August 21, 2000

MEMORANDUM TO: File

FROM: Thomas W. Alexion, Project Managek, Section 1
Project Directorate IV & Decommissioning
Division of Licensing Project Management

SUBJECT: ARKANSAS NUCLEAR ONE, UNIT 2 RE: PROPOSED LICENSE
AMENDMENT ON SETPOINT CHANGES AND RELATED ITEMS FOR
THE REPLACEMENT STEAM GENERATORS (TAC NO. MA7299)

The U. S. Nuclear Regulatory Commission (NRC) staff has had discussions with Entergy
Operations, Inc., the licensee, regarding repair plans for twelve (12) pressurizer heater sleeves
that had exhibited signs of leakage. In order to facilitate these discussions, the licensee has
provided the NRC with a handout facsimile used as an aid in describing their repair plan. This
handout is provided as an attachment. This information was not used in rendering any
regulatory decisions.

The purpose of this memorandum is to place the attachment in the Public Document Room.
Docket No. 50-368

Attachment: As stated
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Code Weld Repair of Pressurizer Heater Penetration

Strainty ofx:pnnng uprmmvmdmplmﬂnANO-ZHm

cement meets all ASME NI/XI Code requirements. The repair is made under
rules of TWA-4000 and the welding specifically meets IWA-4500 1992

he balence of this paper will outline an artificial sequence for ASME IIf Code
nstructicn which will demonstrate the equivalency of the actual construction to Code
mlea I9Edmonw1ﬂbemedforthepmphre&mnmhnd\e&dadauwould
ripact on the conclusions for at least 1986 to present.

As shown in Figure 1 the repair consists of partially removing the existing hester aleeve
: gumthadmmyhatzrweldadtomeom&ofmew The end
configurstion meets the requirements of NB-3300 and specificelly is intended to be a
mgnry attachment to a Cless { pressure vesset. Figure 2 shows the dummy sleeve
: maseordnnccmthNB-ZOOO)mwdmdmdﬂmhwnhﬂwODof

Figure 3 illustrates performing a weld build-up on the end of the nozzle. Note this is an

artificial step but this could have been performed in accordance with NB-4130 “Repair of

Material” [the volumetric requirernent of NB-2539.4 (Radiogrephy) is not performed et
a:amnanonmwcotdmewuhIWA-4530 N’B-ZSOOhunospaﬁc

adjdcent 1o the nozzie which has dimensjons sufficient to meet the pertial
ratiog weld requirements of NB-3352.4 and Figure NB-4244(d)-1 (a). The
ratiog and repair geometry also meet the reinforcement requirements of NB-3300.

exeepttor swpan\nredformmedmeNDE Aummepadadsﬂesulanm
of a partial peaetration weld in accordance with NB-5260 (dye

It is therefbre concluded that the repair meets all of the applicable requirements of
Section IIT and X1.
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The hole ukm the reinforcement requirements of NB 3330, Install Plug flush with
vessel.
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FIGURE 2
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FIGURE S
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