WARNI NG LETTER

CERTI FIED MAIL - RETURN RECEI PT REQUESTED

May 20, 1999

M.

John Zur cher

Manager - Pipeline Safety

Col unbi a Gas Transm ssi on Conpany
1700 Maccorkle Ave. SE

Charl eston, W/ 25314

Dear

CPF NO. 39110W

M. Zurcher,

On February 2 and April 7, 1998, a representative of the Public
Utilities Comm ssion of Chio, acting as an agent for interstate

pi pelines for the Central Region, Ofice of Pipeline Safety (OPS),
pursuant to Chapter 601 of 49 United States Code, conducted an

I nspection of your records and pipeline facilities in Sugar G ove,

Chi o.

As a result of the inspection, it appears that you have commtted
probabl e vi ol ati ons, as noted bel ow, of the pipeline safety

regul ations, Title 49, Code of Federal Regul ations, Part 192. The
itens inspected and the probabl e violations are:

1)

§ 192.225 - Wl di ng- Gener al

§ 192.225(a) requires welding nust be perfornmed by a qualified
wel der in accordance with wel ding procedures qualified to produce
wel ds neeting the requirenents of this subpart. The quality of
the test welds used to qualify the procedure shall be determ ned
by destructive testing.

A.  Several Colunbia Gas Transm ssion (CGI) wel di ng procedure
qualification records state tensile strength data that does not
accurately reflect a range of tensile strength as reported in API
5L. The calculated tensile strengths stated in the qualification
record are significantly higher than the APl 5L referenced val ues.
The following Wld Test Records are exanples: GVA-01, GVA-03,
GWA- 05, 01R002, O3R002, O3R005, O03R10, O03R013, 09R003. A review
of the material used in these qualification records should be nade
to determ ne where adm nistrative changes in the qualification
records may be necessary and to determine if new procedure
qualification are required if appropriate materials were not used.

B. Several CGI wel ding procedures conbi ne several essenti al
vari abl e groups into one wel ding procedure. Al though this has



been al | owed, each possi bl e procedure conbinati on nust be
qualified prior to conmbining theminto one procedure to account
for the various essential variables. CGI Wl ding Specification
No. SMAW 09 does not have a welding test record for Goup B
materials welded entirely with APl 1104 G oup 1 electrodes. The
procedure is incorrect and requires revision to reflect this

omi ssi on.

C. The wel ding procedure GVAW 208 states the procedure is for a
branch wal |l thickness greater than .156" and nom nal pipe size of
less that 2 3/8". The weld test record for this procedure (GVA-
07) states the testing was perfornmed on .156" w.t. pipe. The
procedure has not been qualified correctly.

Under 49 United States Code 8 60122, you are subject to a civil penalty
not to exceed $25,000 for each violation for each day the violation
persists up to a nmaxi mrum of $500, 000 for any rel ated series of violat-
ions. W have reviewed the circunstances and supporting docunents

i nvol ved in the above probable violations cited in Nunber 1 and have
deci ded not to assess you a civil penalty. W advise you, however,

t hat should you not correct the circunstances |eading to the violations
we will take enforcenent action when and if the continued viol ations
conme to our attention.

Addi tional ly, pursuant to 49 United States Code § 60118, the

Ofice of Pipeline Safety proposes to issue to you a Conpliance O der
with respect to violation Nunber 1. That proposed conpliance order is
attached to and nade a part of this Notice of Probable Violation.

In addition to this, the inspection reveal ed several areas of concern
that we would like to bring to your attention. They are as foll ows:

1. Several CGI wel ding procedures fail to denonstrate that welds of
sui t abl e nechani cal properties and soundness coul d be nmade. CGI
procedures SVMAW 01, SMAW 03, SMAW 09, SVMAW 11, SMAW 15, SMAW RO1,
SMAW R02, and SMAW 03 gi ve wel ders the choice of electrodes to
weld a particular tensile strength of steel. An E60 series
wel di ng el ectrode used on an X-56 grade pipe, as allowed by your
procedures, can produce a weld wi th nmechanical properties that are
not as strong as the pipe.

2. The review of wel ding procedures indicated that several procedures
did not have data recorded necessary to concl ude the wel ding
procedure was followed in the welding tests. The weld test
records were m ssing pertinent data such as: voltage, anperage,
and travel speed.

3. CGTI' has devel oped new repair nethods that allow partial and thru-
wall repairs. GVAWRO1 and SMAWRO1 are Partial/Thru-wall repair
and Partial wall repair procedures, respectively. Wile these are
understood to be part of a risk managenent project, personne
should not utilize these procedures until the risk managenent deno
has been accepted and approved as a repair nethod .

4. The use of the SMAWRO02 procedure to repair corrosion pitting on
any grade of steel greater than Grade B would be in violation of
the pipeline safety regulations since it permts repair by a
nmet hod other than specified in § 192. 713.



5. Wil e reviewi ng procedures and Wl d Test Records, conflicting
val ues were recorded for Tinme Between Passes.

6. Wel di ng procedure SMAWO06 utilizes 7018 welding rod in the
downhi Il direction. This rod is normally utilized for uphill use
in nost cases.

7. There were no sketches of joint design and wel ding paraneters as
specified by APl 2.3.2.4 - Joint Design.

8. Al'l of CGI"s SMAW procedures list a specific value in inches per
m nute for Travel Speed of the cap pass. The procedures shoul d
list a range of Travel Speed for the cap pass, considering
condi tions found during wel di ng.

If we can answer any questions or be of any assistance, please contact
me or ny staff at (816) 426-2654. Thank you for your staff’s
cooperation during this schedul ed i nspection

Al so, attached to and nade a part of this Notice is a description of
the avail abl e procedures for responding to this Notice. Please note
that if you elect to make a response, you nust do so within 30 days of
recei pt of this Notice or waive your rights under 49 CFR 190.209. No
response or a response whi ch does not contest the allegations in the
Noti ce authorizes the Associate Adm nistrator for Pipeline Safety, OPS
to find the facts to be as alleged herein

and to issue appropriate orders. The 30 day response period may be
extended for good cause shown and submitted within the original 30
days.

Si ncerely,

lvan A. Hunt oon
Director, Central Region
Ofice of Pipeline Safety



PROPOSED COVPLI ANCE ORDER

Pursuant to 49 United States Code § 60118, the Ofice of Pipeline
Saf ety proposes to issue to Colunbia Gas Transm ssion Conpany a

conpl i ance
conpl i ance
operati ons.

1

order incorporating the follow ng requirenents to assure
with the pipeline safety regul ations applicable to its

In regard to ItemMNo. 1 of the Notice pertaining to qualified
wel di ng procedures:

a) Verify the correct tensile value for materials being used

in Wld Test Records and make the appropriate administrative

changes to the Wl d Test Records. Requalify any questionable
Wl d Test Records.

b) The CGI wel di ng procedure SMAW - 09 does not have a
wel ding test record for Goup B naterials welded entirely
with APl 1104 Goup 1 electrodes. Qualify this procedure
before allowi ng any personnel to utilize it again.

c) The CGI wel di ng procedure SMAW - 08 does not have a

wel ding test record that supports the procedure as witten.
Qualify this procedure before allow ng any personnel to
utilize it again.

These itens are to be conpleted within 60 days fol |l ow ng your
recei pt of the Final Oder.

When appropriate actions have been conpleted and records
have been prepared in regard to the above itens in this
Conpl i ance Order, submt the records and notice of conpleted
actions to the Director, Central Region, Ofice of Pipeline
Safety, 1100 Main Street, Suite 1120, Kansas Gty, M ssour
64105.



