June 25, 2005 06-30-05P02:00 RCYD
“New Acquired information pertaining to The Bethlehem Steel Site Profile”

Mr. Larry J. Elliott, MSPH CIH

National Institute for Occupational Safety & Health
Robert A. Taft Laboratories

4676 Columbia Parkway

Cincinnati, OH 45226-1998

Re:Rolling Procedures

Dear Mr. Larry J. Elliott:

Some alarming information has come to the attention of the members of the
Bethlehem Steel Action Group Committee, conceming rolling procedures and
Working conditions that we feel should be forwarded to the appropriate individuals:

1) At the Livermore California meeting held 12/14/05 S.C. & A presented
Evidence to N.I.O.S.H., including a schematic drawing labeled Bethlehem
Steel Site Profile showing a “rolling procedure”. This information was
accepted by N.I.LO.S .H., and never disputed after further review of this
material we find that this Not a drawing of the Bar Mill, but that of the
Bethlehem Strip Mill! Why is this important?

2) The Bar Mill has a completely different layout and an entirely different
purpose. A “Strip Mill” rolls slabs of iron, while a “Bar Mill” rolls rods
of iron. Also, we have reason to believe that the Bar Mill at the “Simond
Saw Steel Plant”, which was used as a model for the Bethlehem Plant, has
a completely different size and layout. The rolling process at Bethlehem
was inquired, roughly the size of 1 /2 football fields long and between
60-70 ft. wide the Bar Mill was huge. Not taken in account was the massive
cooling bed, a large area underneath the rolling mill 10-12 ft. deep 60-70 ft.
wide with over 200+ electric motors and miles of wire, and mechanical parts
where these hot “uranium” rods were cooled. Cleaning in this area was done
with a non-HEPA equipped vacuum cleaners and pressurized air hoses which
“blew” the radioactive dust back through an “un-ventilated™area to be re-breathed
by the unknowing workers, no air samples were ever recorded. These missed
contaminated area samples are “never able” to be replaced or duplicated.



3) At the Mallinckrodt Plant meeting in St. Louis, MO., February of 2005, this same
inaccurate information was forwarded to the President’s Advisory Board and to
N.I.O.S.H. and placed on the formal record. If it wasn’t bad enough to a
Bethlehem Site profile was done with information using “Strip Mill” data for a
“Bar Mill” data, which had (2) entirely different functions and the (2) processes
are not related, that we discover all the missed cooling bed data, which is unique
to the Bethlehem Steel Site and was never addressed at all for its high potential
contribution to radiation exposure. Bethlehem Steel at that time had no parallel
in the world (not even close)there are no comparables to this site. Our committee
has also uncovered more documents (experimental) types of procedures did exist
at the Bethlehem Steel that are not accounted for in our TBD.

*HW-2484-9 dated June 27, 1952 shows that Bethlehem Steel was also used as

an “Experimental Facility” where workers were exposed to additional radioactive
materials other than the “normal” rolling and procedures which produced
unknown and “un-recorded” effects on the workers. Also, document

*HW-2234-7 shows abnormal blistering of the “uranium rods” which shows the
instability of the materials. Also, there were no contamination surveys ever
recorded in this basement area, 28,000 sq. ft. This area was open to a processing
procedure handling 1100 degree uranium rods. From which debris, scaling, dust
would fall into this area and sometimes burn.

4) These areas and procedures are vital components to perform an accurate dose
reconstruction. Since there is no way this exposure can be modeled at Simmonds
Saw, it represents exposure for which no records exist and for which there is no
demonstrable means to estimate it.

5) We at Bethlehem Steel Action Group want on the “Record” that we find

N.I.LO.S.H.’s oversight in these numerous cases of total in-accurate, unforgivable
and flawed information lead us to total injustice to the effected workers.

As a committee and concerned Americans we are looking forward to receiving a
response to these troubling events!

Sincerely,

CELL T,

Bethlehem Steel Action Group

Affidavits enclosed (2)



AFFIDAVIT

STATE OF NEW YORK)
COUNTY OF ERIE )) 5
being duly swommn, deposes and says:
1. Ireside at
2. I worked on and around the cooling bed inspector for many years.

Twenty (20) years as a cooling bed inspector in excess of 200 hours and later

as a metallurgical department supervisor.

3. The following is description of the cooling bed, its size and operation:

The bed was 400’ long. It was about 40 to 50 feet wide. It was built
above a cellar that was aboutg/10 feet decp. The bed had two sides. North and South
with a cat walk rumning down the middle. The motors gear boxes, conduit and drive
shafts, that made the bed work were located in the cellar beneath the bed. They were
positioned on the top of the concrete columns or piers that varied in height from
approximately ;{:,0 i;:&;u;ere about 24/36 inches overall width, some latger, There were
many of these columns. 175 to 200 maybe more. From the cat walk you could see into
the cellar and observe the dt motors, and shafts that operate the bed.

When a finished bar of steel left the last 6 finishing stand on the mill it
headed to the rolling bed. They were carried there by 8/10 inchD'?t;ns attached to direct
drive electric motors spaced about every 36 inches apart. One bar to the north side the
next bar diverted to the south side.

The apron would then raise the moving bar above. The drive mll?; It)he

bar would slide 10 to 15 feet to a stop and get pushed off by pusher arms causing the bar
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to drop 10 to ¥ inches on a channel where the cooling bed racks would then carry the

hot bars to the roller line going to the shears.

This was a good design but problems did occur. Sometimes a drive motor
would die of age, lack of lubrication ord m gamage or a roll would get out of balance
and start to wobble. The bar passing over these dead or wobbling rolls would scrape the
dead rolls and if you looked close you could see the sparks at contact points.

The Mill did not deem this a serious problem and it usually was not
repaired till the next down turn and it could go a few weeks before being repaired. There
always seemed to be 2 or 3 dead rolls, sometimes many.

The cooling bed racks would periodically get out of alignment causing
excessive abrasion and scraping the surface of the bars traveling across the bed.

The Mill rolled both alloy and carbon steels. They both have coatings of
scale, some were hard that would chip and flake off and others were light and flaky and
would crumble into a blizzard of dust into the cellar below.

Clean up crews with push brooms, shovels and wheelbarrows periodically
removed this buildup of metal particles and steel dust but they could not reach the build-
up on the top of the motors, boxes and picrs and conduit because of the height, limited
space and configuration.

This means that particles of metal and scale that were deposited on the
first day the Mill rolled in 1947 were still there on the last day it rolled in the late

scventies (70’s) .
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It goes without saying that particles of uranium were deposited in these
areas in a similar fashion so they were close enough to be deadly and yet far enough
away s0 they could not be removed.

I believe that the mechanical and electrical repair crews, clean up crews,
inspectors that worked on the cat walks and others that worked in this pitiswa radioactive
environment, what ever the time in months or years, that oonm‘butedene of meny forms
of cancer should be compensated.

5. That he has read this Affidavit and swears to the truth of its contents.

STATE OF NEW YORK )
) ss.:
COUNTY OF ERIE )

On this ayJ-d/a% of June, 2005, before me personally appeared
to me personally known and known to me to be the person described in and
who executed the within Affidavit and he duly acknowledged to me that he executed
same.

DIANE M. HALL
Notory Public, State of New York

Qualified in Erie County
fy Conwaission EXDﬁBsJufy 17, 2007
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AFFIDAVIT
STATE OF NEW YORK)
COUNTY OF R
being duly sworn, deposes and says:

I reside at
2, Iworked at the 10" Bar Mill at Bethlehem Steel Mill in Lackawanna,
New York, starting in 1941 through 1983.
3. I am familiar with the complets 10" Rolling Mill procedure and its
location, function and layout including its approximate size.
4 The over all length of this cooling bed was approximately 400 feet long
and the width was approximately 60 feet. Dividing the cooling bed was a cat walk 30
inches wide, the full length of the bed approximately 400 feet.
After the rods left the rollers, they were pushed on to this bed of rollers.
These 1 ' inch rods varied in length approximately 150 feet to 200 feet long. These
cooling bed rollers were off the mill floor about 4 feet. Below this roller bed was an open
area to a basement under this complete rolling bed area. As the rods were moving on
these rollers, sometimes sliding on these rollers the scaling and dust residue would all fall
between the rollers to the pit below. This basement area was about 7 to 8 feet high. This
pit area contained 2feet x 3 foet concrete columns that supported the bed above. Also,
each roller was driven by an electric motor (direct drive). It also contsined miles of
electric conduit. There were at least 200 plus motors to run the rollers above. There
were also larger motors to run the kick off producer. This arca contained hundreds of

areas that could not be reached to clean. No vacuum could possibly fit in that pit area.



JUN-22-2005 WED 02:16 PH FAX NO.

Men had to use shovels and brooms to just remove some of the scale and dust. At times

the dust back through the rollers where the heat would then carry the dust back up
through the rollers into the mill.

When these drive motors would break down or bumn out the different
maintenance trades would have to go in this pit area and replace or repair them, this was
usually done on a “down shift”, There was also a crew that worked in the pit area daily.
There were many arcas that could not be reached by any means to be cleaned. The rollers
above were lubricated with an automatic grease system. They sometimes over greased
these rollers and the grease would fall in the pit area on the motors, conduit, columns and

floor. There were many fires in this basement arca. Hot debris from above would fall on

on an occasional basis.

1 also witnessed the uranium rods being lifted from the salt and lead bath,
read hot and dripping all over the salt bath and on to the floor. This also was not cleaned
up.

I never saw anyone check the pit arca for any radiation, the times I saw
them monitoring, they were not close to the uranium arcas where the men were working.

5. That he has read this Affidavit and swears to the truth of its contents.

P. 05
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STATE OF NEW YORK ; "
COUNTY OF ERIE )

i ed. 2005, before me personally appeared _
Onzufs (lll;yk‘::ig«l:ln:;:dkmwntomctobctbeperaondwcat-:"l:cdmlrt::d;1
who exocutedntlhom Affidavit and he duly acknowledged to me that he exec
same.

Notary Public
DIANNE E, EMERLING

Notary Public, State Of New York
Qualified In Erie Coy

My Commission Expires Julyr%. 20_0_7
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To avaluate the PTessibility of accomplishing the alpha-beta@rensforwation by salt
bath heat treating uranium roia as & suitahle production method. Nine hundred sixty

siluge from these rods vill be canned Ly the established alpha rrocess and 1Pradiated
for evalusation of pile bshavior. :

BASIS AND JUSTIFICATION ®

Ibs uranium to be used in this test wvas obtained from rods, production rolled at :
Sumonds Sav and Stesl Corpany, and bets heat trested in a salt bath st the lackevenns
Mill, Bethlehem Steel Company. (See Descriptive Details). Macroetching and Metals
Comparator tests revealed 100% transformation. Metallographic examinstion and x-rey -
orisntation studies revealed that the grain siss and preferred oflentation, raspec-
Uvely, compared very favorsbly with triple-dip Senned urenium. Regults of alpha

dip craning reste indicated that this uranium cans satisfectofily vith a good sluge

€o-can bend. All 313 Butlding inspection @ests gere paseed githout exoception both
in the bare slug anc canned fotm.

The sdvarages of salt be@h hea® Weatment vere disfussed in Mig228%5 and NMig22770.
Heat treatnent in rod form hes two major advareges ovey hee® ®reatmend in alug §orm.

. The smoune of to he ®od. 1e
bR WS, e A e e oty e

. 2. k dilortion of the slugs csused by beta hest Yreatmer after Sachining
8 nat goour, sinde the rods are heet ¢trested prior to machining.

In this %est approximately 1,000 slugs will be critically ezamined before and after
ifradiation to determine chanjes in alug dimensions brought about by plle exposure.
In & latar produ-~tion tsat & large mmber of slugs will be irradiated to obtain

a comparison of the rupture rate of this material yith the rupture rate of present
triple-dip cacned, alpha rolled material.

SIS

Camning .:{; J:nl 1952 3::!.’!!! £208
& ® ugust, 52

hu-gion ] Lm:niuuly % months

AMoss - §R and/o® H

9
L5
Sost 8040 - WXX-222-57) ®
o Rosctavi®y - Noswal
Elevado$ ?ime - Appwoximately 1/2 houl pew tu®e on each @levale$ PP spaeigh
Pick-up of metal at dischawge; Tdhal - §5 houds.

May cause appPoximmtely 320 M{D loss in production if chafige atd

discharge operations camnot be peliformed du#ing minimum
shutdown time.

Shutdoyn Time - Discharge 30 tubss - 15 houras.

-
Metal Prepasetion Section - 196 man hours .
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Bods from profuction rolling at Simonds BSev Steel Company Wewe haat »
ted im & salt bath at the Bethlshem Stee capeny plant in Lackavamns,
‘ York. The rods were immersed for 6 to 10 minutes in a special carbonste
salt: bath at T15-7439C and water quenched. Straightening of the frils was done
et the will prior to shipmsnt to Hanford. The hest treatment gas observed by

Bapford personnele
The following types of materisl will be includad im thy tesy:

.2 ®
S8iz hundred thirty-eight. 4e0l0O tp:h 1.356 inch dinwnde & slugs
velfe machined from the beta hesl tpeted and ?111 be lesd dip

canned under %R $208. These canmed slugs vill te mamkec gith TT nu-bu!
ad the tims of fubricetion.

® ®

2. Yapae2
SidRy-utxg ¥.080 f{nch long, 1.396 inch dizmete® slugs wil) be camned and
Sarked with TP mmbers 58 time of fabricetiogy These slugs afe the first,
middle, and lae® slugs from ¥bs tyPe “A" rods, 353 have been Beficed wiih
Ghis desigpation at time of fabficati a

3. Ige s

One hundred seventy-six, 4-inch, triple-dip ceuned, alpha-@olled slugs to
be used as control pileces. These slugs yi'l be merked 1@6 thyouh 176-6.

‘e @25

Five nmdred seventy-sight triple-dip cdno’} slpha-rolled 2w s. Thase
siugs will be marked wvith stafidard production §ata only.

5. Nobgr ofalngs
Total: 1408 aspugs ®

$. Swgds o

MWotity-tvo hot centel zome Tubes gill be loeded iR 4he fo .lowing oBded

:f chargifig: otands@d reap dgmy pottern; 64 testg.leces Macluding 29 Type
DA,3D:yp;AB,n2t§oc,mahmoDolugs to be loaded: DA, DB, DA, DA, DA,
m: DA: DA: DA.; m,' g:: g: g:: CA, CA, CB, CA, CA, CA, CA, DA, DA, DA, DA,

TR Tt b e e p—————

o

R



’age 4 of 6 of DB43T616 ‘.

k- - 24849
° 3\
BERERGE o .
' - ‘,«0‘
Fine hundred eixty slugs 4.010 -4 0.01 -0.01 &m long and 1g356 2 o0.001,

- ted Xodr
- diemeter have deen machined from the 37 befa heat-trea
ltg::ol:: A slug from both ends and the cente» of eadh zod was selected
$® Sgeasformation analysis, by macroetching, and vas messured foy lengthg
Yamote@P, and gratyp.

00 MOPERS OF BODS BAED
349-3 3368+3 3bo0-2
. 3391e8 3369-2 3408-3
@ 335k 337M-1 $402rd
335 %7 y-2
1398 3872-2 L4
3395-2 3372-9 sho2-$
* as3%00 3373-2 Po2-2
® - 55982 e ®873-3 9l05e2
° 336k-1 $396-1 #405-3
3366~ 3398 $:06-1
3366-2 3398-3 3h06e2
$368-1 3309-1 9
® 3368-2 339-2

@ $w limtiity of these siugs vus wmintained and viil be merked on the cannad
lecese All of the slugs vere marked with ths rod éumbes and subjected To
mo@als comparetor Cest to check for cosplete mgal Wansformetiong They
9612 be canned by $he alphs leud dip process, stamped with production §es}
wnbe$, end sudbjected %0 all 313 inspecPion tedls.

Dte hupdfed sevanty-six, h-inch, @Piple dip slugs @L1) Go @erked 3-6 Swough
176-6 and used as cantBol slugs.

¢ Saapion Sgct g

-
®9o @os w1l be @ischarged ag ®ach of The rafl average exposufes:
200 WD/?, 200 MD/T, 300 WD/, 400 WD/, 500 MBD/T; the remainifg tubes
vill be dischafgel at an sverage exposure of 600%/4. All group A and B
slugs will de measured and subjacted to visusl inspe~tion as soom as possible
uftor diechmrge,\ Any abnormal bliatering or distortion gill de considered
sufficient "Jusfification to diacharge all remaining tliﬁOl associated with
this test. y
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but< ond cf rll rods. A1l rods were ali cogled.
g e -
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from the filyuds AEAEME; lLcwovsr, should show !rprovement as fur as unifoify of
rolling practice is co“hcormd. Equipment is being installed at Mallinckdgt of §§<@
heat dillet nolds; it Js bel'e by some in the ABC-ICO that uch of the pooP®e
quality is dus tc billot curface conditions ari.ling from molde which are too ¢

and in lescer part from pouring the uranium at siightly lower tempuratures at
Mallinckrodt than at Hanford.

With regard to the poor rod quality obcorved in Banford lot number 153 is vas
rovorted that originally billet and rods vere stored cn tho ground at ths Leke
Cntario dopot. Thir practico,@hich wng conducive to some corrosion of tho metal,
has been discontinucd; howevor. it is certzin thnt this is the reason for the
nsor Quality dfiperved in this particular 1lot. ®

Anist 27, Bet _Steel Company. Lackawvanne Plant, Buffalo, Buv York

‘™a achrduled rolline ‘on this dcto provided for finish rolling., in a six ntand
continuous mill. of 23 bars which provisusly hed been reduced from 5 diameter by
42" long dillaets to 2.5, 1.91, cnd 1.7 inch diamstor rounds at the Alleghsny-
Ludlum mill at Watervl'ct, Now York. ‘It ccheduls for the August @7 oxperimental
roliing is s wwAwisor in Te¥de I. and - nfirtatery dotnils are expected to bo
fesusd in a Moport foom tue liovw York Oper.tlons Ci'fico. ~ -

® )

This rollinr vas o:tarwed by R. J. Tlthy F G, Circke, and R, B L. Gtanford
the ARC, K. Bob~rt and K. D. llodr.oiy of duicnt, repreconti.tives of Birdnboro
Machins end Foundry Cormany rnd vO tho (:tlujytic Comstructlon Cowpeny, and the
writer. ) t‘) ®

. , rll the r-ds ware n:achin'di, and ground if necuseary, to remove
ncabs, folds. and oihar discont nuitivs in the tars. The surfacos of the bars ‘
wera oxidized in a =ufile f.unace ut JOO°F for 23 minmutes to reduce the attack of
tho molton baths upun ths rotal; Wwover, the surfeces thus produced were not
sufficiontly protoctive to prevent wotting of sc® spots by the molton lead.

W&hﬂ:,}w lbc. of oxide to the
b} inch higR appoarud at M 'BoineW URENS _ . upon _. ‘

vwrinkles were alc. cbacrved adj~cont to the biiaturé. Observed vr.rlation in the
: ‘ the swrfucus fell in the renge .036 - .U96

The obssrved rolling condit‘ons for the scaples sttained fur Honford are s'immarized
in v.ble II. Thcse samplos were so0luctod to repicscnt tho cxtreme temperature
conditions oncountered in both the lend ~nd the salt preheatod bars. In general

it wves observed tlhint the #alt adhored to tho dbars bettor t tho load. The lesser

(.)surfo,co expooed Ly the ealt preheatod bars apperontly roduoco¥ surface oxidation

thus pormitting hicber mill spoeds without ovurheuting of the vor® Dotail
H 8 of
the pass schedules which pr-ve :.ct satisfactory will be made rvailable bi th: NYOO.

.Tﬁ("lhb;d"a!ul cf thy BAy wite "w:ourod, and this c Y i
¢ 4 < . <8 crvatod some pro
rods to enter tio(@iret. roll stand. The rods were driven intg. g?. :g:"i:::tins

sModgy hamger; ccuscquuntly. scin .r tho butt onds wore mushru-~mod and had to be

ki 2 t

drivon throu:h the ontirirg puides. {m.ll Zishtnlls were observed ot the 1o:d and
e

Samples from these rads @:hla II) have Yo:n reccived at Hauford f
2 S or at
surface quolity, micro-stfucture, ~nd orientatisn. The quality of thoaoud:'::lo\{iu

be compared vith that of rods recontly rolloed for Iigford at Simonds.

o o GECLSSIFIED ®



Steel Bars and Billets
for a Host of Uses

Carbon and alloy steel bars are among the major products of the Lackawanna Flant, and the uut-
put from the bar mills ruas in {0 many thousands of tong every onth.
Bars are rofied on madermn. high-speed continuous mills, which usa billeis as ther raw malene
1he billets. roited from steei bioom on diliet mills, have had all surface imperfections remcved,
and are re-heated in fumaces prior to rolling on the Har milis. A certain tonnage of biilets is also
soid directly 1o customers.

The largest singla use for stee! bars rclied at Lackawanna is in making automotve prod
ucts, such: as crankshafts, axies hinges connecting rods. Spark piugs. and numernus otheis. A
substantisl tonnage is used for rolting concrete reinforcing bars for use in the nstion s highways
The sc-called merchant bar sections such a8 rounds. squares, hexagons and flats are used Dy
rmanufacturers in a host of difierent products. Some preformed sechons are also rolied

The 10-mch Dar il (below) is one of the fastest and most up-lo-date mifls 1n the country

8ELOW
Left Surface defects i billats are removed prior 10 further prccessing

Right Representative automofive partsa made from bars rolied 2n the vanous tar mills at
Lackawanna Plant





