon by Flowserve and the customer.

The procedures used to qualify welding and brazing personnel shall be prepared by
Metallurgical Process Control Section in accordance with Sections 111 and 1X of the
Code and Plant Internal Operating Procedures. Procedures and Procedure
Qualifications developed by the former manufacturer of a product, or under previous
ownership, may be utilized withour re-qualification. In these cases, Flowserve
assumes responsibility for these procedures and qualifications. That acceptance will
be indicated by a signed cover page on the front of each such procedure. The
Welding Technician has the responsibility for performing the qualifications.
Supporting documentation for Welding and Brazing Method Specifications such as
Procedure Qualification Records and personnel qualifications shall be the
responsibility of the Supervisor, Metallurgical Process Control Section and all
records of such qualifications shall be certified, dated, and retained. The Production
Supervisor, or his designee, will be on controlled distribution of performance
qualifications, who will assign personnel to a job based on his qualification record.
If a performance qualification is to be withdrawn, the Welding Technician will
immediately instruct the respective supervisor and pull the qualification. A sample
of the Method Specification form is shown in Subsection 19.48. The Procedure
Qualification Record is shown in Subsection 19.33, and the Operator Qualification
Record in Subsection 19.34 of this manual.

A system shall be maintained to keep personnel within the time qualification
requirements as delineated in Section IX of the Code. Performance Qualification for
welding or brazing personnel shall be affected when one of the following conditions
occurs:

9.4.3.1 When he has not used a process during a period of 6 months or more, his
qualifications for that process shall expire.

9.4.3.2 Within the six month period, prior to his expiration of qualification:
94321 A welder who welds using manual or semi-automatic will

maintain his qualification for manual and semi-automatic welding
with that process;
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9.4.3.2 A welding operator who welds with a machine welding or automatic process

will maintain his qualification for machine and automatic welding with that
process.

9.4.3.3 When there is specific reason to question his ability to make welds or
perform brazing operations that meet the Procedure, the qualifications which
support the welding or brazing he is doing shall be revoked. All other
qualifications not questioned remain in effect.

This shall be accomplished by the Metallurgical Process Control Section reviewing
the Welding Material Control Log or the Brazing Furnace log and updating a master
listing to reflect most current use (date) of a welding process by the particular
welder. Metallurgical Process Control shall issue a monthly update of the status
reports. In the event an individual loses his qualifications, he will be re-qualified.
Details of this system are described in a Plant Internal Operating Procedure.

Controlled copies of Welding Method Specifications shall be maintained in the
Welding Department for welders use. Brazing Method Specifications shall be
maintained n the brazing area. Control shall be accomplished as described in the
Plant Internal Operating Procedure.

The Authorized Nuclear Inspector shall have access to the Method Specification, the
Procedure Qualification Records, and the Performance Qualification Records, and
has the option to require requalification, when he has specific reason.

All welders are assigned a unique welder identification stamp by the Q. C.
Supervisor for the purpose of stamping their completed work. Work is more often
identified by the welder completing a Welding Repair Data Sheet (Subsection
19.27) or a Welding Process Report (Subsection 19.28) which identifies the
welding operation performed, as well as the welder’s identification (clock number
and/or stamp identification). All stamps are maintained on a log by the Q. C.
Supervisor. Identification stamps shall not be duplicated.
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9.5

Welding and Brazing Production Checks

9.5.1

9.5.2

953

9.54

9.5.5

All production material is routed through the shop in a preplanned sequence of
operations as delineated in Paragraph 9.1 of this manual. Required welding and
brazing operations shall be performed only after all previously scheduled operations
have been completed. To provide the welder or brazer with adequate information,
the Route Card will indicate the correct Method Specification number and revision to
be used. The welder or brazing operator will then refer to the correct revision of this
listed Method Specification which is available in his immediate work area, and
perform the task in accordance with the instructions and specifications listed therein.
To assure that all pertinent information is available and positive traceable
identification is retained, the Route Card Packet must remain with the material at all
times. It shall be the responsibility of the Production Supervisor, or his designee, to
assure that welding or brazing is performed in this specified manner.

To ensure that welding or brazing is performed utilizing materials specified in the
qualified procedure, methods for procurement, storage and distribution control shall
be specified in Plant Internal Operating Procedures. Procurement is also addressed
in Subsection 4.3 of this manual. Material control is addressed in Subsection 8.5 of
this manual.

For materials upgrading, an upgrading Route Card is used which has multiple
sequence operation numbers. Welding Repair Data Sheets (Subsection 19.27) shall
be completed. When upgrading/repairs are completed, any applicable NDE required
by the Code and other applicable specifications will be performed to assure that all
such upgrading/repairs comply with the required quality standards. All material
upgrading and repair welding must be traceable to a welder qualified to perform such
repairs. To achieve this, a unique welder identification stamp will be issued to each
welder to stamp his completed work (Paragraph 9.4.6).

Hardsurfacing and corrosion resistance inlay will be performed as preplanned
operations listed on the Route Card or Reject Ticket (see Section 15.0). Appropriate
NDE will be performed in compliance with all requirements of the Code and other
applicable specifications.

When fabrication welding or fabrication repair welding due to faulty processing is
performed, a Welding Process Report (Subsection 19.28) will be completed which
lists the heat and/or lot number of the welding material which was used. The
completed report will be forwarded to the Quality Assurance Department for
incorporation into the files. Tack welds, which form a part of the finished weld, shall
also be recorded on the Welding Process Report. Tack welds shall be visually
examined for defects, and if found defective, shall be removed.
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Tack welds used to secure alignment shall either be removed completely, when
they have served their purpose, or their stopping and starting ends shall be
properly prepared by grinding or other suitable means so that they may be
incorporated into the final weld.

Upon satisfactory completion of any type of welding operation, the Route Card
or Reject Ticket must be initialed to indicate acceptance of the weld by the
appropriate personnel. All NDE shall be documented by a Level Il or Level 11l
individual as delineated in subsection 10.2 of this manual. These two
requirements must be met prior to moving the material to the next operation.

Welding operations and welders are routinely evaluated by the Quality
Assurance Department via analyzation and review of Reject Tickets, Welding
Repair Data Sheets, and Welding Process Reports. Monitoring of welding
operations is performed by the Supervisor, Metallurgical Process Control, or his
designee.

All brazing operations, whether traceable or standard, shall be recorded on the
Brazing Furnace Log. Information recorded shall include the brazing operator’s
identification, brazing filler metal lot number, type of material, and the
procedure used. The identification for the item being brazed shall also be
recorded.
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9.6

D-Orders

9.6.1

9.6.2

9.6.3

9.6.4

9.6.5

D-Order Tickets (Subsection 19.35) are a type of traveller utilized for non-routine
work to be performed on items. Such unplanned work would always represent an
exception to the applicable Valve/Part Route Card. The D-Order is controlled and
revised in the same manner as the Route Card. Specific details on the use of the D-
Orders are contained in a Plant Internal Operating Procedure.

D-Orders are initiated by the Department cognizant of the need for such. Approval
of such operations shall include the head of the Department initiating the D-Order,
the Manager, Quality Assurance, and the Manufacturing Manager, or their designees,
as applicable.

Inspections and tests required for such unplanned work shall be included in the
sequence of operations listed on the D-Order.

D-Orders initiated for nuclear items shall be presented to the Authorized Nuclear
Inspector for the purpose of establishing Hold Points and signature and date. D-
Orders for items intended for Code compliance shall be stamped with a red "N".

Each operation, test, or inspection listed on the D-Order shall have a sign-off space
for date and sign-off by the Flowserve Inspector and the Authorized Nuclear
Inspector. Each operation, test, or inspection shall be completed, dated, and signed-
off by the applicable personnel. When completed, the D-Order is sent to Quality
Assurance for filing in accordance with the requirements of Section 17.0 of this
Manual.
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10.0 Examinations, Tests, and Inspections

10.1

Route Card Inspection Requirements

10.1.1

10.1.2

10.1.3

10.1.4

10.1.5

10.1.6

10.1.7

10.1.8

Part and Valve Route Cards shall delineate in sequence all quality control and
manufacturing operations and all specified Notification Points and Hold Points for
processing the parts/valves on the floor.

All Method Specifications required to perform inspections and tests (nondestructive
examinations, hydrostatic tests, etc.) shall be listed on the applicable Route Card,
along with the required revision, if applicable.

Each Nuclear Route Card must be reviewed with the Authorized Nuclear Inspector
for the purpose of assigning Hold Points and Notification Points to operations.

Inspection personnel verifying conformance of work for purposes of acceptance shall
be qualified as delineated in Subsection 2.4. Inspections by persons during on-the-
job training for qualification shall be performed under the direct observation and
supervision of a qualified person and verification of conformance shall be by the
qualified person until certification is achieved. On the job training shall be
documented in the individual's training records.

Each operation, test, or inspection listed on the Route Card shall have a sign-off
space for date and sign-off by applicable personnel. The Q. C. Inspector may not
necessarily sign-off for each operation performed. They will, however, sign all
Inspection Points. (An Inspection Operation may be listed after several sequential
machining operations.) Each operation, test, or inspection listed on the Route Card
shall be completed, dated, and signed off by the applicable personnel.

A space for date and sign-off on the Route Card shall be provided for the Authorized
Nuclear Inspector at each of his Hold Points. Work shall not proceed beyond such
Hold Points without the written consent of the Authorized Nuclear Inspector.

Completed items (parts and valves) shall be inspected for completeness as delineated
on the Route Card. This shall include verification of markings, calibration (of
measuring equipment), protection against damage or deterioration, and other
characteristics as appropriate.

Quality records shall be examined for adequacy and completeness as required in
Subsection 17.2.
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10.1.9 Route Cards and/or Inspection records shall contain the following information as
a minimum:

10.1.9.1
10.1.9.2
10.1.9.3
10.1.94
10.1.95
10.1.9.6

Item inspected

Date of inspection

Inspector

Type of observation

Results of acceptability

Reference to information on action taken in connection with
nonconformances, where applicable.
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10.2

Nondestructive Examination Personnel and Methods

10.2.1

10.2.2

10.2.3

The training, qualification, and certification of NDE personnel will be accomplished
in accordance with the latest Code accepted Edition of SNT-TC-1A and the Code,
and is included in a Plant Internal Operating Procedure (written practice). Level 11l
personnel shall be responsible for certifying Level | and Level Il personnel, and the
Manager, Quality Assurance, or another Level 111, shall certify Level 111 personnel.
This written procedure will include such items as education, experience, training
program requirements, methods of testing (including general, specific, and practical
test requirements for Levels | and I, and Basic, Method, and Specific for Level 111),
certification methods, recertification methods, and provisions for interrupted service
and termination. These personnel will receive annual near vision (using Jaeger J-1
letters or equivalent) and color perception tests. In the event that an order is
processed to requirements other than the Code, such as Military Specifications,
personnel performing NDE shall be qualified according to specifications mutually
agreed upon by Flowserve and the Customer. Complete records of NDE personnel
qualifications shall be retained by the Manager, Quality Assurance, or his designee.

Material Organizations performing nondestructive examination shall have personnel
who meet the requirements of his written practice, (which meets the Code accepted
Edition of SNT-TC-1A and the Code) as approved by Flowserve. The vendor must
maintain documentation that such requirements have been complied with. This
documentation shall be reviewed and approved by Flowserve at the time the initial
survey, and revisions of the written practice, and at any other time as requested by
Flowserve.

All assignments for NDE work at Flowserve shall be made, by Quality Assurance in
accordance with the individual's level of certification as defined by SNT-TC-1A.
Level | certification indicates the individual may perform the required NDE
examination(s) under the direction of Level Il supervision but not interpret or
evaluate the results; Level Il certification indicates the individual may perform the
required NDE examination(s) and/or interpret/evaluate the results, Level llI
certification indicates the individual may perform the required NDE examination(s)
and evaluate the results and write Method Specifications and acceptance criteria
which delineate how the tests are to be performed and the factors to be considered in
determining the acceptability of the test results and instruct and qualify personnel to
use the theory and practical applications of NDE.
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All assignments must be carried out using the approved revisions of the
applicable Method Specifications as shown on the Route Card or Reject
Ticket. For orders intended for Code compliance, the acceptance criteria shall
be equal to or more stringent than the requirements of the Code.

All NDE Method Specifications and training class programs shall be approved
by a Level Il individual as defined in Paragraph 10.2.3 of this manual. The
approved Method Specification must comply with the applicable requirements
of the Code and other pertinent specifications. Method Specifications of
vendors shall be reviewed and approved by a Level 1l individual prior to
performing any tests in accordance with these Method Specifications.

Results of NDE operations shall be documented and signed by a Level Il or
Level 111 individual using the appropriate form as depicted in Subsections 19.36,
19.37, 19.38, and 19.39 of this manual. Completed forms shall be forwarded to
the Quality Assurance Documentation Center for incorporation into the
applicable files. All NDE forms shall include the signature and level of the
individual performing the examination/evaluation/interpretation.

All NDE procedures and revisions shall be proved by actual demonstration to
the satisfaction of the Authorized Nuclear Inspectors. This demonstration shall
be documented on the applicable test report, signed, and dated by the Authorized
Nuclear Inspector.

The Authorized Nuclear Inspector may require requalification of any NDE
personnel or procedure when he deems necessary.
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10.3 Dimensional Inspection

10.3.1 Dimensional Inspection of Parts/Valves shall be performed by qualified
Inspection personnel as required by the applicable Route Card and engineering
drawing.

10.3.2 Minimum wall (thickness) inspections occur at all inspection areas (forged and
cast steel - valves and parts). Minimum wall inspections required to be
performed during the processing cycle of parts will be designated on the
applicable Route Card. Such Dimensional Inspections shall be documented on a
Dimensional Inspection Report (Subsection 19.40) as required by the Code or
customer.
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10.4  Authorized Nuclear Inspection Requirements

10.4.1

10.4.2

10.4.3

10.4.4

10.4.5

10.4.6

10.4.7

10.4.8

10.4.9

Flowserve - Raleigh will maintain a contract with an ASME accredited Authorized
Inspection Agency to perform shop inspection in accordance with the requirements
of the Code. Reference in this manual to an Authorized Nuclear Inspector and his
activities shall pertain only to those items specifically designated for compliance
with Section 111, Division 1, of the ASME Boiler and Pressure Vessel Code.

The Authorized Nuclear Inspector shall have free access at all times to any area of
any facility which is concerned with supplying/manufacturing of items intended for
Code compliance. He shall be kept informed of the progress of the work on such
items and shall be given reasonable notice in advance of the need for his services.

All records, procedures, specifications, personnel qualifications, design reports, and
check lists which pertain to items intended for Code compliance shall be made
available to the Authorized Nuclear Inspector by the Manager, Quality Assurance.

On each order intended for Code compliance, Part Route Cards for the pressure
retaining parts and Valve Route Cards shall be finalized only after establishment of
the hold points by the Authorized Nuclear Inspector.

When there is a specific reason to question the effectiveness and validity of the
results from a welding procedure, the welder making the weld, an NDE procedure, or
the inspector performing the examination, the Authorized Nuclear Inspector may
require the requalification of the procedure and/or the person applying the procedure.

All final documentation shall be made available to the Authorized Nuclear Inspector
for his review prior to his signing the Manufacturer's Data Report.

The Authorized Nuclear Inspector shall be provided with a controlled copy of the
Quality Assurance Manual. He shall receive copies of all revisions to the manual
which have been approved in accordance with Paragraphs 1.1.7 and 2.2.1 of this
manual.

For material intended for Code compliance, copies of all Certified Material Test
Reports and reports of all other examinations performed by the Material
Manufacturers shall be submitted to the Authorized Nuclear Inspector.

The Authorized Nuclear Inspector shall witness all Code hydrostatic tests (with the
exception of valves size 4 inch and under, which may not be witnessed at his
discretion), stamping of nameplates, and attachment of nameplates to valves.
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11.0 Test Control

111

Hydrostatic Testing

11.11

11.1.2

11.1.3

1114

11.15

All valves shall be hydrostatically tested in accordance with the Code and other
pertinent specifications agreed upon by Flowserve and the customer. Method
Specifications prepared by the Engineering Department and called out in the QAP
will delineate the specific requirements for compliance, such as temperature of water,
required test pressure, time held at pressure, etc.

All gages used to indicate test pressures for hydrostatic tests shall be calibrated
against a standard dead weight tester or a calibrated master gage at intervals not to
exceed six months in length. For gages used to indicate test pressures for tests
intended for Code compliance, each gage shall be calibrated prior to each test, or
series of tests. A series of tests is defined as that group of tests using the same
pressure test gage or gages which is conducted in the Raleigh Plant within a period
not exceeding two (2) weeks.

All hydrostatic testing shall be performed and witnessed (evaluated) by qualified
personnel (See para. 2.4.4). Flowserve Inspection personnel will record or verify the
test results and the pressure gage serial number on the Hydrostatic Test Report
(Subsection 19.41) to indicate acceptance of the test results, forward the completed
form to the Quality Assurance Documentation Center for incorporation into the
appropriate files, and initial the Valve Route Card to indicate that the test has been
completed. The Authorized Nuclear Inspector shall also witness each hydrostatic
test for valves intended for Code compliance as required by the Code, except as
permitted in Paragraph 10.4.9. The Authorized Nuclear Inspector sign-off for this
witnessing is on the Valve Route Card.

The pressure gages used for performing the hydrostatic test shall have dials
graduated over a range of not less than 1-1/2 nor more than 4 times the actual
maximum test pressure utilized.

Route cards and/or applicable test records shall contain the following as a minimum:

11.1.5.1  Item tested

11.1.5.2 Date of test

11.1.5.3 Qualified Tester or data recorder

11.1.5.4  Type of observation

11.1.55 Results and acceptability

11.1.5.6  Action taken in connection with any deviations noted
11.1.5.7  Person evaluating test results

11.1.5.8 Gage serial number
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11.2  Other Tests

11.2.1 Valves requiring such tests as seismic loading tests shall be tested as required by
applicable specifications invoked by the customer. The details of such tests shall be
included in Method Specifications prepared by the Engineering Department. Such
Method Specifications shall be called out in the applicable QAP.

11.2.2 Documentation of such tests shall be as agreed upon with the customer and the
requirements for same shall be included in the applicable Method Specification.
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12.0 Control of Measuring and Test Equipment

12.1

Control of Gages and Measuring Equipment

12.11

12.1.2

12.1.3

12.1.4

12.1.5

12.1.6

All gages and measuring equipment shall be controlled, calibrated, and maintained
by the Q. C. Supervisor in accordance with a Plant Internal Operating Procedure
which contains specified calibration intervals.  Selection of gages shall be
determined by the Inspector after review of the applicable drawing.

Only measuring equipment calibrated and issued by the Q. C. Inspector shall be used
as a criterion of acceptance.

Standards used for calibration shall be traceable to National Standards where such
standards exist. Where National Standards do not exist, the basis of calibration shall
be documented.

All measuring equipment shall be marked with a unique number by Gage Lab
personnel. This unique number shall also be recorded on the Calibration Record
(Subsection 19.42). Pressure gage calibrations are recorded on the Pressure Gage
Calibration Record. The date performed and the results of each calibration check,
including the procedure and revision to which calibration was performed, shall be
entered on the appropriate form, thus providing a complete calibration record for
each gage. Where size and use of equipment permits, stickers indicating the
expiration date, as a minimum, will be placed on the equipment. When stickers
cannot be affixed to equipment, it will be placed on the container in which the
equipment is stored.

All calibrations of measuring equipment shall be performed at designated periodic
intervals as defined in Plant Internal Operating Procedures. In those cases where
measuring equipment is subjected to conditions which could obviously affect its
accuracy, the equipment shall be calibrated. Should such conditions occur, the
measuring equipment shall be confined to the Gage Lab and shall not be used until
its accuracy has been verified by a qualified inspector.

Control of ammeters and voltmeters on welding machines.

12.1.6.1 The calibration and control of ammeters and voltmeters on welding
machines shall be the responsibility of the Metallurgical Process Control
Section.

12.1.6.2  Only welding machines equipped with ammeters and voltmeters which
have been calibrated with standards traceable to National Standards shall
be used for production work.
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12.1.7 The impact testing equipment shall be calibrated at least once per year, and

12.1.8

12.1.9

temperature instruments used to control test temperature of impact test
specimens shall be calibrated at least once in each three month interval as
required by the Code. The impact test specimens shall be procured from the
National Institute of Standards and Technology.

Magnetic Particle testing equipment (ammeters) shall be calibrated at least once
per year by an outside source.

Metallurgical Laboratory equipment (tensile and hardness testers) shall be
calibrated at least once per year by an outside source.
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12.2

Required Action When Discrepant Equipment is Detected

12.2.1 When discrepancies in examination or testing equipment are detected during

12.2.2

12.2.3

12.2.4

calibration checks, the Q. C. Supervisor shall be responsible for issuing Reject
Ticket(s) for all materials accepted on the basis of results obtained from the out of
calibration equipment. The Q. C. Supervisor will also notify the Material Review
Board who will determine what corrective action is required. Equipment found to be
out of calibration will be labeled in a manner to prevent its use until corrected.

Materials, fabricated items, and components known to have been accepted with the
out of calibration equipment since the previous valid calibration shall be considered
unacceptable until the Material Review Board can determine that all applicable
requirements of the Code and other applicable specifications have been met.

For Code inspections (e.g., minimum wall measurements and hydrostatic tests), the
gage used for performing such inspections shall be recorded on the applicable
inspection record.

If any measuring or test equipment is consistently found to be out of calibration, it
shall be repaired or replaced.
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12.3

Monitoring and Calibration of Furnaces

1231

12.3.2

12.3.3

12.3.4

12.35

All heat treating furnaces in the plant are monitored regularly by Quality Assurance
and results recorded to determine if they are operating within required
specifications. These records shall be maintained by Metallurgical Process Control.

All furnaces are monitored by thermocouples connected to a potentiometer to
confirm that the furnace recorder is accurate.

All heat treating furnaces are monitored in accordance with frequency described in
the Raleigh Heat Treat Manual.

On an annual basis, the Metallurgical Process Control Section will arrange to have
the representative of the heat treating equipment (recorder) visit the plant to check
and calibrate the monitoring instruments and furnace control instruments as required.

Furnaces used for heat treatment of Code materials shall be temperature surveyed
every 60 days to monitor metal temperatures of materials in the furnace, as described
in the Heat Treat Manual.
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13.0 Handling, Storage, Shipping and Preservation

13.1

Handling and Storage of Materials/Items

13.1.1

13.1.2

13.1.3

13.1.4

13.1.5

13.1.6

13.1.7

Handling and storage shall be performed in accordance with Method Specifications.
All materials/items requiring traceability shall be handled within the rated capacity of
cranes, using approved lifting methods and equipment as required. Experienced
personnel shall handle the material/items and perform required maintenance on
handling equipment.

Care must be taken to protect critical machined surfaces such as sealing surfaces and
threads.

Handling equipment shall be periodically examined as directed by plant policy to
ensure safety.

Material/items shall be stored in such a manner as to prevent damage and
deterioration. Storage shall be in a limited access area (when possible). Raw
materials (barstock, castings) may be stored in outside areas.

All material/items requiring traceability shall be stored and handled in such a manner
as to prevent loss of the material identification.

When special requirements exist, Method Specifications shall be prepared to detail
methods for handling and storage. These Method Specifications shall be called out
in the applicable QAP and shall be listed on the applicable Route Card and their
existence verified by the Inspector initialing and dating the route card.

Marking of packaging shall be performed in accordance with standard Method
Specifications and customer instructions, where specified.
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13.2

Packaging, Shipping, and Preservation

13.2.1 Packing, shipping, and preservation shall be performed in accordance with Method
Specifications. Prior to shipment, equipment shall be boxed, bagged, and/or crated
to prevent damage and exposure to elements. Identity shall be maintained on all
items. Critical machined parts shall be guarded with protective covers and exposed
finished surfaces shall be coated with a suitable rust preventative.

13.2.2 Special painting, cleaning, packaging, and preservation Method Specifications shall
be prepared and utilized as directed for particular customer requirements.

13.2.3 When special requirements exists, Method Specifications detailing such
requirements shall be called out in the applicable QAP and shall be listed on the
applicable Valve Route Card and their existence shall be verified by the Inspector
initialing and dating the route card.
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14.0 Examination or Test Status

14.1 Route Cards

1411

14.1.2

14.1.3

1414

14.1.5

Valve and Part Route Cards shall remain with valves/parts at all times the affected
material/item is in the processing cycle. These documents shall serve as indicators of
inspection or test status, as well as processing documents.

Route Cards shall not be removed from parts except in instances where damage can
occur (e.g., heat treating, welding, etc.).

Route Cards may only be removed by Inspection personnel, except in cases when
changes to processing methods, procedures, and drawings dictate their removal to
effect revisions (see 9.1 for approvals). The Manufacturing Department personnel
may remove Route Cards for such purposes. When Route Cards are removed from
material or items, evidence of the removal shall be left with the material or items,
noting the reason for the removal along with the date and name/initials of the
individual removing the Route Card. Further processing of the material or items may
not proceed past the current operation until the Route Card is returned.

Completion of examinations and tests on individual parts/valves shall be signified by
sign-off and date adjacent to the respective operation by the Inspector.

Items which are deemed unacceptable shall be identified by a Reject Ticket (see
Section 15.0). Reject Tickets shall serve as status indicators for materials/items
which are nonconforming.



FLOWSERVE
N

ISSUE DATE_10/22/73 SUBSECTION__14.2
REVISION DATE_9/10/03  PAGENO._1 OF 1
REVISIONNO.__ 31

14.2

Code "N and ""NPT"" Symbols

14.2.1

14.2.2

14.2.3

14.2.4

The Code "N™ and "NPT" Symbol Stamps as referenced in this manual shall pertain
only to those products specifically designated for compliance with Section IlI,
Division 1, of the ASME Boiler and Pressure Vessel Code. The Manager, Quality
Assurance or his designee shall be responsible for the custody and control of the
official "N" and "NPT" Stamps.

The "N" and "NPT" Symbol may be applied to the nameplate (Subsection 19.46)
which is applied to a product only after the concurrence of the Authorized Nuclear
Inspector and completion of the Data Report as delineated in Paragraphs 10.4.6 and
17.3.1 of this manual.

The Supervisor, Quality Assurance Engineering or his designee, and Authorized
Nuclear Inspector shall verify nameplate attachment to the finished product.

The "NPT" Symbol and nameplates will be applied to Parts when size and use
permits. When size and use does not permit, alternate methods of marking will be
used as agreed to by the Authorized Nuclear Inspector.
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15.0 Nonconforming Materials

15.1

Nonconforming Incoming Material

1511

15.1.2

15.1.3

15.1.4

15.15

When material fails to meet the requirements of the applicable Purchase Order, the
Q. C. Inspector will segregate and hold the nonconforming material. Deficient
material will be treated as described in Subparagraph 7.4.5.2 of this manual.

For defective material, the Q. C. Inspector shall issue a Reject Ticket (Subsection
19.22). Purchasing personnel shall contact the vendor and attempt to resolve the
problem. If not resolvable by the vendor, disposition of the material shall be
effected, as noted below.

Nonconforming materials are identified with the respective Reject Ticket written for
the materials placed on them (or the skids). A nonconforming (rejected) material
area is also provided for storing such material when immediate disposition is not
available for rework or scrap.

The applicable drawings and specifications pertinent to the nonconforming item shall
be retrieved to review the condition and the possible corrections.

One of the following courses of action will be taken to dispose of the nonconforming
material. Note that in each case, the cognizant Inspector, Metallurgical Process
Control personnel (e. g., welding engineer), or the cognizant Design Engineer may
elect the specified course of action, or consultation between any of these parties may
be required to arrive at the decision.

15.1.5.1 A repair procedure utilizing special repair instructions formulated
by the Metallurgical Process Control Section shall be denoted on
the Reject Ticket. A provision shall be made for acceptance of all
repair results prior to releasing the material for the next operation
by sign off on the Reject Ticket. The Authorized Nuclear
Inspector shall be notified of proposed repairs for materials/items
intended for Code compliance. Prior to the proposed repair for
any material/item, the Inspector shall review the Reject Ticket and
all applicable drawings and specifications and the repair operations
with the Authorized Nuclear Inspector so that he may concur and
designate Hold Points. This review is documented by the
Authorized Nuclear Inspector's initials and date on the green and
buff copies. Technical justification for repairs shall be provided by
Metallurgical Process Control personnel and documented on the
Reject Ticket.
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15.1.5.2 Metallurgical Process Control personnel may consult with the
cognizant Design Engineer and they may conclude that the part is
acceptable for use because the nonconforming condition does not
violate the Code, design requirements for the part (or valve), or other
customer requirements. (See paragraph 15.1.7)

15.1.5.3  The result of a review by the cognizant Engineer could also result in
a decision to change the design requirements, thus rendering the
nonconforming condition acceptable.

15.1.5.4 The material may be used for purposes other than for valves/parts
intended for Code compliance.

15.1.5.5 The defective material may be scrapped.
15.1.5.6  The defective material may be returned to the vendor.

15.1.6 In cases where the actions in 15.1.4 or 15.1.5 above cannot be taken, and/or the
nonconforming material appears to be due to a problem which is of a
recurring nature and has a possible correctable cause, the Q. C. Supervisor may
elect to convene a Material Review Board (MRB) meeting. This group is
comprised of the Manager, Quality Assurance, the Manager, Engineering, the
Manufacturing Manager, and the Q. C. Supervisor, or their respective designees.
In addition, other individuals may be included for advisory consultation, if the
respective problem dictates such a need. The MRB will in such instances, make
decisions regarding disposition of the nonconforming item, including
development of repair instructions, if required. The ANI shall be notified of
proposed repairs for materials/items intended for Code compliance. Further, the
MRB may decide to issue directives to appropriate parties to institute
preventive actions to preclude recurrence of the type problem at issue, if there
appears to be a need for such actions. Such actions shall be documented on a
Quality Problem-Corrective Action Plan form (Subsection 19.43) (Subsection
16.2) by the Q. C. Supervisor, and signed and dated by the MRB members. The
completed forms shall be maintained on file in the Quality Assurance
Department.
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15.1.7

15.1.8

When nonconforming materials have discrepancies which do not violate Code
(design or manufacturing) requirements, and which would appear to be acceptable
for their intended wuse (although the condition may violate other
customer/specification requirements), and it is not feasible to invoke any
repair/rework instructions to correct the nonconforming condition, the decision
(Inspector, Engineering representative, or the MRB) may be to use the material,
provided a deviation approval is obtained from the customer. Technical justification
shall be provided by the Engineering representative for all use-as-is dispositions.
Such requests for nonconforming material acceptance shall be documented on a
Deviation Disposition Request form (Subsection 19.44). Customer approval of all
such requests is required prior to use of the material on a specific order. The Owner's
Certified Design Specification must be revised. These forms shall be maintained on
file in the Quality Assurance Department, as well as in specific order files, as
applicable.

Repair instructions shall require a review and acceptance of the repair results upon
completion of the repairs. Repaired items shall be re-examined in accordance with
the same procedures and acceptance criteria, unless alternative disposition has been
established on the Reject Ticket. The review and acceptance shall be performed by
the Inspection Section, and if Hold Points are involved, by the ANI, and shall be
documented on the applicable Reject Ticket. In all cases, repaired/reworked
materials shall comply with applicable requirements of Code and customer
specifications and shall have technical justifications noted on the Reject Ticket.
Completed Reject Tickets shall be maintained on file in the Quality Assurance
Department.
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15.2

Nonconforming In-Process Materials

15.2.1

15.2.2

15.2.3

15.2.4

15.2.5

Nonconforming in-process items shall be rejected and segregated as described in
Paragraph 15.1.3 of this manual. Requirements for tagging the nonconforming
material with a Reject Ticket (19.22) shall be the same as those delineated in
Paragraph 15.1.3 of this manual. When standard repair instructions are applicable, as
determined by the Inspector, they will be treated as described in Paragraph 15.1.4 of
this manual. When standard repair instructions are not available, the nonconforming
items shall remain segregated as described in Paragraph 15.1.3 of this manual until a
disposition is provided, as described in 15.1.5 through 15.1.7.

A corrective action plan for disposition of nonconforming items and preventive
measures to preclude recurrence where applicable will be developed by the Material
Review Board as delineated in paragraph 15.1.6 of this manual. When applicable,
specific directives will be issued to responsible Flowserve personnel to introduce
preventive measures to preclude the recurrence of the nonconforming condition.

When the Reject Ticket is issued by Quality Assurance personnel to delineate
required repairs, it shall be used as supplement to the Route Card to bring the
nonconforming items back into conformance with applicable quality requirements.
The Reject Ticket number shall be referenced on the Route Card. Upon completion
and acceptance of the repairs, the Reject Ticket shall be forwarded to the Quality
Assurance Department for incorporation into the files.

The Authorized Nuclear Inspector shall be notified of the actions of the Material
Review Board as delineated in Paragraph 15.1.6 in this manual by copy of the
Quality Problem-Corrective Action Plan (Subsection 19.43) form. He shall have
access to copies of all Reject Tickets which pertain to nonconforming items intended
for Code compliance.

Reject Tickets may only be placed on and removed from material/items by Quality
Assurance personnel.
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16.0 Corrective Action System

16.1

Identification of Adverse Conditions

16.1.1

16.1.2

16.1.3

16.1.4

The Manager, Quality Assurance or his designee shall be responsible for the
implementation of a corrective action plan system to identify and correct those
significant conditions which are adverse to quality, such as failures, malfunctions,
deficiencies, deviations, defective material, and equipment, and introduce measures
to preclude their repetition.

In the case of conditions adverse to quality, the measures shall also assure that the
cause of the conditions adverse to quality be determined and corrected to preclude
repetition. The identification of conditions adverse to quality, the cause of the
condition, and the corrective action taken shall be documented. Follow-up action
shall be taken to verify implementation of corrective action. See Subsection 16.2 for
reporting requirements.

Reject Tickets are analyzed at least quarterly by the Quality Assurance Department
to detect recurring types of quality problems. Customer complaints are also
reviewed for significant trends. Results are documented in a summary report to
management by the Manager, Quality Assurance.

Corrective action measures shall be extended to the vendors, as applicable.
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16.2

Reporting of Quality Problems and Corrective Actions

16.2.1

16.2.2

16.2.3

16.2.4

Individual quality problems and formulated corrective action plans shall be reported
on a Quality Problem-Corrective Action Plan Form (Subsection 19.43) as delineated
in Paragraph 15.1.6.

The identification of conditions adverse to quality, the cause of the conditions, the
corrective action taken, and the date required to complete corrective action shall be
documented on Quality Problem - Corrective Action Plan by the individual assigned
responsibility. The Manager, Quality Assurance or his designee, shall verify
completed corrective actions taken within fifteen (15) days of the date specified for
completion on the Quality Program - Corrective Action Plans.

Status reports regarding analyses of problems for corrective action to prevent
recurrence will be developed as necessary and reported to the General Manager and
to appropriate levels of management as directed by the Manager, Quality Assurance
or his designee.

Management audit of the Quality Assurance Program shall be directed by the
General Manager.
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17.0 Quality Assurance Records

17.1 Records Administration

1711

17.1.2

17.1.3

17.1.4

17.15

17.1.6

It shall be the responsibility of the Manager, Quality Assurance to collect applicable
Quality Assurance data and records and establish and maintain files for specific
orders. Record retention is the responsibility of the Owner, at locations to be
determined and agreed by contract, for those records transferred to him. Lifetime
records shall be maintained in proper order while they are in the working process,
and until shipped to the customer/owner. Non-permanent records (para. 17.2.2) shall
be retained by Flowserve for the period specified.

General files shall be established for each order upon receipt of the applicable QAP
(in most cases, this will be the QAP file). Upon completion these files will contain
copies of such items as assembly drawings, customer purchase order, customer
specifications, sales order, material/item purchase order, and documentation related
correspondance. The contents of the general files will be stored and maintained to
protect them from damage, deterioration, and loss. The Authorized Nuclear
Inspector and the customer inspector shall have access to the general files upon
request.

Individual specific documentation files shall be prepared for each valve or group of
valves, valve parts, or appurtenances. Upon completion each such file shall contain
all the required documents as delineated in the Code and identified by the valve body
heat and serial number, the QAP number, and any other pertinent required
information. The contents of the specific files will be stored and maintained to
protect them from damage, deterioration, and loss. The Authorized Nuclear
Inspector and the customer inspector shall have access to the specific files upon
request.

All records shall be legible, identifiable, and retrievable. They may be originals or
reproduced copies.

Records may be corrected in accordance with procedures which provide for
appropriate review or approval by the originating organization. The correction shall
include the date and the identification of the person authorized to issue such
correction.

Records shall be authenticated by signing, or initialing, and dating by authorized
personnel.
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17.1.7 Access to all records storage areas shall be granted by the Manager, Quality
Assurance, or his designee. Records removed from the record areas shall be
entered in a log maintained by the Manager, Quality Assurance or his designee.
All QA personnel (and others as appropriate) shall have access to record storage

17.1.8

areas.

Storage of records shall be in accordance with a Plant Internal Operating
Procedure which addresses the following:

17.1.8.1
17.1.8.2
17.1.8.3

17.1.8.4
17.1.85
17.1.8.6

17.1.8.7

Description of the Storage facility

Filing system to be used

Method of verifying that the records received are in agreement with
the transmittal document and the records are legible.

Method of verifying that the records are those designated.

Rules governing access to and control of the files.

Method for maintaining control of and accountability for records
removed from the storage facility.

Method for filing supplemental information and disposing of
superceded records.
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17.2  Record Accumulation and Filing

17.2.1

17.2.2

A Quality Assurance Records Index (for permanent and nonpermanent records)
(Subsection 19.24) is maintained for all orders intended for Code compliance, as
delineated in Paragraph 8.4.3 of this Manual. Copies of all lifetime final quality
records shall be sent to the Quality Assurance Department as they are generated.
The Quality Assurance Engineering Section shall be responsible for identifying,
verifying, and filing these records. These lifetime records are identified below:
(Note that all permanent records are either transferred to the customer or are located
in other areas of the facility, as noted in the Qality Assurance Records Index.)

° Design Output Documents ° Heat Treat Charts

° Qver-Pressure Protection Reports  ° Hydrostatic Test Reports

° Design Specifications ° Nondestructive Examination Reports

° Design Reports ° Welding Repair and Weld Process Reports

° Assembly (As-Built) Drawings © Welding Procedures*
° Certified Material Test Reports ° Code Data Reports

* Welding procedures are not maintained in the QA Engineering
files, but are stored in a separate file in the record storage area.

Note: Nonconformances affecting the above records will also be maintained.
Non-permanent records will also be maintained by the Quality Assurance

Department, or in the area specified on the Records Index. These records, and their
respective retention times, are identified below:

°Q.A. Manual 3yrs. (1)
° Design, Procurement, & Q.A. Procedures
(PIOP’s & SOI’s) 3yrs. (1)
° NDE Procedures/Method Specifications 10 yrs. (1)
° Personnel Qualification Records 3yrs. (1)
° Purchase Orders 10 yrs. (1)
° Audit Reports 3yrs. (2)
° Final Radiographs 10 yrs. (2)
° Calibration Records Until Recalibrated
° Manufacture Route Cards 10 yrs. (2)
° Welder Identification Records 10 yrs. (2)
° Reject Tickets (Nonconformance Reports) Period specified for record

(1) Time of retention after record is superseded or invalidated.
(2) Time of retention after completion.
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17.2.4

17.2.5

17.2.6

17.2.7

u

ISSUE DATE_10/22/73 SUBSECTION__17.2
REVISION DATE_1/15/05 PAGE NO._2 OF 2
REVISION _ 32

All records shall be retained by Quality Assurance, except for non- permanent "design,
procurement, and Q.A. procedures”. These may be retained in the General Manager’s office,

or by the Manager responsible for the procedure

After products to which the records apply are shipped, copies of certain of these records may be
transferred to storage areas either inside or outside the plant by Quality Assurance personnel.
Details of the storage facility systems are contained in Plant Internal Operating Procedures.

Records shall be filed in such a manner as to permit easy retrieval both during the
manufacturing cycle, as well as after the records are transferred to storage areas.

Records (non-permanent) may not be disposed of until the periods specified in 17.2.2. expire
and the conditions listed below are satisfied:

17.2.6.1 A Code Data Report is signed, a Code Symbol Stamp is affixed, and items are
released for shipment.

17.2.6.2  Regulatory requirements are satisfied.

17.2.6.3  Operational status permits.

17.2.6.4  Warranty considerations are satisfied.

17.2.6.5 Purchaser's requirements are satisfied.

Permanent (lifetime) and non-permanent records, when required, are transmitted to the

customer by Quality Assurance personnel, as stipulated in the respective contract, by use of an
appropriate transmittal document.
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17.3  Code Data Reports

1731

17.3.2

For all valves, valve parts, and appurtenances intended for compliance with the
Code, a Certificate Holders Data Report (NPV-1, N-2, or N-5, as applicable) shall be
completed by the Supervisor, QA Engineering or his designee. Each of these reports
shall be reviewed and certified by the Manager, Quality Assurance or his designee
and the Authorized Nuclear Inspector.

The Manager, Quality Assurance, shall control and issue National Board serial
numbers when required. He shall maintain a record of issuance showing date issued,
type of valve to be used upon, and manufacturer's serial number. He shall also
maintain one copy and submit to the National Board the original of all Data Reports
required for the stamped valve within sixty (60) days of assignment of the National
Board serial number. The record of issuance shall include the date that the Data
Reports were mailed to the National Board. National Board serial numbers shall be
issued in sequence without skips and gaps of unused numbers, or duplication.
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18.0 Audits

18.1 Internal Quality Assurance Audits

18.1.1

of

18.1.2

18.1.3

not

report

The Manager, Quality Assurance or his designee shall be responsible for
scheduling, planning, and implementing internal Quality Assurance Audits to
ensure compliance with all requirements of this manual. Each year a minimum

4 processes shall be selected for audit. Processes shall be mapped to identify the
inputs, outputs, and controls for each. The Process Map defines the scope of any
given audit. The annual internal audit schedule shall include processes selected
and mapped to the extent necessary to verify compliance with all aspects of the
quality assurance program and to determine the effectiveness of the program.

As each process audit is completed, the schedule shall be reviewed and revised as
necessary to ensure that the program coverage is adequate and the schedule is
maintained current. At the discretion of the Manager, Quality Assurance or his
designee, additional processes may be added or the frequency of the audits may
be increased in suspected problem areas to ensure that compliance with this
manual is achieved and maintained.

The Manager, Quality Assurance or his designee shall select qualified Lead
Auditors and audit personnel (see Subsection 2.4) from the plant to perform the
audits and report the results to the applicable levels of management. The Lead
Auditor shall prepare an audit plan. This plan shall identify the audit scope and
activities to be audited (Process Map), requirements, audit personnel,
organizations to be notified, applicable documents, schedule, and written
procedures or checklists. To obtain an impartial evaluation of Quality Assurance
activities and compliance to this manual, each individual who is selected shall

have direct responsibilities in the area(s) that he audits. Checklists shall be
approved by the Lead Auditor and utilized along with the Process Map to guide
the team in performing the audit. Objective evidence shall be examined to the
extent necessary to determine that the process and associated elements are being
implemented effectively. The Lead Auditor shall prepare and sign an audit

which shall include the following:

18.1.3.1 Description of audit scope.

18.1.3.2 Identification of the audit team.

18.1.3.3 Identification of the persons contacted during audit activities.
18.1.34 Summary of audit results, including a statement on the

effectiveness of the quality assurance program with respect to the
areas audited.
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The audit team leader is responsible for organizing and directing the audit,
coordinating the preparation and issuance of the audit report, evaluating
responses to findings, and ensuring that the audit team is prepared prior to
initiating the audit. The Lead Auditor shall, prior to commencing the audit,
concur that assigned personnel collectively have experience or training
commensurate with the scope, complexity, or special nature of the activities
to be audited.

18.1.4 Audit findings shall be documented on the Quality Audit Report (Subsection

18.1.5

18.1.6

18.1.7

19.47) by the individual(s) conducting the audit and the Lead Auditor. The
findings shall be reviewed by the Manager, Quality Assurance or his designee
and Staff Heads shall be notified that corrective action is required to achieve
compliance in specified discrepant areas. All findings shall be responded to
within 15 working days. The Manager, Quality Assurance or his designee shall
review the reported corrective action and direct followup activities within 30
days of the date specified for completion of the corrective action to ensure that
compliance has been attained. The Audit report shall be distributed to the Heads
of the departments audited, the Manager, Quality Assurance, and the General
Manager. The Authorized Nuclear Inspector shall have access to all Audit
Plans, Check Lists, Audit Reports, and Quality Audit Reports.

Completed quality audit records shall be filed and retained for a minimum of 3
years after completion of the report in the Quality Assurance Department. Audit
records shall include audit plans, audit reports, written replies, and the records of
completion of corrective actions.

When audits are conducted by the Authorized Nuclear Inspector Supervisor, the
Manager, Quality Assurance, or his designee, shall accompany him during the
audit.

Internal audits of the Quality Assurance functions will be performed by
Management (see Paragraph 2.3.3). The Manager, Quality Assurance shall not
be involved in the selection of the auditor or the conduct of the audit.
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FLOWSERVE
ok

POCUMENT RECEIPT FORM

..
FLOWSERVE
N’

1. ISSUE DATE:

(2502

2, DISTRIBUTION:

PROC. ENGINEER (ME) R. BUFF

OA ENGINEER/CHIEF INSPECTOR. B. YEARGIN
MARKETING B. BAKER
ENGINEERING J. TUCKER'
QA RECORDS STORAGE B. CARQOTHERS
INDEX ONLY:

ANT C. HARPER
0.A. PLANHNER B. HNORRIS
0Q.A. PLANNER C. HINNANT

SUB-DISTRIBUTION:

ASSEMBLY & TEST INSP.
FINAL VALVE INSP.
RECEIVING INSP.
FORGED STEEL INSP.
HEAT TREAT
RADIOQGRAPHY SUPRPYV, .
L-SMALL CAST STEEL INSP,
FORGED ST, ASS'Y SUPV,
ASSEMBLY & TEST SUPV.

DISTRIBUTION APPROVED BY:

C_W ' VICE-PRES,, QUALITY ASSURANCE DATE:VfZ?’?

3. DOCUMENTS ATTACHED:
METHOD SPECIFICATICN

METHOD SPECIFICATION NO. r? /ES—

/ REV.ﬁ

4. ACTION REQUIRED:

REQUIREHENTS/FHANGBS.

—
FILE REV. RETURN REV. RETURN ALL MS' LISTED

REVIEW DOCUMENTS ATTACHED FOR ANY ACTIONS REQUIRED TO IMPLEMENT

ACTION{S) AS NOTED IN BLOCK 4.

DATE RECIPIENT'S SIGNATURE

5. I HEREBY CERTIFY RECEIPT OF THE DOCUMENT(S) AND COMPLETION OF THE

QUALITY ASSURANCE DEPT.

6. RETURN TO: ’ RETURN BY (DATE}:

2/9fo2

Form 36-0Q-9 (27/99)

WD File: DRF
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SALES ORDER CONTROL SHEET (SOC) SALES ORDER NO. 2.0 2O

Sales Order Traceabllity Code: § X4 X T @ NPT PP CE
{Circla the applicable ¢code) . . SHEET
soc DOCUMENT SOFTWARE ACTIONS REQUIRED
KO.{ DATE | DESCRIPTION DATE | QA|PE | ACTIONITENMS . | DATE
l Z(/g’g/‘ﬁ2 oS [olS ?«/Jf/oa@ SX BIM L. \ e /s
C ‘ AP
PO —1 [€~r5
q)(ﬁoge«' 01 Actuator Drawing
N.U e 03 Assembly Drawing
Viist
(@sign Report
09 Spec. Inst. Manual

10 DDR
11 oml

% 13 Procedures

14 Seismic Calculations

16 Shipping Instructions

A/ 17 Customer inspection _
Q@‘ﬂ @% // 18 Weld End Info

L 21 Weld End Drawing

24 Credit Hold ¥

1
l 7
9 ‘ 27 Spare Parts ..

29 Customer Tag No's

30 Torque Requirements

31 Weak Link Analysis ]

32 Dpta Report

33 Stress Calculations

56 PNCA

Person processing the SOC sheet is to initial under the date. - -

Contract Admin: | Comments:
LYNLEY
CHERRY
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-
FLOWSERVE
p

l- II(LE |

CEATIFICATED FIRM

DESIGN REPORT REVIEW CERTIFICATION

Edward Valves Sales QOrder: E11-32457

Design Report Number:; - RAL-2409 Revision 1
. Code Class: 2

Valve Identification: Size 4 Pressure Seal

' ) Equiwedge Gate Valve Fig.
. No, Bl2011 (WCC} JMMNPQTY

Procurement Specification: Korea Electric Power Corp.
Specificcation 9-521-M243
Revision 3 Addendum 2

Owner: . Korea electric Power Corp.

Power Station: Korea Electric Ulchin
Nuclear Power Plant Units
3 & 4

I hereby certlfy that I have conducted a review of the subject
Design Report in accordance with paragraph NCA-3260 Section III of
the ASME Boiler and Pressure Vessel Code, 1989 Editiorn, 1589 :
Addenda and have determined that all the Design and Service
Loadings contained in the De51gn Specification have been evaluated
and that the acceptance criteria explicitly provided for in the
Code and the Design Specification, associated with the specified

* Design and Service Conditions, have been considered.

A/m K - /m!

Signature: .
Title: UCK 3240 Mok -EmS
Company: | k‘ OP E C

Company's . Res f : A/E

Please complete and return to Edward Valves, Inc.

e

P.O. Box 1961, Raleigh, N.C, 27602 » 1900 South Saunders Street, Rc[e:gh N.C. 27603 + 919-832-0525




FLOWSERVE

ISSUE DATE_10/22/73 SUBSECTION__19.4
REVISION DATE _7/8/02 PAGENO._2 QF 2
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REPORT NO. RAL-2409
REV. 1 DATE: 05-10-9%
PAGE vii

Y
FLOWSERVE
N

PROFESSTIONAL _ENGINEER CERTIFICATION

-2409 REV. 1

"I, the undersigned, a Registered Professional Engineer experienced in
the design of valves, verify that to the best of my knowledge,
information and belief, this design report complies with the
requirements of the ASME Boiler and Préssure Vessel Coda for Nuclear
Plant Components, Section III 1989 edition, 1989 Addenda and the

conditions of the design specification.

Pursuant to Subarticle

NCA-3110 of said Code,
complying with Paragrap

this certification is solely for the purpose of
hs NCA-3551 and NCA-3555 of said Code and is not

to be construed as invelving, modifying or changing contractual
relationships or legal responsibilities.

Date: 5"3'—’5;

Certified By:

“J
F‘\\s

o

Y,
s,
L7} n

LIELL

LT
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REVIZW OF NUCLE'.A.R DESIGN SPEZCITTCATION AND OTHIR REQUIREMENTS

SALES ORDER NUMBEIRSIE- L[ Zé

CISTOMER QRDER NUMAER__AIS — SO0 2714
DESIGN SPECTTICATION wumsr AL I 297R/p8/ 2= 5

cons SDITION AND ADDENDA FOR THIS 0x0ER:_ ( F 7 7 =znrrronid =77 sooewoa

—~uE CODE CASES USED TCR CONSTRUCTICON, DESIGN, QR TESTING W

DESTGN SPECISTICATICON MEETS REQUIAEMENTS CF:

M2~3282 TOR W/TH & "}’LL.'.:R ADD“'\TDV
N3A-3252 TOR 5777 & LATER ADDEMNDA
“3 PREOPERLY CERTITIZID 3Y CNE OR MORE A2Z

DESTEN SPECITICATICON CEZRTIZIED 3¢

OWNER OR OWNERS AC_NT'/
3¢ TOWARD (W’/ 75 & —ATER ADDENDA)
NGTZ: °F DESTGN. SPECTTICATION CIRTITZED SY ZOWARD, A DITTERENT
AT MUST CERTITY ANY APPLICABLE DESIGN REZPORTS X

DESIGN #3AS BEIN VZAITIED 2RTVIOUSLY PER DARAGRAPH 7.3‘/
nESICN HAS BEEN VERIFIZD PREVIOUSLY PER SZCTIONW 5.0

IGN VERIFICATION PER SECTION 5.0 REQUIRED VERIFICATION COMPLETED
T :

LZD

;_!J (s ]
2
aw

IGN REDPORT RESQUIRED. -T=M (S) Nos._ Of é g

2EZIGN
SEISMIC CALIULATICNS PIQUIRED 7 Zoxz, 7 Yerzlizal
SPECIAL REQUIREMENTS (ATTACHE ADDITIONAL 2AGZ IT REQUIRED}

TYPICAL
SIGNATURE OF REVIEWER %‘\&J %%ww/ DATE 7“/;/;/

REVIEW APPROVAL OATE
{REQUIRED F2R NQA-1)




ISSUE DATE_10/22/73
REVISION DATE_7/8/02
REVISION NO.__30

SUBSECTION__19.6

PAGENO._1 OF 2

N PURCHASE ORDER
FLOWSE RVE riRenase onns‘li "900 56 ro DA(T)ESIZ3[
. 02
N SUPFLIER COGE PAGE
' 129044 1
TEAMS TAZABLE
NET 50 NO
1900 S. Saunders St. S iE ST FomT
Raleigh, NC 27603 Best Way PREPAY & ALLOW
Buyer O1-Doug Ford: PH 919-831-3226 FAX 919-831-3395 AEGETTOR o L a0t T
Buyer 02-Dave Sheckler: PH 919-831-3252 FAX 919-831-3250 02
LARSON, CHARLES E & SON Main Warehouse
CHARLES E. LARSON AND SONS 1900 &, Saunders St.
2645 65 N KEELER AVE Raleigh, NC 27803
SUPPLIER| CHICAGO, I 60639 SHIP TO
UTD STATES AMERICA
IMEM:  PART NUMBER : QTY UOM: DESCRIPTION BR$E : UNIT PRICE i EXT PRICE
: 72.00: IN 13.90; 1000.80

001 007514279020301
H RND-5.CG0
Material Spec:f:carlon 70008 Rev 5

:07/01/02

TO 8 PURCHASED TRACEAS!_E‘ TO THE REQUIREMENTS OF
THE RMC.

TOCFR21 APPUES‘

APPROVED VENDOR 1S REOUIRED

SEE SPECIAL QA INSTHUCTIONS ATTACHED.

LARSON QA MAN_UAL DA ?'E 4/§/99 REV. 9

a4 appRovAL_ L 7 ﬂ[ dgﬁ!ﬁj .

THIE PURCHASE QROER CONSISTS OF THIS PAGE. ANV CODES OB FLY SHELTS REFEREACED BELDW AN THE PRINTED PROVISIGNS (FORM 70-C-00F PER ATTACH
ACCLFTANCL OF T OFFCA REFRISENTED RY THIS ORGEA (3 EXPALISLY LIMCTED 1O THE FAOVISIONT HEMEOF, IGAN G ANG ATTUAMNG THE ACCHOWLIDCEMINT
LOFY OF Tl CADEA UF Anﬁt'ln MEAETCI OA, N AT EVvENT, OILIVERT th WHOLL OA IM FART OF Tkl MTICI.!! 1O 9K FuipeithED HEREMDEN SHALL . 1 oo D‘ 8 0
ST LCCET AN 08t SROIN. Thit i THE Ehll COUTACT 48D MO CUICLE OF s 1o WHATIDOVER AL S oS O BUTLA LALLRS THEY TOTAL:

CONT
D SIEniT .Y AH AUTHORZED AUPRESENTATIVE OF BUYIR'S FURCHASIMG DEIPANTM

Tpratu
TEAMS & CONDITIONS

OA SPECLAL INSTRUCTIONS & DOCUMENTATION CHECKLIST .

CONFIRMING ORDER (0O NOT DUPLICATE}

prn
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- P.0. 4 ?a_.-{é
FLOWSERVE QUALITY ASSURANCE SPECIAL INSTRUCTIONS
- - AND DOCUMENTATION CHECKLIST FOR PURCHASED MATERIAL

SPECIAL INSTRUCTIONS ‘

& 1. Applications In accordance with the / 795 Edition, If?7 Adcenda, Code Class
requirements of the ASME Soiler and Pressure Vessel Code, Saction LI/ Dwision 1/ Material shall be manufactured/supplied in
accordance with the vandor's Quality Sysl rogram.idantification ang Verificatioq Program last approved by Edward {Manua!
revision ___ .é . Date .

& 1A, vendors are required to incorporate appropriate Cuality Assurance Pregram requirements in Subtier Procurement Documents. Vendors
shall provide access to their facilities and records lor inspection and audit, This shall include our customers- access as spacifically arranged.

3 2 Nominal thickness of the part (for type and location of test specimen: R

O a Charpy V-Notch Impact Testing in accordance wilh the dasignated RMC and the loliowing parameters:

. towest Service Temperature °F Nominal Pipe Thickness. Acceptance Criteria mils

O 4 AT examination in accordance with your procedure Rev/Date
and the following special instructions:

0O s wT examinalion in accordance with your procedure Rew/Dats,
Acceptance Criteria_________ and the following special instructions:

O 6. PT examination in accordance with your procedure Rev/Date.
Ac¢ceptance Criteria— . and the following special instructions:

O 7. UT examination in accordance wilh your procedure Rev/Date
and the following special instructions;

0 s we repairs in accordance with your procedure Rev/Date.
ASME Saclion IX and Il and the following special instructions {weld repairs may not be perlormed on materials when a procedurs is not
designaled above without parmission of Edward-Raleigh):

0 s Welding material in accordance with ASME Section I11.*

T} 10. Notification Instructions:
ODOCUMENTATION CHECKLIST

B A. Alldocumentation musl be legible and of microfilmable quality, on company letlerhead and signed by a responsiole individual and reference
purchase order number, quantity, part aumber, RMC, ASME * material designation and grade, heat numbar, and serial number {ifapplicabley.

B. Chemical analysis from ladle analysis/check analysis/independent laboratory report/original mitl test report. * Chemistry may not be
translecred Irorn another test report o your own.

) ¢ Mechanicat properties in accordance with the AMC. \

& D. certiticae of compliance to AMGC and ASME * malerial designation and grade.

[ e statement of heat treatment inctuding operation, lemperature, time, and caoling rate for the matesial and test specimens (if applicable).

0 e Charpy V-Nolch impact test resulls inciuding temperature, absorbed enerqy. lateral expansion. and per'cenr ductile lracture.

O Charpy V-Notch impact specimen orientation and location sketch. !

& H. siatement certilying material supplied is in accordance with the vendor's Quality System Program/identilication and Verification Program
designaled above, or inclusion of Quality Systems Certificate number and expiration dale (il apphicable}.

O 1. RT examination report, including technigue sheel, shooling skelch, inspections repart, and AT fim, signed by the evaluating inspeclor
{in¢luding qualilication level )

(O J. MT examination report signed by the evaluating inspector {including qualification level),

[0 %. PT examination report sigaed by the evalualing inspector (including qualitication level),

O L. UTexamination report signed by the evaluating inspector (including qualification level),

O M welg repair charts inciuding sketeh reflecting localion of repairs, welder(s) name and number, welding procedure and revision/date used.
weld material heat/Iot number, and size or repair cavities.

O M. Certitied Material Test Reporis for weld material including as-deposited chemical analysis, as-welded and as-slress refieved mechanical
properties and charpy impact tast results, and slatement of heat trealment for stress reliel,

E o Vendors are required to notily Edward-Rateigh ol prapased changes in their quality program which alfects the quality of material baing
furnished on this purchase order,

& P. Noaconlormances shall be prompily reported to Edward-Raleigh. Repair by welding requires Edward-Rateigh procedure approval.
Use-as-is requires Edward-Raleigh approval.

X @ The vendor shall assure that:
_1} The use of mercury is prohibited. :
2} The use of lead or other low melling point metals s prohibited, p .

"Designate applcable portion. arm 36-0-334 (3:90)

WHITE—~Vendor Copy CANARY—0QA Copy PINK=—Purchasing Copy
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. Fiig: Asturn To:
MRAO SUPPLY REQUISITION
EXPENSE ITEM— Lfectrodes W elding Y)"F‘TC‘
Commodity Code: Requeaied By:
Annual Use |Heoraer Pt.  [Reorder Oty.| Sid. PRg. | Min Order | . (&\Cu[‘hﬁ. Sapy. /M PC
50;3 {L. f‘bqq ”;, - Puchase Specification: ) .
ICE BRACKETS c 7
VENDOR CODE Quantities Frices &M O53]0 Rewn L

1 il 1 S...n ylig !

2 KLY EA/. ' b.’cmc‘)Lc»r Efectrodes

2.

. ('?"'7{3-‘- E-Folf8-R2)

3

4.

I .

i. N .

Account Number ﬁ!cmhh [ | 1 | | | s I\ L—-

0053 —?5422' Haj O Exempt

REQUISITICN RECORD PURCHASE QRDER RECDRD

Requisition Cuantity s;hold. Aparavals

Purchaie Order Vend|  Unil
Baie Crdered

Dollar Recoiplt
Date | Eng. | MIg. {Srali | Ex. [Dare [Mumber |Sod¢} Price Yalue

Dale | Guan. | Date | Quan. | Date | Quan.

D
7inlez | sooslb | Asap 2%@ e 4"—‘-‘/{13

#lefgo | 1s0fb. | gsne B0 F1%y.

Form J8:M.0 Rev,
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ISSUE DATE_10/22/73 SUBSECTION_19.8
REVISION DATE_1/15/05s = PAGENO._1L QF 1
REVISION NO..__32 -
S CERTIFICATE OF
AUTHORIZATION

The American Society of Mechanical Enginee'rs

@’@ - Ol B co—

This certificate accredits the named company as authorized to use the indicated symbeol
of the American Society of Mechanical Engineers (ASME) for the scope of activity shown
below in accordance with the applicable rules of the ASME Boiler and Pressure Vessel
Code. The use of the Code symbol and the authority granted by this Certificate of
Authorization are subject to the provisions of the agreement set forth in the application.
Any construction stamped with this symbol shall have been built strictly in accordance
with the provisions of the ASME Boiler and Pressure Vessel Code.

COMPANY:
FLOWSERVE CORPORATION
1900 SOUTH SAUNDERS STREET
RALEIGH, NORTH CAROLINA 27603
SCOPE:

CONSTRUCTION OF CLASS 1,2 & 3 VALVES AND CLASS 1,2 & 3 SHOP
ASSEMBLY AT THE ABOVE LOCATION ONLY

TYPICAL

AUTHORIZED: OCTOBER 10, 2003
EXPIRES: NOVEMBER 26, 2006
CERTIFICATE NUMBER: N-1562

Chairman of The Boiler
And Pressure Vessel Committee

Director, Accreditation and Certification




ISSUE DATE_10/22/73
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REVISION NO._32

Ineers

The American Society of Méchanical Eng

QL,\ é e

CERTIFICATE OF
AUTHORIZATION

This certificate accredits the named company as authorized to use the indicated symbol
of the American Society of Mechanical Engineers (ASME) for the scope of activity shown
below in accordance with the applicable rules of the ASME Boiler and Pressure Vessel
Code. The use of the Code symbol and the authority granted by this Certificate of
Authorization are subject to the provisions of the agreement set forth in the application.
Any construction stamped with this symbol shall have been built strictly in accordance
with the provisions of the ASME Boiler and Pressure Vessel Code.

COMPANY:
FLOWSERVE CORPORATION
1900 SOUTH SAUNDERS STREET
RALEIGH, NORTH CAROLINA 27603

SCOPE:

CLASS 1,2 & 3 FABRICATION WITH DESIGN RESPONSIBILITY FOR
APPURTENANCES AT THE ABOVE LOCATION ONLY

TYPICAL

AUTHORIZED: OCTOBER 10, 2003
EXPIRES: NOVEMBER 26, 2006
CERTIFICATE NUMBER: N-1563

oo B YD

Chairman of The Boiler
And Pressure Vessel Committee

Director, Accreditation and Certification
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ENGINEERING ECNNO.JE 2L F sur / oF /

-
FLOWSERVE | CHANGE NOTICE  |suzewo.)0“84 492 (cFra2)JRryY
~—— : RALEIGH, N.C. STOP WORK NOTICE? - YES{} -NO &

WRITTEN FOR SO-LI. YESGLZ fNoQl

CHANGE REQUESTED: & V/SA BUT T WL P ENPDS

ADDED \WELD Bee DL TO 8 329 DM, LD ForR 13%-19090-03

DAREHINIINNG PURFD SES cgrfg 'EKG‘;E'E-:
CHANVGE TANLET AND QURET To! B.070 Do LD, &honE
FRopm ! B.329 DIO._T D X QOves
ADDED BORE DEPTH 3.2%5 W/ I2R oN 14° Runouy 7 NPT O YES
P-P [] YES

u O YES

JUSTIFICATION 790 MAKE WELD EADS SonlSISTEA"T  We T A & sTNme E
REQUEST

AFFECTED: INTERCHANGEABILITY? &NO [ YES CASTING PATTERN? @0 O YES
SALES ORDER DRAWING?  &'NO  [] YES. AND MASTER? N0 [JYES Lavourr @20 [Cives
COMPUTER DATA FILES?  [OINO  6Z'YES, FILE NAME b/gd'/ga,_;;fg(_g Fail/Z - DPIVE

PARTS DISPOSITION

LIST ALL PARTS/B/AM'S AFFECTED BELOW wl M T
Rev | oc | USEUP | rewomk | scrap
B
PART NAME PART NUMBER DWG. NUMBER oH] oo | onl oot oH]| oo

WELD END ATN4 26 CLT7O426 |A M K X

2\ d

CHANGE REQUEST

COMMENTS: F, = - 7 PLAN
FOR_REWIRK

TOOLING REV, REQ'D? O YES [INO METHODS CHANGE REQ'D? [IYES ONO
MTL AFFECTED-OHIOONVIP?  E(YES CINO V.P. opx's@a&w, DATE: 6{/3;’%)2—
Q.A. PLAN REV. REQ'D? {1 YES ko WELDING CHANGE REQQ? o vyes  @fo

N.D.E. CHANGE REQ'D? (1 YES E/§0 V.R.er-——'%g" ~ "/""_4_.___-4"21& DATE: ‘//3/02--

OPN'S

Q.A.

PROVED I DISAPPROVED - REASON:

AIPROVALS

H

ENGI'G

v, Excl )ﬂf/zz,,_,;_/- DATE: &£ )¢ - &

DWGS. CHG'D. BY: Z_M,._W DATE: & //g /o - CHK'D. BEV 2:]‘ &ﬂh‘_ 1 DATE: /,-/f 02

MASTER FILE .\W B BAMREV: 0] ug BY. ,%j A LQL,,‘_ o P DATE: 4-/§-C ¢
ENGINEERING: &) AW¥n. ) DATE: (» —f B—0Z. APPD.BY: 7 DATE: 4 /62

ACTION
TAKEN

DISTRIBUTION: 36 O AN ISSUED BY: a .. b) e DATE: (o=t T -0

<

Foem N, 36-E-T45 (Rev, 11596)
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REVISIONNO.__ 30 _
: ECNNO. [ & R4S
FISWSERVE o ) CE&?{ESE{?}?}%E SHEET L 2 OF o |
N : RALEIGH, N. C. SZEFG. 2 0% /6l Ay

(CONTINUATION SHEET) 1S PART/VALVE

CODE STAMPED?

~HANGE REQUESTED: R aviSE (JpPER Covdirm b DWE, RB~(706:09 To SHayl NONE
0D CuANEENTe. 462, REVISE Lewer C oottt D30 By N O YEs
C-670GI0 To SHow .0, CHAn&cn Ta .15 Revise NPT O YEs
=7 < L o) -G [ Y S M (2 Dia | PP O YES
CHAMGED To 6025, 4:50 DA CHAMNGED T &5, _a. sy Y DYEs

CANGED 17 4. 875 A 4.79680 /4,929 Dy € Haw bEo

T 4.991 /4,979, Revise Seucae Duie B-620737 To Sne
Do DA COMMEGED To .87 Ano A4,.410 DA ¢ udnten e 4868,
Revisr Cogpein a6 Re® Do, M-610608 To SHouw) &.9ed Dim
CHAwmGes Ta 5.09 Amo 1,03 v, CWW anméen To « 15,

PARTS DISPOSITION

M

M w NEW .
LIST ALL PARTS/B/M'S AFFECTED BELO oV QB:' UASSE llé!? REWORE SCRAP
PART NAME PART NUMBER DWG, NUMBER QH | OO | OH CH |00

DepeR Covpling | 6728 609 - (et B-e70669 A
owmER Cp P Gl 6l 0- 1462606 C-colg |A
O WEESAC PGl 60 5%~ L9636-05 | ¢-t.705a6 | A
A
A

~PACER 10737~ 19626-05 | B-670737
Coubtimt ReD | 670608~ 19626-06 |B~6706086

SRRIRIZ
NNAN
NAANINE

=

»
Y
W Fjb
t

'(\lf? 3

N

Form No, 3-E-748 089
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ISSUE DATE_10/22/73
REVISION DATE_ 7/8/02
REVISIONNO.___ 30 _

104m 34 047

1ORM 24 1-4)

SUBSECTION__19.13

PAGENO._1 OF 1

—— N-STAMP MATERIAL IDENTIFICATION TAG ——

PARTNO. 1.t t 1 0 1 1

HEAT NO.

ORDER NO. uio-pio

PART NAME
VALVE SIZE
CUSTOMER TAG NO.

o FIGURENO.___a N\
r\¥‘\r
INITS \ )

QTY.

Orange - Nuclear

DATE [ !
\( \ -

—— SPECIAL MATERIAL IDENTIFICATION TAG —

HEAT NO.

ORDER NQO. (Fio-pjot

PART NAME
" VALVE SIZE
CUSTOMER TAG NO, .

P ) )
DATE |1 “QA&‘\J
Gre_s_u:; - fﬁceable&\ v



ISSUE DATE _10/22/73

REVISION DATE__7/8/02

REVISION NO.___30

SUBSECTION__19.14
PAGENO._1 OF 1

—— UPGRADED MATERIAL IDENTIFICATION TAG——

PART NO.IIOIO! llgl4l‘QI5L6_| 101612179101 1212

HEAT NO. 3740 /84 =187 RMC_ T 102.4

ORDER NO. fiowlo,__ £ - Ot 9 2.4

PART NAME_ “Bo D Y . F-
VALVE SiZE_2.0 FIGURE NO.__/6/2 Y
CUSTOMER TAG NO.
DATE_ 2 [ /9 | 76 \NITIALS_ed.

aQry.__/

Yellow - Upgrading




ISSUE DATE_10/22/73
REVISION DATE_ 7/8/02
REVISION NO.

SUBSECTION
PAGENO._1 OF 1

19.15

30

NOTIFICATION OF SOURCE INSPECTION

DATE & "3’98

Y S
FLOWSERVE
v

FRRE

VENDOR DATA

Edward Vogt Valve Co.

Mame,

C’/ pples B L arson

0. Mo

3¢—¢ 0200

Srrawy

Q.A. Plan Na,

2—(—:65 N /sCe_e_Lee.ﬂluce Fo‘ﬂ’?’?_—%&aoao
Génﬁ;o;.ru‘ og32 || BL— D974

PART IDENTIF!CATION

Part No. Part Name Size L Figure Ma.
N TLIZ 2 —lLovws -0 % /E'uvq = /a.cf,va 2" 3902
IMC Part Qudaity =4 Heat & Serial No.
OLLIZ2 4~
INSPECTION

Datalsl Ready for Taioection !

Hold Poinf Reouiring lniowcrion

_E/E‘M'/ 0/67‘[/3.4?'(!//1:(': ‘/;"""/;':/c

| 12148

Vi

Qriginarar Dare
%—Gﬂié‘ ' £&—3—7 &
T .
PARTE
The Above Quality Control Source Inspection is Hereby: D Requested on (Carel
E Waived
Dwalir Cmuml Reprerantative Dare

FORM Je—G—24

TYPICAL




ISSUE DATE._ 10/22/73 SUBSECTION__19.16
REVISION DATE_7/8/02 PAGENO._1 OF 2

REVISIONNO.___30

Y
FLOWSERVE
)

SOURCE JINSPECTION REPORT

pate_ ;1 /el2s

Vendor Name CI/TGJY/C‘S (:'—-Lm = S-:\n's'.f‘_,
Address zZLls Af Ceelew Ave. - 5.0. /o033l
City & State QL.;;.&?)Q,. ZL (ot3g P.O.__4ol/
Phone F773-772-9700

Vendor Personnel Contacted

j—#'FIC CMLM‘:. - OA /’{50/.

Size & Figure No._ 2.0" fCro Heat No._ &7l IY%

Part Name 13 ounet 'év'_\_fhj RMC No._© /[,
' Serial No. 2. 23 @ No. of Parts__ &
Operation Procedure or Accept or
Witnesgsed Soecification Reject Comments Date
QT l—w{uﬁm Vo AYS) AJE-'Q(/Q. A Spee P2 12f ¢ {sp

B.E Corithos P

Quality Assurance Representative

F -0- ev, 12/98)
orm 36-0-25 F(IIEE: RS-

P.O. Box 1961, Ralelgh, N.C. 27602 + 1900 South Saunders Streel, Raleigh. N.C. 27403 « 949-832-0525




ISSUE DATE. 10/22/73 SUBSECTION_19.16
REVISION DATE. 7/8/02 PAGENO. 2 OF 2
REVISIONNO. 30

SOURCE INSPECTION REPORT P.O. T 4oI .- Page 2
VEDR  Cliavles £ lavssn £ Sons, Tuc. PAIE ,o/v.(38
Co;:e.nt COMMENTS '

/ DT fasfirmaend c.a.L'L-r-Yc.Q nliefie, Duct-sernl 7
T4 C . plevt colibeion due z2/t099.

2. | fors denned ond faeed M OT opaveliv, (=250
M g, ).

5
7 £ 7
T N T
N A B R R
I R AL TR S
K N
s j\ >
0

Form 36-0-25A(Rev. 4/75)
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REVISION DATE_ 7/8/02 PAGENO. .1 OF 1
REVISION NO.__30

ELDING HATERIAL STATUS REPORT

Dace f"/B'O,

PONo., __ 736 -20A35

Veador Tgi ‘—mGLE-nl,\

Size & Classification ;éa =207-

Quaatity S}BLIO b

AWS/ASME Specification S ER S. 20

Manufacturer | 1) h’\cxi?_f‘% Eeat Ne,
RNC ‘ DSI YD Rev. |} Lot No. 6003 R
ACCEPTED REJECTED
The matarial described — } The material described- The material described above
above meets the requirements| above shall be held in does not meet all roquiremedcs
of RMC o534 O the Receiving Inspection| end should mot be releesed for
and POf 736~ aoaas Area for cthe following Productlen Welding, This

and 1is released for
Production Welding,

reason(s) under Remarks:| macerial was rejected for the

following reason(s)” under

Remarks:
SIGNED SIGNED
APPROVED APPROVED
Ferrite Z Schaeffler Record neat and/or let numbers of beth
vire and flux for submerged arc weldicg
Hagae Gage vhere qualified 41n combination for

Remarks:

ASHE Code appliicacions.

Copies To: Purchasing
Welding Engineer

Welding Materisl Control

Form MNo. 36-Q-4 (12/22/81)
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ISSUE DATE_10/22/73 SUBSECTION__19.19
REVISION DATE_ 7/8/02 PAGENO._1 OF 4

o !

- REVISIONNO.___30

FORM36-0-1
FEV.2 - 1035
PAGEIOF 10

= TYPICAL

VENDOR QUALITY ASSURANCE SYSTEM AUDIT REPORT

company (el few Bolt Memnteliviny G DATE ¢ f1t[o
DIVISION GF 73 Ew57 5}‘!4:4-.5' ]
ADDRESS s02oy Mivlise He.  Boy 38501

Howsbn 1% 77215

TELEPHONE Ga 3) fP? - 2LS5E
SCOPE OF PRODUCT/SERVICE:

VENDOR QUALITY MANUAL:
TITLE: &u—l—ﬂnl}i V7

REVISION: s DATE: __/2/3/oy

PERSONNEL CONTACTELD:

NAME TITLE
/‘7.'[(:. /41‘:1"5‘!: . Qu-c.ﬁvén /7-“-5”
Teew’ Baasan <. @Al Crocdatir
; F G Molener

QUALTTY MANAGER: M,Lc ,4/., o<

QUALITY MANAGER REPORTS TO: __ Nuwvel/ Kvgemer=Cavp Qd% élr:rj;/

P.O. Box 1961, Raleigh, N.C, 27602 = 1900 South Saunders Stizet. Raleigh, N.C. 27603 « 919-832-0525




ISSUE DATE_10/22/73 SUBSECTION__19.19
REVISION DATE_7/8/02 PAGENO._2 OF 4

REVISION NO.___30

FORM35-C-1
REV2 -10/55
PAGE20F 10

MATERIAL ORGANIZATION " APPROVED SUPPLIER

QUALITY SYSTEM/STANDARD SURVEYED:

v~ ASME SECTION II, NCA-3800

<z TYPICAL

ASME NQA-1

OTHER:

COMMENTS:

qulj-l. !‘/Iﬁ' u-ﬂ It pm‘#& M-—-—O LSO Qo2

VENDOR CAPABILITIES: _
WELDING At LIQUID PENETRANT _o"
HEAT TREATMENT MAGNETIC PARTICLE _.~
RADIOGRAPHY /A cHEMICAL LAB ¥~
ULTRASONIC _plft MECHANICAL LAB _v"

NUMBER OF EMPLOYEES: TOTAL 82 QA/QC_ 9§

GENERAL REMARKS: ¥ : Py P b dee Lo

Q;. h:MS @m*s&%ﬁ@.j_ﬁﬁwmﬁl
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ISSUE DATE_10/22/73 SUBSECTION__19.19
REVISION DATE_ 7/8/02 PAGENO. 3 OF 4
REVISIONNO.___30

AUDIT SUMMARY

ITEM | QUALITY AREA ACCEFTABLE REMARKS
YES NO '

PROGRAM DOCUMENTATION

ORGANIZATION

PERSONNEL

oyolwl»

INSTRUCTIONS, PROCEDURES,
AND DRAWINGS

DOCUMENT CONTROL

m

CINVVINK
]
7t

¢

CONTROL OF PURCHASED
MATERIAL, SOURCE MATERIALS,
& SERVICES v

G PROCUREMENT DOCUMENT-
CONTROL

H IDENTIFICATION, MARKING, &
MATERIAL CONTROL

1 PROCESS CONTROL

v
v
-
J EXAMINATIONS, TESTS, AND
NONCONFORMING MATERIAL L
v
i
g

K CONTROL OF MEASURING & TEST
EQUIPMENT

L AUDITS & CORRECTIVE ACTIONS

QUALITY RECORDS

FINDINGS & RECOMMENRATIONS:
et ey 5 :

[N X =Y
-2

L1 L (\
AUDIT PERFORMED BY: l,; },_(g (( goms  SIGNED: é .J; l{ L A DATE: 542#.: —

VENDOR ACKNOWLEDGEMENT - NAME: I’LL%( /gyo//é DATE: 5470 &~

SIGNATUREW /@%‘ e (XA ma/!-djc,*@_r"“
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ISSUE DATE_10/22/73 ~ SUBSECTION_19.19

REVISION DATE_7/8/02  PAGENO._4 OF 4
REVISIONNO.__ 30

EVI VENDOR AUDIT REPORT V.2 1003
PAGE 4 OF 10
IT | QUALITY AUDIT ATTRIBUTE MAN REF | IMPLEMENT
i SEC PARA A N NA
) A PROGRAM DOCUMENTATION
Al The Qualicy Progs'am is documented in % quality manual which includes provisions for
all activities required for the scope of work to be performed, —_— ] —
.. A2 The Quality Program is supported by senior management, [ op ,.i] -
A3 There is a provision for periodic review of the manual and revision, when required, S ivt1] e
Al There is a provision for notifying customers when the quality manual is revised, and
for obtaining approval of the revision. +.5 £S5 1.~
B ORGANIZATION
Bl ‘The authority and respousibility of those in charge of the Quality Program are clearly
defined. dolggdd e
B2 The individual responsible for the program is sufficiently independent [rom the o
pressures of production, and has direct acgess to responsible management at a lovel N
where appropriate action can be initiated, 3,1 {Chod | o
B3 The effectiveness of the Quality Program is ceviewsd periodically and reporicd 10
management. N LS R
B4 The persons pecforming quality functions and verifying actions (tests and .
cxaminations) have authority and organizational freedom to identify problems; initiate,
recomniend, or provide solutions to problems: verify impl ton of soluLi and
control further processing of non-conforming material until proper dispositioning has —
occurred. 4} 1
B5 The individuzls assigned responsibility for checking, auditing, or otherwise verifying o
that quality control or production activilies are sorrectly performed are independent
of the individualorgaaization directly responsible for performing the speeific activity. +.[ - .
C - PERSONNEL
C1 Personnel performing or managing activities affecting quality are indoctrinated and
trained as appropriate to the activity, as well as the education, experience, and
proficiency of the person, (Standards, Codes, procedures, and other dotuments
applicable 19 the job responsibilitics shall be used.) HI g 2
c2 NDE personnel are qualified a5 required by goveming standards, o (L togl —
[ac] Lead audit personnel are qualified as required by the Quality Program. 2 7L
el Records of indoctrination and training, NDE qualifications, and Lead Auditor
qualifications are on file and avaitable for review, - 4.{6 Lge|
INSTRUCTIONS, PROCEDURES, AND DRAWINGS
D1 Procedures exist to describe quality activities, as well as special processes (e, g., NDE,
heat treaiment, welding). e AR AN
D2 Activities affecting quafity are performed in danece with doc ted instructions,
procedures, or drawings as appropriate, and applicable acceptance standards are
referenced thorein. $at Lz
E DOCUMENT CONTROL
El A document control distribution system is wsed and records indicate what documents
(instructions, procedures, drawings) have been issued and to whom, and that obsolete
documents are controlled and dispositioned. ,\_.5 Y5zt -
E2 | Documents and changes thereto are reviewed for adequacy, and are approved for
release by authorized personnel. 2.5 |$5.4- -
E3 Documents are distributed 10, and used at the locations where affected activities are
performed. +5|

T
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ISSUE DATE_10/22/73 SUBSECTION__19.20 -

REVISION DATE__7/8/02

PAGENO._1 OF 1

REVISION NO.___ 30
_PRE-ASSEMBLY INSPECTION RECORD
P.S.NO. VYD-] yD-2
SIZE / /
FIG. NO. S603-34L-8=36L ] Sba3-SLL-EFs6L %
HEAT NO. A983Rd) | A989(Bud, N\
SERIAL NO. 7 2 O v
BM NO, * 0072479% | cazasti9 Q \ ;1 »
SO NO. E plL-1353C £3L~-35326 !
LINE [TEM NO. / / N
."QAP NO. I0-35T Fo-72526 A
. CUSTOMER PPL£ L PPEL
HYDRO RPT MS7153 Blo | M5'7152. R/s
MIN. WALL - v
MILL TEST v e
TRACEABLE e Ma
NUCLEAR v [
TAG NO. 157225 /85726
INSPECTOR LK LH
DATE 7/23 /90 7(23/34
*Complete B/M No. is BM Number + QAP Number + Line Item Number,
OUTSIDE INSP. MQa | MC ]

36-Q-306




ISSUE DATE_10/22/73
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REVISION NO.__ 30

SUBSECTION

19.21

PAGENO._1 OF 1

PICKING LIST

02 DEC 98 02:09FM

MRPROE004 ATH

Parsnt Item

026102755126401 Y=SWE, T1lsASME
SECTION IIT CLASS 1 NUCLE
| Component
| Item Description RMC
|rmmmesammmenn-
1
|00168307 GSKT SPL WND 1.31X1.76X.1 05195

j001688899990100

|004515269930100

-1

[o0&5€290

j003070189990100

1

I .
loo9s8238

|

!

[oo9se239

[

|

[016104729990100

|016110385990100

|
!
|o0167384
]
i
[o0461675
1
I

1 FiG A81BYTL

poODY

70009

SPRING .041 WIRE .625X2.2 15041

EYELET (.46}

02540

SCREW FLG HEX HD .44-14X1 61003

CADLE

SLEEVE (CRIMP)

COVER

DISK

PLATE N STAMP BLANK

5555%

55555

FO00%

02678

02540

PROTECTOR SW 1 1.335 O0.D S001%

Print Plcklists

For Work Order-»>1002

Size
Fig
RMC

EA

IN

EA

EA

EA

1.00
A BaS

NSC-23

VID13E

BULK-ISS

NSCRIS

BULK-ISS

DULK-ISS

NSC-7

NSC-29

BULK

" BLXISSUE

YT1

1.090

Start Qey 1
Qry Due 1

oty Qry Date
Issue

L ossenece wetvanns

Page 1

Sgart Date 12/07/98

Due Date
Need By

Comp Short

12/14/98
12/07/98

Ci(; "Jegldﬁs

Heat K

Eqres

ACU

(Lt -1a-n

&b
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ATTACH TG PART

-
: o FLOWSERVE
REJECT TICKET NO.R 98944 N

FART NUWBER F?J %us " SIZE & FIGUAE NO, | nmwms No REV.
SILAET 2 . o Brroll P-CLge 7 bl
EACTORY ORD CaP NO, [ AEASGN CODE ANTIVQTY, Lis.y. TAST SEOUENCE m,_-,s;EZTF?A DATE
tcls> Pe 253 /5 (ﬁ . : /7 Jem22-c/
E!/ DUNNS NUMBER MANUFACTURING ENG. PURCHASING
P '
PUACHASE OROERUMEER | REPAR AMOUNT
0 sorFrwame = ESTIMATE $ BACKCHARGE $
HEAT IDENTIFICATION
DISPOSITION B coumsaqu i
. sHoe L& o UPGnAoEn.;!-- co5-12 _}‘)734—3,"{
1 macHng NO. MATERIAL REASON & FEMARKS: ]
scrap [J] WHCHERD W E — .. 7
. | DEPARTMENT OVERMEAD 2 A SR A 1 [ "~ ,..r" ot
rework [ NO. @ T8 b )
OFERATOR b Sy MV IRAR lnes
useasis O NG, LABOR
COMPONENT ] N 5
e MOVE FROM TOTAL Miripl RSO s8
PURCHASING COMMENT DISPOSITION IN PLANT O3

RETURN TC VENCOR O

HGL-GJ-}.‘ e -bj—f ! nl(’ Iy H" e J,_—-‘g::té- Fa) fa) : /f .
Tt Doy e s 2w T

\

-ﬁ'v\ DA :

_T\l\})‘;‘_l.\h:j i\cc—,[,,}.-.-.-\;._f-i_{ AL CONCURRENCE: ‘ A ‘paTE: I(-—?B—O?
seo, DEPT.°PE:‘$T'° ! OPERATION DESCRIPTION o Lscnar op.en..-'nus DATE DATE
01D %0 NP2 Mo f“-@biﬂafa i s | %22,

(ol $% Dl e PI-RIN H/5 41z, 221
TTroee (aeldd resi2rs0
Cor  MJAT 4i7z st
ol YT reemivs, ,ﬂp KNG DN /
2)Jjo Alud A
40| 40 Ny b %y,
A 3 v D) 4 )
Uor i Do K@ H;L'(&j o]
c
oo
(i
=
B
OLG RE), NO. | NEW REJ.NO.
ACCEPT reseet (3 INSPECTOR I/@/ onve_f=t0eer AEWORK

/

EORM HO. 3-0-204 REV. 550
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REVISION NO.__ 30

SUBSECTION__19.23

PAGENO._1 OF 1

LINE ITEM: 1

PART NUMBER: 02605651

VALVE SIZE &
D36224 (F316L)JPT2

FINAL INSPECTION CHECK SHEET
YSAME — @TAME

YALYE SZRIAL WO,

] PREASSEMILY [HSPECTION

Al QA® REQUIREMEKTS YERIFIED

B} PRESSURE SEAL RECORDS COMPLETED

€] MATERIAL IDENTIFICATION YERIFIED
D) MATERIAL IDEWTIFICATION LEGIBLE

E} MATERIAL DESIGKATION YERIFIZD

F} BODY MARXINGS YERIFISD

G) CLEANKESS & DEBURRING YERIFIED

Hl WALL THICKKRESS DOCUMERTED

11 MAMEPLATES AND TAGS COMPLETED

3} TEST & INSPECTION REPORTS IKITIATED

YERIFIED BY: /M/“‘&M DATE: q‘/ 5‘9/ ?‘Z

Il ASSEMBLY § HYDROSTATIC TEST

Al CLEANLINESS MAINTAIHED __l_/
8} HYDROSVATIC TEST PER OA® REQUIREMINTS

YZRIFIED BY: /@Mam: 9/50/??

| N kR

111 FIMAL IXSPECTION

Ay YALYE EnD GIMEMSIONS YERIFIED
B} YALYD CLEMWED PER QAP REQUIRDMENTS
€} MARKINGS CORRECT

Dl OFERALL PHYSIAL APPLARMMZE
LASELS I TAGS ATTASHED

YERIFIED BT: m"‘@(—*—’ﬂﬂ ‘?/3'9/??

FoRX 36-0-110 {11/83] 2502¢

AR

ﬁ CUSTOMER: GEORGIA POWER COMPANY
P, O. NUMBER: 7036569
FLOWSERVE 5. seihs
\/”

FIGURE: 1/2 FIG
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SUBSECTION__19.24
REVISION DATE_1/15/05 =  PAGENO._L.QF 1

o——
FLOWSERVE
ERVE

-
FLOWSERVE
N

QUALITY ASSURANCE
RECORDS INDEX -
S. 0.

Permanent (Lifetime) Records

= Design Specification Located in Engineering
. Design Output Documents Located in Engineering
. Design Report Located in Engineering *
= Over-pressure Protection Report Located in Engineering
. As-built Drawings Located in Engineering *
= Code Data Reports Transferred to customer**
" Certified Mat’] Test Reports Transferred to customer**
] Heat Treat Records Transferred to customer**
. NDE Reports Transferred to customer**
] Weld Repair Records Transferred to customer**
] Hydrostatic and Pneumatic Test Reports Transferred to customer**
] Weld Procedures Located in Plant Vault
* - Copy transferred to customer '
- Copy located in QA S. O. File TYP , CA
Nonpermanent Records
= QA Manuai Located in Plant Vault*
= Design, Procurement & QA Procedures Located in respective Dept.*
= NDE Procedures Located in Plant Vault*
] Personnel Qualification Records Located in QA Dept.
bl Purchase Orders Located in QA S. O. File
Ll Audit Reports (Vendor & Intemal) Located in QA Dept.
= Radiographic Film Located in Radiography**
= Calibration Records Located in Gage Lab or QA
] Route Cards Located in QA S. O. File
L Welder Identification Records Located in QA 8. O. File -
= Reject Tickets (Nonconformances) Located in QA S. O. File

* - Also on plant computer network

or Gage Lab

*¥* - May be transferred to customer or in off-site storage

(Form 36-Q-283, Rev. 9/04)
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ﬁ .
FI'OWS\ERV,E CERTIFICATION OF QUALIFICATION
- LEVEL [ INSPECTOR

MAMEPhillip Mright CLOCK NO. 3022
LEYEL OF CERTIFICATION 1

EDUCATIONAL BACKGROUND _High School

EXPERIENCE 20 Plus Years NDE Inspection Experience With Edward Valves

TRAINING: SECTION__ 1.1 OF PIOP 36-40-05-

ENTITLED "QUALIFICATION AND CERTVIFICATION OF
INSPECTION AND QUALITY ASSURANCE AND TEST PERSONMNEL"®

RESULTS OF CAPABILITY DEMOMSTRATION See Attached

THERE ARE NO SPECIAL PHYSICAL REQUIREMENTS REQUIRED BY THIS CERTIFICATION.
THIS CERTIFICATION COYERS THE FOLLOWING ACTIYITIES:

—

. Visual inspection of valve component parts.

. Examination of material to determine conformance of hardware and software.

N3

. Wiiness hydrostatic testing of valves to determine conformance to applicable procedures.

L

4. Calibration of pressure gages.

Evaluating validity of inspection results and completion of inspection records.

h

b

SIGNATURE OF DESIGNATED REPRESENTATIVE égcégt . 54“1:? o

DATE OF CERTIFICATION 7/14/94 EXPIRATION DATE 7/14/97
RESULTS OF PERIODIC REVIENW DATE SIGNATURE EXPIRATION DATE
-f/era‘chr/m? 34 -2F ’4- f//.u? s T-{4- OO

' Form 36-Q-735
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1500 South Saunders Strust
P.Q. Box 1361
Aalelgh, North Carolina 27602

WELDING PROCESS REPORT

TN
FLOWSERVE

\—/’
L
di.l

7
i
1

st

m.—:l
fE

Pt ety

QUALTFIED WELDER sttt 4. L., crock #_7£2(

CUSTOMER CUSTOMER P.O.#

SIZE/FICURE ¥o.  J& 3/

QAP NO. 77~ Foo2 s REV, J  FACTORY ORDER MO, £ 25042

REJECT TICKET NO. D-ORDER MO,

PARTS BEING WELDED:

PART NAME By HEAT/SRL. S 77- 155

PART NAME Flange HEAT/SRL.&  F 7/¥F = 1+ 2

PART NAME HEAT/SRL.&

PART NAME HEAT/SRL.#

WELDING MS No. AFit/al Rev. S TYPE OF WELDMENT G +eo¥ ™
ELECTRODE,

SIZE /% FILLER METAL 7¢/§ WEAT No. JdL77¢ 1o wo._ YA72/503
ELECTRODE

SIZE FILLER METAL HEAT NO. LOT NO.

ELECTRODE

SIZE FILLER METAL KEAT NO. LOT WO.

ELECTRODE

SIZE FILLER METAL EEAT NO. LOT MO.

QUALIFIED WELDER A otd~ 4. b - CLOCK &  TELLAL  STAMP @ DATE /a-?!—_?7
WELDING ¥§ NO. - 24+ Rev._ Y TYee oF wEImMENT L reev®
ELECTRODE, iR

SIZE  f> FILLER METAL E 7075 yzat vo. tor wo. (0214
ELECTROD

SIZE FILLER METAL HEAT 0. LOT ¥O,

sTang /57 vate i/—3~f 7

QUALIFIED WELDER A ko 4. ,ﬂ.-.—»w CLOCK # 362¢

WELDING MS NOo. A+ 24w REv. 4 TYPE OF WELDMENT Grosv™
ELECTROD

STZE jﬁ— FILLER METAL £ 7¢7-5 HEAT NO. ——  LoT Wo. /6224
ELECTRODE

SIZE FILLER METAL HEAT ¥O. 10T NO.

STAMP 49 pare 1537

DATE /= 7—F 7 _

WELDING FOREMAN %My—/ Z%—w-v-

Form #36-Q-3 (2/81)
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SUBSECTION__19.29
PAGENO._1 OF 1

REVISION NO.___30
VALVE ASSEMBLY DRAWING CHANGE NOTICE
Change Neo.
-
FLOWSERVE - 2604
L S Shi_L of1
Customer: . TU ELECTRIC / COMANCHE PEAK

Edward Sales Order Number E36-50870

g Customer Specification Chonge per:

0O Edward Engineering Change:
M Cusiomer Commenis per: s SUC ¢

O Applied New Custemer Order to Existing Drawing

P.O. NUMBER § 0262183 6SI

DWG. NO.: 98-50970-0% SHT | OF 2
DWG. NO.: 98-50970-08 SHT I OF 2
- ADDED PURCH. NAME & PROJECT NOTEL
- REFERENCED RECOMENDED SPARE PARTS
- ADDED CENTER OF GRAVITY FOR VALVE
- ADDED DISASSEMBLY DISTANCE

REV. A
REV. A

DWG. NO.:
~ DWG. NO.:

98-50970-05
98-50970-08

SHT 2 OF 2
SHT 2 OF 2

REV. A
REV. A

- ADDED PURCH. NAME & PROJECT NOTE
- REVISED TAG NO'S PER CUST MARKED DRAWING

DET. /DATE APPV D, JDATE

¥H 16/30/98

CHK*D, /DATE

oy

———

PROD.ENG. /DATE

NG, SUPV /DATE

le/se |




ISSUE DATE_10/22/73

REVISION DATE_ 7/8/02

REVISION NOC.___ 30

SUBSECTION__19.30
PAGENO._1 OF 2

ROUTE CARD
- WIONO. -} PARTNUMBER ./ |+ o npngEaie ] ISSUEDATE 0| PAGENO. ™
75645 026070112008203 1.5 FIG 15104(F316)‘I‘2 2= ASME SECTIO 03/04/02 1
PLANNER| PRODCD | % SIZE . .} .5 i~ . FIGURE - 3 - poACNe. - | .QTY NEEDED | RUN QTY
06 1810 x1.500 x 15104F316'I‘2 2 2
i DRAWING NUMBERS -~ ;v . . . - 2703 INO DESC.
D/00170440/0
; Danf -./'/M
HEAT m;;mm Iy © SERIALNUMBER .. . . WHS LOC

/V/?’KM 028’

%{9 T

SALES ORDER / CUSTOMER \A.\%]\OTES

NUMEBER | NUMBER

SEQ OPER | DEPT - WRI\CNTR MACH Na

( Ogﬁ—yg 5,) STD.MACH. | STD.LABOR

OPERATION DESCRIPTION TIME HOURS

010 00005 038

020 01806 041

030 00514 057

Kr#95335

ANI REVIEW DATE _zoy F 2 e _ ' i
THIS ROUTING CREATED PER
QAP 02-20082 REV. ©

QTY

Make From:016120462008203 BONNET ASSEMBL/016114082008203 BODY 7004988952005203 GLAND PACKING /004987

011 4‘7[32’ 0.0 0.0

QA APPROVAL DATE

EMP Py DATE
INSP - DATE QTY
031 66019 j 0.0 0.0 0.0
INSPECT VISUALLY AND VER
MATERIAL-VERIFY OR ASSIGN
SERIAL # STAMP PER 501 40 1 LR
SP FOR

+VERIFY NDE FER QAP 99901. ‘ T}?
EMP A’\ DATE ‘ \\ OTY

INSP 'ZQ DATE ?)Y)ZA% TY

931 06014 -0.0 aﬁégga‘ 4.0
+PERFORM MERCURY CHECK ON )
ALL PARTS. ﬁ/
+PERFORM MIN. WALL INSPECTION . 2
ON BODY PER MS 1029DF R/1
AMD PARA. 4.5 OF QAP. Y %", / _
+ASSEMBLE PER MS 7133 R/1 _(# INSD
+SERL WELD PER P8-381N R/1 EMP %% INSP . :-*oa A2
“TRACE WELD MATERIAL" /F 3/}7/92(
+P/T SEAL WELD PER MS 1151N EMD wse AL OR
R/14 ADD. °"B". .
+TEST PER MS 7133 R/1 EMP_ eysee4{1) .INSP ﬁ ﬂaﬂ[ ﬂ‘gen
+TEST REPORT REQUIRED EMP__ &scg 1) INSP . FOR _%2- 2722
"REPORT TO INCLUDE ACTUAL LEAKAGE"
+CLEAN PER MS 8260 R/2. EMP. CfQ FOR i 37 oo
+PATNT ANY NON-STATINLESS OR EMP_Zfnc) g(\“% cﬁcd FOR
UNPLATED SURFACE PER MS 8350 LR.
+ATTACH NAME PLATE AND END EMP INSP For
PROTECTORS, PREPARE FOR
SHIPMENT.

CONTINUED..




FLOWSERVE
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ISSUE DATE_10/22/73 SUBSECTION_19.30
REVISION DATE_7/8/02 PAGENO._ 2 OF 2
REVISIONNO.__30

ROUTE CARD
WIONO." | - PARTNUMBER. .. |. - T . DESCRIPTION - ... .~ .. |.  JSSUEDATE, | PAGENO.
—F8481 ‘00655742203080k BODY (STOODY HF; ACME THR 04/12102 1
PLANNER| "PROD CD SEZE FIGURE = ° ] . RMCNe. [ QTYNEEDED | RUN QTY
035 1510 x1.000 x D 36124F316FJT1 02721 2 2

DRAWING NUMBERS . SA182F316NUC

B/01612159/A D/01612101/A B/00477331/D
HEAT NUMBER SERIAL NUMBER : WHS LOC

JILDR L/

SALES ORDER / CUSTOMER HAME { NOTES

SEQ OPER | DEPT WRKCNTR MACH No L . STD.S/U STD.MACH. | STD.LABOR
NUMBER | NUMBER OPERATION DESCRIFTION : TIME TIME HOURS

Make From:004957352030801 BODY FORGING /00164951 ST! QODY IRON BA/
010 00005 038 (3}
QA ADPPROVAL DATE [{ //07’ vz

0.0 0
.ANI REVIEW DATE : i 3
THIS ROUTING CREATED PER ; if
QAP 02-20308 REV. 0 g" x S
ory __ N ' :

.0 0.0

EMP DATE

INSE DATE

-
020 01806 041 031  0GOIO T 0.0
INSPECT VISUALLY AND VER
MATERIAL-VERIFY OR ASSIJ]
SERIAL # STARMP PER S01 4
EMP DATE
INSP DATE
030 02628 034 280 00280 3.0

+ROUGH MACHINE
+B/T BODY WELD GROOVE PER M
11518 R/14 BDD. ®An, B
***HARDFACING MATERIAL USED REQUIRES

TRACRBILITY BY HEAT/LOT NUMBERS AND

DEDICATION. RECORD ON ROUTE CARD AND

COMPLETE WELDING PROCESS REPORT. DO

NOT PROCESS--CONTACT MET. PROCESS

CONTROL FOR HARDFACING DEDICATICN.

+WELD DER PB-141H LR, e 3 783 1nse FOR
P8-241H R/O . .
+FINISH MACHINE e 2 275 1ver FOR

CONTINUED...




FLOWSERVE
~— L

ISSUE DATE_10/22/73 SUBSECTION__19.35
REVISION DATE_ 7/8/02 PAGENO._1 OF 1]
REVISION NO.__ 30

FIOWSERVE D-ORDER TICKET M 1otts

PART NO. (3) HEATNO. (i) ACCOUNT NUMBER . REASON CODES
_02_5072?02036€’C>/ \]Z—DB G 01 ECN (139.41
PART NAME ® SERIAL NO. 1SSUE | START | COMPL.| {01 EXPERIMENTAL (139.39)
. D03 /M. DWG, CHG. (139.41)
VA‘L‘V - = = 6‘_ DATE 7/ O ¢ PART CONVERSION
512 FIGURE NO. v, @ m lufos iy ok e
; FATOR/STAFF MGR.
D32zt ) il 2 | 0272( e B TS -
Q.AP- NO/REV. - @ LAST SEQ- @ u/mM A | &ukRGED STAFF MoR (139.40
o2 - 20208 R7/ / Py !1: (Except 13936 & 139.35) % :; :::;s:zﬁ ;;i;;l). (139.42)
M/S NO. 0. NO. (Contact LE_ Supv.)
@ "' @ F_o NO 5 MFG. MGR. (ALL) O REPAIRE nrr?‘('uus;
& v " WARRANTY (130.37)
- A
@ M/F PART NQER L (139 Z
@ 7/ :J/o -
DWG. NO/REV. Tk MATL MGR. (ALL) &m alor
g Py 7 o2,
O3 ~20 2 0K
e}

@ REMARKS/MISC. [

ree COADLA p&/ﬂdnir# -7 Y4

SEQ. | MACHINE
NO. | LOCATION

o/ Ver:.fy valve mark:.ngs, Heat Numbers &

S ANAS; .
o2 % Blend off. CRN. npmber from body forging. %/
- (Contact QA) - (;L { i é’z

Perform PT of blended area per MS ; %} /
O3 1151N, R/14, Add. “A: ' 9—/({ 7/1[:72

Final :L.n‘spection and Etch.new CRN & (/
OCIL ’ number on body (Contact QA for numper) 3 ) 7/’732/

aﬁ'q - (2,
= “N” STAMP with ANI HOLD POINT . 1202
Remove or::.g:.nal YN plate and replace
with New plate.

O& Clean per MS 8260 R/2 - Use Acetone qn’/l, g

57 Package for shipment per MS 8261 R/l

to included the following:.’

" The wvalves shall be'individually
wrapped and saaled with a suitable ' [-B
vapor barr:.er to exclude dirt, moisture U\ g
and.the ingress of air. Desiccants
shall be placed in a separate package
within the vapor barrier, but shall not
be in direct contact with the valve.

I I
DISTRIBUTION: [} Orig: Stores/FO [ bPC/ Materials O Acerg. [J Mfg. Eng. QO CRD (R & R only)

FORM 36-ME-22
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19.36
PAGENO._1 OF 1

REPORT

$0.NoO._ 3 m 90 1449
cusToMzr__ 1 Gl r‘f’-umc

ITEM NO,
aa JM;.- ('7,3 .

RADIOGRAPHIC INSPECTION AND TECHNIQUE

ﬂ
FLOWSERVE
L

CUSTOMER P.O,

TER _~-Dglo 4. |

SIZE & FIGURENO. - % 2 8(L

: ﬁf*?a

nzaT NO.__ 03§ \N SR. NO. : if {g ;
avc._(C S,} PART NAME. _{3 oo an OFF D,RTEL,_.,__TJ/’ 44 i

METHOD SPECIFICATION L O (. T /B &

STANDARO_E 2 a (g &= | TL

Form 34-0-339

¥ E l'.la:e of Final
% QW= cceptanca Arex or Visw
2 i clst 1 8 g E‘m rgzhv-/ﬂﬁ’—‘
2l |3 E HEREEEbE '
I sl &l s 518] |~845 2%z lal.la Source /Saource
R = R el M S E N R = o e cuies | Ce
AR B EEE A e e e e R E B EE EE
< [ €3 [2|Ej5|5)2|2i8(5]81518|5 ®jelEeE g e sl Fe.
]
;.l-m-) o |1 An Physical Size X »
Cistance Source to
i I I‘J Ao Film-lnches 3-5_‘
t
Materiat Thickness ! /¢_ '
Radiographed- 4 /;_
Inches
25 /7L
Pene:ram:eter 55/8/6
Film Size 1%x1]
No, Pieces of 6’
Film Usad -
_ q éj #
B2 o«
A 18 4 Film Type 07
F1 1 A
and j; ?-::-) Ll &5 Lead Screen {2ack) (X4
R f k) ‘f'
) 4;‘? L { ha tead Screen [Front) 1A%
A S ’
7 _ Verd i
T Radiographic :
Quality Level
Sensitivity o LT
Ramarks:
' T CUSTOMER
INSPECTOR 70’*_—1} .(;JM}*-‘——_L REPAESENTATIVE
Not Lever. (7 pate_z2/ 19/ ¢ DATE
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.
FLOWSERVE
S

DIMZNSIOMAL INSPECTION
RIPCRT

5.0. NUMEE? Tz
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h

Dk
ESAT NO.: AY- 54723
SRL, MNO.: .
PO-215%5 rfo swT A
| 7%5-3&-. founs 3-89
LN
y LY A
7 ? '
4
/S\ [
/\ HiH wALL AT :/.35
R
YEON
¥ N
 / (”
Vi

HMETHOO OF HEASURERSMT

BSMENSEONS CHECKED RBY

CUSTOHER Q.C. REP.

L —_ .Ema\:fu Asﬂ_*%;a'is
mg‘w%n.‘f M
L u%c‘f?fg, Acruan t - ]
/)'ﬁ-f- (e sagz ¥o.  Gled-22C
-V//Lc/a pATE ~ | [/ X5 ¥
U ( . DATE, Co T

" ASHE COOE INSPECTOR
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REVISIONNO. 30
FLOWSERVE - RALEIGH MS 7218
METHOD SPECIFICATION REVISION, ' 0
FORM: 36-Q-822, REV. 0 : PAGE 10F 2

EXHIBIT I
Evdrostatic Test Data Sheet

Customer: Korea Electric Power Corporation

Customer Specification: 9-521-M243

Edward Valve Order: E11-90028 i
Valve Size 20x16x20 Figure No. B14311 (WCC)BJIMMNDPQTY A'_J_BKQ

Valve Tag No. & —951-V-I2% Heat No. _ §7-155 P.S. No.
Aervaror PS ATZYO
HYDROSTATIC TEST:

1) Shell test:

Gage No.__ 34 b Calibration bate_ /-2{~7¢ Due Date #3059
Valve Internal Pressure: Actual pressure = }375 psig
Required pressure = 3375 psig (minimum}
Test Duration: Actual duration = _ /¢ minutes
Required duration = 10 minutes (minimum)
Leakage: Note areas of leakage: e

Allowable wvisible leakage = NONE

2) Gate test: (downstream)
Gage No. 2 Jb Calibration pate /—2/~3%  pue pate Y+39-7

Valve Internal Pressure: Actual pressure = _247 > psig
Required pressure = 2475 psig (minimum)

Test Duration: Actual duration = _3  minutes
Required duration = 3 minute {minimum)

Leakage: Note areas of leakage: et

Allowable visible leakage = NONE

LY a8




ISSUE DATE_10/22/73
REVISION DATE _7/8/02
REVISION NO.__ 30

SUBSECTION
PAGENO._1 OF 1

15.42

PROCEDURES:

BAGE §  NBME FRED,

QIAl-25 OUTSIDE MO,
HicC
12" -1s"

EY?%@Ai

NSPECTOR __

CALTRRATION RECEGRD
PIOF 36-40-06-14 DATED 07-27-9%4

§01 40-59-14 DATED QB-2S5-9%  211.1

'LOCATION DATE  ROD  DIF NOTED IN .001%  NIST &

FIN PARTS RECEIVED  ISSUED
09-06-94  13-13 0 0o . sl
09-06-95  13-14 0 0 1
09-06-96  15-15 0 0 51
09-06-94  15-16 0 0 3

e 7 - 6- 7




FLOWSERVE
\. »
ISSUE DATE_10/22/73 SUBSECTION__19.43

REVISION DATE_1/15/05  PAGENO._1 OF 1
REVISION NO.__32

F Low'.s E RVE 1900 South Saunders Street ‘ N°. 019
P.O. Bax 1961 ’

- ® Raleigh, North Carolina 27602

I 12/30/04

IZE & FIGURE NO.:

QUALITY PROBLEM
PART NAME: Seats (Non-metalic) CORRECTIVE ACTION PLAN

PART MUMBER: 04105358DEDCATD

HEAT NO.: CMP 392 REJECT TICKET NO.: 1048195 7 104821 RESPONSIBLE DEPT.:  Inspection

PROBLEM (to be completed by QA or responsible Department) D Not Required — Reject Ticket Attached

Parts were inspected by Derek Stephens on 9/30/04. When measured by Todd McKinney and Carmichaet Jones or 12/30/04, the OD and ID

Dimensions were out-of-tolerance.

oL

| (273 fog
RESPONSE DUE BACK January 5, 2005 Department Man i - Date

ROOT CAUSE {to be completed by responsible Department):

Human parfarmance error. Lack of attention to detail.

By: & Date?” zzgiﬂ
ICORRECTIVE ACTION (to be completed by responsible Department):

DereXk has been written up and given a waming relative to his dimensional inspection activity (see attached).

Byiﬁﬁ—_’-g Date:’i?//é?

FREVIEW/TRAIN RESPONSIBLE INDIVIDUAL (If Applicable) )

Z have bean iwsteuctes! Mfowt whis iten.

ek L Stephens % lz/zi/ol,l
Narte of Responsible Individual 4

Signature Ddte

By: f—@ Date!’%f/é o
ICONFIRMATION OF CORRECTIVE A&TlON TAKEN (to be campleted: by QA)

e _sef ool MMM&/XWM

R _pesbotl pdefuind Pives
7

Farm No. 36-A-171 (10/04)
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| —
FLOWSERVE

| ‘gg'
$.0. NO._ 19090 E DDR No._1412

CUSTOMER MAINTENANCE ENGINEERING CUSTOMER P.O. 4GD 03504-00

CUSTOMER SPEC. _ COR-008 PROJECT MOTIVA.HZ LINE REPLACEMENT

VALVE SIZE/FIGURE__10” B4492(CF8C)JRTY PART NAME BELLEVILLE WASHER

E PART NUMBER_ _958370-1903003 DWG. NO./REV. 01-19090-03, Item 14

PART HEAT/SRL. NO. 848328 REJECT TICKET NO. 99014
**'Ir*i'"r********i-**i'i'L'****i—***i*'i'i****************ii************i*******
SPECIFICATION REQUIREMENTS; Material is. 17-7 stainless per COR-008,
Paragraph 2.1. This item is part of the other materials addressed in
Paragraph 3.9. Paragraph 9.1 specifies that the certification include
heat treat details, including temperature and holding times.

*i-**************i-***********i-l-*'lr***-!r***ii**************i**************

DESCRIPTION OF ACTUAL CONDITIONS; The springs are stamped from sheet
that was purchased in the solution annealed condition. After forming,
the spring was austenite conditioned at 1375-1425F, for 1 % hours, and
cooled to room temperature. This was followed by age hardening at
1040-1060F, for 1 % hours.

Since the sheet was purchased in 1991, efforts to obtain the
temperatures and time of the mill solution anrneal have not been
successful.

***********************************"ti’*********'&***********************

JUSTIFICATION & RECOMMENDED DISPOSITION

These details are not a2 normal requirement for this material. The
hardness test results after aging gave the desired results.

The belleville washers are used to keep the load on the pull-up
bolting for the cover. They are external to the valve and should be
cooler than the parts in contact with the process fluid.

FTkdkdkdhddd kb ddeh sk h gk dokddhhdrdd ko hkkokdkk hddk sk ko dddedk ook ook s o d o e e e de e de ok e

EDWARD VOGT VALVE CO. APPROVALS

Borvuerllsy My 21702

ENGINEERING/ORIGINATOR TITLE DATE
hhkkh ke khkkhhk kW k k Rk Rk ko khhkkhhhk ke hdeh kR khk ko k kb hkdhdkk kb dehk ok sk ok
CUSTOMER DISPOSITICN (NOTE: CUSTOMER TO SIGN & RETURN ORIGINAL)

APPROVED

NAME TITLE DATE
DISAPPROVED
OTHER NAME TITLE DATE

form 36-Q-34(1/00)
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N’

MATERIAL SUBSTITUTION ) 28428

T Mare -&acjy bl gasd9020307

TO BE COMPLETED BY INVENTORY PLANNER

PARTNAME__BArcsTo et somemwo, 1 © 20 .3/:; 7 ,?,3 :g:
HEAT/SRL NO éf. 706 | ' ' SIZEJ'FIG NO.
avateasLeen € P|7|'Df,|‘1_‘|:17| - ﬁ |0| —T’?‘?f“ bl l| Dm Siop RMC: 7M3Qly_ AL At

REQUIREDPN P Fﬂl‘q ’| 1 %'{ - lc’loleaﬁ - JLI _Diu. -5’M RMc: 70028 o g Un: Y

Reason and/or Explanration of Substitution: _/)\5 & ﬂﬁ'j—é‘/—’ﬁ l &) }7 AI‘IJJ

INITIATED BY: A%W paTE_ [ —~#1 -O2,

TO BE COMPLETED BY RADIOGRAPHY AND/OR Q.A. ENGINEERING WHEN NDE VERIFICATION REQUIRED

Reports in Compliance with QAP _______ Additional NDE (RT . UT MT PT). Mechanical testing, o recentificntion equired
(Specily Below)* .

VERIFIED BY: RADIOGRAPHY DATE Q.A. ENGINEERING DATE

*Inventory Planner to Request and Attach "D” Rouling for Additional Operation(s) Specificd.
O Applicable - D-Order Not O Mot Applicable

TO BE COMPLETED BY PRODUCT ENGINEERING

CHANGE: INTERCHANGEABILITY: CHANGE REQUIRED:
Temporary — Total ECRMACN ——
Limited B/t Revision JR—

Permancnt

Sales Dwy. Revision

Advise below if you require a copy of this Materia! Substitution

APPROVALS REQUIRED BY QUALITY ASSURANCE AND/OR PRODUCT ENGINEERING DEPARTMENTS

The Above Material Substitition Has Been Verified And:

APPROV] ACCEFTABLE DISAPPROVED (Comments on Back of Farm)

pats_ 4/ /02

DATE SIGNATURE DATE

] DISTRIBUTION: Materials Department {Original - All)

1 . O Product Eagineering Department {when checked by Prod_ Eng, perssnncl)
D Quality Assurance Depanment (Traccable Substitutions Only)

Finished Pants Stoces/DPC/Acetg. (All)

O Route Card PackevPicking List (when applicable)

Form 36-Q-168 (Rev, 194)
5400053
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REVISION DATE _7/8/02
REVISIONNO. 30

SUBSECTION__ 1946
PAGENO. 1 OF 1 _

352
NATIGNAL BOARD NO#

EDWARD VOGT VALVE CC.
CERTIFIED BY

66AGQ
WANUFACTURER'S SERIAL NUMBER

20756800
PRESSURE CLASS

1997 N/A
YEAR BULT CODE CASE

EDWARD VOGT VALVE CO.
CERTIFIED BY

B1AMP
MANUFACTURER'S SERIAL NUVBER

2350€700
PRESSURE CLASS

1998

NAMEPLATE FOR VALVE NOT REGISTERED WITH NATIONAL BOARD



ISSUE DATE_10/22/73 SUBSECTION__19.47
REVISION DATE_ 7/8/02 PAGENO_1 OF 1
REVISIONNO.__ 30

—— :
FLOWSERVE
d -

Quality Audit Report

ENTRIES TO BE MADE BY THE AUDITCR

MANUAL NUMBER 4
SUBSECTION ® TITLE:

7.1 1<0) Costorrey Supplied ProdeF

-
DEPARTMENT(S)

Nales £ MavkSiy -
3
c2frzgi3for

AUDIT DATES(S)

Findings: & yders g G/M:f Jrshd befow wrmr H:Jf'r.-rc-o. QA‘P’S e o o4[e_ ad Bﬂ"_
heve ewsdona, ""‘[’P‘!'."J meterod racluded. Cusfomes S wpplied MeVeraf Ovdirs
(CSNO':) et ot d-h—([f- a.{"‘lqru_ +Fime oF Hhe andid Kov Fase fles fodiected
:..(f"f‘ﬂ_ G O—Sf&ﬂ-‘k éf), @3 Y\'-zu.‘wooﬂ L] fara, 7.1.2 o Q‘ﬁcIS'O Qﬁ'ﬂcauc_’-

On2IIXBE_ 1857403 ¥ onP3 TR -IF935] -0
X 00731 7/7 - tPeSYan ¥ e 231348 - /Py ~02
ae 73| a8~ sF1l- oy 06 23| 7ZE =TT T e L E YPE CAL
Corrective Action Required D No Yeos . '

Audited by {Name) Q '@ 'Qﬂ-‘u Signature. A- L-Q—A

Lead Auditor m"%——/ Date !‘Z// 7/e]
LRt

ENTRIES TO BE MADE BY STAFF MEMBER
RESPONSIBLE FOR CORRECTIVE ACTION

AT Ar
RESPONSIBLE NAME SIG DATE
STAFF MEMBER I & 3 '-S[\.u.ﬂ} I \)"f :Z,//!,’./ 7 2ES 7S

Cause: PROPER  Communvitarions Hetwel/ln A?Puo&ézéﬂ
ENGINEER AND QonTradr Apminisresror oN
NOTIF1CaT1o0 THAT A FoOrRym WA RERUI)EED
FOR cusTomeprs AcrusroR.

Action Taken: D\&LtﬂSSED PROCEDUR &S Wi rH THE
APPLICHBLE APPLIcATON ENeINEER AND
ConTraecr AvminvisTrsror . Foprs {(conmols)
WERE COoMPLETED As REQUIBRSH BY
E}TARusHeD FRocepuRSS.

Staff Member (Signature) 4 T,_gﬁ,_viﬂanm) AR CIS Date J&-20 -0/

JLLOW-UP
AUDIT

Conlormance Restored; Corrective Actjon Satistactory. A
Audited by {Name) CJ G—' s taf Signature d\. JZQ

Follow-up Audit Date _ £ 3/’-" / of

Audit conducted in compliance with Quality Assurance Manual requirements.

Manager, Q.A. or his .
Designee (Signature) i 59“—“"""?5 2> é Date 7. /%?—{ﬁ

—— e >
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WELDING METHOD SPECIFICATION

~ Ms P1-321N
FLOWSERVE REVISION %

= EFFECTIVE 08711797

S SUPERCEDES _02/28/91

ORIGINAL DATE _11/28/777
PAGE _1_ OF 2

TITLE Croove and Repair Welding of P-1 Materials w/o PWHT

PROCESS GTAW SUPPORTING PORS C-37
DOINT (QW-402) PREHEAT (QW-406)
BACKING (.5 &.11)Integral [MINIMUM (.1) 200 (Note 7) F
or Separate INTERPASS (. 3) 200-600 |3
FOMPOSITION (.5 &.11) :
Carbon Steel ~ POSTWELD HEAT TREATMENT (QW-407)

TEMPERATURE (.1,.2, .3). N/A
5 ? }g = ) MAXIMUM TIME {.2) N/&

GAS {(QW-408)

i : FUNCTION COMPOSITION FLOW RATE
N SHIELD{.2,.3) Argon 30-40
V577 ;o BACKING(.5,.97__ N/A N/B
S s r@! 2 §§§é$§¥$ﬁl’é§§£—-bm TIC (_ﬁf_ﬁog)
1 : C CTERISTICS (QW-
/ {(nlZZZ2) |CORRENT TYPE (.1, .8) Direct
Groove,design, root openingPOLARITY (.1, .8) Straight
% dimensions, when applic- |PULSING CURRENT {.3} N/A
ble, shall be on drawing |WIRE FEED SPEED ({.8) N/A2 (in/min)
{.1,.10)
RASE METAL (QW-403) MaX. HEAT INPUT (.1) N/A {J/in)
(.5, .11, .13} :
P~NO. 1 GROUP NO. 2 ELECTRODE DIA. (.12) 3/32" N/&
to P-NO. 1 GROUP NO. 2 AMP.RANGE (.1,.8) 75-250 (Note 9)
ITHICKNESS RANGE QUALIFIED |VOLT RANGE (.1,.8) 15-30 N/A
(.6, .7, .B, .9, & 407.4) MINIMUM TRAVEL SPEED
3/16-2 (Note 1} INCHES (.1}, {(in/min) N/A N/A
FILLER METALS (QW-404) - i
[RMC 05540 TECENIQUE (QW-410) ’ )
nSME/AWS SPEC(.12)SFA 5.18 |PROCESS TYPE{.25) Manual
CLASS'N (.12 &£.33)ERT0S-6_ |BEAD TECHNIQUE{.1) Stringer
A NO.(.5) _1 F NO.{.d4)}_6 {NOZZLE SIZE (.3) 1/2"
SIZES (.3) INITIAL/INTERPASS CLEANING (.3)
1/16, 1/8, & 3/16 " Wire Brush or Grind
FILLER METAL (.14)_ Yes BACK GOUGING METHOD(.6) Grind
CONS.INS. {.22) None OSCILLATION{.7) WIDTH N/A "

MaY BEAD THICKNESS 1/8 " |FREQUENCY N/A sec DWELL N/A . sec
pMAX WELD THICK (.32&.33) TORCH TO WORK DISTANCE(.8) 1/8 max "
2 inches {Note 1) VAC. ATMOSPHERE (.11} None
POSITIONS (QW-405) MULTIPLE/SINGLE ELECTRODE(.lO)Single
OUALIFIED (.1) ALl {Note2) |[ELECTRODE SPACING {.15) N/A
VERT.PROG(.2,.3) No uphill |PEENING {.286) Not Permitted

FORM# 36~Q-573(1/18/90) . Jop—

TR A
SN E
5004y i‘ Y
io8 o dxod e

P.O. Box 1961, Raleigh, N.C. 27602 » 1900 South Sounders Strest, Raleigh, N.C. 27603 » $19-832-0525
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REVISION DATE 7/8/02 PAGENO._2 OF 2

REVISIONNO.___30

WELDING METHOD SPECIFICATION

MS _ P1-321N
REV___5
PAGE_Z OF 2

NOTES:

1) Maximum repair weld thickness per ASME IIJ, without PWHT,
shall be 3/4" for base materials over 1 1/2". Thinner
materials have no limits with the imposed preheat.
Minimum depth of repair welds is unlimited per ASME

Section TIIX.

2) Machining, grinding, or air-arc gouging shall be used for
defect removal.

3) This procedure is qualified for welding in 211 positions.
Each welder must be qualified for each position used
except that vertical uphill shall not be used.

4) The areas to be welded shall be free of rust, scale, oil,
grease, moisture, and other foreign materials that nay be
detrimental to the weld integrity.

5) The weld-arc-pocl requires protection from drafts that

would blow the shield gas from the arc.

6) Good welding technique should be used to ensure that the
tungsten electrode does not contact the weld pool.

7) Preheat and interpass shall be measured not more than one
inch from the area to be welded, using a lead free

tempilstick.

8) Rmperage adjusted by foot pedal accelerator.

9} Edward Valves Incorporated procedures may be supported
by earlier qualification records and other procedures
previously developed when the company ownership and name
was Rockwell International.

Ot L 1Y

5

: Ls
=Y

o

—

;

PREPARED BY: ﬁ/ﬂ 0 (A %‘?/7/97

B.E. Carothers, Manager
Metallurgical Process Control

APPROVED BY:

ON WA

R.A., Bandukwala, Vice-President
Quality Assurance
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SUBSECTION__19.49

—
FLOWSERVE
i S

ACCUMULATION OF POST WELD STRESS
RELIEF TIME

A

i i

; L

=N AR Ay
T
}

} I
ioE
ACCUMULATED STRESS RELIEF RECORD
SALES ORDER / LINE ITEM No. __/O[73 :/ ol
PART NAME O HEAT & SERIAL No. K B275-14
VENDOR’ S MAXIMUM REPAIR DEPTH /A
_MAXIMUM REPAIR DEPTH __ ACCUMULATEDR HOQURS
ED  ACTUAL ___TOTAL .
7216 o 53 v
7L . A" 2 5

o fn o o o
Dl Il A b M

COMMENTS :

Form #36~0-301 (Rev. 8/90)

P.O. Box 1961, Raelgh, N.C. 27502 + 1900 South Saundars Street, Ralelgh, N.C. 27603 » 919-832-0525
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WUCLEAR BESIGN COMTROL CHEEYDIST FOR IN) YSLYE MROER:

. st/ steme_S603-Sbl- S~ SéL $.0.0 38 -/3536  U_n/
$.0. RECEIVED Br: &Tra DATE: ﬂ'gz[fo 5.0, ASSISHEQ Fd: L R DATE: 2/7 2fzs
FAdSUST SENIEN demmagyn PROJECT deaindoa

[. PROJECT EMGIREER

2.1 ARE COPLES OF ALL SOC AEFERENCED QOCUMENTS INCLUDED IN THE “SW™MACR:GE Drra a
2.3 A3 AN ORANGE CUOED EXGINEZRING FULDER BEEX €STASLISHED? ‘ A , Duraa

3.3.0 HAS THE CERTIFIED QESIGN SPECIFICATION BSEN REVIEWED AMD THE COVER PASE SISNED AKD 0ATED? CDHA &
3.6.1  HAS THE QAP INPUT BEEN FORWARDED TQ THE GA PLANNER IN ¥RITING? ' Iy
3.4 S0ES LOCFR2L ANOJCR LOCFRIO APPLY AHD {F SO, WAVE ALL APPLICAGLE PARTS BEEM IDENTIFIED IN THE QAP [NPUT? @m A

5.5 5 A NEW FORMAL DESEGN VER(FICATION REQUIRED, & IF 50, WAS THE DESIGM VERIFICATION CHECKLIST BEZ ATTACHED? vk a
3.4 IF FORMAL QESIGN VERIFICATION IS MOT REOVIRED, KAS THIS SETH INDICATED OR THE ORDER AEVIEW FORN? (SINIBIT 1¥11L) r@a
5.7 15 A CERTIFIED DESIGN REPORT REQUIRED? Clz=s 2 Valve — Ab cedt Gedn rz&--'r‘-Q Tafidm
S.7.1  HAS THE REPORT BEEN PREPARED & CECXED UNDER THE DIRECTION OF, & SEALED 87, & RESISTEZED PROFESSIONAL EHGINEZR? b

3.9 DEES THE DESIGK REPORT REFERENCE THE CERTIFISD BESfGN SPECIFECATION, 8/ AMD LAYCUT ANO THEIR RESPECTIVE
REVISTON LEVELS? HAS A RECONCILIATION FORK BEEM ATTACHED T THE FELE CUPY OF THE REPORT? Qi a

3.%.1  DOES THE OESIGN REPOAT REFEREMCE THE APPLICABLE SALES ORAMING Q. & REVISION? I[F KOT, DO0ES THE SALES ORAMING
REFEATHCE THE DESIGN REPURT NUNBER AND REVISION? DA &

5.7.1  RAS THE YICE PRESIDENT, A APPROVED THE PAGES CONCERNING NATERIAL VERIFICATION {VALVES LARGER THAM S{IE 4 ONLY}F T@

5.7.2  HAS THE DESIGN REPORT DESN SUBMTTED TO THE CUSTOMER ALOMG MITH & REVIEN CZRTIFICATION FORN? Fuaa
3.0.2  HAS THE REVIEW CERTIFICATION FUAA BEEN AETURNED BY IHE CUSTUMER AND PROPESLY FILED? Ve TT» ]
$.2 IS AN UNCERTIFIED OESIGH AEPORT REGUIRED? IF SO, HAS [T BEEN COMPLETED? A &

3.8.1 IS SUBHITTAL REQUIRED? 1IF 50, HAS THE REPORT BEEN SUSAITTED IO IWE CUSICHER ALONG WETH A REVIEW €537, FaRM? @(Iﬁ A

5.9.1 KAS THE REYIEN CERTIFICATIGN FORM BEEM RETURNED BY THE CUSTOMER AKD PROPERLY FILED? @lh’l A
$.12 15 NGA-L DESIEI{ VERIFICATICH REQUIRED? IF YES, HAS THE NOA-L YERIFICATION CHECXLIST BESN ATTACKED? 1 m [
3.13  (00€S THE OROER REQUIRE -I'NTERHCE WITH A DESIGH OREAMITATION QUTSIDE THE RALE[GH BUSINESS UNIT?

[F YES, HAS THE OESIGN INTERFACE CHECXLIST BEEN ATTACHED? ‘@ﬁ
3.8 HAS THE GaP BEEN APPROVED 8Y IWE ASSIGNEC PROJECT ENGMEER OR THE .PRIOUCT DESIEN MAMAGER? @NM A
8.3 RAYE REYISIOAS T DESIGN LAYOUTS, DRAMINGS &HD B/NS BEEY MADE [M ACCOROANCE WITH 2[0P 18-T0-022 @lh\ A

4,3.1  HAVE ALL ECH REVISIONS BECH RECONCILED ¥IIH THE DESISN REPGRT AND PROPEALY EXTERED OF [ME AECCKCILIATION FORA? ‘l@i
4.3 HAVE REVISIONS TQ OTHER OESTGN NOCUMEMTS BEEN MAOE IX ACCORTAMCE ¥ITH 01 73-107 14

8.6 HAYE REVISIONS TQ ZAP'S SEEN NADE I4 ACCOROANCE NITH PIOP J3-70-0e? OLY

cnreeren im0 Roode mre:_&refas

MgE | of 2
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REVISIONNO.__ 30

WOLEHR OESIGK CONTROL CHECTLIST FOR_IN) ALY 020635
s.0. 1_£~2C-73536C it ar.

[I. PRAOUCT ENSINEZRENS SUPERVISOR

42,2 ¥AS TKE LATEST REVISION OF THE QAP USED [0 WA(TE THE d/n? CLL
4.3 HAS THE B/ BETM PROPERLY CHECXED. AKD APPAQVED 3T THE PRODUCT ENGINEEAING SUPERVISOR, THE ASSIGNED PROJECT
ENGINEER AND THE VICE PRESIDENT, 0A? (hian
310 KAVE THE SALES DRANINGE JEEN FRIPEALY CHECKED, AKQ APPAGYED BY THE PROJECT ENGINEERING SUPEAVISCR, .
ASSIGKED PROJECT ENOINEER, PROCUCT DESTER MANAGER, VICE PRESIOENT, EXSINEZALNG AND VICE PAESLDENT, GA7 (D 4
%10 HAVE ALL REQUIRED DETAIL ORAVINGS EEN PROPERLY CHECKED, AND APPROVED BY THE PRODUCT EXGINEERING SUPEAVISOR,
ASSIGHED PROJECT ENGINEER AND THE PRUSUCT OESTGN MANASER? (Tnia a
8.3 HAVE REVISIONS 10 DETAIL DRAWINGS SEEX MADG PER PIOP 3470007 T
B3 KAVE MNY ECK'S REGUIRED REVISTONS TU SALES JRAMINSS, AND IF 50, MAVE TWE SALES ORAWLYSS DEEN REVISED AND
REVISIONS APPROVED BY THE [NDIVIOUALS LISTED [N .10, ABOVE? s a
8.3.2  HAVE REVISIONS TO SALES DAAWINGS BEEN RESUBHITTED T0 THE CUSTONER USING A SALES ORAWING CKANGE NOTICE? (D a
9.4 HAVE REVISIONS TO B/K'S BECN MADE 1N ACCIROANCE NITH PIOP 34-TO—02 AMD 34-70-847 TNra &
CONPLETED BY: &0, Slay oare:_ g 45
RETERTION AND DISPOSITION OF ENGINESR{NE QOCUNENTS
$RO0UCT ENSINEERING SUPERYISCR
9.3 HAS THE AETENTION ANO DISPOSITION OF ENGIMEERING SALES OSOER FILES BEEN MADE [N ACCOROANCE NLTH SUI 70-127 Y W]
9.2 HAS THE RETENFTON ANU DISPOSITION OF SALES ANO DETAIL DRAMINGS BESM MAOE IN ACCORGANCE W(TH SOI 70-0p & 70-072 | ¥ WA
9.1 HAS THE RETEMTION AND DISPOSITION OF B/A'S HEEN MAOE IN ACCOROAMCE WIFK SO1 70-977 ST
coreerzd bv: e ))Shaa e af={50
PROJECT ENSINEER
HAVE ALL REQUIRED CHECKLISTS DEEN ATTACHED T THE OROER FOLCER AND COMPLETER? Eliaa
9.0 HAYE THE DESIGH ENGINETRING QOCUNENTS SEEH FILES PER THE REQU(NENSNTS OF SOI 70-107 o &)Y
HAYE CORRECT RETENTION AND MSPOSAL LASELS BEEN FLACED N EACH DESiSH EMGINEERING DOCUREHT FILE? 1 05
coreeetes oy (00, L. Bougden wes___el3fea
PACCUCT DESIGX MANAGER
1.3 WAVE ARRANGENENTS BEZM RADE FOR TRANSFER OF ENGINEERING RECORDS Td THE PLANT VAULT [N ACCOROANCE ¥[TH

P10P°§ 35-30-03, Ja-30-0& & 3J&-d¢-147

XA A
KAVE ALL REAUIRED CHECXLESTS 22N ATTACHED T9 THE QROER FOLDER? “ Y P l ‘ A LIRS

HAYE ALL CHECKLISTS WEEN PROPEALY COMPLETED, IXITIACED AND DATED?

CORPLETED 273 hATE:

AR A

PREE 20t 2
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‘UCL;‘R BES[SH YERTELCATTON CONTROL CHECKLIST
st =335k oot

TYPICAL

PRODUCT QESIGN MANAGER
5.4, WAS AR ACAINISCRATCR OF FHE 2ESIGM REVIEN BOAR0 BEEN ASSISKED WD 1S AN ENSINEER OTAER THAM THE GNE NMD

CORCEIVES THE CRISINAL DESTEN? TR &
5.8, HAVE THE MNUTES OF THE 7R3 NEETENS BEEN REVIEXED AND ACTION ASSISMEMTS MRCE? C Dusa b
5.4, HAVE SUSSEOUENT NESTINGS SEZN HELD 10 RESOLVE ALL ACTICH ITERS? Y A
§.4.1 WERE THE VICE PRESTOENY, 0A, PROCUCT ENGIKEERING SUPERVISOR AND-VICE PRESIJENT, OPEAATIONS OF THEIR JESISNEES | .

PRESENT FOR ALL MEETINGS? ' G)un A

CONPLETED BY: £ TG DATE: dtjfrs' y
PROJECT ENGINEER

4,4,5 HARS THE DESIGN LAYOUT BEEX S(GNEQD §Y THE QRIGINATAR, mE PROOUCT ENSINEE.!“‘!Q SUPERVISOR, THE RESPQMSIALE PREJECT]

ENGINEER, THE PRODUCT OESIGH NANASEZ, THE VICE SRESIVENT, PRODUCT ENGINEZRING AKD THE VICE PRESIDENT, 037 LT 4
5.2 ARE BODY MIN, NALL CALCULATIONS IN PLACE FUR ACL VALVES? D 4
8.0 ARE STRESS AMALYSES UF ALL PRESSURE RETALKING PARTS N PLACE FOR VALVES LARGER THAX STIE 47 rada
4,20 15 A STEM STRESS ANALYSIS [N PLALE FOR ALL CLASS [ VALVES LARSZR IHa §12€ 42 TN
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