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ABSTRACT

This three-volume report contains papers presented at the Twenty-Sixth Water
Reactor Safety Information Meeting held at the Bethesda Marriott Hotel, Bethesda,
Maryland, October 26-28, 1998. The papers are printed in the order of their
presentation in each session and describe progress and results of programs in nuclear
safety research conducted in this country and abroad. Foreign participation in the
meeting included papers presented by researchers from France, Germany, Italy,
Japan, Norway, Russia, Sweden and Switzerland. The titles of the papers and the
names of the authors have been updated and may differ from those that appeared in
the final program of the meeting.
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Abstract
A technique was developed to evaluate the applicability of data from small scale facilities for validation of
codes for analysis of nuclear safety with emphasis on the next generation of reactors The technique first
divides an accident into phases based on the components that come into play as the accident evolves.
Conservation equations, resolved to the component level and their interconnections, are derived for the
active components in each phase. The equations ae then nondimensionalized and reference parameters are
selected such that the dependent variables, other than the system response of interest, are of order 1. Order
of magnitude analysis is then performed for each equation and then between equations, based on the
numerical values of the nondinensional coefficients for each term, with only the large order terms being
retained. The resulting equations then contain terms whose impact on key system responses (e.g., reactor
vessel level) ae ordered in terms of the magnitude of the nondimensional groups multiplying the 0[1]
dependent variables. The reduced set of equations and nondimensional groups are validated with
experimental data where possible. The validation process is meant to demonstrate that the important terms
have been retained and enhance confidence in the system of equations used to capture the main processes
occurring in each phase.

The methodology was demonstrated by evaluating the applicability of small-scale facility data for next
generation reactor SBLOCA. Based on the nondimensional equations, the dominant nondimensional
groups, and hence the dominant physical mechanisms and their dependence on geometric and operational
parameters, were identified for a particular scenario, an AP600 cold leg break, starting from the initiating
event through long term cooling. The important parameters entering the groups included elevation
differences between the reactor vessel and other components, PRHR heat transfer rates, fluid
thermophysical properties, liquid levels in tanks, flow resistances in the CMT lines and IRWST lines,
flow resistance in the pressurizer surge line, and pressurizer drain rate. It was also shown that, after the
beginning of CMT draiing and accumulator injection, the dominant processes do not depend on break size
provided they are small. The dominant processes were dependent on plant geometry and the operation of
engineered safety features, such as the automatic depressurization system. The same transient events wer
evaluated for three experimental facilities and the same nondimensional groups, and hence mechanisms,
were shown to be important It was found that these nondimensional groups covered the range expected in
the AP600, indicating that while there may be some distortions in scaling for a particular facility, between
them, the important phenomena were captured and the small-scale facility data appear applicable for
SBLOCA in the AP600 system.

In more general terms, the methodology appears suitable for assessing scaling of various facilities for other
postulated accidents and for other reactor concepts.

1. Introduction
In this study a method was developed for assessing the applicability of data, obtained in reduced-scale experimental
facilities, to the validation of computer codes used in reactor safety analysis. The method was demonstrated by
application to a small break loss of coolant accident (SBLOCA) for the advanced pressurized water reactor
concept - the AP600.

In this procedure, the SBLOCA transient was divided into several phases based on the process identification and
ranking table (PIRT), in each of which different phenomena or components come in to play. Each phase was
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described in terms of a set of conservation equations resolved down to the relevant component and component
interaction levels. These conservation equations were then nondimensionalized such that all dependent variables
other than the key system response that was to be determined, were of O0l]. The magnitude of the nondimensional
groups multiplying each term involving dependent variables (of O[L1), then gave a measure of the impact of each
term on the system response of interest To ascertain whether the hierarchy of nondimensionalized equations
captured the dominant phenomena in each phase, each equation was checked against experimental data to the extent
feasible.

The result of this process was a set of nondimensional groups for each phase whose magnitudes were a measure of
their effect on a key system response such as reactor vessel mass inventory. These groups involved quantities like
elevation differences, flow resistances of lines, component volumes, and thermophysical properties - all of which
could be obtained from design information for each facility and the AP600. By comparing the dominant groups
between facilities and with the AP600, conclusions were drawn as to whether the AP600 and the various facilities
were in the same region of nondimnensional parameter space from the viewpoint of their response in a SBLOCA.
Variations in the ordering of the magnitudes of these groups and their relative magnitudes were noted. The effects
of these differences in magnitude on key system responses were assessed to determine if distortions in response
would be expected in any of the experimental facilities. Thus the method resulted in an assessment of how well a
facility was scaled vis-&-vis the AP600 for each phase of a SBLOCA, and hence, how applicable the data from a
given facility in a specific phase were to code validation.

The method was demonstrated primarily by assessment of data for one-inch (equivalent) cold leg breaks, though for
some phases, scaling with regard to other break sizes and locations, was also touched on.

Applicability of data from several test facilities has been assessed in the scaling methodology demonstration. For
the AP600, these include the SPES facility (Rigamonti, 1994) in Italy, the Advanced Plant Experiment (APEX)
facility (Westinghouse Electric Company, 1994) at Oregon State University, and the Rig of Safety Assessment
(ROSA) facility (Japan Atomic Energy Research Institute, 1996) at the Japanese Atomic Energy Research Institute
(JAERI). Relative to the AP600, SPES and ROSA are full-height, full-pressure, volume and power scaled
facilities. Scale factors for SPES and ROSA are 1/395 and 1/30.5, respectively, meaning that system fluid
volumes, flow areas, and mass flow rates should be approximately in these ratios relative to AP600. As SPES and
ROSA are full-height and full-pressure facilities, fluid velocities and transit times should be approximately the same
as the AP600. The APEX facility is a reduced pressure, 1/4 height system relative to the AP600. APEX scale
factors are as follows: fluid velocity and transit times scale at 1/2, relative elevation and lengths are scaled at 1/4,
flow areas are scaled at 1/48, core power and mass flows are scaled at 1/96, and fluid volumes are scaled at 1/192.

While the main intent of this paper is to show that the methodology developed captures the effect of various scales
on the system responses of interest, e.g. vessel inventory, an aspect which is also important - a sort of by product
so far as this paper is concerned - is that the facilities assessed are shown to produce data applicable to assessment of
AP600 SBLOCA analysis codes.

2. Outline of system design features
Before outlining the scaling approach and demonstrating its application, it is necessary to outline the features of the
advanced reactor design so the discussion is understandable. The AP600 reactor design is an advanced PWR concept
that relies on a number of passive safety features. The design includes low core volumetric heat generation rates,
low peak-to-average fuel heat flux ratio, reliance on gas pressurization and gravity heads for safety system operation,
and dependence on natural circulation and condensation for safety system performance. All passive safety systems
are an integral part of the reactor containment which incorporates heat exchange facilities for removing core decay
heat from the reactor system and eventually from the containment to the environment

A brief overview ofthe plant will be given here. Figure I shows a sketch of the containment and reactor system.
The AP600 design is a two-loop system consisting of two hot legs and four cold legs. The AP600 contains many
components found in current generation pressurized water reactor designs (e.g, steam generators, pressurizer). A
significant difference relative to current commercial systems is that passive emergency core cooling systems are
included in the design. These systems are automatically activated in the event of loss of coolant from the primary
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system to replenish and maintain the rector system inventory. An "S signal", which can be generated by off-
normal plant operating conditions such as low pressurizer pressure, low cold leg temperature, low steam line
pressure, or high containment pressure, generates a core scram signal, reactor coolant pump trip signal, main
feedwater pump and turbine trip, and also activates many of the passive safety systems.

The passive systems consist of accumulators pressurized with nitrogen gas, core makeup tanks (CMTs) which
contain cold water and are pressure balanced with the primary reactor system, and a large in-contaimment refueling
water storage tank (IRWST) that is pressure balanced with the containment The CMTs are activated (and thus can
start recirculating by natural circulation) by pressurizer or steam generator low level setpoints or by receipt of the S
signal which also activates the IRWST system valves. The bottoms of the CMTs and the IRWST are located at
elevations above the reactor cold legs to provide the head necessary for coolant injection. Although the S signal
activates the IRWST system, flow from the IRWST into the primary can
not commence until the primary pressure decreases below the IRWST hydrostatic head. Once the IRWST tank
inventory has been discharged, the containment liquid level will exceed the elevation of the coolant loops allowing
liquid to be injected back into the primary system via sump valves. Steam in the containment (generated by
flashing of primary coolant) is condensed on the interior walls of the containment, collected, and then returned to
the IRWST. Gravity-driven evaporative cooling external to the containment provides passive containment cooling.

To help ensure the proper functioning ofthe gravity driven passive safety systems, an automatic depressurization
system (ADS) is incorporated into the AP600 design to limit the primary system-to-containment differential
pressure (i.e, depressurize the primary system). The ADS consists of four different stages of valves (ADS-1,
ADS-2, ADS-3, and ADS-4) to provide primary system pressure relief. ADS-1, ADS-2, and ADS-3 are connected
to the top of the pressurizer and discharge through a sparger into the IRWST. The CMT actuation signal activates
the ADS-1,-2,-3 valves. ADS-I fires when the CMT level reaches specified level and the second and third ADS
stages open based on elapsed time from the previous stage opening. ADS-4 valves are connected to the reactor hot
legs and discharge directly to containment ADS-4 valves are triggered by a low CMT level setpoint in conjunction
with an elapsed time from ADS-3 actuation. Core decay heat is rejected to the ERWST via a passive decay heat
removal system (PRHR) which is capable of removing full decay heat and can operate at full system pressure.

Unlike existing operating reactors whose safety systems rely primarily an pump heads for operation, the AP600
design relies on gravity dominated forces for safety system operation. The current research program is focused on
the evaluation of these systems and the processes that influence their operation.

3. The scaling approach
The approach developed involves a multi-step process that builds on the Phenomena Identification and Ranking
Table (PIRT) (Fletcher, 1995; Burtt, 1997) description of the accident scenario. The steps include:
1. Define the phenomenologically distinct phases of the transient iden*ting initiating and ending events, for

example, when the CMT level drops to a specified value (the specified setpoint), ADS-4 is activated and the
"ADS-4 Phase" is initiated. Figure 2 illustrates the phases considered in this study for a SBLOCA. It is
important that the start and ending of each phase be defined in a clear and logical way.

2. Identify subsystems, components, and interactions of importance in each phase.

3. Develop a diagram of the system indicating subsystems, components, and interconnections identified in Step 2.

4. Define the governing equations for each component, in each phase and their interconnections as identified in
Step 3 using a lumped parameter approach to develop integral forms of the conservation of mass, energy, and
momentum equations.

5. Nondimensionalize the equations developed in Step 4.

6. Select reference scales such that the nondimensionalization process leads to the dependent variables, except
those characterizing the key system response in each equation, being -O(1).

7. Order the terms in the nondimensional equations in terms of the magnitude of the nondimensional coefficients
and retain only the dominant terms in each equation clarifying the impact of each remaining term on the system
response of interest.
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8. Evaluate the reduced nondimensional equations using data from experimental facilities to determine their
validity in predicting the system responses of interest

9. Compare the nondimensional groups that dominate the system response of interest, for the AP600 and
experimental facilities, and thereby evaluate the applicability of the experimental data to assessments of AP600
analysis methods.

The results of Steps 4-6 in the methodology provide a set of nondimensionalized equations that are used to predict a
key system response such as vessel mass inventory. This closed set may contain certain requirements for closure
relationships that eventually may be supplied by more detailed analysis since resolution is limited to the component
and interconnection levels. For example, nondimensionalized equations for the IRWST refill phase contain a
nondimensional group involving the pressurizer surge line density. This may not be specified in detail at this
stage, but may be refined if necessary. Characteristics of this top-down equation set which allows the calculation of
a key system response, such as the reactor vessel mass inventory, are:

- All nondimensional variables except the key system response, are approximately O[l], with nondimensional
coefficient groups which then determine the magnitude of each term

- Then groups can be evaluated so that their magnitudes can be compared to identify the dominant terms in each
equation and their impact on the key system response. Based on this comparison, only the dominant groups in
each equation are retained

- The dominant groups for each transient phase for each facility and the reference plant are then compared to help
clarify distortions

Validation increases confidence that the dominant nondimensional groups, and correct reference scales, for each
phase have been identified, that important phenomena have not been excluded, and helps identify the important
closure relationships. After going through this process, if for a given facility, one or more of the dominant groups
for a particular phase are significantly different from the reference plant, then the data for that phase must be
carefully examined for applicability.

The sketch in Figure 3 illustrates the process of validation for each hierarchical level in the system of
nondimensionalized equations resulting from the order of magnitude analysis. In essence for each equation, the
integral of the left hand side of the equation can be plotted against the integral of the right hand side of the
equation. If the result is near the y = x line as indicated on the sketch, then there is reasonable assurance that the
necessary terms have been accounted for in the equation and the retained nondimensional groups capture the main
phenomena. This type of check ultimately should be done for each phase and for each equation in the hierarchy for
that phase. For example, the equations starting with the vessel mass balance, then for the mass in flows and out
flows, then for the head terms governing the flows, and so forth. This process also allows determination of the
order of magnitude of the nondimensionalized dependent variable in each equation and ensures that the reference
scales are selected such that they are -OP1].

4. Scaling methodology demonstration
The methodology was applied to all phases of the transient shown in Figure 2. The ADS-4 blowdown phase and
the IRWST injection phase, are expected to be more complex and a significant test of the methodology as well as
being the phases with the highest priorities from the viewpoint of the system response. To keep this paper to
reasonable length, only the ADS-4 phase is discussed in detail in order to demonstrate the methodology. The same
level of detail was necessary for the IRWST injection phase, and somewhat less for the other phases. In all cases
the process was validated by comparisons with experimental data. It is worth noting at the onset that the key to
successful application of the methodology lies in carefully selecting the reference parameters to scale the dependent
variables O[lJ within a phase.

4.1. ADS-4 blowdown phase

This phase corresponds to the ADS4 Blowdown Phase described in the shown in Figure 2. It is initiated when the
level drops to a specified (low-level) setpoint in the CMTs and ends when IRWST injection commences.
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4.1.1. Step 1: ADS-4, Phase descrption

The CMTs are the active source of coolant for the core and, at the ADS-4 actuation signal, the CMTs will contain
some fraction of their initial inventory.

The pressurizer has a significant liquid inventory due to accumulation of water entraied into it by the blowdown
through ADS-1-3 valves in the previous phase. When the ADS-4 valves open the system depressrization rate
increases, and flow through ADS-1,-2,-3 transitions from choked to friction dominated. Flow through the
pressurizer and ADS-1-3 decreases to a negligible quantity when compared to the ADS-4 flows. The system is
mostly saturated, except perhaps for the liquid in the CMTs. The CMTs deliver this liquid to the vessel
downcomer through the CMT/DVI lines.

4.1.2. Step 2: ADS-4, Idendfication of key components or subsystems

As depicted in Figure 4, the participating components are the CMTs, the vessel, the pressurizer, the ADS-4 Valves,
the CMT injection line, the pressurizer surge line, and the hot legs. There are two steam bubbles in the system: one
in the vessel upper head and one in the steam space of the pressurizer. The upper head bubble is part of a larger
steam space that includes the steam generators, hot legs, etc. but is assumed not to participate in this subphase of
the transient Afer the ADS-1,-2,-3 flow transitions from choked to fiction dominated flow the steam space above
the pressurizer liquid is affected by the level of immersion of the sparger in the IRWST. It is assumned that the
steam space in the pressurizer is at constant pressure related to the head of water above the sparger in the IRWST.
Furthermore, the CMTs and the upper head are at the same pressure as they communicate via the downcomer
bypass, the loops, and PBLs. Other assumptions made include; the accumulators are empty; break flow can be
ignored as the beak area is much less than the ADS-4 area; there is no significant pressurizer draining; there is no
flow between the hot legs and steam generators; and injected CMT fluid does not get to the cold legs since the
downcomer level is beneath the cold leg nozzle elevation.

4.1.3. Step 4: ADS-4, Governng equations
The system of.equations for the configuration shown in Figure 4 were derived from basic conservation laws of
mass, energy, and momentum. The resulting nondimensionalized equations are presented below. Quantities with
an asterisk in these equations denote division by a reference value.

The vessel mass balance is

dVI* = dV,=n C ~ ~ r-rin4 (I)
dt- dte I-~I6~-^S, 1

where the CMT mass flow rate is defined as

mcMf r = nlIsQTr2

and it is assumed that the pressurizer flow is negligible and that there is no flow from the hot legs into the steam
generators (or vice versa) so that the hot leg flow is equal to the ADS-4 flow.

The CMT mass balance in terms of the nondimensionalized CMI level and volmnetric flow rate is given by

!5LM = -II1!%-a>QcM (3)dlt -IQ M~r

The CMT discharge line flow is given by

dQw r t=-nhe vesl ndonraiedb te (4)

wshere L' is the vessel level and is constrained by the DVI nozzle elevation (L;vi) as follows
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L =LV, for LV 2 LDVI

= LD for Lv < L:DV

An energy balance on the lower plenum fluid assuming that the CMT temperature is approximately constant yields
the following expression for the mixing

dzt =_rInd0 (% Q(o-TIP (6)

The variables with asterisks in the above equations are specified as

VI. __VLV=MAS

VI ' t=t;v=VA, ;MAIDS-4
Vo to VO/A 0  MO

Qua= QCar ;r = LOrU ;Y-= AY
Qc>ro Lc3ffrn IYMaro

(T -Ti) = (Tcmr -T)

where the terms with subscript "0" denote reference values.

These equations require additional relationships in order to constitute a closed system. To complete the analysis
from a top-down perspective, the following assumptions were made about the form of these relationships.

As stated above, the ADS-4 flowrate is assumed to be equal to the hot leg flow rate and the ADS-4 discharge is
given by the homogeneous equilibrium model (HEM) (Hall and Czapary, 1980) evaluated at the ADS-4 quality or

m,| = fiiDs = GmN (x^D )A I4 /mo (8)

where the ADS-4 quality is specified by an energy balance across the core

-A - QcDbirPQCp(Tm,-Tp) (9)
pQcmThfz

The nondimensional groups in the above equations are summarized in Table 1.

4.1.4. Step 6: ADS-4, Selection of reference parameters

The reference values, subscripted by "0," were chosen to obtain numerical values of the rl s that can be used to
compare the facilities and their behavior with that of the plant and with each other. Reference parameters are
selected such that the normalized variables in each equation are of 0(1] and the time scale of the system is selected
as the residence time of the mass inventory in the vessel above the bottom of the heated length (e.g. l7-v is taken as
unity). Choosing the coefficient of the vessel mass inventory equation, n7, to define the reference time focuses the
analysis on the dynamic processes that participate in the emptying and filling of the vesseL

Reference parameters were selected for the AP600 and for the experimental facilities. The reference pressure was
taken to be the pressurizer pressure plus the hydrostatic head due to the pressurizer level (assumed to be half full).
The pressurizer pressure is assumed to be atmospheric pressure plus the hydrostatic head due to the sparger
submergence in the IRWST. Also note that the reference CMT flow is defined as

Q -t.0 = o (10)
KW~
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and the reference mass flow rate (&O) is based on the HEM model evaluated using the quality from Equation (8) and
the ADS-4 area (SPES is an exception as discussed below). As mentioned above, setting rH7-v to unity and solving
for to using reference parameter values produces a time scale. Table 2 shows the resulting values for to. Also shown
in this table are the time scales that result from using reference mass flow rates obtained from experimental data to
compute to.

Note that for ROSA and OSU, there is quite good agreement between the external (based on experiment) and
internal (HEM model) values.

In Table 2 multiple values are listed for the SPES experiment This stems from the manner in which the
experiment was conducted. The ADS-4 valves opened approximately 300 s after the specified CMT level set point
for ADS-4 activation was reached. Due to the fact that the ADS-1-3 train in the SPES facility discharges to
atmosphere (rather than to the IRWST sparger as in the other experimental facilities), the ADSI-3 train is assumed
to be a part of ADS-4 blowdown for the purpose of this analysis. Thus it was assumed that the when specified
CMT level was reached, flow out the ADS 1-3 tain is included as part of ADS-4 flow. The experimental data value
for SPES is an average of both flows over the time frame between specified CMT level for ADS-4 opening and the
end of ADS-4 blowdown. The time scales shown in Table 2 appear reasonable in that ROSA is reasonably close to
the plant value and OSU is on the order of half the plant value as expected based on the reduced height scaling for
the APEX facility. The SPES time scales are as expected in light of the fact that the ADS-4 train is oversized by a
factor of approximately 2.5 and the ADSI-3 tain discharges to atmosphere rather than to the IRWST.

4.1.5. Step 7: ADS-4, Order of magnitude analysis

Table 3 lists numerical values for the groups listed in Table 1 using values from Table 2 and reference parameter
values. In this table two values are listed for the SPES facility as appropriate for the different time scales noted
above.

Note from Table 3 that the values of the Mo. and r11 groups are large and with the definition used in
Equation (10), they are numerically equal. Because the values are much larger than the other groups, Equation (4)
can be divided through by l12 making the LHS of the equation much smaller than the RHS. The equation
describing the CMT flow then becomes

Qut[n,81:Cff- n,7i +Ay' 112 (11)

This result indicates that the line inertias are not a dominant factor in the CMT flow determination. Observation of
the remaining 1 values in Table 3 indicates that the experimental facility values tend to bound the values calculated
for the plant and, for the large part, are reasonably close to the plant value. To further illustrate this, Table 4 gives
the ratios of the n groups for the facilities to that of the plant With the exception of the nI2.la, and nl3.. groups
which are of little consequence on the CMT flow rate as noted above, the ratios are reasonably close to unity.

Based on Table 4, the three facilities should do a reasonable job at either individually representing or, as a group,
enveloping AP600 behavior for the ADS 4 phase. The biggest consideration is the time scale for the SPES facility
due to the oversized nature of the ADS-4 valves and the manner in which this particular experiment was conducted.
It is clear fion this analysis that the line resistance of the CMT line is an important parameter, for it defines the rate
and duration of water delivery to the vessel. In general, the groups that influence the vessel mass directly (16 11,,
and nIT, from Equations (I) and (11)) are fairly well preserved in the facilities.

The equations for the CMT and ADS-4 flows can be substituted into the vessel mass balance to provide the
following expression

dV- = to __o) I1[' (L1fr-L: +&Y )] G.At G (12)
dC V.( R. ' G0A) - tV GA

These dimensionless groups were evaluated using reference parameters and the time scales in Table 2. For the
experimental facilities the data values of the time were used. The numerical values of the dimensionless groups are
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summarized in Table 5 with the ratio of ADS-4 flow to CMT flow. The ratio of ADS flow to CMT flow is greater
than I in the full pressure facilities and less than I in OSU. The ratio in ROSA is -30 % large relative to AP600
while in SPES the value is - 220 % larger than in AP600. These differences are consistent with the differences in
the ratios of ADS-4 flow area to vessel volume in the full pressure facilities. The reason for the ratio of ADS4
flow to CMT flow being less than 1 in OSU is less clear. It may be due to the flow in APEX not being choked.
The effect of the differences in the ratios of ADS-4 flow to CMT flow can be expected to affect the amount of vessel
mass loss occunring during ADS-4 blowdown. Based on these values the fuil pressure experimental facilities would
be expected to lose a larger fraction of vessel inventory than the AP600 while OSU would be expected to lose less.
Note that the last row in Table 5 is a ratio of values from the second and first rows.

4.1.6. Step 8: ADS-4, Veriftcation with data

Using the methodology previously described, each of the important equations is verified with data to show that the
equations and nondimensional groups are correct We now proceed to demonstrate this process starting with the
vessel mass inventory balance and then work outward to the flows that influence the vessel inventory. Liquid
inventory in the vessel is the primary consideration as this inventory is the controlling factor for core cooling.

Vessed mass balance

With respect to the vessel (see schematic in Figure 5), Equations (1) and (2) can be combined to get the following
nondimensional mass balance

ri-4 dV.: = rni, fim,,l 13
7 dt' -M ' (13)

where

II tom0  (14)
POV,

and is unity for the time scale used and variables with an asterisk are defined in Equation (7).

Equation (13) can be integrated with respect to the dimensionless time variable to provide an expression for the
vessel dimensionless liquid volume.

J[ "Kit = |m dt -Jtmf dt'. (15)
to to to

or

V' (0 -VI t) -|foiirdt = -|mff dtC (16)

where V,(to) is a constant of integration. Equation (16) can be applied to the experimental data from each facility
to calculate the nondimensional vessel liquid volume change with dimensionless time for the ADS-4 phase. This
equation will balance if the mass inflows and outflows have been correctly accounted for. Furthermore, if
reasonable reference scales have been chosen, the variables will be 0[1] and plotting the LHS of the equation against
the RHS should produce a slope near unity.

Figure 6 shows the result of evaluating Equation (16) with the ROSA, SPES, and OSU experimental data. In this
figure, the ordinate corresponds to the LHS of Equation (16) and the abscissa corresponds to the RHS of the
equation. The integrals were computed over the range -0.8 S t* < 0 where the lower limit corresponds to the start of
ADS-4 blowdown and the upper limit to the start of IRWST injection. The reference line labeled y = x is included
on the figure.

8



The results in Figure 6 indicate that a relatively good mass balance on the vessel has been achieved as the data are
near the y - x line as expected. The figure shows remarkably good agreement given the experimental uncertainty
associated with mass flow measurements. It was expected that the mass balance would likely be within about 10 -
20%/e at best This result suggests that the major sinks and sources of mass have been properly accounted for. Note
that in Figure 6 the two different time scales have been represented for the SPES result.

Figure 7 shows the integrals of the nondimensional mass flows used in Figure 6. In this figure, the integral of the
CMT flow has been plotted against the integral of the ADS-4 flow. The deviation in the data from the y - x line
is, of course, the inventory change in the vessel. This figure illustrates the significance of the CMT inventory in
the overall mass balance on the vessel. Furthermore, the relationship among the facilities is similar in terms of
magnitude and in that the CMT inventory supplies a fairly large fraction of the flow that is exiting the system
through the ADS-4. Note that the significant slope change in the SPES curve is related to the actual opening of the
ADS-4 valves.

This illustrates how the methodology can also lead to insight as to what the important processes impacting key
system response are. The results presented in Figures 6 and 7 show that the process of scaling the experimental data
with the nondimensional residence time of the vessel (117) was successful and that the behavior of the
nondimensional flows in the facilities is reasonably similar. The results shown indicate that a reasonable mass
balance can be effected for each ofthe facilities using the equations developed. Furthermore, it appears that
reasonable reference scales have been determined since, for all the facility data sets, the range of the left hand side of
Equation (16) is between similar limits as is the range of the right hand side of the equation. This result suggests
that a common basis has been developed so that in nondimensional coordinate space, the data collapse.

The reference scales developed in this analysis appear to be reasonable in light of the design of the individual
facilities. For example, the reference time scales for the AP600 plant and for the ROSA facility are approximately
equal as expected. Also, the OSU facility reference time scale is on the order of half the reference time scale for the
AP600 and the ROSA facility. This is reasonable since the design philosophy of the OSU system was to
approximate one-half time scale for the all of important transport processes. The SPES time scale results because
the SPES ADS-4 valve area is oversized by a factor of approximately 2.5. This fact helps to explain the noticeable
effect of the ADS-4 valve opening.

Vessel oaow

We now proceed to examine the flows that influence the vessel mass balance, i.e., the terms appearing on the RHS
of Equation (15). First, we examine the facility measured ADS-4 flow rates in light of the reference scales selected
to show that the scale choices were reasonable and adequate.

A frozen flow assumption can be used to estimate a reference ADS-4 mass flow rate assuming no knowledge of the
ADS-4 discharge quality. This assumption involves computing a critical mass flux by multiplying the vapor sound
speed (Karplus, 1961) and vapor density at the reference pressure conditions. Figure 8 shows a comparison of the
measured integrated ADS-4 mass flux and the integrated mass flux computed with the HEM model for various
qualities using the measured upper head pressure as input for the ROSA experiment. Both the HEM result and the
measured result were divided by the frozen value for normalization.

The results shown in Figure 8 indicate that the integrated normalized ADS-4 mass flux for ROSA AP-CL-03 is
approximately bounded on the high side by the HEM result for quality of 0.3 for a fair portion of the ADS-4
blowdown. By inspection, it is seen that the mass flux based on the frozen flow model approximates the average of
the measured mass flux. For the ROSA experiment, the average measured mass flow was about 1.7 kg/s whereas
the frozen model mass flux of 778 kg:m2-s gives a reference flow of 1.86 kg/s. The information in Figure 8 shows
that the reference flow scale picked using HEM (without knowledge ofthe data) for the ROSA ADS-4 flow is
reasonable as both the time and reference flow scales are of order unity as desired.

Figure 9 shows the SPES experiment data displayed on the same integrated ratio basis as the ROSA data on
Figure S. As shown, the frozen assumption is a reasonable representation of the upper bound of the measured
integrated flow rate until to -0 . when the data become larger. For reference, the average measured total ADS flow
rate (including the ADS1-3 train and the ADS-4 train) was 0.27 kg/s for the SPES experiment Using this average
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value with the combined ADSI-3 and ADS-4 flow area produces an average mass flux of 837 kg/m2-s which is only
about 7% higher than the reference mass flux value used. The measured integrated data in Figure 9 are reasonably
bounded by the HEM 30% quality line indicating that the reference flow scale selected without knowledge of the
data is reasonable.

Figure 10 indicates that the measured ADS-4 mass flux in OSU is considerably higher than predicted using the
frozen flow assumption. This result is the reason that the measured average ADS-4 flow rate was used to establish
the reference flow rate. The results in Figure 10 indicate that the HEM model evaluated at low quality (-0.05)
bounds the measured OSU data and that the friction dominated discharge flow rate can be approximated by HEM
evaluated at low quality as was done above to establish a reference flowrate value.

The data shown in the previous figures indicate that reasonable flow scales have been determined for the ROSA and
SPES facilities since the integrated outflow from the system is in reasonable agreement with the integrated reference
mass flux. As indicated, the HEM model for a quality of 20-30% produces reasonable reference flow values for the
ROSA and SPES experiments. The frozen flow assumption did not work for the OSU experiment as the data
suggest that the ADS-4 flow was not choked. The data indicate the flow contains significant liquid and in this
case, the ADS-4 flowrate is bounded by the HEM model at low (-1- 5%) quality.

Vessel inlow

As shown in Equation (15), the CMT flows along with the hot leg flows influence the vessel mass balance. We
now examine the CMT flows in light of the CMT tank and line equations with the goal of showing that the
equations collapse the experimental data and hence the equations and the n groups in them are correct. We note
from the previous sections that the CMT equations contain H groups that contain line resistance and line inertia
parameters and the reference flow for the CMT along with the system time scale. Based on the order of magnitude
analysis shown previously, the fl2..cmt and rl3-cmt groups are quite large indicating that the transient term on the
left hand side of the CMT line equation can be neglected so that Equation (11) applies.

Using Equations (2) and (11) gives the following

nlh,, = IIl6Q:. V (7

= n,6[n,:cLmr -n 7 L +AY*r (17

Both sides of Equation (17) can be integrated and the resulting equation

Jm,,dt = fn,6 Q (18)

= fn[6 [nlslcmr - n 17L + AY I dt

was used to examine the experimental data. Figures 11 - 13 show the results for the facility data where the integral
of the nondimensional CMT flow rates are plotted versus the RHS of Equation (18). As is shown in these figures,
all of the data are near the y = x line as expected.

Anabtic solutionfor vessel level

An analytic solution for the vessel level equation was developed for the ADS-4 blowdown. Solutions for the vessel
level greater than or equal to the DVI nozzle elevation and the vessel level less than the DVI nozzle are developed.
For the vessel level greater than or equal to the DVI nozzle, the solution is

V1 (tC)-Vla(O)= n-Q T 1 -lt+ 2 H,, O) [Q(O)+ 19 12 + (19)

where
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*119= (ni1 1n5 - n,17n6) for Lv 2 LC. and it is assumed that the nondimensionalized ADS-4 flowrate is 1. Note
that Equation (19) applies mainly to the ROSA experiment because of the relationship between the vessel level and
the DVI elevation.

For the case of the vessel level less than the DVI nozzle, the solution is

V. -V1 (o) = [flMQ ,(0)- xht + 4 t for LV, < LVx (20)

Figure 14 shows a comparison of the experimental data for the one inch cold leg break experiments with
Equations (19) and (20). The nature of the agreement provides additional evidence for the validity of the equations
and scale assumptions.

Analytic solutionfor vessel level during JR WST refl

Following an approach similar to that outlined above for the ADS-4 blowdQwn phase, an analytic solution for the
vessel level equation during the IRWST refill phase was developed. For brevity, details of the development are
omitted here. The vessel level equation can be simplified and solved analytically with asymptotic solutions for the
cases of nondimensional time being large and small. The short time solution is

Vt)=2 Ise. !d!P!; lJ2_asV 3(C)= f2l4 1 f u nmu ~rl d-t ) j -("-m )t (() 21)

which takes on the following coefficients for the experimental facilities.

ROSA: V'(t)-V,(0)=1At3 -0.74t*

SPES: V-(t')-V,(0)=3.9t~-1.32t'

OSU: V,;(t-)-V;'(0)= 1.13tW2 -0.82t .
The solution for large values of t is

v(as))-V. (t ) = [VI (0)-V; (0)]exp[-fljrntl i(2QD,(.)] (22)

which takes on the following coefficients for the experimental facilities.

ROSA: V,(t) = 0.72-0.26e"t '

SPES: V*(t') = 0.70 0-A3eC't
OSU: V" (tW) = 0.72- 0.20eLMC

These solutions are plotted with data from I" CLB experiments in Figures 15, 16, and 17 for the experimental
facilities. The agreement with data is generally good at early and late times. This quality of agreement provides
additional credence for the scaling estimates of the dominant processes for the IRWST refill phase.

A word of caution is in order regarding Equations (21) and (22) and their solutions. A very simple closure model
was used to estimate pressurizer draining rate (flow rate was specified as C(g D.,)m2 where C is a constant). This
simple model does not account for flooding effects, bend effects, etc. in the surge line. While this simple model
produced reasonable results, modeling of the pressurizer drain rate is a topic that should be more thoroughly
investigated using the bottom-up approach since the drain rate has a significant influence on the solutions.

Discussion of reference parameters - selection with and withot data knowledge

If no experimental information is available, reference parameters must be selected in a blind fashion, that is without
benefit of the data. However, if experimental information is available, it can support or confirm reference parameter
selection. In the present case, there is no plant data so reference parameters must be selected without data
knowledge. Since experimental facility data is available, reference parameters can be first selected assuming no data
knowledge for the facilities and then these selections can be examined/confirmed using the data. Such a process
helps to verify that reasonable reference values for the plant have been chosen. Here we summarize observations
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regarding selection of reference parameters both with and without data knowledge referred to hereafter as "with-data"
and "without-data"

For both situations (without-data and with-data) the vessel time scale was determined in the same fashion via the
II group and the same reference vessel volume was chosen by design. For the with-data view, the reference
pressures were chosen based on the measured data. For the without-data view, the reference pressure was chosen to
be the pressurizer steam dome pressure (as determined by the IRWST head and ADS lines connecting the sparger to
the top of the pressurizer) plus the head of liquid in the pressurizer and surge line. The liquid level in the
pressurizer was assumed to be at a position approximately midway between the top of the pressurizer and an
elevation corresponding to the IRWST leveL For the ROSA and SPES experiments, the view without-data resulted
in reference pressures that were somewhat lower (20 - 40 kPa) than those based on the data. For the OSU
experiment, the two views yielded basically the same reference pressure. Part of the minor difference in reference
pressure for the SPES experiment is due to the fact that part of the ADS 1-3 blowdown was considered as ADS-4
blowdown as discussed above. The reference pressure differences had little effect on the resulting selection of
reference saturated liquid densities and temperatures for the facilities.

Reference ADS-4 outflow scales for the experimental facilities (and plant) without-data view were based on the
HEM model as discussed above. The ADS-4 discharge quality was estimated from the core vapor generation rate
and a reference CMT flow rate. This quality estimate was then used with the HEM model to compute a reference
discharge rate. The quality so estimated was of the order of 20-30% for the plant and the ROSA experiment,
approximately 14% for the SPES experiment, and about 7% for the OSU experiment These reference flow rate
scales, in conjunction with the reference volume and density, produced vessel time scales for ADS-4 blowdown
consistent with the duration of the ADS-4 blowdown which was the desired result

Reference ADS-4 outflow for the with-data view was evaluated with application of a simple frozen flow model for
the ROSA and SPES facilities (and the plant) since the actual ADS-4 discharge quality is not known. The ADS-4
discharge was assumed to be saturated steam leaving the system at the vapor sound speed for a quality of unity.
For the OSU experiment the measured average flow was used as the reference ADS-4 flow since the ADS-4 flow
does not appear to be choked and the frozen assumption did not apply. Review of these results and the data
indicated that the reference flow scales selected are reasonably consistent with the HEM model results discussed
above for the without-data view although for the OSU experiment, the without-data procedure results in a reference
flow rate that is slightly low relative to the data (most likely due to a quality estimate that is slightly large). The
resulting effect is a vessel time scale slightly larger than the duration of ADS-4 blowdown in the OSU experiment
A better estimate would be made using a lower quality with the HEM model to estimate a reference ADS-4 scale for
the OSU experiment

From the without-data viewpoint, reference flow values selected using the approach described above produced vessel
time scale estimates that were close to those estimated from the with-data view as might be expected based on the
discussion of the data above. Based on evaluation of the data, both selections were shown to provide reasonable
reference flow scales for the facilities.

Nominal geometric parameters for the plant and facilities such as hardware elevation changes, initial levels, etc. are
used in the without-data approach. It is recognized that situations arise wherein the value of an experiment
parameter may be different than the expected nominal value based on evaluation of experiment results data Tank
levels are an example in that levels may deviate from an expected value for a variety of reasons. Such differences
could impact the results obtained from the with-data approach relative to the without-data approach if this initial
level factors into the computation of a reference flow or a reference length in a dimensionless group. An example is
the SPES experiment delayed ADS-4 activation as discussed above. In general, deviation from nominal values has
not been a significant issue to date.

4.1.7. Conclusionsfor the demonstration

Values of the dimensionless groups resulting from the ADS-4 phase indicate that the facility values bound the plant
values. This result suggests that the plant performance is bounded by the experimental data and that the data are
applicable for code adequacy evaluations.
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5. Summary of methodology demonstration
This section collects together the main results and conclusions for the demonstration, including a brief
recapitulation of the ADS-4 discharge phase for completeness.

Suibcooled depresurization

For the I inch cold leg break, the system mass response during the initial portion of the subcooled blowdown phase
were found to be dominated by the break flow rate. The break volumetric flow is the controlling term for the
depressurization response as the net heat flows in and out ofthe system were nearly balanced. Order of magnitude
analysis showed that effects due to convecting energy out the break and pressurizer heating were each an order of
magnitude smaller than the break volumetric flow. Data from various facilities scaled with a time
nondimensionalized by the break discharge rate and the initial coolant mass in the pressurizer.

Intermediate phase

Following pressurizer draining and reactor scram, the balance of core, steam generator, and PRHR heat flows and
break flow play an important role in the pressure response. The mass loss continues to depend on the break flow.
Based on the values of the nondimensional groups, the same processes control the mass balance in the AP600 and
the experimental facilities for all three subphases of the Intermediate Phase.

During the initial passive cooling phase, mass inventory changes depend on the break flow until the accumulator
draining and CMT draining begin. In this interval the depressurization rate is related to the balance of core and
PRHR heat flows and break volumetric flow. Following the initiation of accumulator injection and CMT draining,
these flows govern the mass balance until ADS flow begins. The low temperatures of these flows determine the
depressurization process primarily by decreasing the average specific volume of the system. From this point on, the
depressurization transient is controlled by the actions of the engineered safety systems. All this can be phrased in
terms of nondimensionalized equations, with nondimnensional coefficients for the Ol] nondimensional variables
that for the experimental facilities, lie in the same range as in the AP600 with some differences. For example,
during this phase the heat in and out flows are distorted in SPES, though the overall effect on the subphase
response does not appear to be significant as far as the ultimate outcome, coolant inventory before ADS-4 opens, is
concerned. Also, the PRHR heat transfer appears to be oversized in the ROSA facility relative to the AP600
whereas it is somewhat undersized in the SPES and OSU facilities. These distortions appeared to have little effect
on the overall transient response, however.

After the ADS-1,-2,-3 flows begin they, in addition to the accumulator and CMT flows, influence the system
coolant inventory and depressurization rate. The ADS influence on the depressurization rate is accentuated by the
discharge being of high quality. In the experimental facilities, essentially these same processes are dominant In
the full pressure facilities, the effect of the cooler accumulator and CMT fluid on depressurization occurred primarily
by mixing with subcooled liquid. In the OSU APEX facility, the effect occurred more by mixing with saturated
fluid. This difference does not appear to have a significant effect on the overall phase outcome.

A preliminary assessment of the presence of accumulator nitrogen in the primary system on the processes occurring
during the intermediate phase was made. The two situations evaluated to provide a comparison included assuming
the primary system vapor volume contained only steam and assuming the vapor space contained nitrogen. Results
of this much simplified estimate indicate that the numeric values of the nondimensional groups for the two cases are
different but the relative rankings for the groups for a given facility are the same. In both cases for all the facilities,
the ADS-1,-2,-3 volumetric flow was the major factor affecting depressurization.

From the analysis of the Intermediate Phase, the conclusion is drawn that the nondinensional pressure and
inventory are relatively independent of break size provided the break is small (<<ADS-1,-2,-3 area). These
nondimensional parameters do depend on accumulator and CMT mass and to a lesser extent on the details of the net
heating from core decay heat and steam generator and PRHR heat transfer. The experimental data tend to support
this conclusion.
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ADS-4 blowdown

During the ADS-4 blowdown the vessel mass inventory is determined by the balance between CMT and ADS-4
flow rates. The CMT head relative to the vessel liquid level, CMT line resistance, and ADS-4 quality are important
parameters during this phase. Temperature of the CMT liquid and mixing in the lower plenum affect the ADS-4
quality. In the full pressure facilities, the ratio of ADS4 flow to CMT flow was greater than in AP600. This
difference would cause these facilities to lose more mass during ADS-4 blowdown than the AP600. In OSU, the
ratio of ADS-4 flow to CMT flow was less than in the AP600 which would cause OSU to lose less vessel
inventory during ADS-4 blowdown than in the AP600.

IRWST injection

During the initial vessel refill the vessel mass inventory is determined by the balance between IRWST, pressurizer
surge line, and ADS-4 flow rates. The JRWST and pressurizer heads relative to the vessel level IRWST line
resistance, resistance to draining through the pressurizer surge line, and ADS-4 quality are important parameters
during this phase. Temperature of the IRWST liquid and mixing in the lower plenum affect the ADS-4 quality.
The effects of oscillatory pressurizer draining were observed but did not significantly affect the vessel refill process.
In the experimental facilities the same processes were dominant and the relative ordering of the flow magnitudes was
the same. In OSU the ADS-4 flow appeared to be somewhat low relative to the other facilities. Conditions in the
experimental facilities cover the range, in nondimensional parameter space, expected in the AP600.

IRWST,*ain 7ong term cooling)

The OSU facility is the only experimental facility equipped to run transients through the ERWST draining phase.
For this phase, the drain time for the IRWST is the relevant time scale and is much larger than the vessel residence
time scale. The drain is essentially a series of steady-state points in which the flow rate through the DVI, core, and
out the ADS-4 valves depends primarily on the IRWST water level and, to a lesser extent, the ratio of the hydraulic
resistances in the DVI and ADS-4 trains. These ratios are well preserved in the OSU facility suggesting that similar
performance should be observed in the plant

IRWSTI/Smnp injection (long term cooling)

Sump injection commences after the Sump level has increased to a point that causes check valves and eventually
motor operated valves to open and allow communication between the IRWST and Sump. The head imposed on the
primary system by the Sump level remains constant at that point and the system operation is basically steady-state
wherein coolant from the IRWST/Sump enters the system via the DVI lines, flows through the vessel, and out the
ADS-4 valves. The vessel collapsed level settles at an elevation near the DVI nozzle during this phase implying a
relatively constant vessel mass since other experiment parameters are not changing. Based on test data, the vessel
nondimensional mass (in OSU) is approximately 0.85. Experimental data suggests that significant phase separation
occurs in the upper core region and upper plenum. In effect, a significant fraction of the liquid in the mixture
flowing out the top of the heated region separates and/or de-entrains in the upper plenum. Scaling analysis results
predicted a nondimensional vessel mass lower than the experiment value. This result is a consequence of
simplifying assumptions that were made in the analysis since the void profile above the core is not known The
essence of the problem is that a more detailed, local effects description of the phase distribution is needed for the
particular geometry in the upper plenum and various tee connections leading to the ADS-4 valves.

6. Main conclusions
The overall conclusion of the study was that the methodology outlined was useful and gave quantitative results that
were validated by the experimental data, i.e. the nondimensional groups identified captured the data in all the
facilities. As such, the methodology would be useful for other accidents and other systems. With regard to the
detailed objectives, the magnitudes of the nondimensional coefficients in the reduced conservation equations were
similar for the experimental facilities and the AP600 system. From this, the same important processes occurred in
the experimental facilities as might be expected in the AP600. This similarity indicates that the experimental
results are useful for understanding the response of the AP600 system. It further indicates that the data from the
experimental facilities are in the same parameter range as the AP600, and hence are applicable to assessment of
computer codes.

14



The important phenomena identified from the scaling analysis for the one inch cold leg break were in general
agreement with those identified in the PIRT. Several phenomena were determined to play a primary role in the
accident sequence that were not listed as high priority in the original PIRT (the rankings of these phenomena have
been elevated in the current PIRT). These phenomena included

* The CMT level and line resistance during the ADS-4 Blowdown and IRWST Phases

* The IRWST/DVI flow resistance during the IRWST Phase

* The initial pressurizer inventory at the start of the IRWST Phase

* Pressurizer drin rate during the IRWST phase.

However the scaling of these in terms of the important nondimensional groups was such that significant distortions
were not identified. Table 6 below summarizes the important nondimensional groups for the transient phases.

7. Nomenclature

X? specific heat
d diameter
e energy per unit mass
f friction factor
g gravitational acceleration
h specific enthalpy
I length or characteristic dimension

an mass flow
p pressure
q decay heat
r radius
t time
u or v velocity
x quality
A area
C coefficient for Intermediate Phase
CP specific heat
D diameter or characteristic dimension
G mass flux
H height or elevation
K loss coefficient
L pipe length or level (tanks)
LHS left hand side
M or m mass
P pressure
Q volumetric flow
R ideal gas constant or radius
R' line resistance parameter
RHS right hand side
T temperature
V volume
Y elevation or elevation difference
Z elevation difference
Greek symbols
a void fraction
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13 thermal expansion coefficient
Fy specific heat ratio

nondimensional coefficient
A difference (as in AT)
p density
v specific volume
,u viscosity or specific internal energy
X ratio of reference values
0 nondimensional coefficient]
[ nondinensional coefficient
X nondimensional coefficient
Subscripts
0 reference or initial value
30c accumulator
ads ADS system
adsl23 stages 1, 2, and 3 automatic depressurization system
ads4 stage 4 automatic depressurization system
b vessel upper head bubble
break break value
cc concrete
cmt core makeup tank
cont containment value
core core value
crit choked flow value
dc downcomer
dvi direct vessel injection
f saturated liquid value
g saturated vapor - saturated liquid
g gas or vapor value
head manometric parameter
hi hot leg parameter
i ith component
in control volume inlet
it IRWST value
j jth component
I liquid parameter
Ip lower plenum
m mixture
net net value
out control volume outlet
p constant pressure
pZr pressuizer
sat saturation value
SI surge line
tank value for tank
uh upper head
up upper plenum
v vessel or constant volume
w wall
ACC accumulator
ADS- 1,2,3 stages 1, 2, and 3 automatic depressurization system
ADS-4 stage 4 automatic depressurization system

lFor darity, different Greek symbols are used to denote nondimensional eoefficents for the different transient phases. For example,
* is used for the Early Depressurization Phase, UP is used for the Intermediate Phase, and 1I is used for other phases.
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C cold
CMT core makeup tank
DC downcomer
DVI direct vessel injection
H hot
HEM homogeneous equilibrium
IRWST in reactor refueling water storage tank
N nitrogen/steam
PRHR passive residual heat removal system
PZR pressurizer
S Sump
SG steam generator
SL pressurizer surge line
V vessel
Superscripts
* normalized value
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Figure 1. Sketch showing main AP600 components; SG - steam generator, PZR - pressurizer, RV - reactor
vessel, ACC - accumulator, CMT - core makeup tank, IRWST - in-containment refueling water storage
tank, ADS - automatic depressurization system.
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Figure 2. A typical SBLOCA transient showing the various phases for an AP600 cold leg.
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Figure 3. Sketch illustrating verification process to evaluate whether the dominant terms retained in each equation
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Figure 6. ROSA, SPES, and OSU mass balances in nondimensional coordinates for the ADS4 phase.
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Table 1. Dimensionless coefficients for ADS-4 phase.

Dimensionless Algebraic Physical interpretation
Coefficient Description

112.CMr __Y_____ Ratio of hydrostatic and acceleration forces
QcoL/ A)ar,

r-cmr Qcm.QotoRcgrj Ratio of friction and acceleration forces
L/ A)amn

177v mto Vessel nondimensional residence time
p1VO

fl94p Qcmrto Lower plenum mixing time

noCMT___tO Ratio of vessel and CMT emptying times

Cross groups

r116 p( _ ____ Ratio of CMT flow to reference flow

Il, VO Ratio of head in vessel to CMT line head

AOAYCwUTD

is Lcmr0  Ratio of CMT level to CMT line head
AYcmr.o

Table 2. Time scales for ADS-4 blowdown.
Parameter AP600 ROSA SPES OSU

to (s) 1157 880 714 (ADS-1-3) 537
) I300 (ADS-1-4)

892599 (data) 524 (data)
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Table 3. n values for the ADS-4 Blowdown Phase.

nI AP600 ROSA SPES OSU

II 2. 2393 6797 2907 7586

l3.., 2393 6797 2907 7586

I 7.v I 1 1 I

fl94p- 3.5 2.93 3.02 5.71

_ _ _ _ _ _ _ _ _ _ _ _ _1 2 6 b _ _

n.... 1.62 1.38 1.74a 2.11

0.73 b

nf6 0.53 0.58 0.63,' 0.89

n7 1.86 2.07 2.87 2.17

H1. 0.36 0.29 0.35 0.33
a. SPES based on time scale of 714 s.
b. SPES based on time scale of 300 s.

Table 4. n mtios between facilities and AP600 for the
ADS-4 Blowdown Phase.

Raitio ROSA/AP600 SPES/AP600 OSU/AP600
MlIv . I 1

nl2.t 2.84 1.21 0A6
13-.t 2.84 1.21 0.46
n.4 0.85 0.878 1.7

_ _ _ _ _ _ _0.37 b

n ,s.Z 0.85 1.088 135
_ _ _ _ _ _ _ _ ~0.45b _ _ _ _

n 16 1.10 1.18 1.73

1,7 11 1.54 1.17
111l 0.81 0.97 0.92

a. SPES based on time scale of 714 s.
b. SPES based on time scale of 300 s.
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Table S. Dimensionless groups for ADS-4 vessel mass balance.

Dimensionless Physical Meaning AP600 ROSA SPES OSU
Group

to gL I Ratio of CMT flow to 0.82 0.82 0.77 1.21

V0 R ) vessel volume

GOAOtO Ratio of ADS flow to 0.96 1.26 2.00 0.98
VOpo vessel volume

of12 RatioofADSflowto 1.18 1.54 2.58 0.81

pA A% 0 CMT flow

Table 6. Sunmary of Important Nondimensional Groups by Transient Phase.

Dimensionless Algebraic form Physical meaning AP600 ROSA SPES OSU

High Pressure Subcooled depressurization Phase

04 motovo Afi a Ratio of pressure change, due 0.41 0.41 0.41 NA
POMO V"p O4j to volurnetric outfow, to the

_ reference pressure
tP6 61tot Ratio of mass loss to total 1.0 1.0 1.0 NA

MOmass in volume

Intermediate Phase Subphase I

T3 CUASMOtO Ratio of pressure change, due 1.33 0.63 2.03 NA
to change in specific energy of

PO the subcooled field from heat
transfer, to the reference
pressure

10 C2,v 10IhoitO Ratio of pressure change, due -0.031 -0.017 -0.099 NA
to change in specific volume

PO of the subcooled field, to the
reference pressure

q.o/qSG.0 Ratio of heat addition by core 0.03 0.032 0.069 NA
to heat removal by steam
generator

' 1 3  rhoto Ratio of integrated mass flow 1.0 1.0 1.0 NA
MO to reference mass
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Table 6. Summary of Important Nondimensional Groups by Transient Phase (continued).
Dimensionless Algebraicform J Physical meaning AP600 ROSA |SPES OSU

Inteimediate PaeSubphase HI_________

' 3  CUAM-,otoRatio of pressure change, due 0.11 0.12 0.53 0.06
PO to change in specific energy of

the subcooled field from heat
transfer, to the reference

_ _ pressure
14 (Cu(hf -Us)- Ratio of pressure change, due -0.023 -0.025 -0.024 -0.01

CL.(, - 3 ))0 ~t, ~, to change in specific energy ofC1 (b. - ~u))O r0to /Po the saturated field from mass

inflows, to the reference
pressure

TIO C-40vft0 MRatio of pressure change, due -0.20 -0.20 -020 -0.09
to change in specific volume

PO of the subcooled field, to the
reference pressure

gk= qnmo'qcao Ratio of reference heat removal 2.03 2.59 0.52 1.0
rate from PREIR and heat
addition rate by core .

'13 ___ Ratio of integrated mass flow 1.0 1.0 1.0 1.0
MOto reference mas

Intermediate Phase Subphase Hi
_ C, 0oosW(h. -u.)0 tO Ratio of pressure change, due 13.12 19.84 14.57 1.27

to change in specific energy of
POthe subcooled field from mass

inflows, to the reference
_ _ pressure

P 3  C 0 t0  Ratio of pressure change, due 0.46 - 0.74 2.99 0.28
to change in specific energy of

PO the subcooled field from heat
transfer, to the reference
Pressure

' 6  Cia.0to, t Ratio of pressure change, due 2.74 2.97 15.57 10.55
to change in specific energy of

O the saturated field from heat
transfer, to the reference
presswr

Puo C2"0v0ih0At 0  Ratio of pressure change, due -23.16 -33.34 -25.75 -4.92
to change in specific volume

PO of the subcooled field, to
reference presure

T11 C2=4 F iOX v xato Ratio of pressure change, due -125.5 -216.9 -146.7 -33.9
to change in specific volume

PO of the saturated field, to
. reference pressure

3mOA d to Ratio of integrated mass flow 11.4 12.4 10.0 5.5
MO to reference mass

MACC/MO Ratio of accumulator mass to 0.51 0.50 0.51 0.51
reference mass

McMcr/cMTo Ratio of CMT mass to 0.61 0.62 0.61 0.61
reference mass

M;pcsMo/Mo Ratio of PCS mass to 1.16 1.2 1.13 1.3
reference mass
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Table 6. Summary of Important Nondimensional Groups by Transient Phase (continued).
Dimensionless Algebraic fonn Physical meaning | AP600| ROSA SPES I OSU

'group III III
Intermediate Phase Subphase m11 (cont'd)

rrme ratio |(tro)/to Time ratio 0.053 0.048 0.061 0.11

m 'mObre3knOADS Ratio of break and 0.038 0.035 0.044 0.083
_ADS-,72,-3 reference flows

7CcRatio of accumulator and 0.34 0.28 0.38 1.19
&O,AuO.,ADS ADS-1 -2,-3 reference flows

_ _Ma in____ Ratio of CMT and 0.12 0.10 0.15 0.35
o~cmr MOADS*-4--3 reference flows

ADS-4 Blowdown Phase

Term m tignL 12 Ratio of CMT flow to vessel 0.82 0.82 0.77 1.21
Eq. (12) to ) volume

Term in G.AJtO Ratio of ADS flow to vessel 0.96 1.26 2.00 0.98
Eq. (12) vA volume

Termin GOAO I R0  1 1 Ratio of ADS flow to CMT 1.18 1.54 2.58 0.81
Eq. (12) PI FgO) flow

IRWST Refill Phase

0g0L2t Ratio of IRWST flow to 1.48 1.44 1.44 0.99
VOR;0  vessel volume

G,,tOAOtO Ratio of ADS-4 flow to vessel 0.59 0.59 0.50 0.22
p0VO volume

O.1tOA04gD Ratio of pressurizer surge line 0.19 0.06 0.04 0.04
flow to vessel volume

IRWST Drain Phase

Z + Zd+ i)/ Nondimensional distance from 0.43 NA NA 0.40d o dc dv. (Zd,+ + i Ln.WwsTo) bottom of IRWST to bottom

of core
fl2.sd672-" AZSYo Ratio between ADS-4 height 0.63 NA NA 0.58

and IRWST initial level
l34/Il2-"i Ratio between the sum of 0.37 NA NA 0.42

+fl.fl2.di ADS-4 and IRWST injection
line frictional losses and
reference head _ _
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Table 6. Summary of Important Nondimensional Groups by Transient Phase (continued).
IRWST/Sump Injection Phase

Dimensionless Algebraic form Physical meaning AP600 ROSA SPES OSU

lp V,0  Vapor to liquid specific 981.9 NA NA 1373.
Vf4 volume ratio

IIza PRO 7 4. Ratio of head on the ADS side 0.944 NA NA 0.81
po Lo to the head on the IRWST

_ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ sid e

nRjtn P Density weighted ratio of 0.054 NA NA 0.19
PHO I ~doI ADS-4 and DVI line
PRO (7Rd74Z) resistances

flsus COAT0  Subcooling number 0.029 NA NA 0.009

heeo
II,, 40 Phase change number 0.046 1NA INA 10.053

tisollso.
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TLEMAIBRAUUC RESEARCH ON PASSIVE SAFElY SYSTEMS
FOR NEXT-GENERATION PWRS USING ROSAALSTF

Taisuke YONOMOTO
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Tokai, Ibaraki, Japan, 319-11

Abstract

A thermal-hydraulic research on next generation passive PWRs has been conducted at JAERI
using the ROSA-V/arge Scale Test Facility (LSTF), focusing on phenomena related to passive
safety systems. This paper summarizes test results conducted for this research, including small break
loss-of-coolant accident (SBLOCA) tests, and separate effect tests for a low pressure steady-state
natural circulation (NC) and a flashing-driven safety injection system (FDIS). The SBLOCA tests
investigated a combined use of a SG secondary-side automatic depressurization system (SADS) and a
gravity-driven injection system (GDIS) to mitigate SBLOCAs. The results have shown that the
primary loop can bedepressurized to the GDISactuation pressure of 0.2 MPa by the SADSalone, the
core decay heat can be removed to the SG secondary side by the stable NC flow at low pressure, and
the FDIS is a promising injection system which can be designed to have the safety functions similar
to those for the nitrogen-gas driven accumulator injection system. The assessment using the test data
revealed several problems of the RELAPSIMOD3 code to predict the primary depressurization due
to the SADS and low pressure NC behavior.

I .INTRODUCTION

Passive safety systems are considered to have significant potential to simplify a reactor safety
system, and thus, enhance its reliability, safety and economy. Several designs of next-generation
pressurized-water-reactors (PWRs), therefore, utilizes passive systems for mitigation of
consequences of accidents. Such reactor designs include the Westinghouse AP6 001', Mitsubishi New
PWR-21 (NP-2 If), the Japan Atomic Energy Research Institute's JPSRP1, and the Russian V-407
(or VVER 640)1).

One of main safety characteristics of these designs is that the stable long-term core cooling is
achieved automatically by the use of passive safety systems. That is, an automatic depressurization
system (ADS) is used to depressurize the primary loop to the actuation pressure of a gavity-driven
safety injection system (GDIS), and the GDIS is used to maintain the coolant inventory during the
long-term cooling phase. The depressurization of the primary loop is achieved generally by relieving
steam directly from the primary loop and/or cooling the primary coolant using a dedicated beat
exchanger or steam generators (SGs). In order to maintain the core coolant inventory during the
depressurization phase, these reactor designs have a medium-pressure range safety injection system
similar to or the same as the existing accumulator injection system (AIS).
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To assess and optimize such passive safety system designs, their performance should be
evaluated against various accident scenarios. The current computer codes for doing this job, however,
may have large uncertainties in predicting phenomena occurring in new components which the
current-generation PWRs do not have, and those occurring under the thermal-hydraulic conditions
which are not expected to occur in the current PWRs. For example, the long-term core cooling relies
on pump-driven cooling systems for the current PWRs, which are operable when the pressure is lower
than -I MPa. Therefore, the low pressure natural circulation (NC) behavior in the primary loop has
not been investigated in detail.

Furthermore, because passive safety systems generally have avery small driving force for the
injection and circulation, its behavior tends to be affected very easily by phenomena occurring in
different locations and/or components. Such thermal-hydraulic interaction, called system effects,
should be carefully investigated to assess the performance of passive safety systems. An
experimental study using an integral facility is considered to be one of the best tools for the
investigation of the system effects. Indeed, the ROSAIAP600 test program was conducted not only
to provide the experimental data for the assessment of the analysis code but also to investigate the
system effects14.

Motivated by this background, a thermal-hydraulic research program was initiated on next-
generation PWR designs usingthe ROSA-V/Large Scale Test Facility (LSTF)r. This research aims to
improve the understanding on thermal hydraulic phenomena related to passive-safety systems and
contribute the advancement of a safety assessment technique, the development of a reactor design,
and the decision making for the selection of a next-generation reactor.

So far, four small break LOCA (SBLOCA) tests, and two separate effect tests for low pressure
NC and a flashing-driven safety injection system (FDIS) have been conducted for this test
program[7" 9"0 1. The FDIS is a new safety injection system proposed by JAERI as will be described
latera1 . These tests focused mainly on a safety system based on the combined use of a 33
secondary-side automatic depressurization system (SADS) and a GDIS for the long-term core
cooling. The primary loop is depressurized to the GDIS actuation pressure mainly by the SADS in this
safety system. Because of several advantages of this depressurization system, the SADS is adopted in
the design of NP-21I2.

In this paper, the results of these tests will be summarized after a short description of the test
facility and test methodology. The results discussed in this paper include the effectiveness of the
SADS on the primary depressurization, thermal-hydraulic behaviors related to the low pressure NC
and the FDIS, and other identified important phenomena. The analysis results by the
RELAP5/MOD3 code are also discussed.

2.TEST FACILITY

The LSTF was originally built as a 1/48 volumetrically-scaled, full-height, full-pressure
simulator of the current-generation Westinghouse-type four-loop (3423 MW thermal power)
PWR161. The core is simulated by a 10 MW electric heater rod assembly which consists of -1000
heater rods. The four loops of the reference PWR are lumped into two model loops (see Fig. 1). Each
loop has a SG consisting of 141 full-size (19.6 mm id.) inverted-U-tubes, a reactor coolant pump, a
hot leg and a cold leg.
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The passive safety injection systems, currently available in the LSTF, include the GDIS, the
conventional nitrogen gas-driven AIS, and the FDISrI.

The GDIS consists of a tank holding water of ambient temperature and pressure. An injection
line connects the bottom of the tank to the cold leg, or to the vessel downcomer. The line includes
a check valve so that the liquid injection automatically initiates when the system pressure decreases
sufficiently.

The LSTF has two tanks designed to simulate the AIS in the current-generation PWR. One of
the two tanks has the design pressure of 11.7 MPa. This high-pressure AIS tank can be used for the
FDIS. It utilizes steam, generated by flashing, to pressurize the coolant for injection. An apparent
advantage of the FDIS over the current nitrogen-driven AIS design is that it would not bring any
noncondensable gases into the primary system. Such gases would deteriorate the heat transfer
performance of heat exchangers or SGs. Thus, this advantage would be significant for reactor designs
which rely on heat exchangers or SGs for the system depressurization and core decay heat removal.

An ADS for the primary system can be simulated by up to three sets of aremote-control valve
and a flow restriction orifice in the lines connected to the pressurizer top. Each valve can be
controlled independently. The SADS can be simulated by up to two sets of a remote-control valve
and a flow restriction orifice in the lines connected to each SG steam dome.

Secondary ADS Primary GDIS Secondary ADS

SG

F NIS or /

2 In

A Loop B Loop

Fig.I Geometry of LSTF
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3.TEST CONDITIONS

As mentioned in the previous section, it is of significant importance to understand and predict
the system effects for the safety assessment of a passive safety system. Since the system effects are
generally dependent on a reactor design, the consideration of a total safety system design is necessary
for a test to investigate the system effects in this research program. In this section, it is discussed how
to specify test conditions to give realistically meaningful boundary conditions for each passive
system.

3.1.How to specify test conditions

The safety functions of passive safety systems to mitigate effects of a SBLOCA may be
classified into four functions for the proposed passive PWR designs, that is, 1) the maintenance of
the core liquid inventory during the long-term cooling phase, 2) the decay heat removal duringthe
long-term cooling phase, 3) the primary depressurization, and 4) the maintenance of the core liquid
inventory during the depressurization phase.

Several passive safety systems are proposed to realize the above-mentioned safety functions.
For the maintenance of the core liquid inventory during the long-term cooling phase, the GDIS is
used for almost all the proposed passive reactors. For the decay heat removal during the long-term
cooling phase, two-types of passive safety systems are proposed, that is, those relying on the
containment cooling (passive containment cooling system; PCCS) or the SG secondary side cooling.
For the purpose of the primary depressurization, two types of the depressurization system are
proposed, i.e., the steam-relief type ADS and the cooling-induced type ADS using SGsor a dedicated
heat exchanger. For the maintenance of the core cooling during the depressurization, the AIS is
mainly used.

If the proposed safety systems for each required function are tested changing its specification,
such as water inventory for the injection system, asa parameter, the total number of the tests may
become unrealistically large, and an unrealistic combination of the safety systems may be included.
Such concern may be avoided considering the following points. The first point is that the proposed
next-generation passive PWRs are more or less similar to the current-generation PWRs. For
example, the geometry of the pressure vessel and the nominal thermal-hydraulic condition are not
so different. The second point is that the thermal-hydraulic behavior during the refill and reflood
phase of a large break LOCA are designed to be almost the same between the current PWRs and
next-generation passive PWRs. The third point is that the selection of the depressurization system
is closely connected to the selection of the decay heat removal system during the long-term cooling
phase, that is, if the SGsecondary side depressurization is used for the primary depressurization, then
the decay heat is removed by the system used for the primary depressurization, i.e., the SG secondary
side cooling system for this case. If steam is relieved to the containment for the primary
depressurization, it is quite natural that the PCCS is used to condense steam and remove the core
decay heat.

Considering these three points, the most important parameter which characterizes the system
response during a test is the selection of the primary depressurization system. The actuation logic
and the depressurization rate are parameters to be investigated. Because the AIS condition has
significant influences on thermal-hydraulic behavior during a large break LOCA, the AIS condition
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may not be changed although the enhancement of its performance is likely as in the case for the
NP-21 design. For the high-pressure range safety injection system, whether it is necessary or not in
a total safety system may be an important test parameter to be investigated, in addition to the
actuation logic and the water inventory. For the GDIS condition, the test parameter may be the
relative elevation of the GDIS tank to the core, although the range is limited because of the size of
the containment. Other test conditions such as logic of the core scram, pump coastdown, etc. may
be based on those for the current-generation PWR.

3.2.Test Conditions Conducted So Far

The safety concept based on the combined use of the SADS and GDIS has been mainly
investigated for this research program so far. The reasons for this are 1) the SADS is beneficial in
avoiding the additional primary coolant loss required for the steam relief type ADS, 2) the
thermal-hydraulic behavior caused by the steam-relief type ADS was studied in the ROSA/AP600
program tests in detail, and 3) the experimental data are non-existent for the primary
depressurization to almost the atmospheric pressure by the SG secondary side depressurization, and
for the low pressure NC in the primary loop. Four small break LOCA tests were conducted to
investigate this safety system. In addition to the integral. tests, two separate effects tests were
conducted, i.e., one for the low pressureNC cooling in the primary loop and one for the FDIS. The
test conditions are sunmarized in Table 1.

For SBLOCA tests, a system break was assumed to be at the cold leg of the loop without the
pressurizer (loop B). The break diameter ranged form 6.8 to 31.9 mm. These corresponded, for an
area scaling factor of 1/48, to 1.9-8.7 in.-diameter break in the reactor. The SGsecondary sides were
depressurized, by relieving steam, at different rates for the four tests. For Test SBI, the

TABLE 1 TEST CONDMIONS

(a) Small Break LOCA Tests
Test I.D. Break Size Secondary ADS Safety Injection Steam-relief type ADS

SB1 2 inch -100 K/h FDIS No
SB2 1.9 inch 2 Stage AIS2  Yes
SB3 8.7 inch 2 Stage AIS Yes
SB4 4.4 inch 2 Stage FDIS No

1: Based on scaling factor of 1/48
2: Nitrogen-driven AIS and Pump-driven Injection

(b) Steady-state Natural Circulation Test
Test I.D. ISG Pressure lCore Power

NC1 1 0.14 MPa 10.94 MW(1.3% of the nominal power)

(c) Flashing-Driven Safety Injection System (FDIS) Test
Test I.D. 11nitial Pressure Ilnitial Temperature Distribution

FDISI 4.5 MPa see Fig. I I
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depressurization rate was-IOOK/h in saturation temperature. The used flow restriction orifices for
the SADS were the same as those used for the current generation PWR simulation. The other three
tests simulated the two-step depressurization. Tests SB2 and SB3 usedthe tentative setpoints for the
Mitsubishi NP-2 1. Makeup water was injected into the SG secondary sides during depressurization.
For Tests SB 1, 2 and 4, a pump-driven auxiliary feedwater system was used, with a flow rate based on
that for the current-generation 4-loop reactor. For Test SB3, the GDIS was used to feed the coolant
to the SG secondary sides.

For the safety injection to the primary loop, the FDIS with the initial pressure of 4.6 and 5.5
MPa were used for Tests SB 1 and SB4, respectively, and the AIS was used for the Tests SB2 and SB3.
The fluid temperature in the FDISwasuniform and saturated. The GDIS with the constant liquid level
of 12.5 m above the cold leg elevation was used for all the four tests.

A steady-state NC test NCI was conducted by decreasing a primary mass inventory step-wisely
as a test parameter, and controlling the core power at 0.94 MW (13% of the nominal core power)
and the SG secondary pressure at 0.14 MPa.

Forthe separate effect test of the FDIS,the FDIStank wasdirectly connected to the break flow
catch tank to simulate a rapid liquid injection required during a large break LOCA.

4.RELAP5 ANALYSIS

The SBLOCA and NC tests were analyzed usingthe RELAP5/MOD3 1 "11 . The primary and
secondary loops were modeled using 235 volumes and 204 heat structures. The measured data were
used for the temperature and flowrate of the feedwater. For the analysis of the NC test, the SG
secondary pressure was controlled at the measured pressure of 0.14 MPa by adjusting the vapor
discharge flow from the main steam line.

For the analysis of the FDIS test, the number of calculation cells used are 30 both for the FDIS
tank and the injection line. The break storage tank was model with a time-dependent volume.
Measured values were given for the initial values of the tank pressure, fluid temperature distribution,
and liquid level.

5.SUMMARY OF TEST RESULTS

5.1.Primary pressure

The pressure responses measured in the tests SBI and SB4are shown in Figs.2 and 3, where the
primary pressure is represented by that measured in the upper plenum. Both axes of these figures are
scaled logarithmically to clearly show the pressure difference between the primary and secondary
sides over the whole range of pressure during the tests. The pressure difference is more important
than for existing PWRs since it directly reflects the effectiveness of the SADS on the primary
depressurization. Even minor pressure difference can affect significantly the timing of the GDIS
injection.

Major events observed in Test SB4 can be summarized as follows. The test was initiated by
opening a break simulation valve. The primary side was depressurized quickly toward the 93
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secondary-side pressure. During this initial depressurization, several trip-initiated events occurred.
The scram signal wasgenerated at 19 s after break, at a primary-side pressure of 12.97 MPa, and the
safety system actuation (S) signal at 24 s, at 12.25 MPa. The scram signal initiated the simulated core
power decay, pump coastdown and isolation of the SG secondary sides from the feedwater and steam
lines. The S signal actuated the first stage of SADS (SADS-1).

Liquid injection from the FDIS occurred between 331 and 387 s, as the primary-side pressure
decreased below the FDIS initial pressure of 5.5 MPa. The primary depressurization was accelerated
immediately after the second stage of SADS (SADS-2) was actuated at 407 s. When the primary
pressure decreased to -0.2 MPa, the GDIS injection initiated at 3435 s. After the GDIS actuation, a
stable long-term cooling condition was established; the primary pressure at the upper plenum was
almost constant at -0.2 MPa, the decay heat was transferred to SGs by NC, and the break flowrate
was balanced with the GDIS injection flowrate. This constant pressure is almost equal to atmospheric
pressure plus the water head corresponding to the elevation difference between the upper plenum and
the GDIS tank water level. The core was always covered with liquid water or two-phase mixture
through the experiment. The experiment was terminated at 14000 s, approximately three hours
after the GDIS initiation, by closing the break valve.

The pressure difference between the primary and secondary sides was affected by the flow
condition inside the SG U-tubes. As indicated in Fig. 3 for Test SB4, the pressure difference w-as
markedly smaller when the U-tube primary side was steam-filled (i.e., when the primary-side heat
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Fig.2 Pressure responses during Test SB I

10000

37



transfer was in the reflux condensation mode) than when there was liquid circulation. For Test SB1,
on the other hand, the pressure difference was always small after the SADS actuated, irrespective of
the U-tube flow mode as shown in Fig. 2. This is because the SG heat transfer rate was too small to
create the measurable temperature difference between the primary and secondary of the SGdueto the
slow secondary-side depressurization for this test. Note that the size of the flow restriction orifice for
the simulation of the SADS for the test SBI was the same as that for the LSTF reference reactor, i.e..
the current-generation PWR. These results indicate that the analysis of the pressure difference, i.e.,
the NC heat transfer at the SGbecomes important for next-generation PWRs if the depressurization
rate is much faster than for the current generation PWR. The depressurization rate is likely to be
faster for the next-generation passive PWRs when the maintenance of the core coolant inventory
during the depressurization phase relies on the safety injection from tanks such as the AIS.

The primary depressurization caused by the SADS actuation was relatively well predicted by
the RELAP5 code before the actuation of the second stage of the SADS (SADS-2), as shown in Fig.4.
The depressurization rate was, however, overpredicted at lower pressure. Because of the
overpredicted depressurization, the GDIS actuation was predicted to occur about 1 500 s earlier than
the experiment as shown in Fig.4. The cause of this will be discussed in the later section.

5.2±Natural circulation and SG U-tube flow behavior during SBLOCA tests

The NC through U-tubes affected the SG heat transfer performance, and thus the primary-side
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depressurization especially when the depressurization rate was relatively fast as observed for Test
SB4. The figure 5 shows the loop flowrate measured at the pump suction for Test SB4. The loop
flowrate decreased rapidly due to the pump coastdown immediately after the break, took the
minimum due to the flow mode transition from the NC to the reflux condensation, and increased
rapidly after the FDIS actuation due to the resumption of two-phase NC. After that, the stable NC
continued. Because of this stableNC, the core cooling mode waschanged from the two-phase cooling
to almost single-phase cooling at -4500 s.

Nonuniform flow behavior among U-tubes was observed both during the blowdown phase and
low pressure long-term core cooling phase- 9"I,". The behavior was characterized by the coexistence
of concurrent condensing flow in some tubes and stagnant two-phase stratification in the other tubes
as shown in Fig.6. For U-tubes with the stagnant two-phase stratification, liquid levels in the tubes
changed very slowly with time, and the fluid temperatures inside and outside ofthe tube were the same
except for some tubes showing fluid saturation in the bottom region of the inlet side. This means the
heat transfer occurs primarily through U-tubes with the concurrent condensing flow.

The stable two-phase stratification in U-tubes during the blowdown phase was caused mainly by
the temporal liquid level drop in the secondary side. The secondary side liquid level temporarily
decreased down to 40% of the U-tube height dueto the coolant loss from the SADS valvesls 1". This
decreased the condensation in the U-tube top region and resulted in the stable existence of vapor
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Fig.4 Comparison of primary and secondary pressures between Test SB4 and RELAP5
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space above liquid columns in there.

On the other hand, the two-phase stratification during the long-term core cooling phase
occurred when entire U-tubes were covered with the two-phase mixture in the secondary side. This
stratification was caused by the secondary side temperature distribution as will be discussed in the next
section describing the NC test.

Since the heat transfer occurs primarily in the U-tubes with the concurrent condensing flow,
the nonuniform behavior effectively reduces the heat transfer area at SG. This characteristic is very
important when the test result is compared with the RELAPS code which does not have an
appropriate physical model to take into account this effect.

The NC flowrate calculated by the RELAP5 codewasvery oscillatory when compared with the
experimental data as shown in Fig.5. This was caused by the above-mentioned inability of the code
to deal with the nonuniform U-tube flow. The overestimated heat transfer area caused excess
condensation in the U-tube, which resulted in the flow oscillation including the flow reversal. The
exaggerated oscillation ofthe NC flow affected the prediction of the core cooling. Although the core
fluid changed to single-phase liquidfrom two-phase mixture after -4500 s in the test, such transition
was not predicted at all.

The inability of the code to predict the NC behavior is noteworthy when compared with the
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code assessment results using the high pressure NC data. Even using a lumped flow channel for
U-tubes, the loop flow rate under various two-phase flow modes, including a fill and dump mode, was
somehow calculatedll'2 3 ]. These results stress the importance of a calculation model for the
nonuniform behavior in order for the prediction of the low pressure NC.

The overprediction of the depressurization rate shown in Fig.4 can be also explained by the
inability of the code to deal with the nonuniform behavior. Since the pressure and mixture level
responses in the SG secondary side were predicted well, the overprediction of the primary
depressurization wascaused bythe overprediction of the effective heat transfer area at SG. When the
effective reduction of the heat transfer area at SG is not taken into account, the overprediction of
the heat transfer is inevitable.

53.Natural circulation and SG U-tube flow behavior during Test NC1

Figure 7 shows the loop flowrate vs. the primary mass inventory observed in the test NC 1.
With decreasing the mass inventory, the loop flowrate increased due to the transition from the
single-phase NC to the two-phase NC, peaked at -90%, and then decreased. The reflux condensation
was observed for the mass inventory below -40%.

11,�
(a) Blowdonw phase (b) Long-term core cooling phase al

Fig.6 Nonuniform flow behaivor observed among U-tubes

t low pressure
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The nonuniform two-phase flow behavior similar to that observed in the SBLOCA tests was
observed when the primary mass inventory was between 70 and 91%. Among six instrumented £

U-tubes in the loop-A, the stagnant two-phase stratification wasobserved in five U-tubes, whilethe
concurrent condensing flow was observed only in one U-tube.

The existence of the stable two-phase stratification suggests that the vapor mass does not
change with time in the vapor continuous regions above the liquidlevels in such U-tubes. Note that
all the core power was transferred to the SG secondary sides during the test, that is, the average
primary temperature was higher than that in the secondary side. Only condensation was seemingly
possible in U-tubes under this condition.

The mechanism for the stagnant stratification can be understood from the measured secondary
side temperature distribution showing the lowest temperature at the top and bottom regions and the
highest around the midplane as shown in Fig.8. This was caused by the saturation temperature
difference corresponding to the static pressure difference, and the recirculation in the SG secondary
side. The condensation occurring around the tube top was balanced with the evaporation occurring
around the midplane in the U-tube with the stratification. This enabled the stable existence of vapor
space above the liquid levels in the U-tube. This behavior is one of characteristic behaviors at low
pressure where the pressure is comparable to the water head. On the other hand, such coexistence of
evaporation and condensation in a tube is impossible to occur at high pressure where the secondary
side temperature is generally uniform 131. The above-mentioned mechanism for the stagnant two-
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phase vertical stratification was confirmed by the RELAPS analysis using a partial SG modell' 0 1. In
this analysis, only the SG primary side was modeled with a pipe component. The measured data were
used for the inlet and outlet pressure and qualities, and the secondary side fluid temperatures. The
result has indicated that such balance of condensation and evaporation rates are possible in the U-
tube.

The concurrent condensing flow behavior was also analyzed using the SG partial model to
investigate the mechanism of the nonuniform behavior1 l. It is concluded that the fraction of the
tubes with the concurrent condensing flow is determined so that the complete condensation and
stable flow behavior are possible in the tube. The flow behavior in the other tubes can be stable with
the two-phase stratification.

Basedon the mechanism of the nonuniform flowbehavior at lowpressure, the simple tentative
RELAP5 analysis procedure was proposedl' 03. In this tentative approach, the SG primary side was
modeled with two parallel flow passes representing the tubes with the condensing flow and the
two-phase stratification. A very high flow resistance (of the order of I 0s) was imposed for the flow
channel representing the two-phase stratification. Such an artificial adjustment may be justified
because it does not affect the calculation results if the flow velocity is small enough, that is, the
resistance coefficient has an influence on the result only when the flow exists. The fraction of U-
tubes with the condensing flow waschanged asa calculation parameter. When the fraction was 25%,
the calculated behavior was similar to the measured NC flow rate at 70% mass inventory. The
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oscillation was suppressed significantly by using this procedure, although there still exists
disagreements between the data and calculation. For more accurate prediction of the low pressure NC
behavior, the heat transfer correlations for the condensing flow should be investigated in addition to
the physical model development to determine the fraction of the U-tubes with the concurrent flow.
At the present time, the low pressure NC behavior may be investigated, at least qualitatively, by using
this procedure and changing the fraction as a calculation parameter.

5.4.Flashing-Driven Safety Injection System (FDIS)

As mentioned in the previous sections, the FDIS has a significant advantage when it is used with
the cooling-induced ADS suchasthe SADS.Consideringthis, wehave proposed to use the FDIS as an
alternative system of the current-generation AIS. The AIS has two safety functions; the
maintenance of the core coolant inventory during the depressurization phase for a SBLOCA and a
rapid coolant injection for a large break LOCA (LBLOCA). The FDIS has to satisfy these two safety
functions in order to be used as an alternative safety system.

The proposed FDIS is shown in Fig.9, which consists of a water tank, a pressure balance line,
and an injection line. Thermally stratified borated water is stored in the tank, that is, hot and room
temperature water is stored in the upper and lower part of the tank, respectively. Flashing occurs in
the hot liquid region when the system is depressurized, and the resultant volume expansion pushes the
cold water into the primary loop. The use of the stratified water is beneficial in avoiding the choking
of the hot fluid flow in the injection line. To establish such a thermal stratified layer in the tank
during the normal operation condition, a heater is installed in the upper part of the tank. The

Fig.9 Flashing-Driven Safety Injection System
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pressure balance line between the FDIS tank top and the pressurizer is to take into account an
accident with the loss of electric power for the heater. By opening the valve in the pressure balance
line, the liquid level in the FDIS tank is expected to change according to that in the pressurizer for a
slow transient such as a SBLOCA, because of the manometric balance between the FDIS and
pressurizer.

One of main concerns of the combined use of the FDIS and SADS during a SBLOCA is whether
the injection of the hot liquid and steam by the FDIS may have an undesirable effect to slow the
depressurization. The FDIS was used for Tests SBI and SB4 as shown in Figs.2 and 3. For both tests,
the fluid temperature in the tank was uniform and saturated to give adverse effects on the primary
depressurization. The pressure difference between the primary and secondary sides indeed increased
after the FDIS actuation during the tests. This occurred because the mass addition by the FDIS
changed the U-tube flow mode from the reflux condensation to two-phase NC, and thereby increased
the thermal resistance on the U-tube primary side. Since this increase of the thermal resistance is
caused by the increase of the primary inventory, this may not create safety problems related to the
core cooling.

Thermal-hydraulic behavior occurring in the FDIS tank with the thermally stratified layer is
similar to that in the CMT or the boron injection tank proposed by Mitsubishi("]. The CMT
behavior was investigated in detail in the ROSAIAP600 tests. The test results have shown that the
thermal stratified layer is created due to the ingress of the hot water from the cold leg through the
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Cold Water Break Flow Catch

Tank

Injection Line

Fig. 0 Separate Effects Tests for FDIS
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tank top nozzle before the liquid level is formed in the tank, and the flow behavior in the tank is very
stable and one-dimensional when the layer moves downward due to the flashing of the hot water1151.
Because the liquid velocity in the tank is expected to be much faster for a LBLOCA condition than
that observed in the CMT during SBLOCA tests for the ROSA/AP600 program, the stability of the
thermally stratified layer was investigated in the FDIS separate effect test. For this test, the simulated
FDIS tank was connected directlyto the break flow catch tank as shown in Fig.I0. The initial
temperature distribution in the tank is shown in Fig.l 1, which has the saturated fluid layer of -2 m
and the cold liquid layer of -3 m. Here the cold layer is defined as that having liquid temperature of
lower than 373 K. Because the heater was located in the bottom part of the tank used for this test,
the thermally stratified layer wascreated first by heating water of -2m height in the bottom part of
the tank up to the specified temperature, and then by injecting cold water from the bottom. The
slope of the temperature distribution can be, therefore, much steeper in the proposed system having
the heater in the upper part of the tank. The initial tank pressure was4.5 MPa. The test was initiated
by opening a valve in the injection line.

The test results showed that thermal-stratified layer was stable, and the shape of the vertical
temperature distribution as a function of the distance relative to the liquid level did not change
significantly with time, except for the saturation temperature, as shown in Fig. I .This indicates the
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fluid mixing was not significant in the tank. The measured maximum flowrate of 53 kg/s corresponds
to the fluidvelocity in the tank of -7cmls, which is the same order of the maximum liquid velocity
in the AIS tank for the LSTF reference reactor during a LBLOCA. As expected from the simple
behavior in the tank, the measured flowrate was predicted very well by the RELAP5 code as shown
in Fig.12. The fluidtemperatures are also well predicted as shown in Fig.1 I, although they are slightly
overpredicted in the lower part of the tank probably due to a numerical diffusion as observed in the
analysis of the CMT behavior1161.

The above-mentioned results indicate that it may be possible to design the FDIS by usingthe
RELAP5 code. The required flowrate for the AIS during a LBLOCA is available in literature. For
example, the high flow rate of an advanced accumulator, proposed by Mitsubishi, is based on the
required flowrate11 71. The advanced AIS is characterized by an automatic, passive decrease in the
injection flowrate from the high to low flow mode, which occurs when the tank water level drops to
a certain predetermined level. This automatic flow reduction is intended to avoid the coolant
spillover from the break.

The FDIS injection flowrate wascalculated bythe RELAPS so that the injection rate becomes
similar to that required for the LBLOCA by changing the initial thickness of the hot water region and
the injection line flow resistance, while the initial tank pressure was set to be 4.5 MPa. The
comparison in Fig.13 shows that the FDIS injection rate can be at least similar to that for the high
flowrate mode, i.e., the flow rate required for the conventional PWR during the LBLOCA. These
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results indicate the promising nature of the FDIS as an alternative safety component for the next-
generation PWR.

5.5.Other important thermal-hydraulic behaviors

5.5. L.Accumulation of Non-Condensable Gas
Accumulation of noncondensable gases in the SG U-tubes was observed in the SBLOCA tests

The gases were found to have originated mainly from the dissolved gas in the coolant injected by the
safety systems 8 9}1. The total gas volume at the end of experiment was 0.080 m' for Test SBI,
0.072 m

3 for Test SB2, and 0.258 m3 for Test SB4, where the gas volumes correspond to those at a
temperature of 273.15 K and a pressure of 0.1013 MPa. The differences in the gasvolumes among
the tests were caused by the differences in the injected mass from the GDIS, which was 2180 kg for
Test SBI, 2750 kg for Test SB2 and 14000 kg for Test SB4.

The effect of the accumulation would become more significant for longer transients and for
low pressures. The accumulation will deteriorate the SG heat transfer and adversely affect the GDIS
performance. The prediction of the gas accumulation behavior will betherefore important for plant
designs which rely heavily on SGs or heat exchangers for the primary system depressurization and
cooling. Note that most of existing LOCA analysis codes do not take into account the dissolved gas
behavior. Also, devices and procedures should be developed for effective gas venting from the
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primary system.

5.5.2.Liquid holdup in U-tubes due to CCFL
The liquid holdup in U-tubes was observed during Test SB3 due to the counter-current flow

limitation (CCFL). The liquid holdup corresponded to the maximum collapsed liquid level of -2 in.
This was observed only in Test SB3 with the largest break area among the tests which caused the
fastest primary depressurization rate. Note that such liquid holdup is believed to be unlikely for the
conventional PWRs when the SGsecondary side is depressurized as an accident management measure
because the depressurization rate is not large enough. It is known that the RELAP5 code has a
difficulty in predicting the amount of the liquid which is held in the U-tubes due to CCFL1 "J. Thus,
there may be need for the prediction of CCFLinduced liquid holdup for the optimization of the SADS
design.

5.5.3.System-Wide Long-Term Oscillation
The system-wide long-term oscillations occurred during Tests SBI and SB2 as a result of

interactions among several phenomena. The oscillated parameter includes the pressurizer liquid
level, NC flow rate, the primary pressure, the GDIS flowrate, and so on. Although the core waskept
cooled adequately during the oscillations, the core subcooling margin and the GDIS flowrate
fluctuated. It is thus would be desirable not only to predict the phenomena but also to find a way to
suppress the oscillations to achieve stable plant cooldown. Similar behavior was observed duringthe
ROSAIAP600 tests, after the forth stage ADS was actuated"'91. Periodic refill and drain-down of the
pressurizer affected the hot leg level and thus the steam venting rate from the ADS. There was no NC
flow through the U-tubes during the long-term core cooling phase in the ROSA/AP600 tests. In the
present tests, however, oscillations occurred even when the pressurizer was empty (Test SB 1), the
fluctuation in the NC flow rate played an important role. On the other hand, such oscillation wasnot
observed in the Test SB4 in which the steam-relief type ADS was not used. Further study is necessary
to identify the conditions for the oscillations to occur.

6.CONCLUSIONS

Thermal-hydraulic safety research program is currently being conducted by using the ROSA-
VILSTF, to better understand the phenomena related to passive safety systems for the next
generation PWRs. The test data also are useful for assessment and improvement of computer codes.
This paper describesa summary of the small break loss-of-coolant accident (SBLOCA)tests for the
investigation of the combined use of a gravity-driven injection system (GDIS) and a 93
secondary-side automatic depressurization system (SADS), and two separate effects tests for low-
pressure steady-state natural circulation (NC) and a flashing-driven safety injection system (FDIS).
The results of the tests and RELAP5/MOD3 analysis can be summarized as follows.

I. The primary system was depressurized, bymeans of the SADS, successfullyto the GDIS injection
pressure of 0.2 MPa, even when the steam was not relieved directly from the primary loop.
Stable long-term passive core cooling by the NC flow, with the GDIS injection flow balanced
with the break flow, was established at low pressure. These results confirm the effectiveness of
the combined use of the SADS and GDIS.

2. Nonuniform flow behavior was observed among SG U-tubes during the low-pressure NC core
cooling phase both in the SBLOCA and NC tests. The behavior was characterized by the
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coexistence of U-tubes with condensing concurrent flow and those with stagnant vertical two-
phase stratification. The heat transfer occurred primarily through U-tubes with the two-phase
concurrent condensing flow. This causes the reduction of the effective heat transfer area in the
Sa

3. The primary depressurization rate was overpredicted by the RELAP5IMOD3 code using one
lumped U-tube model when the depressurization rate was large enough as observed in Test SB4.
The calculated low-pressure NC flow was excessively oscillatory, and the observed stable core
cooling byasingle-phase liquidflow wasnot predicted. These are caused mainly bythe inability
of the code to take into account the above-mentioned effective reduction of the heat transfer
area.

4. The FDIS is proposed as an alternative system to replace the nitrogen gas-driven accumulator
injection system (AIS). The proposed system consists of a tank storing thermally stratified
water. hot water in the upper part and cold water in the lower part, an injection line with a check
valve connected the tank bottom to the primary loop, and a pressure balance line to the
pressurizer. The apparent advantage of the FDIS over the current-generation AIS is that there
is no possibility of unintentional noncondensable gas ingress into the primary loop. The FDIS,
therefore, has an advantage to be used with a cooling-induced type ADS such as the SADS.

5. The actuation of FDIS did not give significant adverse effects on the primary depressurization
during the two SBLOCAtests SBI and SB4, for which the tank initial temperature wasuniform
and saturated to give adverse effects on the depressurization.

6. The thermally stratified layer in the FDIS tank was very stable and one-dimensional underthe
condition simulating the rapid liquid injection during a large break LOCA (LBLOCA). Because of
this observed simple behavior, the behavior was well predicted by the RELAP5/MOD3 code,
indicating that the code can be an appropriate tool for the design of the FDIS. The RELAP5
calculation has shown that the FDIS injection flowrate can be similar to that required for a
LBLOCA condition for the current generation PWR by adjusting the thickness of the hot water
layer, the tank pressure, and the flow resistance in the injection line. These results indicate a
promising nature of the FDIS as an alternative safety injection system to replace the current-
generation AIS.
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NOM:ENCLATURE
ADS: Automatic Depressurization System
AIS: Accumulator Injection System
FDIS: Flashing-Driven Safety Injection System
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GDIS: Gravity-Driven Safety Injection System
LOCA: Loss-Of-Coolant Accident
LBLOCA: Large Break Loss-Of-Coolant Accident
NC: Natural Circulation
SADS: Steam Generator Secondary Side Automatic Depressurization System
SADS-1: First Stage of SADS
SADS-2: Second Stage of SADS
SBLOCA: Small Break Loss-Of-Coolant Accident
SG: Steam Generatour
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ABSTRACT

A Computational Fluid Dynamic (CFD) model is developed to simulate the
fluid flow and heat transfer with phase change. The CFD model is based on the
Navier-Stokes formulation in conjunction with a k-e turbulence model and a set of
constitutive relationships for water-steam system. The model combines the high-
resolution capability of the state-of-the-art CFD methods with a novel approach
that allow for the tracking and delineation of the dynamic interfacial water-steam
boundary. Reynolds number and Raleigh number are included in the parabolic-
type governing equations to identify the flow and heat transfer regimes in water,
vapor and two-phase regions. In this method the need for temporal and spatial
averaging is completely eliminated. The geometrical void fraction in this
formulation is replaced by a dynamic vapor-phase fraction, which plays a pivotal
role in tracking the liquid-vapor interfacial boundary. Preliminary results have
demonstrated the computational efficiency and the applicability of the powerful
CFD methodology to a variety of two-phase flow and heat transfer problems of
interest to light water reactor (LWR) safety.

L ENTRODUCTION

Computational analysis of two-phase flow dynamics and boiling heat transfer is a complicated task
due to the order of magnitude type change in some flow properties across the liquid-vapor interface
boundary [1]. In particular, the large step change in the density results in a singular-like behavior in
Navier-Stokes equations. Equally important, is the quantum jump in the magnitude of the thermal
conductivity, which controls the rate of heat transfer in the thermal boundary sub-layer. Surface tension is
also a key term, which plays a pivotal role in the boiling nucleation and bubble dynamics. Calculation of
the surface tension tem, which requires the determination of the interfacial boundary curvature, needs
special treatment. Conventional approaches in computational thermal hydraulic modeling have been
largely based on using macroscopic cells with ensemble averaging in both time and space. This modeling
approach has necessitated the introduction of the void fraction as a pseudo-dependent parameter in two-
phase governing equations. The use of ensemble averaged parameters such as void fraction, which has no
local or instantaneous value, limits the application of these models to cases where high-resolution
calculation is needed. Furthermore, the lack of microscopic details in the physical model has brought a
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high level of dependency on using empirical data and closure relationships to describe mass, momentum
and energy transport at the wall and through the interfacial boundary.

Over the past decade, numerical modeling and simulation of the phase change processes have been the
focus of many investigations. A variety of approaches to numerical modeling of phase change problems
could be found in the published works of Huang [2], Jang[3], Poirier[4], Samarskii[S], Shyy[6,7] and
Voller[8]. Their numerical modeling has focused on parabolic flow condensation problems where the
forced convection plays a dominant role. In this type of condensation problem, the vapor pressure,
saturation temperature and latent heat have been treated as constant properties. Empirical relationships are
also used to approximate the transport processes through the liquid-vapor interface. This paper presents a
new approach for simultaneous calculation and tracking of the water-steam interfacial boundary as well as
for the calculation of temperature, pressure, and flow fields. In this approach the pressure is treated as a
dependent variable and using an internal energy based iterative scheme, the interfacial boundary is
delineated and tracked throughout the system. The interfacial transport terms are directly calculated by
solving Navier-Stokes equations for the thermal and flow fields in computational cells on and in the
vicinity of the interfacial boundary.

IL Mathematical Models

The three-dimensional Navier-Stokes equations for two-phase single-component flow in Cartesian
coordinate system could be written as[9]:

__ + pV) = 0 (1)

D =VP+V* + (2)

DDtpCP DT =_DP + V * (SVT)+ Q 3

where D = a + V.V is substantial derivative, V = V(u, v, w) is velocity vector, f is the stress tensor,
Dt 8t

g is the gravitational acceleration vector, and Q is heat source. For two-dimensional flow in a
cylindrical tube, the conservation equations for transient, compressible flow in the liquid and vapor
phases are reduced to the following form:

pi+V-(piV)=O (4)

ai + V (PjU) = - +V(Vu)-Pig (5)

Opa9 + +V-(p1 Vv) =- +V. (p Vv) (6)

dp i-r V -( pVcT) = KV2T -Ae 0(i (7)
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where the subscript i=I or v denotes the liquid and vapor phases, respectively, and Pv.o is the reference
vapor density. The thermal expansion coefficient, A, is introduced into the u-momentum equation to
include the buoyancy force term, according to the Boussinesq approximation:

P, = Piotl -Af(T - To)] (8)

Substituting Equation (8) into the last term in Equation (5) yields

-pg =gP40 [fil(T-TO)-1] (9)

The first term in Equation (9) represents the thermal expansion induced buoyancy effect and the
second term is the phase change induced buoyancy force. In liquid-vapor two-phase systems the second
term in Equation (9) is much greater than the first term.

Using scaling laws, Equations (4) - (7) can be reduced to dimensionless forms:

Continuity:

__ + MU + TV = 0 (10)

&9  t4' a?
Axial Momentum:

+ (UV ~ 'ar _____)U_ - -(;5-UU)+V(.;UV)=- +VU)+R 2 [f3V.(;7+ ]
az M Re, Re,'Pr, 8A

Radial Momentum:
ayV +9(pVU) + Vew) + 1V (iVV) (12)

d9r a? M Re,

Energy:
die O(PsU6) d(pjVf9) ' V 1 c@(>f 1 - 1

+ + - V2 I V.(DV)(13)
&r a dR Re, Pr, Re, Pr, St &r Re, Pr, St

The external Rayleigh number representing the buoyancy effect in the vapor phase is defined

RaE, = gATL (14)

The Stefan number representing the latent heat is defined

CAT
St = A (1 5)
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The Prandtl number for vapor phase is

Prv =-v- (16)

and the Reynolds number is

Re, =U D(17)

In obtaining the Equations (7) (10), the following dimensionless variables are used

tuo

X= x
R

y Y
R
U

U-
U0  (18)

V

U0

= (T-TO)

(T. - T)

p1,.0

P 2
pv.Ouo

_k;
ik,

V = Uex + Ve,
Additional constitutive relationships are included to complete the governing equations. Based on the

Clausius-Clapeyron equation, the relationship between the saturation temperature TEr, and saturation
pressure p.s, is defined as:

C
= D-ln(p,) (19)
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Equation (19) can be reduced to non-dimensional form by using a set of reference temperature and
pressure,

TM, - To I - T] Co - A' (20)
AT AT D-ln(1, p0 ) a DD-1n(, -po)

where C'=C/4T, D'=D+ln(p4), A '=ToIVT.

The saturation pressure, or the vapor pressure, can be obtained from the equation of state and the mass
conservation in which the bulk vapor density and temperature are used:

wPa (21)

mtotal = mv + ml = Constant

where R is the gas constant for the vapor phase.

To solve the governing equations for three different regions, i.e. liquid, vapor and two-phase, a
relationship between the vapor phase fractionf and the temperature B or the internal energy e should be
formulated. For a pure substance undergoing evaporation or condensation, the total internal energy is a
discontinuous function of the temperature. However, from a computational viewpoint, discontinuities are
difficult to track and it is often necessary to smear the phase change over a small temperature range to
attain numerical stability. Thus the following relationships are used:

e = S, - a 0'1

e = S. - 9, + 09 - 0) /(0, - 0I) Al < @' < v (22)

e=S, +1 eV <e

A formulation expressing the vapor phase fraction as a function of the total internal energy, rather
than the temperature or enthalpy, is developed in this work. According to the classical thermodynamic
definition, the relationship between the vapor phase fraction and the internal energy is

f e -e, (23)
em - e,

This is used for the iterative update of the vapor phase fraction. This update procedure is referred to as
the E-based update method, which is analogous to the isothermal case discussed bySwaminathan[lO]. In
particular, The E-based method does not need to use a phase change window and can be conveniently
used for all kinds of phase change problems. Furthermore, it has also the advantage for cases where the
value of latent heat is relatively larger than the sensible internal energy. In such cases, the vapor phase
fraction varies slowly with respect to the total internal energy. This enhances the stability of the update
procedure. The implementation of the E-based method is relatively straightforward and does not need any
pre-conditioning. The internal energy is updated first, with the current values of saturation temperature
and latent heat,

e/ = SOk +fkI O<fkI <1 (24)
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Then the vapor phase fraction is updated with the current internal energy,

f = ep _ e<e,<'i (25)

The density for two-phase region is defined as a function of f according to the following relationship:

A(f) PLPV (26)
PLf +PV(1f)

The viscosity and conductivity for two-phase region is the average of what is defined by McAdams's
and Cichetti's formula (I 1]:

J =) 1 (I Ifv( +fi +(1 f)fL) (27)

k(f) 1 + jk +(1 f)k ) (28)

InL NUMERICAL METHODS

The numerical procedure for predicting the transient behavior of the flow and tracking of the two-
phase flow interface is based on Patankar's SIMPLE scheme (Semi-Implicit Method for Pressure-Linked
Equations)[12]. In this method a cyclic, series of guess-and-correct operations are used to solve the
governing equations. An iterative solution scheme is developed in which three different regions are
determined using the current field values of the internal energy. Then the velocity, pressure and
temperature are updated, accordingly. This procedure is continued until a steady-state condition is
reached. The numerical procedure is as follows:

1. Initialize the pressure, temperature, density and velocity fields.
2. Assume the pressure drop is equal to zero.
3. Solve the momentum equation to obtain intermediate velocity fields.
4. Solve new pressure field.
5. Calculate real velocity fields.
6. Solve the energy equation to obtain the temperature field.
7. Determine density and interface from the equation of state.
8. Repeat steps 3-7 for each time step until the velocity and temperature residuals are smaller than

pre-assigned values.

To solve the discretized equations, the TDMA (Tri-diagonal Matrix Algorithm) and Gauss-Seidel
Line-by-line iterative method are used to obtain the velocity and temperature fields. A general
relationship for the thermal conductivity is developed based on the analysis of the heat flux in a
computational cell. In the thermal conductivity formulation, P is the nodal point of the computational cell;
E, W. N and S are nodal points for eastern, western, northern, and southern surrounding computational
cell, respectively. The eastern, western, northern, and southern computational cell boundaries are
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represented by e, w, nt and s, respectively. In 2-D, axisymmetric coordinates, the linear heat flux is
expressed as:

q, =-2xrK-= 2z (TP-TN) = 2 (T. TN) =2 (TP -T.) (29)
a ln(rN/r r) ln(rN/r,) In(r.lrp

Using the relation

TP-TN = TP-T + -TN (30)

The thermal conductivity at the north surface boundary, K,,4 is obtained as following:

KNKrPln(rN I rl) (31)
icP n(rN / r.)+ N lnQrIr.)

The thermal conductivity at the east surface boundary takes a more simple form,

K.e - e +L )_ (32)
Kp KE

wheref, is a ratio defined

t (<i:). + ((33)

The thermal conductivity at the south and west surface boundaries could be obtained in a similar
fashion. To achieve stability and convergence, a multi-scheme procedure is used for the calculation. The
first-order upwind scheme is utilized for solving the convection terms. Before the steady-state condition is
reached, the numerical scheme is switched to second-order central difference scheme to improve the
accuracy of the steady-state results. This procedure guarantees the high accuracy with stability and
convergence during unsteady phase of the phase-change process. For typical cases presented in this paper,
a 101 x 51 uniform grid are used. About 2000 iterations are needed achieve convergence. The CPU time
on a Pentium workstation is about 16 hours.

IV. k-e TERBULENCE MODELING

The turbulence model used in this analysis is Kolmogorov-Prandtl Model [13,14]. The effects of the
turbulence are simulated in terms of the eddy viscosity coefficient, A,, which is determined according to
the following formula:

=C1,pk2
=(34)
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In order to obtain eddy viscosity coefficient, A4, two additional transport equations, the kinetic energy
of turbulence k and its dissipation rate E have to be solved:

Turbulence kinetic energy equation

Hji pik0,kn= 1 V SrVk)+G-Poe
&r d ? Re,

Turbulence dissipation rate

AEr +O(p eU) O(;FEV) I E E
- + * + -- v *(rvEVs)+C,G --C'p (36)

Or OZR Re, k k

where

Jul (7
rk + (37)

F, = + A (38)

au (2av (2 1 8LVa U 2e28U aV 2
G fl,2 R - -R (39)

x a R-) ax 8aR 3 M8 aR

The constants used for this model are listed below:

C,, =0.09

C, =1.44

C2 =1.92

Equations (35), (36) are subjected to the following boundary conditions:

Y = 8,, k e = 0

C' G~ = GU -~j = -C,2  2
~ff G'c; dXkG

The above set of equations is solved using a pressure-correction type of semi-implicit finite volume
formulation. Because of the stiff nonlinear terms in the E equation, the two-equation turbulence model
often causes instability. A decoupled line-by-line TDMA (Tri-diagonal Matrix Algorithm) is used to
solve the equations sequentially over the entire computational domain. Using the velocity scale obtained
from solving the governing equation for k and a time scale obtained from a combination of k and e, an
expression for the turbulent viscosity is obtained.
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V. RESULTS AND DISCUSSION

To demonstrate the capabilities of the two-phase computational fluid dynamics and heat transfer
model, a few cases involving bulk evaporation, condensation and flow boiling are simulated. Due to the
generalized nature of the developed method, the simulation of all these cases requires the use of the same
model. To match the physical conditions of the simulated cases, only the boundary conditions are needed
to be changed A mesh of 101x5l uniform and fixed grids is adopted for the liquid and vapor in the
channels. The time step size of 103 is chosen for the computation of the transient behavior of the phase
change process. A second order central difference is used to calculate all spatial derivative terms and a
fully implicit difference is employed for the time marching.

Vja Bulk Evaporation and Condensation in a Constant Volume Container

The first simulated case is involved a cylindrical container, which is filled with multi-phase nuclear
fuel. The fuel undergoes liquid-vapor phase change (evaporation and condensation), due to a variable
neutron flux. The internal heat generation due to the nuclear fission reaction evaporates the liquid, while
the sidewall cooling tends to condense the vapor. Globally, the evaporation of liquid and condensation of
vapor take place simultaneously. The evaporation and condensation processes could be driven by either
pure heat conduction or by both heat conduction and convection, depending mainly on the gravity field
[15,16]. Under zero gravity condition, the buoyancy driven convection is nonexistent. However, under
nonzero gravity conditions, buoyancy induced convection is present. The location of the liquid-vapor
interface may vary depending on the internal heat generation intensity and its spatial distribution, as well
as the gravity field. To solve the phase change problem numerically, the free and moving interface is not
known in advance, so the solution to this heat transfer problem is quite complex [ 17). Assumptions made
for solving this problem are included: (I) the liquid-vapor interface is kept at saturation temperature, (2)
proper boundary conditions on .the walls are imposed to activate the bulk evaporation or condensation,
and also to avoid the buoyancy effect and bubble growth, (3) while keeping the side wall insulated, only
heating the top wall or cooling the bottom wall induce evaporation or condensation, respectively, and (4)
the scaling analysis indicates that this convection effect is quite weak and negligible. It can be reasonably
assumed that the phase change processes are driven entirely by the conduction and the release or
absorption of latent heat at the phase change interface.

All the boundary and initial conditions are maintained the same for nonzero cases of 10'3 -g and l-g.
Figure 1 shows the schematics of the constant volume bulk vaporization-condensation problem. The
topology of the liquid-vapor interface and the temperature distribution at various time instants are
displayed in Figures 2, 3, 4, and 5, respectively.
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Figure 1. Coordinate system (not to scale).

Significant differences appear for cases involving l-g and 10-3-g. First, under the normal gravity
condition, the liquid film grows more slowly and thinner, compare with the 10'3-g case. Under I-g
condition, the liquid film under the influence of a much larger gravitational force is drawn faster to the
liquid pool. As a result, the position of the horizontal surface of the liquid pool is higher than that of 10'-
g case. Second, the horizontal surface of the liquid pool becomes wavy, particularly in the position near
the end of the liquid film. Such phenomenon does not appear under the reduced gravity condition of 10'3-
g. The liquid film, though thinner, carries more momentum owing to the greater gravity effect. It impacts
the liquid pool and distorts the pool surface. Third, the temperature distribution and its gradient are quite
different at different levels of gravity. In particular, the temperature gradient across the liquid film under
normal gravity condition is significantly smaller than that of the vapor phase. This is mainly due to the
higher conductivity and very small thickness of the liquid film.

Figure 6 shows the flow fields in the vapor and liquid phases under 1 0'3-g and 1-g conditions. The rate
of forced convection under l-g condition is much smaller than that of _ O3-g case. Due to the higher level
of gravity, the rate of natural convection is much higher under I-g condition. Condensation of the vapor
phase in the upper part of the container forms the liquid film on the wall. The thinner liquid film under 1-
g condition is due to the higher rate of liquid fall back. This countercurrent flow condition results in net
zero flow condition in parts of the container and is commonly known as "reflux." The differences and the
dependence of the phase change performance on gravity can be observed more clearly in Figure 7, in
which, the temperature distribution under the steady state condition are plotted and compared. Under low
gravity conditions, conductive heat transfer controls the thermal hydraulic process. Under normal gravity
condition, both conductive heat transfer and natural convection control the process. As higher levels of
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gravity the thickness of the liquid decreases. The temperature gradient inversely varies with the thickness
of the liquid film (18].
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V.b Bulk Condensation in a Steam Generator Tube

Modeling of the transient condensation process inside steam generator tubes is a challenging issue due
to the effects of lateral heat transfer and the gravitational force. In recent years many investigators [19-21]
have treated the problem as a parabolic flow condensation problem, where the forced convection plays a
dominant role. In this type of condensation modeling, the vapor pressure, saturation temperature, and
latent heat are treated as constant parameters. This type of treatment is not applicable to transient cases,
where the flow parameters could rapidly change [22]. The use of the two-phase Navier-Stokes equations
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solver does not require the use of oversimplifying assumptions such as constant flow parameters, and it is
directly applicable to all types of transient condensation problems

Solving the governing equations requires simultaneous calculation of the water-steam interfacial
boundary as well as the temperature and flow fields. In this method the film thickness is calculated as a
function of stream-wise location and the transient time. The calculation of the liquid film thickness allows
for the determination of heat transfer coefficients and temperature gradients in steam generator tubes.
Accurate prediction of the temperature gradients is of critical importance to the calculation of thermal
stresses in steam generator tubes. Similar to the previous case, the value of the gravitational force is used
as a variable to achieve convergence. Under low gravity conditions, the convergence is achieved without
the use of optimum relaxation factor. To find the optimum value of the relaxation factor, the value of the
gravity is gradually changed. Figure 8 shows the forced flow condensation of saturated and superheated
steam under low gravity conditions. The flow reversal and the reflux condition are present along the two-
phase region of the tube. Due to the low gravity level (-0.01-g), the liquid film is rather thick and the fall
back process is not very pronounced. The evolution of temperature contour and evolution of the
interfacial boundary are shown in Figures 9 and 10, respectively.

Li
T."j T-W" T-I

K-i
Figure 8. Evolution of velocity contour in a vertical tube.
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V.c Bubble Nucleation and Growth

Bubble nucleation, growth, and transport play a major role in two-phase boiling heat transfer
processes. Since the flow velocity and other system parameters influence the bubble dynamics, the
process is highly non-linear and complex. To date, most heat-transfer correlations for flow boiling heat
transfer are based on using empirical data. Due to complication of bubble dynamics and transport, a
complete theoretical model for the process is not yet available. Although there are a few numerical
investigations for bubble formation and growth, it is often assumed that the bubble is in a complete
hemispherical shape. This assumption is not valid for relatively high flow velocities, where the bubble
deformation is caused as a result of the flow shear force. Moreover, there is a significant change in the
bubble shape during the growth and departure stages. In the model presented in this work, the bubble
deformation is an integral part of the bubble dynamic modeling.

The buoyancy force, surface tension, shear stress, hydraulic pressure gradient and the latent heat for
phase change govern the bubble formation and growth processes. In this boiling heat transfer model, all
the parameters influencing the bubble nucleation are included in the Navier-Stokes equations:

27 + O(pUU) + O(AUV) OW lV~U Okfx8Xni)Ra]-5.]4apUaeW+~pW _w+lV-(; VU)++-'*x 8(X-XB, L6- 5o wpe+(lpw)(

99 z _ Riet, Re, Re.2 Pr. .u8~ f,AT

-,V O(;,VU) +9(5VV) p 1 V a V)+OR JAR-R ) (41)

Or ar a Rev , Re.

In these equations, a is the surface tension coefficient, k is the curvature with respect to the arc length
of bubble surface, nx and nR are x and R components of the unit normal vector representing the bubble
surface, and S(XXB) and 8(R-R) are delta function, which are non-zero only on the bubble surface
where X=X3 or R=Re. The inclusion of surface tension force gives a body-force-like term in the
momentum equations. The inclusion of the surface tension allows for the timely detachment of the bubble
as a result of buoyancy and shear force.

The growth of a bubble or the formation of a vapor patch on the wall must be treated as a three
dimensional problem. Preliminary results are obtained in a two-dimensional channel for a "two-
dimensional bubble", which is generated on the wall as a result of a high local heat flux in a
computational cell with a nucleation site The purpose of the 2-D modeling in this work is the assessment
of the feasibility of the CFD model for solving problems involving bubble nucleation and growth.

Figure 11 shows the growth of a large bubble on a pre-defined nucleation site. The bubble shape at
t=12ms is very similar to experimentally observed results [23]. In the early stages of bubble growth, the
surface tension force is dominant and the growth rate in the radical direction is faster than in the axial
direction [24]. As the bubble size increases with time, the buoyancy and shear forces become dominant.
These forces are the main cause of bubble deformation and tilt in upward direction. Figure 12 shows the
temperature distribution inside the bubble. Due to lower conductivity, the temperature gradient inside the
bubble is much larger than the temperature gradient in the-water. The temperature distribution in and
around the bubble is shown in Figure 13.
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Figure 11. Sub-cooled bubble growth under vertical upward flow condition..

I

-1.42

l.20
1.17
1.14

1.07

13 1... ?.. .....

T-1r 12.B Tou1 as b-24 Uo
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0

Figure 13. Temperature distribution in and around a single bubble.

VI. CONCLUSIONS

A two-phase computational fluid dynamics and heat transfer model is developed and implemented.
The fluid dynamic model is complemented with an energy-based iterative scheme that is used to detect
and track the vapor-liquid interfacial boundary. The governing equations are based on fully compressible
Navier-Stokes equations. The turbulent viscosity is determined by solving the two-equation k-e
turbulence model. To assess the performance of the model, three cases involving bulk condensation and
evaporation in a cylindrical container, bulk condensation in a vertical flowing channel, and vapor bubble
formation and growth, are simulated and analyzed. Results have demonstrated the developed model's
capabilities for prediction of density, velocity, pressure and temperature fields in 2-D two-phase systems.
The detection and tracking of the vapor-liquid interfacial boundary allows for accurate prediction of
momentum and energy transport across the phase change boundary.
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NOMENCLATURE

A, C, D constants
E internal energy [J]
H enthalpy [J]
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T temperature [K]
V volume (mn3]
U velocity [m/s]
X R dimensionless coordinates
ct. cp specific heat at constant volume and constant pressure [J/kglK]
e specific internal energy [J/kg]
h specific enthalpy [J/kg]
f vapor phase fraction
I length scale [in]
p pressure (bar]
t time (s]
x, r cylindrical coordinates [in]

Non-dimensional Characteristic Numbers

Pr Prandtl number Pr, =
ao

Re Reynolds number Re, =-
v.O

Ra Raleigh number RaE., = e v

St Stefan number St =Cp
Ae

Greek symbols
a thermal diffusivity [m2/s], or thermal diffusivity ratio
,B thermal expansion coefficient
K thermal conductivity [WIK/m], or its ratio
0 dimensionless temperature
p density [kg/m3]
X dimensionless time

Subscripts
f interface position, mixed phase
i interface
I liquid phase
r characteristic scale
s, sat saturation point
v, vap vapor phase
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Abstract

This paper deals with proposals for thermal-hydraulic researci applied to
nuclear reactors. Afler an evaluation of the challenges in terms of the
competitivens and safeyr of nuclear energy, areas are identified where
increased knowledge and advances mi thermal-hydraulics are eeed. They
are in two co tazy directions: the improvement of the two-fluid model
by inchlsion of additional transport equations and the development of the
simulation of the fine scales of the flow. The greater computing efficiency
can be fully used if the modeling is enhanced, ie. it becomes more generic
end flexible. R ed are made for the development of
iastrumentation and definitio of new experiments able to provide the needed
information. An outline is given for the progression of the program from
present day tools to future tools based an advanced two-fluid model and
modeing of local phenomena.

1. Introduction

In 1996, CEA/DRN latmdhed a project to define new avenues of research in thermal-hydraulics and
establish guidelines for the next ten years. A group of experts in thermal-hydraulics worked umder the acronym
FASTNET, for Futue Advances in Sciences and Technology for Nuclear Engineering Thermal-Hydraulics, and
issued a number of scientific proposals. The project was later etended to CEA's French partners, IPSN, EDF
and FRAMATOME.

This presentation is the result ofthe collecie effort. As the name indicates, these proposals are put into
the perspective of the main challenges in the area of nuclear engineeing. The identification of the challenges and
the motivation for improved methods and tools were the primary concerns of the repreSeaativ frmn EDF,
FRAMATOME, IPSN and CEA/DRN. Ihe group established guidelines for a research and development
program for the next decade.

Hereafter, the paper will tryto summarize the results ofthis work, First, it briefly presents the industrial
challenges foreseen for the next decade and the resulting needs in thermal-hydraulics. Then it presents the
general development of the R and D program and the expected milestones concerning the development of
siftware which will be the end result ofthis program. One important aspect is the transition betwe the present
generation and the next generation of software. However, thermal-hydraulics cannot progress without a parallel
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improvement in modeling and experintal investigations. Thus, we need an evaluation of the state of the art
and of new trends in thermal-hydraulic research in its four major activities: experimental tecmiques and
inst ion, physical modeling, numerical tedmiques and software. This is the subject of section 4, which
gives the main recoendatins, and section 5, which deals with the state of the art and the proposals in these
activities.

Developments are to be shared with the international community of thermal-hydraulics, as exchanges in
the past, such as the meetings organized in 1996 and 1997 by ODCE on Transient thermal-hydraulics and
Neutronic code requirements or on Advanced nt io , have been very fruitfuL

2. R&D is needed to meet industrial challenges

2.L. Indusril chaenges
With 57 reactors in operation providing more than 75% ofthe production of electricity, France will need

no new plants before the older ones begin to retire. The extension of the life span of this generation and the
preparation of the next generation are the main elements of context for R and D in thermal-hydraulics.

The primary objective is to sustain the economic competitiveness of energy production by nuclear
reactors while ccmtinuing to ensure safe operations. This can be achieved by:

* a better evaluation of magins of operation and safety
* a reduction of the duration and cost of design and development

The main industrial challenges are:
• Better design
* Optimization of experimental qualification before start up
* Improvement of the performance and availability of existing and future reactors
* Extension of the lifetime of reactors
* Safety: greater knowledge of operating events and accidents
* Design innovations

Under each of these challenges, nearly 35 specific requests were listed.
Two generic challenges come into play in the above topics:

* 'Best estimate' calculations to reduce bounds that are too conservative: quantification of uncertainty
on results ofthermal-hydraulic codes.

* Reduction of investment cost by optimization of the experimental programs and by limiting the need
for integral test facilities.

2.2 RdatedR andDproblen
Methods are already well-established and efficient. Thus a qualitative jump in the description of the

physics is required for a significant improvement of an already good situation
A detailed analysis was carried out in order to associate the physical phenomena related to the industrial

problems identified in section 2. This analysis was summarized in a table relating industrial problems and
categories of flow situations encountered or categories of physical models involved. Figure 1 gives a global
result of this analysis. It plots in abscissa the number of industrial problems which fall into the differnt
categories of physical problems: flow regimnes, heat transfer mode and geometry.
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* Algebraic expresons used for closure relationships are derived fom steady and spatially established flows.
They implicitly assute tha all physical phenomena adjust intantaneosly to the local conditions. They ane
no longer valid when relaation times are of the order of magnitude of the travel time in a regular portion of
the duct.

* Flow pattern maps and trmsitions: based on an algebraic criterion, they do not represent the phenomena
governing the trasiticn e.g. transition from bubbly to stratified flow where the separation of phase is induced
by buoyancy and is limited by turbulence. Flow pattern maps give the result they are geometry dependent,
and the data base is missing for high pressure steam-water flows in lae pipes.

3. General development of the R&D program

3.1. Th dferea levels of deveopment
R and D must be carried out in the context of ewsting and proven tools like CATHARE and SCAR for whidh
industrial versions are programmed for the near fiture. In this context, three levels are identified.
* existing tools: new versions have been planned and will not be greatly impacted by the developments

meoed above.
* next generation tools with improved multifluid models: an evolution of the two-fluid model with extensi to

ofher fields and the incorporation of tasport equatios for the interfcial area will mostly benefit from the
developments in the middle range time fiame

* advanced developments: local modeling of two-phase flow with phase change in a new frame different firm
the averaged two-fluid models can be initiated today, e.g. Direct Numerical Simulation (DNS) with interface
tracking. Today these models can only be used an very findamental issues, although they may be the initial
bricks of longterm development of industrial tools.
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3.2 Connections between these lvels
The development of computers makes it possible to increase considerably the volume of the

disctization mesh and to refine the physical description to smaller length and time scales.
It can be assumed thatwhen the modeling of physical phenomena is devoted to the small scales it will be

simpler and more univesal tan when it has to deal with all flow scales. The large scales are strony dependent
on the geometry of the flow domain. Thus they are very specific to a given configuration and cannot be
extrapolated without additional validation and development fram one configuration to the other. On the contrary,
small scales are more related to the local and instantaneous conditions of the flow. Solving numerically the large
scale and limiting the modeling to small scales may lead to more universal models.

This idea is still a conjecture and not a rigorous result However, this trend is shown in the simulation of
tubulen single phase flows or dispersed two-phase flows by the success encountered by Large Eddy Simulation
(LES) and its growing share in the simulation of industrial flows over the averaged models. In two-phase flows
the knowledge of the links between smal scales and large scales is not as advanced as in turbulent single phase
flows (there is no equivalent to the Kolmogorov law), and further work is needed to confirm this trend.

A this stage, the prospect of very detailed simulation applied to industrial situations and the
development of industrial tools oan this basis is a reasonable assumption for the long term (more than 10 years).

In the meantime, this type of simulation should be developed for academic and basic flow situations (e.g.
local study of boiling in the thermal boundary layer along a heated walL) This can give feedback on the
industrial tools developed in a shorter time fiame: it may provide infrmaton to complement experimental
results useu for the elaboration of models implemented in these tools.

4. Main recommendations

4.1. Singk phaseflows
Eh the area of single phase turbulent flows, the direct simulation of the large scales of the flow is

making rapid progress tha to computing capacities and progress in the modeling of small scales. The first
applications to industrial flows are underway. Together with the Reynolds Averaged Navier-Stokes modelin&
this will provide powerful solution methods for turbulent flows in industrial contexts. One recomn datit-on is to
pursue the development of CFD in this area and to advance in the modeling of small scales of the flow
particularly in the viciniy of solid walls.
CEA and EDF are working on a joint project in association with French universities. I consists in the
development of software for Large Eddy Simulation: PRICELES. This new software is developed in a Object
Oriented Method, written in C+F and designed to run on parallel computers. The objective is to rum
c putations of industrial flows an meshes of more than 10 million cells.

4.2 Averaged two-fluid mode
The extension and development of an advanced generation of the twofluid model is the second

reomendation e idea is to remove current limitations of the two-fluid model and to continue in this frame
which still has good potential for improvement The physical extensions identfied are:
* addition of a transport equation for the interfcial area in order to provide more physical transition between

flow regimes.
* addition of averaged equations for the turbulent characteristics of the flow, addition of other fields (e.g. in the

case of dispersed annular flow, separation of the liquid phase into two fields - droplets and fihn - which may
have different dynamic behavior),

* improvement of heat transfer models.
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These development can first be carried out on ID models where some of the difficulties of physical
modeling are more tractable and whose results can be very usefil for the system codes. Thus it may consist in a
well-identified project which results in a pilot code for the next generation of system codes for reactor saIey.

The transposition and extnsion of this model to the 3D geometry can be carried out in close comection
and result in the development of multiD models for components like the core or steam generator or other
industrial components as well as a 3D module for system codes.

4.3. Mklroswpic sinviton of two-phaseflow
This covers the challenge of the development of an approach that is more closely related to simulation in

two-phase flows. This is an open field where various attempts are underway, but no unanimous viewpoint exists
within the scientific community as to the modeling approaches or experimental efforts to be promoted. The
subject must be initiated now in a way that leaves the options relatively open. We recommend the
imple of platforms fr numerical and modeling developments on the one hand and instrentation
development on the other hand. In particular, it is recommended to explore the possible extension to two-phase
flows of methods available for single phase flows such as Large Eddy Simulation (LES) or Direct Numerical
Simulation (DNS).

4.4 Derdopment in time
Figure 3 summarizes the preceding discussion and provides a map for the development of codes for the

next 10 years, with the three categories identified. existing tools, next generation with improved multifluid
models and advanced local modeling. It illustrates the evolution ofthese categories in time and their connections:
* todays generation of industial codes which will enter a maintenance phase with reduced efft after the

development phase: TI/H system code or component codes for two-phase flows, CFD codes mostly devoted to
single phase flows but with increased capacities in two-phase flows.

* the next generation of industrial tools should be based an improved modeling, the advanced two-fluid model
in particular which will first be developed at a pilot stage in the laboratory.

* the development of microscopic simulation (the bottom or more findamental layer) provides inputs to the
elaboration of the improved fluid modeling thus complementing experimental developments which will be the
main source for elaboration of the models.

The development ofthis new generation of products is an opportunity for greater convergence or at least
the coupling of tools that are separated today.
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4.5. A general reconmnedadon
The discussion in the preceding sections focused on software because software is one end product of

research iat can be transmitted to industry or safety authorities. We must now acimowledge the real effort
devctedto the acquisiion of this knowledge.

Ihe planned software will simulate the physical reality at unmatched levels of accuracy. The quality of
the information produced by this software can be guaranteed fbr a lkzg period only through comparisons with
physical reality Thus basic data must be drawn from reality by conducting physically relevant tsperimets with
fine and accurate *aOn- Thus the real effort of development results from diffi specialties working
in synery for the elaboration of scientific strategy.
. instrumen~tation
*experimental methods
* physical modeling
* numerical methods and software development

5. Research axes

5.1. Physical modling
Table I summarizes the recommendations for physical modeling. For each area listed in the first

column, (single phase flows, two-fluid model ID and 3D), the second column presents the current limitations,
and the third cohlmn the proposals made to remove these hmitations. For eazple, the development of a
transport equation for the interfacial area found in the third cell of the last cohlmn should remove the limiations
on closure relationships due to the absence of relaxton tine in the current modeling fiame and the brutal
tranition between flow regimes.
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Ihe last proposal for multi-D two-phase flow is relevant to the advanced local modeling, while the other
proposals can progress in the fiame ofthe advanced two-fluid model using averaged equations.

Table 1 Proposals in physical modeling

Area Curret limitaticms Proposals
Single phase turbulen flows Coefciets ofclosure relationships Develop the application of LES to

complex flow cnutions
characteristic of industrial
applications

Homogeizatiin rod bundles
Wall fimctions in separated flows and Improve wall fmncticns with strong
for heat transfer heat transfer.

Two-fluid model ID Closure relationships
Transitions between flow r s terfacial area transport equation

with modeling of bubble brkup,
coalescence

No relaxation time and assumption of
instantaeous adjustment to local
conditions
Flow regimes where two fields of the Multifleld models e.g: dispersed
same phase are weakly coupled (eg. annular flow, bubbly stratified flow
liquid film and droplets)

Two-fluid multi D Closure relationships Development of models for
interfacial transfer and fluid-to-wall
transfer

Filtering turbulent and two-phase Transport equation for ke to obtain
intermittence characteristic scales for turbulence

andtwopase intermittence
Turbulence description limited to Extension from dispersed flowto all
dispersed and diluted two-phase flows flow regimes requires combined
(averaged models or SGE) efforts on Averaged two-fluid model

and DNS
Direct Numerical simulation for the DNS with simulation of interfaces
description of elemetay two-phase and account of phase changes
flows with fw ((particles) >>

5£2 N emical siadon and software development
We will now consider the curret limitations of numerical simulation including numerical schemes,

software architecture and development and user interfaces (preparation of simulation and post-processing of
results).
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Table 2: Proposals in numerical simulation and software development. -

Area Current limitations S
Time discretization Different time scales (e.g.: phase Develop implicit schemes even for

change, acoustic waves, convection) transient simulations
result in sti*iess
Nonlinear stiff source terms Solution methods

Spatial discretization Impossibility to refine locally with Finite Volume or Finite Element
structured meshes Methods on unstructured meshes

Adaptive methods to track small
structures associated with error
indicator
Domain coupling

Precision vs robustness Develop schemes characterized by
'soberness' (opimum balance of
order, precision, robustness and
flexibility)

Solution algorithm Efficiency of matrix inversio Improve p di ng methods
techniques (arge contribution to for n ic matrices
computingtime)

Multigid methods with increased
robustness for anisotropic meshes
Develop parallelism, preferably in
new code design combined with
domain ei l

Code design Object Oriented Method
Preparation of simulations Coupling with CAD and mesh

generation software
Interpretation of results Evaluation of uncertainty ofthe resuks Extend to 3D and large variations

limited to ID and small variations ophysical parameters
Use of automatic differetiation
software

Synthesis of the result 4D visualiztion software with
. extraction of quantitative results

Conservation of results Improve specialized data base with
results fiom experiment and
simulation.

5.3. Insbumentan
A necessaxy condition for the development of advanced simulation is the availability of instrumentation

providing the data needed for the elaboration of the models or their verification. Ideally the instrumentatio
should fulfill the following conditions:
* Give information with a spatial and temporal resolution compatible with the numerical model
* Have a negligible influence on the flow
* Work in a wide range oftwo-phase flow regimes
* Work for adiabatic flows and flows with heat transfer and phase change
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Table 3 gives a rough summary of the tedmques available for measurimg different physical cpanities
diaracteristic of the flow (void fraction, interfacial area, velocity, temperature), their limiations, and the
proposed developments to remove some of these limitations.

Table 3 Proposals in Ium i

Area Curren limitations Type Proposals
One Cost of X ray Impedance Extend impedance densitometryto
dimensional densitomnetry densitometiy n sotermal flows
models

Adiabatic flows Explore elragnetic inductance
Flow metering or Extend use of elet ic flowmeters
anemometry

Nuclear Magnetic Resonance for
de metiy and flow metering

Wall transfers MEMS flmeters and shear gauges
Electrochemical techniques for wall shear
stres m easuments.

Detection of Time-frequency analysis and neural networks
transition between
flow re i e__ _ _ _ _ _

Three- Perturbation by Void fraction and Optical or electrical muliple probes:
dimensional intrusive probes interfacial area miniaturization

edd
flow _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _

Ultrasonictomography
Liquid velocity Extend Particle Image Velocimetry with

stereoscopic imaging,
Miniaturito of electomagnetic
velocimetry probes.

Temperature and Extension of hot film probes to
velocity nfnisoermal lows and measurement of

turbulent shear stress and heat flux
Temperature of superheated vapor

Three- Void fraction and Optical or electrical multiple probes: signal
dimensional interfacial ea processing for interfacial area (density,
unstructured orientation of normal vector).
flow s _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _

Adaptation of X Ray tomographyto fist
transients

Local void fraction Adaptation of Nuclear Magnetic Resonance
and velocities

5.4. Exprmn ntation
The next generation of computer codes should increase the genericness of the physical phenomena

described and the universality of their application. The experiments designed for their validation should move
along two lines:
* anabltical experiments devoted to the quantification of a local isolated phenomenon
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* validation experiment assessing the abiliy of a model to represent more complex situations coupling different
phenomna.

Ihe following list gives suggestions in the methodology, the design and the realization of experiments
along these lines:
* Simulant fluids: use of fluid different fiom the prototypic one is often a good compromise between difficulty

and cost of the experiment, availability of the insbtrmentatio and quality of the res Look for new fluids
to replace Freons for the simulation of high p boiling water. Associated scaling procedures should be
developed.

* Close interaction between modeling and experimental s
* Experiments on:

* two-phase flow turbulence, e.g. mixing layer
* flow regimes and interfcial area topology

* Development oftecdology in areas like:
* flow visualization : windows, endoscopes, infrared visualization. Application to nucleate boiling
* heating elements

. Developm of experimental procedures
* control ofthe loop parameters in steady state or for slowy varying transients
* real time pre-analysis ofthe results (quality control)

&5. Couplg of tierma-hydraulis with other dsplines

The last item is at the boundary of the disciplines but must be considered in the defniion of the
strategy. It concerns the links between thermal-hydraulics and ether scientific disciplines whidh are also involved
in the resolution ofpractical problems.
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Table 4 Proposals in coupling theimal-hydraulics with other disciplines

Area Current limitations Proposals
T/H Physical chemistry Simplified physical properies Coupling with software providing

the properties by minimization of
free energy of the mixture (severe
accides, waste storage)

TH Aerosols One-way coupling Retroaction of vapor condensation
on aerosols

T/H corrosion or Me ic approach to clad
corrosion by local description of
boundary layer

T/H Mechanics Fluid elastic coupling
LES & Thermomechanical for
thermal stripping
Large amplitude vibrations
modifying botmdaries of flow

_ _ _ _domain

T/M Neutronic Coupling with 3D Neutrcnic codes
TM Ele m etism

6. Conclusion:

The Preparation of the new generation of thermal-hydraulic methods and tools for the next decade
should be launched without delay. The end tols of R and D are software gathering the knowledge under a
transmissible form To produce the software, the R and D program must include a good balance of modelin&
ist ali improvements, ental progrms related to the modeling issues and numerical
developments.

The reflection initiated two years ago on both industrial challenges and scientific breahroughs has led
to the results presented here.

biternaticnal cooperation is of utmost impmrtance. Reflection nourished by internationl workshops liMe
OECD meetings feeds the discussion at late meetings and initiates firther exchanges in these highly challengig
issues.
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ContainmentlRCS Analysis of a Large Break
Loss-of-Coolant Accident in the AP600 Using RELAP5/MOD3

Abstract

Several large break loss-of-coolant accident (LBLOCA) calculations
were performed for the Westinghouse AP600 using RELAP5IMOD3
with a containment module developed to assess containment effects on
AP600 reactor coolant system (RCS) behavior. The first calculation
used AP600 FSAR mass and energy flows from the RCS as boundary
conditions for the containment and was used as a benchmark to compare
basic containment models against similar calculations using CONTAIN
and WGOTHIC. The calculated containment pressure was comparable
to the CONTAIN and WGOTHIC results. For the second calculation, the
containment module was linked to the RELAP5 AP600 RCS Long Term
Cooling Model, and an integrated RCSlcontainment LBLOCA was
performed. In this case the second and highest pressure peak disappears,
because: 1) the FSAR mass and energy release is significantly higher
than the release calculated by RELAP5, and 2) the excess energy in the
FSAR release goes upward as steam to the upper containment, because
of the conservative energy partition assumed by Westinghouse.

A sensitivity study to internal containment shell heat transfer showed
that a factor of three reduction still does not result in a high second
pressure peak for the integrated model with. A second sensitivity study
was done by varying the outside containment heat transfer . This
indicated that a substantial margin exists in the time required to initiate
PCCS cooling compared to what would be required using the
conservative FSAR energy release.

Integrated containment/RCS analyses proved to be very helpful in
assessing the conservatism of certain design basis FSAR assumptions
used for containment analysis.

Abbreviations

ADS
ADS123
ADS4
AP600
CMT
CONTAIN
CONTEMPT
CVCS
ECCS
FSAR
IRWST
LBLOCA
LOCA

Automatic Depressurization System
ADS combined first three stages
ADS fourth stage
Advanced Passive 600 MWe Reactor
Core Makeup Tank
General Purpose Containment Analysis Program
Simplified Containment Analysis Program
Chemical Volume and Control System
Emergency Core Cooling System
Final Safety Analysis Report
h-containment Refueling Water Storage Tank
Large Break Loss-of-Coolant Accident
Loss-of-Coolant Accident
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LTCM Long Term Cooling Model
PCCS Passive Containment Cooling System
PRHR Passive Residual Heat Removal System
RCDT Reactor Coolant Drain Tank
RCS Reactor Coolant System
RELAP5 General Purpose Reactor Analysis Program
SBLOCA Small Break LOCA
SG Steam Generator
WGOTUC Westinghouse containment analysis program

1. INTRODUCTION

The Westinghouse AP600 design integrates the containment and RCS performance to a much greater
degree than is the case for current generation operating pressurized water reactors (PWRs).

In Reference I the effects of containment modeling on RCS/ECCS behavior were explored for a one-inch
cold leg break. Reference 1 describes a RELAP5 containment module developed for the one-inch break
study. The purpose of the containment portion of the RELAP5 small break LOCA calculations was not
containment design audit, but determination of coolant mass and energy disposition in the lower
containment, since that is the coolant source for the RCS in the long term.

The physical computer models contained within RELAP5 and used for the containment module were not
specifically developed for containment design analysis. They were also not assessed against experiments
associated with containment design. In order to obtain an idea of the viability of the RELAP5
containment features, the module was benchmarked against WGOTHIC, CONTAIN, and CONTEMPT
calculations for a large break LOCA in AP600. This benchmark calculation is described in Appendix A
of Reference 1 and shows a reasonable comparison against calculations which were done several years
earlier.

After review of more recent WGOTHIC and CONTAIN analyses (References 2 and 3), it became clear
that the RELAP5 containment module was out of date and could not be successfully benchmarked against
the calculations in References 2 and 3. Therefore, the RELAP5 containment module was substantially
modified to improve the heat structures, volumes, elevations, flow paths, and containment shell heat
transfer using the more recent AP600 design information. The new module with new mass and energy
boundary conditions was then benchmarked against the recent WGOTHIC and CONTAIN calculations for
a large break LOCA.

Since an integrated RCS/containment calculation was performed for a one-inch cold leg break in
Reference 1, it was relatively easy to perform a similar integrated calculation for a large break LOCA.

In this report, the new RELAP5 Long Term Cooling Model (LTCM) with emphasis on the containment
module is briefly contrasted to the model described in Reference 1; the new benchmark and integrated
calculations are described; and relevant sensitivity studies are performed and described.

2. MODIFIED RELAPS LONG TERM COOLING MODEL

Figure 1 is a schematic diagram of the linkage between the principal components used for the two basic
models used in this study. Both models use the same input for the containment and the IRWST. The
benchmark model, however, does not use a PRHR heat exchanger in the IRWST. In a later section, this
will be shown to be insignificant for containment analysis. The RCS model used for the integrated
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Figure 1. RELAP5 AP600 Large Break LOCA
Containment/RCS Modeling
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analysis includes accumulators, CMTs, and a simplified secondary system. In Reference 4, the basic 100
node RELAP5 RCS model is described and assessed against OSU small break experiments. In the
benchmark model, the RCS is replaced by mass and energy flow boundary conditions obtained from the
revised AP600 FSAR.

Experience with the RCS model connected to various containment models has. indicated the need to make
some changes to the 100 node RCS model. In order to avoid substantive reverse flow through
accumulator and CMT check valves, the surge lines upstream of these valves is now modeled with the
homogeneous flow option. This does not have a large effect on the results, but essentially avoids this
anomaly. The ADS 123 outlet line to the sparger has been re-nodalized and re-initialized to avoid
unrealistic oscillations encountered at the beginning of the problem. The 100 node RCS model is used for
all of the integrated RCS/containment calculations.

In Reference 1, the LTCM analysis concentrates on the IRWST and sump injection phases of an SBLOCA
in AP600. This focus requires more detail in the containment compartments below the operating deck
than is usual for containment design analysis. Figure 2 shows the 32 nodes of the active primary sump
below the containment operating deck. After reviewing Reference 2, several modifications were made to
the primary sump, compared to Reference 1. First, a separate access tunnel component was created with
connections only to the lower sump, CMT room, and sump recirculation lines. The sump recirculation
lines are unchanged from Reference 1. A separate refueling canal component was added with an always
active drain line to the lower sump and a small flow path to the vessel cavity. Upper containment
components were separated from sunp components. Junctions to the RCS are those used in the integrated
calculation.

Figure 3 is nearly identical to Figure 2. The only difference is the time dependent volumes and junctions
used to simulate mass and energy flow to and from the RCS for the benchmark model. Thermodynamic
conditions for the time dependent volumes and phasic flows for the junctions are derived from Chapter 6
of the Westinghouse FSAR (Reference 5). The time dependent volumes are shaded in gray.

Figure 4 shows the three rooms that comprise the "normally non-flooded" rooms or secondary sump.
These are the two accumulator rooms and the CVCS room. In order to show the relationship to the C1MT
room, that component is included in the figure, even though it appears in Figures 2 and 3. There are no
changes from Reference 1 except the junction designation from the CMT room to the upper containment.

Figure 5 shows the 8 volumes and associated junctions that comprise the upper containment. Compared to
Reference 1, the cylindrical portion of the containment is a separate component and volume and junction
designations are changed accordingly.

The large break study in Appendix A of Reference 1 used average external containment shell PCCS heat
transfer coefficients from an old CONTAIN large break calculation (Reference 6). The integrated small
break analysis in Reference 1 used a four region external shell heat transfer model with coefficients
obtained from a CONTAIN small break analysis (Reference 7) done as part of the small break assessment.
The PCCS external heat transfer coefficients used for this study were obtained from Reference 3 and are
shown in Figure 6. Since RELAP5 does not have heat transfer models designed to simulate the curved
upper surface of the containment shell, the vertically oriented containment annulus shown in Figure 5
translates to vertical containment walls. As shown in Figure 5, that portion of the containment shell
adjacent to the three lower volumes is assumed to be 90% "wet". That is the heat transfer coefficients
used are from the curve labeled "wet" in Figure 6. The remaining 10% of the shell surface adjacent to the
lower three volumes uses the coefficients from the curve labeled "dry" in Figure 6. The upper annulus
and cylindrical nodes in Figure 5 represent the dome region of the AP600 containment. The water
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Figure 2. RELAPS AP600 Pnriary Surnp" Model
for Integrated RCS/Containment Analysis
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Figure 4. RELAPS AP600 Model
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Figure 6. CONTAIN Calculated Large Break LOCA
Average PCCS Film Coefficients
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coverage for vertical shell adjacent to this region is assumed to be 56% with the same "wet' and "dry"
coefficients being applied. Coverage values and heat transfer areas are from Reference 2.

The inner containment shell heat transfer model used in Reference 1 included an interim condensation
heat transfer option which is no longer recommended. This study uses the improved standard RELAPS
default model contained in version IG (Reference 8). After sufficient warm water vapor has accumulated
in the upper containment (<10 seconds), the heat transfer mode is condensation in the presence of non-
condensables. If the outer surface is dry, the inside heat transfer mode reverts to a convection mode after
that portion of the wall heats up. For those portions of the wall that are wetted on the outside, the heat
transfer remains in the condensation mode on the inside.

The current condensation model for this geometry (Reference 8) uses a combination of the Nusselt and
Shah correlations for convection through the liquid film The Colbunm-Hougen method is then used to
balance the heat transferred by condensing steam with the heat transferred through the condensate film.
This is done by iterating for the interface temperature (steam partial pressure). The diffusion of steam
through the non-condensables to the interface is according to the heat/mass transfer analogy, using the
Churchill-Chou correlation for natural convection to a vertical surface.

All of the old internal containment heat structures were removed and replaced with heat structures that are
geometrically similar to those described in Reference 2. Carbo-zinc paint and air gap thermal properties
were added to simulate these heat structure materials. For these calculations, heat structures were not
turned on and off as Westinghouse did in their analyses in Reference 2.

3. ANALYSES PERFORMED

The first set of analyses compare the RELAPS benchmark and integrated analyses with comparable
CONTAIN and WGOTHIC analyses. The second set is a sensitivity to variation in the internal
containment shell heat transfer. The third set is a sensitivity to external containment shell heat transfer.
RELAP5/MOD3 Version IG was chosen for these analyses. This version is a predecessor to the
forthcoming generally released Version 3.3. For these analyses it appears to be more stable and slightly
faster than Version 3.2.1.2. The mass error also seems to be generally improved.

3.1 COMPARISON OF RELAPS ANALYSES WiTH WGOTHIC AND CONTAIN

In Reference 2, Westinghouse presents the results of their design basis containment analysis using
WGOTHIC. The methodology used for providing RCS mass and energy release boundary conditions for
the containment analysis is described briefly in the AP600 FSAR (Reference 5). Reference 3 presents an
NRC audit analysis using the CONTAIN code and the same mass and energy boundary conditions used by
Westinghouse. For this study, an analysis was performed using the RELAP5 benchmark model described
in Section 2. The same mass and energy release was used as was used for the WGOTHIC and CONTAIN
analyses. A second RELAPS calculation was performed using the integrated model described in Section
2. A summary of nodalization and boundary conditions for the four calculations is given in Table 1.
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Table 1. Input Summary for Base Case LBLOCA Analyses

Upper
Lower Containment Containment

Code/ RCS Containment Nodes Boundary
Reference Nodes Nodes (ansidefOutside) Conditions
WGOTHIC/ 0 15 74/16 NIA
Reference 2

RCS
Boundary
Conditions

Reference 5
Mass & Energy

V" - m_ .V -
now Rcates

CONTA]NI 0 8 7/10 NIA Reference 5
Reference 3 Mass & Energy

Flow Rates
RELAP5 0 41 810 Reference 3 Reference 5
Benchmark/ heat transfer Mass & Energ
This report coefficients Flow Rates
RELAP5 100 41 8/0 Reference 3 N/A

V

Integrated/
This report

heat transfer
coefficients

Whenever a code input model does not contain the capability to analyze a particular aspect of the
transient, a zero appears in the applicable noding column of Table 1. Thus the containment codes have no
RCS capability and no RCS noding. Under such circumstances, boundary conditions are required and are
given in the last column of the table. In the case of RELAP5, there is no outer shell PCCS heat transfer
model. Therefore, heat transfer coefficients are used from Reference 3.

Figure 7 is a containment pressure comparison of the four calculations described in Table 1. The
WGOTHIC and CONTAIN results are reproduced directly from Reference 3. The RELAP5 benchmark,
which uses the same mass and energy release as the WGOTHIC and CONTAIN analyses, shows a result
very similar to the other two codes. This is characterized by an initial peak pressure at the end of
blowdown (30-40 seconds) of about 3A bar, and a higher peak of about 4 bar between 1000 and 1200
seconds. The RELAP5 integrated calculation shows no second pressure peak at all. The only difference
between the two RELAP5 calculations is the mass and energy release boundary conditions. In the
benchmark case, the flow conditions are provided by Reference 5 tables. In the integrated case, the 100
node RCS model generates its own conditions at the interfacing junctions between the containment and
the RCS..

3.2 COMPARISON OF MASS AND ENERGY RELEASE FOR THE TWO RELAP5
CALCULATIONS

Because the only difference between the two RELAPS calculations is mass and energy release, it was
decided to explore the quantitative difference between those two cases for those parameters. This also
provides a measure of understanding of the difference between the "best estimate" RELAP5 mass and
energy release and the AP600 FSAR release which in part follows the Standard Review Plan containment
release methodology.

3.2.1 SMALL EFFECT OF ADS4 RELEASE AND IRWST VENT FLOW

As shown in Figures 2 and 3, the mass and energy sources to the containment are the break flow, ADS4
flow, and IRWST vent flow in the RELAP5 model. In the cases using the FSAR boundary condition
prescription (CONTAIN, WGOTFHC, and RELAP5 benchmark), the ADS4 does not discharge to the

93



Figure 7. AP600 Large Break LOCA
Containment Pressure Comparison
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containment until 1000 seconds. In the RELAPS integrated case, ADS4 does not discharge until about
1560 seconds. In the RELAP5 benchmark the small effect of ADS4 can be seen at 1000 seconds in Figure
7. At this time, the pressure has just turned over when the energy release from ADS4 causes a very small
rise of about .05 bar (0.7 psi) over the next 200 seconds. From 900 seconds onward, the PCCS external
shell heat transfer coefficients have reached such high values (see Figure 6), that additional energy release
from ADS4 does not have a significant effect on containment pressure.

Figure 8 shows the integrated IRWST vent energy release for the two RELAPS cases. As the figure
shows, the slope is negative, indicating that mass and energy are actually flowing into the IRWST from
the upper containment. Thus for this break, energy from ADS 123 and the PRHR is not enough to warm
the large volume of IRWST water to cause steam venting to the containment. Rather the calculations
indicate that a small amount of warm steam from the upper containment flows down into the IRWST and
is condensed. For the approximate time of interest (40 to 1040 seconds), there is less than 1000 MI
difference in integrated energy flow between the IRWST and upper containment for the two cases.

3.22 LARGE EFFECT OF BREAK ENERGY RELEASE

Figure 9 shows an integrated break energy release comparison for the two RELAP5 cases for the first
2000 seconds. It is the energy release during the first 40 seconds that determines the first pressure peak.
During this initial period, the energy release is similar for the benchmark model using the Westinghouse
AP600 FSAR release and the integrated model using the RELAPS 'best estimate" RCS release. The
benchmark model is based on a Westinghouse SATAN-VI RCS analysis described in Reference 2.
Therefore, conservative assumptions, necessary after 40 seconds when Westinghouse did not use an RCS
analysis for mass and energy release, are not required during this initial period. Also RELAP5 and
SATAN-VI both use the Henry-Fauske break flow model with a break coefficient of 1.0. Thus, it is not
surprising that the mass and energy release based on SATAN-VI is similar to that based on RELAP5.

For the 40 to 1040 second time interval, 100,000 MJ more energy is released for the benchmark case (See
Figure 9). This difference is the main reason why there is a second pressure peak in the RELAPS
benchmark, WGOTHiC, and CONTAIN calculations and not in the RELAP5 integrated calculation.
Figure 10 shows that for the same time interval, the break mass release is similar for the two RELAPS
cases. Thus with the higher energy release and similar mass release for the benchmark case, the specific
energy of the break effluent is higher.

Without the benefit of an RCS analysis after 40 seconds, Westinghouse made conservative assumptions
regarding the energy state of the RCS and the speed at which stored metal and secondary fluid energy are
released to the primary system and then to the containment. It was not possible to separate and quantify
the various components of the Westinghouse release model to compare it to the more phenomenological
RELAP5 RCS model. However two of the effects were estimated based on the two RELAPS calculations.

The effect of different decay heat models appears to be very small. Westinghouse uses the 1979 ANS
decay heat standard with a 2k uncertainty added. The RELAP5 analysis used the same standard without
the uncertainty. The effect of the uncertainty is about 3.6% and amounts to only about 1,600 MJ over the
1000 second time interval.

The effect of rapidly releasing secondary energy could be very significant. Figure 11 shows the total
integrated energy gain of the fluid flowing through the steam generator tubes after 30 seconds for the
RELAP5 integrated model case. This start time is the beginning time for the Westinghouse rapid
exponential secondary energy release used in the benchmark case. As shown in the figure, the primary
system energy gain through steam generator heat transfer during the 30 to 1030 second time interval is
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Figure 8. RELAP5 AP600 Large Break LOCA
IRWST Vent Energy Flow Comparison
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Figure 9. RELAP5 AP600 Large Break LOCA
Break Energy Release Comparison
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Figure 10. RELAP5 AP600 Large Break LOCA
Break Mass Release Comparison
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Figure 11. RELAP5 AP600 LBLOCA Integrated Model
Integrated Primary Steam Generator Energy Pickup
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35,056 MJ for the integrated case. Also shown on the figure is the energy gain for the same time period if
all of the vapor flowing through the steam generators, that was not vaporized, is now vaporized regardless
of the heat transfer. The value for this energy gain is 57,296 MJ. This is a measure of the maximum
possible secondary to primary heat transfer, since the outlet enthalpy is assumed to be all vapor and the
secondary side temperature has not dropped accordingly to produce the extra primary energy gain. Also
the steam generator primary side exit temperatures are nearly equilibrated to the secondary side
temperature. The difference between these two cases is about 22,000 MJ or only about 22% of the energy
release difference between the integrated and benchmark cases.

In their post-blowdown energy release model Westinghouse uses a value of 260F (400K) for the final
equilibrium temperature. For the exponential, they assume that the secondary temperature of the broken
loop steam generator has decayed to 99% of that value in 1830 seconds (one-half hour after end of
blowdown). For the intact loop generator, the time is one hour after end of blowdown. In the RELAPS
integrated analysis, the steam generators are isolated within 15 seconds. That is, the feedwater flow is
isolated and the main steam isolation valves are closed. Thus, the principal change in secondary energy
content is via heat transfer through the SG tubes. Thus, a measure of the heat loss to the primary system is
to track the water temperature in the SG secondary. Figure 12 shows the secondary side liquid
temperature of each generator. Figure 12 also shows the secondary side temperatures assuming the
temperature decay model used in Westinghouse energy release model and using the temperatures
calculated by RELAPS at 30 seconds as the starting temperatures for the exponential temperature decay.
The temperature drop is about 2.8 times greater for each generator during the 1000 second time interval.
If that factor is applied to the best estimate energy release shown in Figure 11, the energy gain by the
primary due to heat transfer from the secondary assuming the Westinghouse exponential release model
would be about 98,000 MJ. Nearly all of this energy would then be released through the break during this
time period. Thus, the rapid secondary to primary heat release assumed by Westinghouse could account
for most of the "excess" energy release to the containment during the time preceding the second
containment pressure peak.

323 EFFECT OF BREAK FLOW PHASIC ENERGY SPLIT

Reference 1 showed that the phasic energy split of the break effluent can have a substantial effect on
containment pressure for a small break That is, if more energy is discharged as steam, it will rise in the
gas phase to the upper containment and contribute to a higher containment pressure. However, if more
energy is associated with warmer effluent water, this will contribute more to warmer sump water and less
to a higher containment pressure.

For this study a break repository was defined in order to evaluate mass and energy disposition in the
containment nearest the break junctions. The repository was taken as volumes 90503 and 90504 (See
Figure 2). In the integrated case these are the containment volumes that receive break effluent from the
RCS. In the benchmark case break effluent is deposited only in volume 90503 (See Figure 3). However,
to make a consistent comparison, the repository is still taken as both volumes 90503 and 90504. In
addition to the break, there are three junctions connecting the repository to the rest of the containment.
One junction goes upward from the repository to the steam generator chimney from whence it goes to the
upper containment. The second junction goes downward to the sump. The third junction connects the
vessel cavity to the repository via the hot and cold leg pipeways.

To explore the energy and mass disposition in the repository, the average values of mass and energy flows
were derived from integrated flows during the 40 to 1040 second interval. Figure 13 shows the average
energy flow through the four repository junctions over the time interval for the two cases. In addition, the
average energy flow to the heat structures is shown. Figure 13 shows that the larger break energy flow in
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Figure 12. RELAP5 AP600 LBLOCA Integrated Model
Steam Generator Secondary Temperatures

0

2
04)

(U
0.
E
0)

560.0

540.0

520.0

500.0

480.0

460.0

440.0

420.0

400.0
0.0 500.0 1000.0 1500.0

Time (s)
2000.0



Figure 13. RELAP5 AP600 Large Break LOCA
Break Repository Average Energy Flow from 40 to 1040 Seconds
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the benchmark case results in a much larger energy flow to the upper containment. Also the buoyant
effect of the additional heat causes more gas to be convected across from the vessel cavity.

The average mass flows for the repository junctions are shown in Figure 14. The figure shows that
relatively little phase change occurs in the repository in either case The water that comes in from the
break goes down toward the sump. Steam that comes in from the break goes up to the upper containment.
Since most of the excess break energy is associated with the steam in the benchmark case, it is not at all
surprising that most of that energy goes to the upper containment and contributes to the higher second
pressure peak.

3.3 SENSIIVITY TO INTERNAL CONTAINMENT SHELL HEAT TRANSFER

References 2 and 3 provide a number of sensitivity studies using CONTAIN and WGOTHC and the
FSAR mass and energy release. Since energy release played such a dominant role in the results of the
two RELAPS calculations, it was decided to explore the effect of a key parameter (internal containment
shell heat transfer) when the "best estimate" RELAPS release model is used in the integrated calculation.
Although the RELAPS natural convection condensation heat transfer model should be reasonably
applicable to inside vertical containment walls, it may not be applicable to the inner containment dome
and has not been specifically assessed against AP600 or other containment data. If the internal shell heat
transfer is thought to be too "optimistic," the importance of the effect of energy release on containment
pressure could be questioned.

Figure 15 illustrates the effect of multiplying the internal shell heat transfer coefficient by factors of 113
and 3 on the containment pressure for the integrated case. As can be seen, even a reduction by a factor of
three in the heat transfer coefficient does not result in a second pressure peak. Increasing the heat transfer
by a factor of three has relatively little effect, because the limiting resistance is the external shell PCCS
heat transfer.

3A SENSITIVITY TO EXTERNAL CONTAINMENT SHELL HEAT TRANSFER

Analysis of the OSU experimental data demonstrated the substantial heat removal capability of the core
makeup tanks (CMTs) and the IRWST for the long term (Reference 9). These two heat sinks provide the
required RCS cooling until sump injection begins sometime after about 20,000 seconds. For this reason it
was postulated that with a "best estimate" RCS energy release to the containment, significant external
containment heat removal may not be required until much later than the 300 to 1000 seconds assumed in
the Westinghouse design basis analysis. Therefore, two sensitivity studies were performed using the
integrated model and varying the external shell heat transfer coefficients.

In the first study, the "dry" heat transfer coefficients shown in Figure 6 were applied to all external shell
surfaces, to simulate no PCCS cooling. In the second study, "wet" coefficients were applied only to 56%
of the dome and not at all to the cylindrical shell. That is, PCCS water coverage was only applied to 20%
of the total available containment surface. Pigure 16 shows the results of the two sensitivity studies
compared to the base case integrated RELAP5 calculation. As postulated, the heat sink capability of the
CMTs and IRWST is sufficient to prevent a significant containment pressure increase for all cases
including the "dry" wall case until about 20,000 seconds. For that case, the design pressure is not reached
until nearly 100,000 seconds. The case with the "dry" cylindrical shell (20% total coverage) is well below
the design pressure at 100,000 seconds and does not appear to be heading for a significant second pressure
peak. Calculations using a "best estimate" energy release from an integrated RCS/containment model
show significant margin for the time required to cool the containment shell, even for severely degraded
PCCS cooling.
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Figure 14. RELAP5 AP600 Large Break LOCA
Break Repository Average Mass Flow from 40 to 1040 Seconds
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Figure 15. AP600 LBLOCA Integrated RELAP5 Model
Containment Pressure Sensitvity to Inside Wall Heat Transfer
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Figure 16. AP600 LBLOCA Integrated RELAP5 Model
Containment Pressure Sensitivity to PCCS External Heat Transfer
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4. CONCLUSIONS

Even though RELAP5 containment models are not well assessed, the code has been benchmarked against
a limited set of analyses using well known containment codes. In those cases, the RELAP5 calculated
containment pressure is comparable to CONTAIN and WGOTHIC results, when the same FSAR mass and
energy release is used, and when CONTAIN outer shell heat transfer coefficients are used.

By using the integrated RELAP5 RCSlcontainment model, which calculates "best-estimate" RELAPS
mass and energy release to the containment, the second and highest containment pressure peak disappears.
This is because: (1) the FSAR energy release in the evaluation models is significantly higher than the
"best-estimate" release calculated by RELAP5, and (2) the excess energy in the FSAR release goes
upward as steam to the upper contaiment. This is because Westinghouse assumes a conservative energy
partition between water and steam coming from the break, based on an accepted and approved
methodology for licensing analysis.

A factor of three reduction in the inside shell heat transfer coefficient still does not result in a high second
containment pressure peak for the integrated model with "best-estimate" energy release.

Calculations using a "best estimate" energy release from an integrated RCSlcontainment model show
significant margin for the time required to cool the containment shell, even for severely degraded PCCS
cooling.
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Life Cycle Management Project

Calvert Cliffs Plant Aging Management
Activities and Lessons Learned

Water Reactors Safety Informatiori Meeting
October28, 1998

Barth Doroshuk
Marvin Bowman

Life Cycle Management Project

Side

AM U."I

E Q=UWe Cycle Management Project

Presentation Objectives

* Provide overview of aging effects findings for
Calvert Cliffs

* Discuss new inspection activities to support
long term operation

* Discuss timing of implementing activities at
Calvert Cliffs

Si.e 2

4.C 24.41
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Existing Calvert Cliffs Aging Management
Programs & Procedures Relied on for License

Renewal
Surveillance Tests (54)

,Special Tests, Inspections,
and Activities(S)
Maintenance Procedures (25)

e - Engineering Programs (4)

Operations Procedures (15)

henisttry Procedures (8)

Maintenance Programs (10)

Preventive Maintenance
430 Total Tasks (309)K
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110



O F. Life Cycle Management Project

New and Modified Aging Management Programs
and Analyses for Calvert Cliffs
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- Perform susceptibility analysis and initiate plan for
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I = Ufe Cycle Management Project

Evaluate Refueling Water Tank Penetrations

* Aging Statement
- Penetrations with stiffener plates may establish

environments conducive to stress corrosion cracking

* Inspection Activity
- Determine if refined inspections are advisable

* Schedule
- Perform engineering evaluation to confirm adequate

structural integrity remains upon detection of leakage
caused by stress corrosion cracking -summer 2001

- alternatively, include penetrations in Age Related
Degradation Inspection program

Soft?

LCM 361

Life Cycle Management Project

Age Related Degradation Inspection of Piping

* Aging Statement
- Stagnant portions of systems may degrade differently

than portions exposed to the normal flow stream

* Inspection Activity
- Confirm effectiveness of chemistry controls
- Establish applicability of existing inspection results
- Focus inspections to obtain the best value

* Schedule
- Develop methodology - complete
- Prepare administrative procedure and technical

requirements document - winter 1998
- Prepare inspection plan - spring 1999

SO&#
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Age Related Degradation Inspection of Electrical
Cables

* Aging Statement
- Cable Insulation degrades with extended exposure to

elevated temperatures

* Inspection Activt
- Establish the population of cables that will exceed

service limits
* Schedule

- Perform thermal survey to define bounding locations - complete
-Install temperature probes and collect data - complete
- Compare peak cable service temperatures to 60-year service

limiting temperatures -complete
- Establish corrective actions where limits will be exceeded -

2010

Life Cycle Management Project

Age Related Degradation Inspection of Electrical
Panels

* Aging Statement
-Panels and enclosed terminal blocks may degrade with

time

* Inspection Activity
-Incorporate all panels into program of periodic

inspections

* Schedule
- Establish the population of panels not presently subject

to periodic Inspections - complete
- Establish inspection requirements and implement

inspections - first quarter 2001

A,~ 10

LAM46
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Age Related Degradation Inspection of
Component Supports

* Aging Statement
- Certain component supports may not be accessible but

have degradation bounded by accessible supports

* Inspection Activity
- Determine if augmented inspections are advisable

* Schedule
- Establish action items to develop and implement

inspection program for inaccessible supports - spring
1999

Life Cycle Management Project

Buried Pipe Inspection

* Aging Statement
- Degradation rates of buried piping can vary significantly

as a result of design, installation, and operation factors

* Inspection Activity
- Confirm effectiveness of design features (installation

practices, coatings and cathodic protection)

* Schedule
- Establish action item milestones for program

development & implementation - complete
- Complete assessment to provide basis for scope -fall

1998
- Develop, review, and approve program - spring 1999
- Implement program - fall 1999 Sll

LGM 56"I6
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Caulking and Sealants Inspections

* Aging Statement
- Elastomeric sealants degrade with time

* Inspection Activity
- Determine If exdsting inspection practices (e.g. plant

walkdowns, fire barrier inspections) need augmentation
for barrier seals with other functions (e.g. internal
flooding)

* Schedule
- Establish and implement action plan -spring 1999

13Ede1

'= Life Cycle Management Project

Fuel Oil Storage Tank Internals Inspections

* Aging Statement
- Degraded Internal coatings of carbon steel storage tanks

can lead to corrosion

* Inspection Activity
- Confirm effectiveness of coatings and cathodic

protection
- Confirm effectiveness of operating practices

* Schedule
- Establish milestones for program development &

implementation -complete
- Establish PM tasks to schedule and perform the

inspections - winter 1999
ASde1

u;" A
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DOW ULife Cycle Management Project

Extend Component Supports Baseline
Walkdowns

* Aging Statement
- Environmental conditions may degrade component

supports

* Inspection Activity
- Conduct sampling Inspection of in-scope supports that

were not subject to Seismic Verification Project or ISI

* Schedule
-By winter 1998 develop action plan to

> Establish inspection criteria and sample size
* Perform walkdowns & document results

soas t
LCU S&Ofl

AL=fe Cycle Management Project

Summary Observations

* Aging Effects
- no aging unique to license renewal has been discovered

* Inspection Activity
- Current Inspection activity on site plus some additional

will more than reasonably assure aging is managed
regardless of "age"

* Benefits of Early Efforts
- By applying engineering resources with a "long term"

perspective, BGE has been able to plan for the long term
safety and reliability of Calvert Cliffs

LCM s&Ies
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Technical Challenges for Life Cycle Management-
Oconee Nuclear Station

Rounette K. Nader, Debra V. Ramsey, Michael G. Semmler,
R. Paul Colaianni, Gregory D. Robison

Duke Energy Co.

Abstract

Life Cycle Management (LCM) is one of the keys to the future operation of Oconee Nuclear Station,
since thinking, planning, and acting within a stuctured business-minded process is required now more
than ever. Plant staff and management must recognize the need for integrated, holistic processes that
identify and address the life limiting issues that are facing Oconee.

The potentially life limiting issues for nuclear power plants (NPPs) come from a variety of sources but
can be grouped into five categories of concern: Technical, Regulatory, Environmental, Political, and
Economic. With focus on these five categories, engineers are able to view issues based on the source of
the concern and to measure their impacts on their nuclear business. Many common LCM concerns exist,
but the importance of each will vary from NPP to NPP depending upon relative significance of the
source to that particular NPP. This paper stresses the following technical challenges faced by Oconee
Nuclear Station:

* Obsolescence of component technology
* Lack of spare parts
* Material aging

The Business of Nuclear

Each NPP in operation today was conceived as a way to provide needed power generation with a
corresponding value returned to the plant's owners and investors. This statement defines the business of
nuclear power just as it describes businesses in many other sectors of society. The business of nuclear
power has never been simple, but the struggles required to deal with the complexities have been more
than offset by the value added by the operation of these plants. Oconee Nuclear Station is a three-unit
site licensed in 1973 and 1974 with a combined generating capacity of 2538 megawatts. The station
continues to be a valuable generating asset for Duke Power, and through a systematic process of
thinking, planning, and action, future plant operations can continue to provide needed generation while
corresponding value is returned to Duke Energy and its investors. For Oconee, this process is called Life
Cycle Management.
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Importance of Life Cycle Management

The driving force behind LCM at Oconee is the desire to predict and address the challenges that the plant
will face in the future. Many of these challenges, if not appropriately addressed, can significantly limit
or even end the life of the station. Each year, an increasing amount of nuclear generating capacity is lost
due to extended outages and shutdowns associated with LCM issues. Implications of this lost generation
range from decreased revenues for the utilities to the possibility of power outages in the regions with a
limited surplus of electricity. In the long run, the future operation of today's NPPs depends largely on
how well the staff and management of operating facilities are able to master the challenges of LCM.

Challenges for Life Cycle Management

The potentially life limiting issues for NPPs come from a variety of sources but can be grouped into five
categories of concern: Technical, Regulatory, Environmental, Political, and Economic. While the topic
of this paper focuses on the technical challenges, key aspects of each group of challenges are noted here:

Technical
* Obsolescence of component technology
* Lack of spare parts
* Material aging

Regulatory
* More stringent regulations that, in turn, could direct physical plant changes and have an

economic impact
* Industry operating issues that again, in turn, could direct plant changes and have an

economic impact

Environmental
* Impact of increased amount of spent fuel
* Disposal sites for low level radioactive waste

Political
* Strategic objective of the utility, region and country
* Concerns of surrounding residents and neighboring area

Economic
* Deregulation
* Privatization or change of ownership
* Return on investment and meeting financial targets
* Cost of production
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For Oconee Nuclear Station, each of these areas has been and continues to be analyzed in order to
understand how our future business may be affected by these concerns and risks. Several iterations of
these reviews were performed with increasing levels of detail. Our initial reviews in the early 1990s
concentrated on the economic viability of continued operation, while our more recent analyses have
focused on plant level details in preparation for plant license renewal.

Technical Challenges: A Systematic Approach

In an effort to effectively think, plan, and act on specific technical LCM concerns, a systematic approach
was adopted at Oconee Nuclear Station. Engineering assessments investigated applicable aging and
regulatory issues to determine the future plant equipment replacements and improvements needed for
optimum operation within the regulatory environment A long-range plan was instituted to capture all of
the issues and provide a means for collectively reviewing the issues. The need for a solution to a
particular problem related to obsolescence or aging can be prioritized relative to all other issues. Some
examples of these particular issues at Oconee Nuclear Station are presented herein.

Obsolescence of Component Technology

Obsolete component technology can cripple the operation of a NPP. Oconee Nuclear Station is dedicated
to upgrading components to avoid the crippling effect of obsolescence. Many large components have
been replaced recently, particularly computer-related components. As obsolescence becomes an issue
for a particular component or component type, engineering studies are performed to determine feasible
replacement options. Management has taken an active role in authorizing and allocating money for
replacement of these components.

Oconee Nuclear Station recently completed a replacement of obsolete computer technology on each unit.
The Operator Aid Computer (OAC) performs plant calculations, event alarming, and extensive
equipment condition monitoring for the operator. The operation of the OAC is not required by regulation
but is a vital part of the operators collective unit control and monitoring system. Loss of the OAC
function increases operator work for Technical Specification surveillance and may result in reduced unit
capacity or even loss of the ability to run the unit. The OAC was procured in the late 1960s and was
cornected in tandem with computers that were added in the 1980s. Spare parts for the computer had
become unavailable or obsolete, and custom manufactured parts had become cost prohibitive. Hardware
maintenance and software programming expertise had become unavailable within Duke Power and in the
rest of the industry. Finding someone with maintenance or programming support experience for these
computers had become increasingly difficult Additionally, the computers were not Year 2000
compliant. The computers have now been replaced on all three Oconee units at a cost of $27 million.
The expected life of the replacement OAC systems is ten years due to the advancing technology and
expertise required to maintain them. The replacement systems have been specified so that individual
components of the systems can be replaced as older technology becomes obsolete, without requiring
replacement of the entire OAC system. This example demonstrates that the issue associated with
obsolescence of component technology will continue to challenge Oconee Nuclear Station.
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Lack of Spare Parts

Duke Power's Commercial Grade Program is dedicated to managing the spare parts challenge at its
NPPs. Procurement Engineering personnel are responsible for the program implementation as well as for
performing the analysis required to dedicate commercial components for nuclear applications that
require quality assurance (QA).

Due to the age of Oconee, many of the original equipment suppliers, particularly those of electronic
equipment, are no longer in business or simply no longer support their previous product lines. Often, a
procurement engineer does not learn that the product is unavailable until he reorders a part. Lack of
spare parts is a growing problem that is difficult to assess for the future because it occurs with greater
frequency as time passes.

When the ability to obtain spare parts for a given component is discovered, interim solutions vary. In
some cases, Duke has purchased all the items in the manufacturer's stock. In other cases, we have
worked with the Oconee NSSS vendor group, Babcock & Wilcox Owners' Group (BWOG), to procure
parts from other plants. These "fixes" only resolve the spare parts issue momentarily, eventually, these
components will have to be replaced.

Unique equipment challenges exist for Oconee because of the separate hydroelectric facility (as opposed
to diesel generators) which provides emergency power to the nuclear station. Many parts for the hydro
station components are not available under a vendor's QA program. For example, none of the
replacement parts for the Westinghouse voltage regulator are available under the Westinghouse QA
program and in many cases are no longer manufactured by Westinghouse. There are a few critical spare
parts in inventory, but the time quickly approaches when the decision on an alternative must be made
before the issue impacts the operation of the nuclear station. Duke will probably be forced to replace the
regulator in the next few years.

Lack of spare parts requires a dedication from the site in the form of an allocation of Engineering
resources and a budget for replacement modifications. Based on the experiences at Oconee Nuclear
Station, lack of spare parts will become more of a reality, especially if the operating license is extended
for an additional twenty years. Lack of spare parts is an issue that must be considered when analyzing
and planning for future operation.

Material Aging

It was recognized early in the Oconee License Renewal process that planning for License Renewal would
not only position the facility for extended operations, but would also be beneficial in optimizing
operations for the remainder of the facility's currently licensed plant life. Further, conducting the
systematic technical analysis required for license renewal would provide important technical information
in a more sophisticated and well-documented manner that would prove valuable in managing the life of
plant hardware as related to material aging.

The development and processing of the Oconee License Renewal application is one endpoint of the more
detailed approach to Oconee LCM. The main purpose of the License Renewal Application is to
demonstrate to the United States Nuclear Regulatory Commission (USNRC) that Oconee can be operated
in a safe manner for twenty years beyond the existing forty year licensed life. Embodied within license
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renewal is the principle that the current regulatory process is adequate to ensure that the licensing basis
of all currently operating plants provides and maintains an acceptable level of safety, with the possible
exception of the detrimental effects of aging on the functionality of certain plant systems, structures, and
components (SCCs) in the period of extended operation.

To prepare the License Renewal Application for Oconee Nuclear Station, the License Renewal Project
Team followed a systematic process to assess material aging in the plant. Age-related degradation of
active components are fairly easily detected, normal pump operation or performance testing will indicate
a declining performance trend, or motor-operated valve stroke time testing will indicate declining motor
performance. The License Renewal approach was designed to focus on the passive components in the
plant, i.e., components without moving parts whose gradual degradation will not be monitored through
normal operation or performance testing. By following the approach laid out by the License Renewal
Rule, the Oconee License Renewal Project Team mechanistically determined the aging effects that could
cause loss of function of these passive components and the programs and activities needed to manage
material aging. For the purposes of operating Oconee Nuclear Station to the end of its current license
term, the license renewal results have provided needed insight into aging issues and the kinds of
activities required to manage the material aging challenge.

The following sections provide some examples of technical issues that were addressed during the license
renewal evaluation for Oconee.

Structures

One of the structural issues associated with the extended period of operation was loss of prestress over
time in the Containment post-tensioning system. Loss of prestress is due to material strain occurring
under constant stress. Loss of prestress over time was accounted for in the design of the post-tensioning
system. By assuming an appropriate initial tensile loading stress and using appropriate prestress loss
parameters, the magnitude of the design losses and the final effective prestress at the end of 40 years
were calculated at the time of initial licensing. Extending the analysis to 60 years was crucial in
determining whether the post-tensioning system would remain capable of performing its intended
functions as installed for an additional 20 years, need to be re-tensioned, or need to be replaced.

The analysis (as described in Oconee Selected Licensee Commitment and developed using the guidance
of Regulatory Guide 1.35) determined that the final effective prestress after 60 years of operation would
reasonably ensure the ability of the post-tensioning system to perform its intended functions for the
extended period of operation.

Mechanical System Components

One mechanical issue that was identified while analyzing thermal fatigue effects of piping designed to
USAS B3 1.1 was excessive thermal cycling of one section of piping. Piping designed to this Code is
allowed 7000 thermal cycles over its lifetime, unless a stress range reduction factor is applied to the
analysis. Extrapolating from past performance, it was determined that the pressurizer sample line would
exceed this number of cycles during the current license period. When the analysis was performed with
the stress range reduction factor applied, modifications were required to bring the piping into Code
compliance. These modifications have been completed on all three Oconee units.
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Another issue in the mechanical area for the period of extended operation is aging of the external
surfaces of buried mechanical components. Depending on the material of construction, buried
mechanical components are susceptible to loss of material due corrosion and selective leaching, and
cracking due to stress corrosion cracking. The aging of these buried components occurs when the
protective coating degrades to the point where soil and ground water contact the material surface.

During plant construction, buried mechanical components were externally coated. Twenty-five years of
operating experience has identified only two local failures, neither of which impacted system function.
This good operating experience indicated that the coating has continued to provide protection for the
buried components. However, no direct evidence exists that verifies the actual condition of the coating.
Directly determining the condition of the external coating would require excavation, which is costly and
increases the likelihood of damage to the coating that accelerates its degradation and the onset of
material aging. However, the condition of the external coating can be determined indirectly by
inspecting a portion of the interior surfaces of these buried components.

Every five years, the interior surfaces of a large portion of the buried mechanical components are
inspected. Approximately 460,000 square-feet of interior surface are directly inspected for signs of
degradation from either the interior or exterior environment The two local failures that have occurred
were from the external environment with one being identified by the internal inspection. Through
periodic inspection of the interior surfaces, an increase in the number of local failures from the external
environment would be an indication of general degradation of the coating. This periodic inspection will
ensure that the system will be capable of performing its intended function for the period of extended
operation.

The Reactor Coolant System (RCS) received special focus during the license renewal review because of
its importance in the radioactive release line-of-defense. Aging management of the RCS components
was addressed for Oconee primarily through the BWOG. The results of the BWOG efforts were
integrated into the Oconee license renewal application. Aging issues that were addressed ranged from
those that are well understood to emerging issues that are under research. Management of these aging
issues ranged from analytical solutions to plant maintenance programs. Issues such as reactor vessel
embrittlement and the potential cracking of reactor vessel Alloy 600 parts were addressed. Emerging
issues on the reactor internals bolting were investigated and a new baseline program was introduced to
begin further characterization of aging of these internals parts. Also, steam generator aging management
issues were reviewed and emphasis has been placed on the steam generator tubing inspection program
that has been implemented at Oconee over a number of years. These issues demonstrate the broad range
of aging management issues covered in this important mechanical system.

Electrical Components

In recent years, electrical cables in nuclear power plants have been seen as one of the greatest challenges
for operating a plant beyond the originally licensed 40 years. Management at some plants have even
expressed the idea that a decision on applying for an extended operating license would depend on the
outcome of a plant cable evaluation. At the same time, no complete plant evaluation of electrical cables
had been performed at a nuclear plant This was the setting when planning began for the electrical cables
evaluation for license renewal at Oconee Nuclear Station.
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The technical challenge of the evaluation was determining which cables were within the scope of the
NRC's license renewal rule (10 CFR §54.4) and how to adequately evaluate aging of these cables for the
twenty-year extended period of operation. At the time, no clear path to a resolution of these challenges
was evident.

At first glance, the most straight-forward process to identify the electrical cables was believed to begin
with the plant mechanical systems. The first step of the process would be to identify mechanical systems
that are within the scope of the license renewal rule. Following this, the electrical equipment that
supports the mechanical system intended functions and the cables that connect the electrical equipment
would be identified.

As a demonstration of this process, a single component, known to be within license renewal scope, was
chosen - the motor-driven emergency feedwater pump. A review bf the electrical connection diagrams
for power and control of the pump identified more than twenty separate electrical cables. The specific
license renewal intended functions of the pump were identified as were the electrical equipment and
cable intended functions. Research was performed to determine the construction and primary insulating
material for the cables. The route of each cable was mapped between each piece of electrical equipment
involved, and the plant areas through which the cables traveled were identified. The service environment
in each of these areas was determined as was the applicable self-heating temperature rise. Once the
service conditions of each cable and its primary insulating material were identified, the cable's expected
life could be determined.

This demonstration revealed that the electrical cables in the demonstration were routed in the same areas
as many other cables that are probably within license renewal scope. For these other in-scope cables, the
same process would need to be followed. If bounding values for cable materials, service environments,
and self-heating temperature rise could be determined, individual parameters for each cable would not
need to be identified. In addition, by using a bounding approach, it may not be necessary to specifically
identify all the cables that are within license renewal scope and may only be necessary to ensure that the
bounding values include the characteristics of all in-scope cables. Identifng specific and individual
functions for in-scope cables was also a major task. Therefore, coupled with the bounding cable review
was the idea that reasonable assurance must be provided that all cable functions need to be maintained
which in essence is a bounding set of functions that includes all license renewal intended functions.

The use of this bounding approach rather than a specific component identification approach led to
numerous economies during the review process. These economies in process made it possible to
overcome the technical challenges and complete the evaluation of electrical cables for the Oconee
Nuclear Station license renewal application. This bounding approach for evaluating cable aging
represents enormous success not only for Oconee Nuclear Station, but for the industry as a whole.

Summary

The challenges that face aging NPPs are expansive in nature and require systematic solutions. License
renewal planning for Oconee has been a strong motivator in establishing a larger LCM perspective that
aids in providing a structured and systematic method to approach these technical challenges. The
Oconee License Renewal Project Team continues to work closely with other industry groups to develop
technical processes and common solutions to aging management issues associated with license renewal.
These groups included the B&W Owner's Group (BWOG), the Westinghouse Owner's Group (WOG),
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Electric Power Research Institute (EPRI), the Nuclear Energy Institute (NEI), and the Institute of
Electrical and Electronics Engineers (IEEE). The technical issue examples demonstrate that solutions to
the technical challenges that face Oconee Nuclear Station can be engineered such that the issues are
managed. As long as the financial analyses determine that resolution and management of these issues
does not impact the economic viability of Oconee, these issues will not limit the life of the station. We
can reap the benefits of future operation only if we are committed to investing in LCM today.
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Abstract

Electdcit de France is now operating 58 PWR nuclear power plants which produce 75 %
of electicity in France. Besides maintaining safety and availability on a routine basis, it is
outmost important to protect the investment. That is the reason why EDF is devoting
important ressources to implement aging management concern as an integral part of
operation and maintenance programs (for example through appropriate data collection,
specific repair and replacement projects and important anticipation efforts, taking in
account the high level of standardization of the units).

A partcular organisation has been set up to continuously observe and analyze all activftes
so as to make sure that aging concern is correctly taken in account in strategies and that
no decisions are susceptible to impair plant lifetime. This lifetime program is paying
attention to technical issues associated with main components but is also dealing with
issues related to economics and industry situation.

1 - INTRODUCTION

Managing ageing and remaining lifetime of an industrial facility is a concern which must be
taken in account as soon as possible in daily activities. With that respect, comparison with
the human body and health is totally appropriate: ageing is beginning very early, bad
practices may be detrimental in the short as well as the long term and the asset is of a
considerable value I

EDF recognized very early the importance of that need for its nuclear facilities: 58 PWR
units built on 20 sites are producing 75 % of electricity used in France; between 10 and 20
% of the generated electricity is exported in other european countries, so contributing for a
large part to the french commercial balance ; and 50 % of the investment is now
amortized. Moreover, building new plants will certainly present much more difficulties than
in the past So that keeping these facilities in good operating conditions as long as
possible is absolutely vital for the company which is going to face the reorganisation and
deregulation of the european electricity system.

And for nuclear power plants, "good operating conditions undoubtedly means safety and
cost-effectiveness.
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2 - UFETIME MANAGEMENT POUCY

For some components, lifetime is given by the manufacturer as a guaranteed value. But in
most cases, manufacturers give only some indications about what they consider as an
"average technical lifetime", without any contractual commitment

The pressure boundaries of the nuclear steam supply system represent a special case.
Numbers of expected operating transients are input in the fatigue analysis required by
pressurized component regulation. So that the time to undergo these transients may be
considered as a "regulatory lifetime' of the NSSS.

An other lifetime value is the one postulated to calculate amortization of the investment
And of course, in many countries, licencing period may be considered as a kind of
"lifetime" although it is generally not related to any technical limitations. In France, such a
limited licencing period does not exist The idea is that safety is pemanently under scrutiny
with a complete review and reassessment every ten years but without formal authorization
process. However, experience shows that this ten-year safety review which is put under
control of safety authorities may represent a "re-investment" as big as a formal licence
renewal process.

In EDF, the lifetime management policy of the nuclear power plants is based on three
principles:

- looking for excellence in daily operation and maintenance activities, with an
effective experience feedback organisation taking advantage of the high level of
standardization of the units,

- every ten years, a complete review of each facility and an upgrading of its safety
level through appropriate modifications while maintaining unit standardization in all
the fleet,

- a Ufa Management Program, at corporate level, which permanently scrutinizes
operation and maintenance activities to identify decisions which could impair plant
lifetime and which surveys research and development programs related to ageing
phenomenon understanding.

3 - INTEGRATION OF UFETIME CONCERN IN O&M ACTMTIES

As it has been said, it is outmost important to take in account the lifetime concern in daily
operation and maintenance activities. And this must be done as early as possible in plant
life. It requires some engineering analysis because this was generally not correctly done in
original operation and maintenance procedures.

For example, significant investigations were necessary to realize that pressurizer and
steam generator operation practices were imposing significant fatigue loading on some
nozzles and branch lines and that it was possible to reduce the fatigue cumulative damage
by optimizing procedures. In the same way, optimization of fuel assembly management
allows to reduce irradiation embrittlement of the core vessel. Of course, these
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optimizations have a cost which must be balanced with the lifetime benefits- through
appropriate analysis.

Eventhough analysis works generally require engineering capacity, many good ideas may
arise from plant staff. And if procedures are *optimized", people will apply them more
certainly if they understand the intent. So that increasing lifetime awareness of plant
people is also an important feature of EDF strategy.

In many cases, operating experience gives evidences of phenomenons which may impact
component lifetime. So it is very important to have an efficient experience feedback
organisation. In EDF, events and/or informations are first analyzed by site engineers.
Then, the most important informations are provided to the corporate level where
specialized departments perform a "second lever analysis, particularly to detect any
generic aspect. As a consequence, they may propose relevant measures to be taken on
other units andlor initiate appropriate updating of operating and maintenance procedures.

In the following paragraphs, some keypoints of the lifetime concern integration in plant
operation and maintenance are described: long term repairlreplacement strategies
collecting relevant data; surveying industrial capacities.

4 - REPAIR I REPLACEMENT STRATEGIES

Because all the units are quite identical, large ressources may be devoted to problem
solving so that a solution found for one unit may be implemented on all the other units. But
this high level of standardization could become a weak point if problems are not
sufficiently anticipated. It is absolutely necessary to eliminate the risk of a generic problem
which would affect all units at once and oblige to shut them down at the same time. For
that, EDF must have a very prospective view of all major degradations which could impair
component reliability or integrity with appropriate repair/replacement strategies. These
strategies must cover periods of time consistent with the capacity of nuclear industry to
develop methods and build components (between five and fifteen years).

The "Exceptionnal Maintenance Program" is dedicated to periodic review of design,
fabrication and experience feedback of the 30 or 40 most sensitive components in order to
identify possible future problems, to estimate potential consequences and to propose
appropriate measures to be taken: simple surveillance, development of repair methods,
early procurement of spare parts and, possibly, replacement in anticipation if the risk of
having all the plants affected at the same time appears too high.

Decisions are made after performing a cost / benefit analysis of various strategies.
Probabilistic approaches are often used. But it must be recognized that indirect
consequences of some catastrophic scenarios are sometimes difficult to assess.

Of course, consequences of the "anticipation / no anticipation" choice must be integrated
on the whole plant lidetime.

Finally, the Exceptionnal Maintenance Program allows to identify large maintenance works
which will "probably" have to be performed and to take measures such that, at the proper
time, impact on EDF fleet performances is minimized.
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Consequences of a prediction error are minimized by a complementary "inductive" analysis
: very low probability events are considered and countermeasures may be taken so that if
these unlikely events occur, the consequences will be costly but not catastrophic for
France electricity production.

5 - COLLECTING RELEVANT DATA

When assessing plant lifetime expectancy, past data about operation and maintenance
are needed.

The most common example is the fatigue assessment of the NSSS: to be able to make a
prediction about the remaining fatigue resistance of a given component, informations
about past fatigue cycles are needed. These fatigue cycles are mainly pressure and
temperature transients. Of course, if these informations have not been recorded at the
proper time, it is very difficult to find them ten or twenty years later !

The minimum requirement would be to bookkeep the type of each transient occuring on
the plant: heat-up and cool-down, load variations, RHRS connection and disconnection
and other transients which appear in the design analysis. But, when performing a fatigue
assessment twenty years later, it will be necessary to take, for each transient, temperature
and pressure variations as they were expected in original design analysis and this is likely
to be overly conservative. That is why, for the primary circuit of EDF NPP's, original design
transient list has been adapted to obtain a more *operational reference list so that it fits
closely to the actual transients (of course, it required to update design analysis !). And
when a pressure and/or temperature transient is detected (with very low threshold),
systematic comparison is made with the reference transients to make sure that the actual
fatigue loading is not more severe than expected but also, is not too conservative either.

Moreover, it has been recognized that, at some specific locations, global temperature and
pressure variations doest not give an exact view of the fatigue loading due to local
thermohydraulic phenomenons like stratification. Extensive studies were performed on that
subject (mock-up testing, numerical analysis, on-site instrumentation) in order to develop
"fatiguemeters" which continuously monitor local fatigue loading and permanently estimate
usage factors.

EDF was spontaneously motivated to do all that because it is explicitely required by
French Nuclear Pressure Component Regulation.

For other plant components and other types of damage, monitoring programs (beyond
regular inservice inspection) depend on the ageing probability and consequences. For
exemple, a very sophisticated and extensive approach has been undertaken for cast
austeno-fenritic steel elbows.

The operating experience feedback organisation which asks for plant staff to report all
significant events to the corporate level, is used as an history recording system
(computerized information system used for experience feedback is connected to an
historical data bank). These historical data are mainly kept in three formats:
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- event description and its causes and potential consequences as they are
identified by plant engineering staff, are kept on file. For most interesting events
(selected by a specific multidisciplinary committee), the file is completed by
corporate analysis conclusions.

- yearly synthesis are made by corporate departments on selected subjects.

- system and component reliability data are separately recorded in order to be
easily used as input data in probabilistic type of analysis like Safety Probabilistic
Assessment or Reliability Centered Maintenance Approach.

It must be emphasized that the process of collecting appropriate data always begins with
plant personnel and that, in order to correctly perform the job, they need to understand the
purpose of it and the importance of doing it well. This means a "plant life management
awareness" which has to be permanently maintained.

When saying that collecting data must be done as early as possible, it can be added that
"early" is never "early enough" . Indeed, it was often experienced that problems arising
during plant operating life were related to events which had occured during pre-
operationnal tests and for which most of the informations were lost.

6 - SURVEYING INDUSTRIAL CAPACITIES

To build 58 units in twenty years, France had to create specific industrial capacities and to
adapt existing facilities. At the same time, many countries were doing the same. Now, the
future of NPP construction is not very dear. Even in France, there is no real need for new
plants before 2010 or 2015: this is dearly a drawback of the good life management of
exdsting plants I

Some design and construction companies were able to turn to maintenance activities. But
even maintaining the equipment they built does not give as much work as construction.
And there is a strong competition with companies the core business of which has always
been maintenance. And last but not the least, there is companies which designed and built
so reliable components that there is almost no maintenance to perform !

For all these reasons, there is a high risk for some of these "nuclear" companies to go out
of business. And the question is: if some components need large repair, revamping or
replacement, will the utility find appropriate industrial capacities to do the job and provide
the spare parts.

To cope with this issue, EDF set up a "world industrial capacity observatory" which
permanently surveys international situation and try to identify "product / company" pairs
which are "critical" and "sensitive":

- "critical because the company has no sufficient activity perspective so that it is
likely to disappear and because the market is so slim that industry has no incentive
to keep the capacity to provide the required product or service (this is particularly
true with companies which have been totally dedicated to specific nuclear
component design and manufacturing)
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- "sensitive" because their disappearance would put EDF in a difficult situation

When a "critical and sensitive" case is identified, EDF brings the matter up for discussion
with the concerned companies in order to look for possible solutions.

7- PLANT LIFE MANAGEMENT PROGRAM

As it has been explained, the best way to correctly manage plant life time is, first, to seek
quality in everyday operation and maintenance. However, because of the importance of
the issue, EDF decided to give itself complementary guarantees: the Ten-Year Reviews
and the Plant Life Management Program.

Before the first ten-year outage of a series, a new set of safety references is defined and
discussed with Safety Authorities. All component/system/structure situations and operating
conditions are reviewed, taking in account experience feedback. The results of these
reviews are compared Wlth references and a modification and upgrading program is
defined.

During the ten-year outage of each plant of the series, these modifications are
implemented. Extensive inspections, verifications and large maintenance works are
performed, including an important set of anticipation measures. A complementary
investigation program is also implemented, specifically to look for unexpected ageing
phenomenons.

Beyond that, a particular organisation has been set up at corporate level to continuously
observe and analyze all actvies so as to make sure that ageing concern is correctly taken
in account in strategies, that everything is done to reach expected lifetime goals and that
nothing is done which could impair plant lifetime. This Plant Ufe Management Program is
paying attention to technical issues associated with main components but is also dealing
with issues related to economics and industry situation.

The Plant Ufe Management Program also supports research and development works
related to plant life and ageing concern (for exemple, development of methods and tools to
correlate operation conditions and lifetime expectancy or research on degradation
mechanisms and kinetics). It has dose relationships with other companies and
international organisations sharing the same concern.

The Plant Life Management Program periodically reviews EDF and world situation and
reports its conclusions to EDF General Manager, then to Safety Authorities.

8 - AGEING SITUATION OF EDF NPP COMPONENTS

Component ageing is certainly not the only factor impacting plant lifetime... but it is
however an important one ! With that respect, EDF has a rather satisfactory situation,
partly due to an early awareness.

Core vessel embrittlement is not really an issue: due to low level of residual elements, the
end-of-life Rtndt should not exceed 100 ° C. Moreover, optimized fuel arrangements are
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now implemented to reduce even further the level of vessel irradiation. And the original
embrittlement monitoring program is to be extended by putting new specimens in place
when old ones are removed for testing.

As far as fatigue of reactor coolant system is concerned, actual usage factors are less
than expected in most locations and this can be demonstrated with the results of the
transient monitoring and bookkeeping program. However, it must be recognized that some
locations require specific attention due to unexpected thermohydraulic phenomenons.
Fatiguemeters are now under development to address this issue and, in any case, repair is
possible.

The 900 MW plant containment buildings are not a concern. But 1300 MW plant ones will
certainly require some repair because of unsufficient tightness of their inner wall.

Cables do not rise severe questions but need some monitoring.

The instrumentation and control life expectancy has been very carefully analyzed through
a specific project, looking both at technical and industrial aspects. For 900 MW plants,
almost nothing is to be done before the third ten-year outages, except for some revamping
of a few systems and for in-advance spare parts procurement (we are just entering the
second ten-year outages on oldest plants). For 1300 MW plants, the same assessment is
under progress.

Pressurizer is not an issue but replacement feasabirity has to be studied.

So that, if other than technical aspects are correctly handled and if current operation
remains safe and cost-effective, EDF nuclear power plants should easily last at least
fourty years.

9 - CONCLUSIONS

As it has been shown, plant life management is a very important issue for any utility, and
particularly for EDF. And to correctly handle this issue, appropriate measures have to be
taken immediately, without waiting for the last years. Many of these measures are of
technical and/or industrial nature but the importance of personnel and manager awareness
should not be neglected.

Ultimately, it must be recognized that many industrial facilities are obliged to shut down for
reasons which are not directly related to equipment situation or utility activity but which are
the consequences of external changes : country energy policy, regulation evolution, public
acceptance, etc.

Of course, utility must keep a constant watch over these external changes which may
impact its survival, with enough anticipation. But the fact that, in such evolving context, a
utility defends its own interest will be well accepted only if it has a high level of credibility.
And this credibility may only arise from excellence in daily safe and cost-effective
operation: in any way, such excellence is the best guarantee for long, long, very long
nuclear power plant life!
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PLANT LFE MANAGEMENT ACTIVIIES OF LWR PLANTS IN JAPAN

Aiyosh Minematsu, Hiroshi Noda, Yufi Takahashi, KanjiKinoshita
Tokyo Electric Power Company

ABSTRACT

Plant life management activities of LWR Plants has started substantially since 1994 in
Japan and i's been conducted by the utilities and AM17 co-operatively.

In Japan, it's not same as US ,there are no limitations for an operation period or plant life
because we have no laws or rules which prescribe a licensed operation period for nuclear power
plants. if an annual inspection checked by the regulatory authority ,M177, is completed without
any problems, one year operation renewal is permitted This cycle can be repeated without
liit.

However, we consider it very important to evaluate the long-term integrity of major
systems,structures and components of an aged nuclear plant and to ensure the safe ,steady and
highly reliable long-term continued operation. Sowe've come to recognize the importance of the
Plant Life Management Activities.

Japanese Plant Life Management study consists of two phases. Part I study started in 1994
and was already conducted and made public in 1996. Part 2 study is now on-going and be
scheduled to be completed in near future.

1. PLANT LUIE MANAGEMIENT ACTIV ES
1.1 Introduction

Already more than twenty-five years have passed since the first nuclear power plant went
into operation in Japan. Nuclear power plants, both new and old have, been operated, maintained
and managed using methods that are very similar and not differential to plant age.

In the 1990's, as Europe and the United States began their technical study of long term
operation of nuclear power plants, Japan also recognized the necessity to study measures against
the aging factor in the degradation of power plants in Japan. Therefore, a program was
established for plant life management in nuclear power plants. The study is currently on-going
according to the management program which was established.

This paper briefly introduces the current status of the on-going activities of plant life
management of LWR plants in Japan and outlines the future plans.

1.2 BASIC CONCEPT
Partl study was carried out as a feasibility study to obtain the outlook for nuclear plant

soundness over the representative components assuming 60 years operation. To confirm the
soundness of plant life time , three candidate power plants that had been in service for many
years were selected ,those were Fukushima Dai-ichi Nuclear Power Station Unit 1 (BWR),
Tsuruga Power Station Unit 1 (BWR), and Mihama Power Station Unit 1 (PWR).

For the technical assessment, seven or nine typical components were chosen for
evaluation such as the reactor pressure vessel , the reactor internals, the primary containment
vessel and so on. These components were chosen because of their importance in the safe
operation and in the event of any degradation of these components during operation, repair or
replacement cannot be performed easily.

The purpose of Part 2 study is to improve plant reliability and thus we should review
components not only a safety point of view, but from the perspective of avoiding a forced
shutdown, considering a wider range of components (consisting of thousands of items) of the
three candidate power plants. It's intended to develop measures against aging degradation and
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establish the methods and period of inspections from this assessment for fitre implementation.

1.3 THIE RESULTS OF PART 1 EVALUATION
Through the technical assessment, it was discovered that some of the components should

be provided with adequate measures in operation and inspections to insure proper operation for a
60 year period. For example, in the case of BWR plants, it was discovered that planned
measurement against thinning of carbon steel pipe wall thicknesses was necessary. Furthermore,
in the case of Reactor Internals , it is necessary to have scheduled inspections to avoid the
damage due to IGSCC at which non-low carbon stainless steel is applied as basic material. In the
case of PWR plants, it was discovered to be necessary that measures be taken against stress
corrosion cracking of parts made of Inconel 600 alloys.

In both BWR and PWR plants, it was also discovered that certain aging degradation
phenomena had to be monitored by periodical inspection on the components that were
susceptible.

It was confirmed, however, that plant integrity can be preserved basically by the
continuity of present maintenance methods.

2. PART 2 EVALUATION METHOD
2.1 THE PROCEDURE OF PART 2 EVALUATION

The evaluation methods of Part 2 study is as follows.
An outline of Part 2 of the study is summarized. (See Fig-I)

2.1.1 Selection of Components for Assessment
Aiming to further improve the reliability of nuclear power plants, the components to be

assessed are classified into three categories as follows:
a.Important Components for Safe Operation
b.Important Components for the Avoidance of a Forced Shutdown
c.Other Important Components

a. "Important Components for Safe Operation" include components falling under the
PS-1, PS-2, MS-l and MS-2 categories in the publication "The Guidelies for
Classification of Important Components":

In the case of a BWR, the components include:
The reactor pressure vessel, the high pressure core injection system pump, the
main steam isolation valve, the feedwater piping, the emergency diesel generator,
the central control room air conditioning system, etc.

In the case of a PWR, the components include:
The reactor pressure vessel, the heat removal pump, the pressure removal valve of
pressurizer, the auxiliary feedwater piping, the emergency diesel generator, the sea-
water pump, etc.

b."Important Components for the Avoidance of a Forced Shutdown' include components
that are required for continuous power generation, which fall under the PS-3 category in
the publication "The Guidelines for Classification of Important Components"

In the case of a BWR, the components include:
The turbine, generator, generator excitation system, condensate system (including
main condenser), feedwater system, circulating water system, switchgear, main
transformer, switching station, etc.

In the case of a PWR, the components include:
The turbine, generator, generator excitation system, condensate system, extracting
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system piping, switchgear, main transformer, switching station, etc.

c."Other Important Components' means all components which belong to "The Guidelines
for Classification of Important Components" except "Important Components for Safe
Operation" and "Important Components for the Avoidance of a Forced Shutdown"

In the case of "Other Important Components",there isn't so many differences between
BWR and PWR. Other Important Components include:

Fire protection system, Radwaste disposal system, House boiler, Sea water intake
system, etc.

Note: The publication 'Te Guidelines for Classification of Important Components for
Light Water Reactor Facilities", which is published by the Nuclear Safety
Commission (NSC), provides the following definitions:

PS - Abnormality Prevention Systemn Loss of finction may subject the reactor
facilities into an abnormal condition and thereby cause excessive radiation
exposure to the general public or personnel.

MS - Abnormality Mitigation (or Suppression) System: The spread of
abnormality in reactor facilities will be prevented or put under control
promptly, thereby preventing or suppressing excessive radiation exposure to
the general public or personnel.

2.1.2 Classification and Selection of Typical Components
The components chosen for assessment as noted previously were divided into groups of

similar items, such as, type, construction, operating circumstances (which include operating
location, fluid properties, etc.) and materials. Typical components were then selected from
among these groups based on importance, operating conditions (pressure, temperature) and other
critical criteria.

2.1.3 Assessment
The typical components selected under paragraph (b) will be broken down to a part level

and technically assessed by considering the phenomena of aging degradation. This technical
assessment will verify the preservation of plant integrity and on the appropriateness of current
inspection and maintenance programs (additional items may or may not be required, assuming
that the plants are to remain in long term service.

The next step will be to apply the results of the assessment of the typical components to
other components in each group with consideration to the differences between components.

2.1A Formulation of Maintenance Plans Based On Long-Term Operation
Plans will be formulated to adopt for an actual power plant the assessment results which

were made considering the aging degradation. Specifically, the maintenance activities and the
research and development plans will be developed.

2.1.5 Selection Process of Aging Degradation Phenomena to be Considered in this
Assessment
There are many aging degradation phenomena in nuclear power plants. It is impossible to

consider every possible phenomenon for each component
Therefore a selection process was created to select those phenomena of great importance

and pertinence.
The agmg degradation phenomena that wil be considered in this assessment will be selected

as follows (See Fig-2):
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a.Phenomena with Respect to Industrial Materials and Products
The aging degradation phenomena that may be researched to occur in industrial materials
and products (both electrical and mechanical) will be selected. The research will be done
through a survey of literature and a study of past abnormalities, including those of other
industries and based on the latest technological information.

b.First Phase Screening of Phenomena with Respect to Nuclear Power Plant Environment
The aging degradation phenomena that do not pertain to light water reactors will not be
included.
For example, it is not necessary to address halogenated corrosion (necessary in the case of
chemical plants) and sigma phase embrittlement (necessary in cases of temperatures
between 565 (C) to 930 (C).

c.Second Phase Screening of Phenomena with Respect to Material Environment
The aging degradation phenomena that relate to materials being subjected to abnormal
conditions or environments will not be included. For example, carbon steel corrosion does
not need be addressed due to the anti-corrosive water quality environment. Also, it will not
be necessary to address the thermal aging embrittlement with regard to parts used at low
temperatures.

d.Third Phase Screening of Phenomena with Respect to Material Specification Limitations
The aging degradation phenomena that can be identified when material test data, in
comparison with operating conditions, can obviously provide technical justification, will
not be included. In the screening process, operational records and special factors specific to
plants will be taken into account.
For example, it will not be necessary to address inter-granular stress corrosion cracks of
austeitic stainless steel (304 stainless steel) in the aqueous environment with a low
concentration of dissolved oxygen (below 8 ppm) and at low temperatures (below 100 (C)).

2.2 TEE SEISMIC SAFLTY EVALUATION CONSIDERING AGING DEGRADATION
211 The Purpose of Evaluation

Itfs important to make sure whether the components with aging degradation are remained
sound or not under seismic load.

2.22 Selection of Components for Evaluation
Components for evaluation are the same as Part2 evaluation, such as "Important

Components for Safe Operation','Important Components for the Avoidance of a Forced
Shutdown" and 'Other Important Components".

2.2.3 Selection Process of Aging Degradation to Evaluate
The aging degradation phenomena that will be considered in this seismic safety evaluation

will be selected as follows:
a.The aging degradation which must not have something to do with the seismic related

destruction modes, such as Insulation degradation of electric components.

b.The aging degradation which cannot take place as long as the practice of the existing
maintenance program will be taken.
For example, the thinning of structure by general corrosion cannot be considered in the
condition that the structure is coated with paint and will be repainted appropriately.

c.The aging degradation which cannot affect seismic phenomena judging technically.
For example, the thinning of the internal surface of the valve by general corrosion need
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not affect seismic phenomena, because it has thick wall.

2.2.4 The Seismic Safety Evaluation Procedure
The seismic safety evaluation will be carried out according to the following procedure.

a.To select components which should be evaluated corresponding to the aging degradation
that will be chosen 2.2.3.

b.To calculate the seismic force in accordance with seismic classification.

c.To combine seismic force with other loads such as inner pressure etc.

d.To conduct seismic response analysis with the load which is calculated above, considering
the aging degradation after 60 years operation, such as wall thinning by erosion, irradiation
embrittlement, cracking by IGSCC etc.

e.To compare the stress to the allowable stress of the material.

3. THE RESULTS OF PART 2 STUDY
Basically confirming that there is no problem in continuing the practice of the existing

maintenance program against aging degradation assuming 60 years operation.
Throughout the Part 2 study, some recommending items are pointed out to improve

maintenance methods for long term operation. They should be reflected to the existing
maintenance program. For example, in the case of foundation bolts it is common to every
components, it cannot be inspected as it is buried in concrete. So it is necessary to conduct
sampling inspections on proper occasions.

Conservative seismic evaluation against aging components shows there is not any problems
for the earthquake resistance. (See Table-I)

4. CONCLUSION
In Japan, appropriate and adequate inspections and maintenance are performed on the

LWR nuclear power plants which have been in operation for over twenty-five years. In
addition, these plants are provided with adequate preventive measures based on detailed surveys
of troubles experienced with plants in foreign countries, and the latest available technical
knowledge. Accordingly, there have been no correlations between the plant operating years and
the number of abnormalities in Japanese domestic plants.

However , in order to. improve plant reliability, it is important to take proper maintenance
and management measures against aging degradation on those nuclear power plants that have
been in service for a considerable length of time.

Furthermore, through the evaluation of the numerous components in this study, those
items that are susceptible to aging degradation can be realized.

And it is important to develop rational inspection and maintenance methods against
younger power plants with this study.
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Fig-l PLM EVALUATION PROCEDURE in PART2
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Fig-2 Principles of Identifying Possible Aging Degradation Phenomena
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Table-I-1: PART 2 Evaluation results for Fukushima- 1 Unit No. 1
(Example)

Component Aging Long-tern integrity Existing Measures against aging
C evaluation maintenance service degradation

Visua insContinuing scheduled
Vsualinspections, and planning

Core The present material is were conducted by to take preventive
Shroud IGSCC susceptible to IGSCC an under water TV meake inting

cmeasres includingcamera replacement
R P V- _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _ _

Internals
The material is high- V ip o
nickel alloy that has visual inspections scheduled

Shroud IGSCC lower IGSCC were conducted by inspections, and improving
Support sensitivity than an under water TV the environment by HWC

stainless-steel camera

PCV was designed with Whole and local
Primary PCV steel Corrosi no corrosion margin, so leak rate tests and Measurng the plate

Containment plates on we have to manage the painting film thickness at typical parts o
plltes paintingthe PCV

wall thickness management ___________



Table-1-2: PART 2 Evaluation results for Fukushima-1 Unit No. 1
(Example)

Component Aging Long-term integrity Existing Measures against agingevaluation maintenance service degradation

Heat the water The material is carbon leak test, but no
exchangers teWtother inspection has In the future, its integrityI chamber Corrosion steel, which IS subject(Regenerative c sl w been carried out will have to be checked

H/T in CUW) and shell to Corrosion ssince replacement

The material is carbon -Visual inspection Measuring the plate
Turbine inasinerg erosion steel, which is subject -Penetrant inspection thickness at typical parts o

to Erosion (at welding part) the Casing

No problem with the Conducting samplingAnchor bolts The bolts cannot be.(common) Corrosion parts of the bolts Thebts inspections on proper
( burned in concrete i occasions



EPRI Life Cycle Management Technology Program:
Current Activities

John Carey
EPRI

Abstract

Life Cycle Management (LCM) of nuclear power plants can be viewed
as the integration of all those various activities which establish the
useful operating life of a nuclear power plant. These activities include
engineering, operations, maintenance, economic evaluations,
environmental assessment, aging management, license renewal and other
activities. Since its inception in the mid-1980's, the EPRI LCM program
has focused on providing products to assist nuclear utilities in obtaining
maximum benefit from their existing nuclear facilities. This paper is
intended to provide an overview of several current projects and activities
within the EPRI Life Cycle Management Technology Program, in the
areas of asset management, aging management, license renewal, and life
cycle management implementation. Specific projects reviewed include
the EPRI Options Model for Plant Valuation and Management, the
Concrete Structures Aging Reference Manual (COSTAR), Generic
License Renewal Technical Issues and the issue of fatigue reactor water
environmental effects, Calvert Cliffs Life Cycle Management Program,
the Life Cycle Management Implementation Guide, and the LCM
Implementation Plant Demonstration Project.
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Introduction

Life Cycle Management (LCM), as applied to nuclear power plants, is the systematic integration of
activities in engineering, operations, maintenance, licensing, environmental and economic planning, and
other areas to 1) manage aging and assets, 2) optimize operating life (including the options of early
retirement and license renewal), and 3) maximize return on investment while maintaining safety. Since
its inception in the mid-1980's, the EPRI LCM Technology Program has focused on providing
information and tools to utilities for aging management of important components and structures, asset
management, and license renewal of nuclear power plants. This paper is intended to provide an overview
of selected, current EPRI LCM projects and activities in the areas of asset management, aging
management, license renewal, and life cycle management implementation.

1.0 Asset Management

In general, asset management is a process based on quantitative consideration of uncertainty and risk for
making resource conservation and allocation decisions at every level of every business unit of a
corporation. These decisions must support corporate objectives and contribute value to all stakeholders.

Nuclear Power Plant Economics and the Options Model

Many of the tasks associated with LCM include input to corporate strategy and interaction with many
corporate elements not directly associated with plant operations. These activities include economic
evaluations of alternatives for major refurbishment or replacement projects as well as strategic decisions
regarding use and disposition of the plant. From the viewpoint of investors and owners, the operating life
of a nuclear unit will be determined primarily by its economics relative to other available generation
options.

As the marketplace for electricity in the U. S. becomes more competitive and revenues are no longer a
result of rate regulation, capital investment is being closely scrutinized. Potential improvements that are
not driven by safety or regulatory considerations must meet a more stringent test of value. Developing an
operating strategy for a nuclear unit has become increasingly difficult. There is a high degree of
uncertainty about key planning factors such as regulatory treatment, the market price of power, capital
investments, and decommissioning costs.
Decision analysis and options valuation are being used by U.S. utilities to evaluate the feasibility of
license renewal as well as major capital improvements. EPRI has developed a nuclear plant valuation
model based on option pricing principles commonly used in the financial community. The model
calculates the value of a nuclear plant in a competitive environment and provides guidance for
determining optimal management policies in a competitive market.

An option is a contract that permits the holder to buy or sell an asset for a specified price on (or before) a
specified future date. In addition to option contracts, option terms are embedded in many corporate
securities, such as callable bonds and convertible preferred stock.'

1 Almost all lending agreements, household as well as business, entail an explicit option to prepay and an implicit
option to default. Options are pervasive in the financial markets.
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The salient feature of an option contract is that it is a right, not an obligation. This means the holder will
exercise an option only if it is profitable to do so. In this respect, many characteristics of real assets (i.e.,
generating units) are analogous to option contracts. Options arise when managers have the flexibility to
revise investment and operating plans as new information becomes available. For example:

* A nuclear power plant that can either repair or replace a steam generator has an equipment
replacement option, since managers can choose to operate at reduced power to slow the rate of steam
generator degradation.

* Up-rating a plant involves an investment timing option, since deferring the investment decision may
reduce the odds that the project will turn out to be unprofitable.

* A plant with high operating costs provides a shutdown option, since managers can close the plant in
the event operating costs exceed the avoided costs of alternative generation and decommissioning.

There are at least two important embedded options that could confer substantial value on nuclear assets.
One, the "early retirement" option, is the ability to retire a unit prior to the expiration of its operating
license. This flexibility has value because it may allow plant managers to mitigate losses in the event
plant economics are or become very unfavorable (e.g., low power prices or high operating costs). The
other embedded option, "life extension", is the ability to apply for license renewal and, if granted,
continue to operate the unit after its initial license expires. This flexibility has value because it may
allow managers to generate additional earnings in the event that plant economics are very favorable (e.g.,
high power prices and/or low operating costs).

Options can be important sources of value. Unfortunately, when there is a high degree of uncertainty
about important underlying variables, such as electric power prices, asset values can be very difficult to
determine. These uncertainties complicate the tasks of forecasting cash flows and selecting risk-adjusted
discount rates. Applications of conventional discounted cash flow analysis overlook the possibility that
investment and operating policies can be adapted to changing market conditions. Conventional
appraisals of nuclear units are prone to neglect the value of embedded options. They assume (implicitly
if not explicitly) that nuclear units will operate throughout the license period regardless of plant
economics. They therefore neglect the potential savings from early retirement and the potential earnings
from life extension. Options always have positive value because they will only be exercised if it is
advantageous to do so. Thus by neglecting options, conventional cash flow analysis tends to understate
the value of nuclear generating units.

The EPRI Options Model

A large body of theory and methods for pricing options and other derivatives exists in the financial
market. EPRI has adapted this theory and methods to develop a model [1] which calculates the market
value of a nuclear power station taking into account the early retirement and life extension options. The
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model also provides operating guidance as to optimal management policies. Resources are valued at
market rather than book value for decision making purposes. A distinction is make between avoidable
costs - those which have not yet been incurred - and "sunk" costs. The model can also be used to
estimate the value of "regulatory" assets.2

The following steps are used to calculate the market value of a nuclear unit and its optimal management
policies.

* Identify major events and management decisions that will affect the value of the station over its
potential economic life.

* Describe the relationship of station cash flows to important underlying variables and decisions.

* Construct a numerical "grid" that spans the range of possible outcomes for electric power prices over
the time horizon of the station.

* Calculate the value of the station recursively, beginning at the terminal date and working backward
one period at a time.

* At each possible outcome (i.e., "node" on the numerical grid) compute the value of the station under
the alternative courses of action and choose the action for which value is a maximum

The valuations and optimal policies are derived based on an explicit model of uncertainty about future
market prices of electric power. Other underlying variables - capacity factors, operating costs, capital
additions, and decommissioning costs- are modeled as deterministic variables. However, the model,
prepared using Microsoft Excel (version 5.0), allows users to specify a set of scenarios for the non-price
variables and thus capture in a heuristic fashion the valuation effects of other uncertainties.

One of the advantages of using valuation procedures of the sort introduced by this model is that managers
can determine not only the value of their assets but also the optimal (i.e., value maximizing) management
policies. For example, they can find the threshold price of power below which it is optimal to retire a
nuclear unit and above which it is optimal to continue operating. This optimal threshold price is
substantially less than the threshold price one would arrive at based on conventional analyses. In Figure
1, the "Myopic Early Retirement Policy" is depicted by the dashed line. This line is the "breakeven"
point. If the price of power is less than this amount the plant is losing money on an out-of-pocket basis
and a traditional cash flow analysis would indicate the need to discontinue operations. However, the
Options Model tells us to keep operating unless the price of power falls below the "Optimal Retirement
Policy" (solid line) because there is a substantial potential for making money over the longer term.

Figure 1 also provides guidance as to life extension policies. The boxed line indicates the price at which
keeping open the option for life extension should be abandoned. The boxed line corresponds to years in
which life extension capital investment is required. (These life extension investments are input directly
into the spreadsheet by the user.)

2 An example of a "regulatory" asset would be an entitlement to recover stranded investment through (for example) a
competitive transition charge.
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Case Studies - Preliminary Results

Results from site visits to various utilities confirmed initial impressions gained by developing the model.
Namely,

* Early retirement and life extension options can be a major source of value, and for some high-cost
utilities may be the only source of value. Option values depend in part on the level and trend in
power prices. The value of the early retirement option goes up as the market price of electricity falls
whereas the value of the life extension option goes up as the price of electricity rises. Option values
also depend on the volatility of prices - the dispersion of possible future prices about their expected
value. The higher the volatility, the greater the value of both the early retirement and the life
extension options. Thus, understanding how to value embedded options is crucial to the management
of nuclear assets in a volatile energy market.

* The optimal threshold price for closing a nuclear unit is well below the short-run breakeven price of
power.

* The cost of preparing an application for license renewal is so small in relation to the potential
payoffs that applying for license renewal seems a foregone conclusion unless the economics of the
station are so poor that early retirement is imminent.
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* Decommissioning costs, or more precisely, the escalation rates of decommissioning costs, can have a
large effect on optimal shutdown decisions. An increase in the escalation rate of decommissioning
costs means that the cost of decommissioning the station is higher at each future retirement date,
including the planned retirement date. The value of the station without options goes down when the
escalation rate of decommissioning costs goes up. An increase in the escalation rate also increases
the value of the early retirement option and decreases the value of the life extension option. This is
because if decommissioning costs are rising rapidly, they provide an added incentive to retire sooner
rather than later.

These applications by utilities and feedback from utility users have also led to improvements in the
model. A revised version of the EPRI Options model will be published in early 1999.

Conclusions

This model is useful in that it gives an understanding of what the value of the station would be if the
competitive market were fully imposed today. For example, if one combined the station value, the
station's remaining unrecovered capital, and the current balance of all decommissioning funds then one
would have an indication of the potential stranded (if net liability) or windfall (if net asset) investment
associated with the station today. A clear understanding of the market value of the station can be
enormously valuable in working out a transition plan with regulators.

The model represents the way operating decisions should be made in a competitive bulk market. It does
not rely on regulated rates in its decision making, it selects the course of action that maximizes present
value of incremental cash flows.

The results of the model can provide useful information and insight into current decisions and regulatory
discussions. It provides nuclear asset managers further insight into how nuclear stations will be valued
and managed in the arriving competitive electricity markets.

2.0 Aging Management

Aging management consists of engineering, operations, and maintenance actions to control, within
acceptable limits, age-related degradation of systems, structures, and components in a manner that
maintains safety while minimizing life cycle cost. Aging management of important nuclear plant
systems, structures and components has been and continues to be a significant research activity by NRC,
U. S. DOE, EPRI, utility owners groups and various international organizations. One current EPRI LCM
research project has focussed on providing utilities with information and methods, in a convenient form,
to manage aging effects for concrete structures.

Concrete Structures Aging Reference Manual for Nuclear Power Plants
(COSTAR)

Concrete structures have long been thought of as relatively benign structures, capable of functioning well
beyond the normal life of the plant. The initial life extension studies carried out under EPRI and DOE
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sponsorship, identified a number of concrete structures as "Critical Components," meaning that repair or
replacement due to potential degradation would not be feasible, or at least prohibitively expensive, for
some of these structures. Effective aging management and early detection of degradation are the
principal assurances that the structures will be capable of supporting extended operating lives and that
degradation does not advance to a stage which could cause early retirement of the plant. The nuclear
utility industry has recognized the importance of concrete structures to safe and long term plant
operation. The Nuclear Energy Institute (NEI) has produced a guideline for monitoring the condition of
structures [2] and the Westinghouse Owners Group Life Cycle Management Program has produced an
aging assessment field guide for structural monitoring, which includes guidance for concrete structures
[3]. A significant amount of research has been conducted by NRC and the industry and extensive plant
experience has been collected, to where a consensus can be established regarding good practices of aging
management and degradation assessment for concrete structures.

EPRI has developed a Concrete Structures Aging Management Reference Manual (COSTAR) [4] to
provide a tool for utility engineers to assist in the development or enhancement of aging management
programs for nuclear power plant concrete structures. This was accomplished by providing a
comprehensive electronic reference manual in the form of a CD-ROM, containing current concrete aging
and degradation knowledge and applying this information in a quasi expert format to perform an initial
screening and ranking of plant structures with respect to degradation susceptibility and functional
importance. The program also contains a condition assessment option to accomplish evaluation of
existing or postulated degraded concrete structure conditions and to select supplemental investigation
techniques and aging management options.

Available information and experience was screened to extract the most pertinent data and entered into a
MS ACCESS data base, modified to suit the specific purpose. From the review of a variety of plant
Safety Analysis Reports, Maintenance Rule Structural Monitoring Programs in use at various utilities,
and other sources, over 140 plant structures were identified and categorized into 12 concrete structure
groups of similar function and exposure. For each structure group, the applicable degradation
mechanisms were determined, as well as the associated degradation and mitigation attributes which could
accelerate or lessen the degradation. Recognizing that each plant has a unique set of conditions,
exposure and service history, the degradation and mitigation attributes can be selected by the user and
their relative rank determined based on the known or postulated conditions. In this way, an initial plant
inventory of concrete structures and their relative degradation potential can be established, to focus
perhaps on those of utmost importance and with the highest degradation potential. The individual steps
for the structures screening module are shown in Figure 2.

Similarly, a condition assessment module was developed, utilizing the same data base and principles, but
substituting aging effects for aging mechanisms. Aging effects are the conditions observed in the field,
such as cracks or leakage, and are evaluated based on specific acceptance criteria for the effects and the
known exposure and service conditions. A menu of recommended supplemental investigations and
effective aging management options is provided for the user to select for his plant. In addition, the
recommended inspection period and the suggested disposition under the Maintenance Rule are provided.
The individual steps for the condition assessment module are also shown in Figure 2.

Lastly, the complete electronic copies of 17 key references used to develop the COSTAR Program are
provided in the CD-ROM with word search capability, as well as in WORD text form to facilitate cut and
paste options. A large number of these references are NRC documents or NRC contractor reports.
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Throughout the development phase of the program, a utility review group, consisting of several structural
and civil engineers provided oversight and tested developmental versions of the COSTAR program. Two
beta versions of the program were submitted to the group members for review, testing and feedbacL A
third and final beta version was issued, following implementation of enhancements and development of
test cases, and is included in the EPRI report. This final version was submitted to an expert panel review
committee with the specific assignment to review the technical basis and to establish an expert consensus
regarding the data and information provided in the data base. As a principal guideline, the process gave
precedence to the data and criteria established in recognized industry standards, familiar to structural
engineers. The technical data, descriptions, criteria and methods contained in the data base, are
referenced to the original sources and key references where available and appropriate.
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Worked planned for 1999 includes workshops and training to assist utility engineers in using the
COSTAR program, additional expert review of data and criteria used in the program, and demonstrations
of program implementation at both a PWR and BWR facility. Based on experience gained in
implementation of COSTAR and other work to be performed in 1999, a revised version of the COSTAR
program is planned to be published in early 2000.

3.0 license Renewal

A major activity of the EPRI LCM Program is to provide technical support for the establishment and
demonstration of nuclear power plant license renewal. Efforts by the U S. nuclear power industry to
renew the operating licenses of commercial nuclear power plants has been underway for over ten years,
with technical issues related to the cost-effective management of aging effects and regulatory acceptance
of the associated aging management programs one area of concern. In order to resolve as many of these
technical issues as possible genetically, EPRI and the U. S. Department of Energy (DOE) cooperated on
the preparation and submittal of ten License Renewal Industry Reports (IRs); see for example [5J. These
License Renewal Industry Reports covered major plant systems, components, and structures and were
submitted to the U. S. Nuclear Regulatory Commission (NRC) staff for review and comment

As the result of IR review, many technical issues were resolved. Over 95 % of the technical findings in
the IRs were accepted by the NRC and have been incorporated into the License Renewal Standard
Review Plan (SRP-LR) Working Draft dated September 1997 [6]. However, some 17 open generic
technical issues remain from the IR and other topical report submittals by utility owners groups. Generic
license renewal technical issues are, in general, differences of opinion between NRC and Industy on the
significance of an aging effect or the adequacy of an aging effects management program affecting many
LWR components or structures

The industry has worked through EPRI to develop consensus technical positions on these remaining
generic issues, and to assemble existing information and additional data in support of the positions. The
17 generic technical issues are identified below in Table 1.
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Table 1

Generic License Renewal Technical Issues

1. Fatigue of Metal Components
2. Environmental Qualification of Electrical Equipment
3. Thermal Aging Embrittlement of Cast Austenitic Stainless Steel Components
4. Irradiation-Assisted Stress Corrosion Cracking of Reactor Internals components
5. Stress Relaxation of PWR Internals Components
6. Primary Water Stress Corrosion Cracking of High-Nickel Alloy Components
7. Stress Corrosion Cracking in PWR Reactor Coolant System Components
8. Degradation of Class 1 Small-Bore Piping
9. Neutron Irradiation Embrittlement of Reactor Pressure Vessel Beltline Materials
10. Ultrasonic Inspection of Pressure Vessels and Components
11. Visual Examination of Components and Containments
12. One-Time Inspections of Concrete and Steel Structures
13. Freeze-Thaw Damage in Concrete Containment Structures
14. Alkali-Aggregate Reactions in Concrete Containment Structures
15. Differential Settlement of PWR Containments and Class I Structures
16. Reinforcement Corrosion in PWR Concrete Containments
17. Void Swelling of Reactor Internals

An EPRI report [7] documenting industry positions on each of these 17 generic technical issues was
prepared and submitted to the NRC by NEI in June, 1998. For each generic issue the following
information is provided: Description of Issue, Industry Position, Background, Technical Basis for
Industry Position, Recommendations for Issue Closure, and References. Early resolution of these generic
technical issues will provide greater predictability for the license renewal process and reduce the work by
utilities and the NRC in preparing and reviewing license renewal applications.

Fatigue Reactor Water Environmental Effects

One important aspect of the fatigue issue is the influence of reactor water environment on fatigue usage
factor and crack initiation. The concerns about the influence of the reactor water environment are based
on observations from laboratory testing that indicate a potential lack of conservatism in the fatigue design
allowables in the ASME Code Section m. Regulatory interest in these laboratory observations first
became evident during the review of and comment on several of the License Renewal Industry Reports in
the late 1980s and early 1990s. The principal technical concern is the extension of the fatigue design
basis through the license renewal term, considering recent laboratory information on the effect of
oxygenated water environments on fatigue crack initiation and growth. As a way of addressing the
oxygenated reactor water influence, USNRC contractors prepared a set of modified ASME Code Section
m fatigue design curves that were based upon the continuity of the influence over the life of the
component. These curves were published in NUREG/CR-5999 [8] and applied to fatigue-sensitive
component locations in all light-water-cooled reactor classes in NUREG/CR-6260 [9]. The results in
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NUREG/CR-6260 show that there are several component locations in the various NSSS designs for
which the CUF is significantly greater than 1.0 at 60 years. The NRC has identified the adequacy of
fatigue life of metal components for the license renewal term as Generic Safety Issue (GSI) 190.

EPRI Fatigue Environmental Effects Methodology

EPRI has developed a methodology [10] that accounts for appropriate reactor water environmental
effects in fatigue evaluations. This method selectively applies an environmental correction factor to the
Code fatigue evaluation procedures. As described in the EPRI methodology, the detrimental effect on
fatigue life can be large for the worst combinations of environmental parameters, however, these worst
case combinations generally are not typical of LWR operating conditions. The combination of very low
strain rates and relatively large strain ranges that could result in large environmental effects do not seem
to be typical of events in operating plants. In addition, the high oxygen levels at which much of the
environmental data have been obtained are above the levels typical of LWR plants.

An ASME Pressure Vessel Research Committee (PVRC) activity [11], which examined the existing
environmental effects database, determined that values of independent parameters listed below should
result in only a moderate or acceptable, detrimental effect on the cyclic life of carbon or low-alloy steels.

Parameter Range

Strain Amplitude <0.1%

Strain rate 2 0.1%/Sec.

Oxygen content < 0.lppm

Temperature < 1500C

Sulfur content < 0.003%

Fluid velocity > 10 ft I sec

Note that independent means that only one criteria needs to be satisfied, regardless of the values of the
other parameters, in order that the environmental effects be moderate or acceptable. These
environmental effects thresholds or screening criteria are used in the EPRI methodology [10] to
selectively correct for reactor water environmental effects only on applicable load state pairs for which
environmental effects should be significant.

EPRI Fatifue Environmental Effects Evaluations

In order to determine the significance of fatigue environmental effects and develop information which
could be used to help resolve GSI 190, EPRI recently completed several projects to evaluate the effects
of reactor water environment on fatigue sensitive locations, using the EPRI/GE fatigue environmental
effects methodology, for several NSSS designs. These projects included: (1) a fatigue evaluation of three
piping systems at the Calvert Cliffs Nuclear Power Plant (a Combustion Engineering NSSS design) [121;
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(2) a fatigue evaluation of several fatigue sensitive component locations in a two-loop Westinghouse
plant (13]; (3) a fatigue evaluation of the same component locations examined in NUREG/CR 6260 for a
modem BWR, using existing design-basis transient information 114]; and (4) a fatigue evaluation of
fatigue-sensitive BWR component locations, using actual operating transient information [15].

The three piping systems at the Calvert Cliffs Nuclear Power Plant that were evaluated are: (1) the
feedwater piping system, a Class 2 system with an ANSI B31.1 implicit fatigue design basis; (2) the
pressurizer surge line, a Class 1 system with an explicit fatigue design basis (ANSI B31.7, Class 1,
essentially equivalent to the ASME Code Section m, Subsection NB-3600); and (3) the chemical volume
and control (charging/letdown) system, which is a combination of components with explicit and implicit
Class 1 and Class 2 fatigue design bases.

Among the major findings from the Calvert Cliffs fatigue project were:

* The EPRI/GE fatigue environmental effects methodology produced much lower effective
environmental fatigue mnultipliers, F., than did the application of an environmentally-adjusted design
fatigue curve (NUREGICR-5999) in NUREG/CR-6260. The maximum F. applied to the bounding
fatigue-sensitive component locations was found to be in the range of 1.4 to 1.6, well below the
fraction of the low-cycle factor of 20 contained in the ASME Code Section m design fatigue curves
to account for the conversion of smooth specimen laboratory fatigue data obtained in air to design
applications.

* The conservatism implied by the definition of design-basis thermal transients relative to actual
thermal transient histories was studied parametrically and was found to have an effect on the
calculated fatigue usage equal to or greater than the maximum calculated F..

The Calvert Cliffs results, as well as the results from the three other fatigue evaluation projects identified
above [13, 14, 15] provided evidence that selective application of the effects of reactor water
environments, in accordance with the EPRIGE fatigue environmental effects methodology [10],
produces worst-case environmental multipliers that are already compensated for by two existing
conservatisins in Class 1 ASME Code fatigue analysis procedures - the low-cycle portion of the design
fatigue curve margin factor of 20 that is appropriately ascribed to moderate environmental effects (a
factor of from 3 to 4) and the design-basis definitions of thermal transients. The combination of these
two existing conservatisms is such that explicit treatment of reactor water environmental effects in
fatigue design analysis should not be necessary. The EPRI fatigue evaluation reports have been provided
to the NRC for review.

Recent Argonne National Laboratory (ANL) data on austenitic stainless steel fatigue life in both air and
reactor water environments [16] is being assessed by EPRI relative to its potential applicability to nuclear
power plant component fatigue evaluations, and to the results obtained in the EPRI fatigue environmental
effects evaluations described above. Preliminary assessment indicates that the conclusions reached on
moderate reactor water environmental effects, using selectively applied environmental shift factors, as
described above remain valid.
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4.0 Life Cycle Management Implementation

In 1990, EPRI and Baltimore Gas and Electric Co. initiated collaborative studies on Life Cycle
Management evaluations for Calvert Cliffs. The results of these studies are documented in over 20 EPRI
reports published since the beginning of the program. These studies were undertaken to establish a
strategic plan for long term operation of Calvert Cliffs and to reduce current production costs. Life Cycle
Management assessments were performed for several systems, structures and components including the
Reactor Pressure Vessel [171 Containment Building (18] and Service (Salt) Water System [19]. In
addition to technical evaluations of plant equipment, an Asset Management Case Study [20] was
performed at Calvert Cliffs to examine the influences on decisions necessary to build a strategy for future
operation of the plant. This study documented a strategic decision process for long-term plant operation
and demonstrated methods for identifying key uncertainties and evaluating their probable impact, and
represents the first documented application of Strategic Asset Management to nuclear power plants. The
study identified the long-term market competitiveness of Calvert Cliffs in a deregulated environment, the
attractiveness of license renewal, and was a major input to BG&E's decision to apply for license renewal.
This study also helped BG&E to focus on several initiatives to enhance the long-term economic viability
of Calvert Cliffs, such as developing high level waste disposal contingency plans, and increasing energy
production through plant modifications and longer fuel cycles. Current EPRI efforts are to document the
lessons learned in the pioneering Calvert Cliffs LCM program for use by other utilities, and to provide
technical assistance to BG&E for plant implementation.

Life Cycle Management Implementation Guide

Based on the LCM studies at Calvert Cliffs and other LCM projects conducted by EPRI and other
organizations, an LCM Implementation Guide [21] will be published in early 1999. The guide has been
prepared to point out the benefits of plant LCM programs and serve as a primer for getting started or
improving both the technical and economics aspects of existing plant LCM programs. The guide will:

* Serve as a primer for the technical, economics, and organizational aspects of LCM programs
* Define the elements of a cost-effective plant LCM program (whether or not license renewal is

pursued) and how to identify the majority of those elements likely to be already in place at a plant
* Identify potential benefits of LCM programs
* Provide an LCM self-assessment checklist for pinpointing possible gaps in current utility LCM

programs, and
* Describe existing EPRI and owners group LCM-related products that can fill current gaps
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LCM Implementation Plant Demonstration Project

Recently EPRI initiated a LCM implementation plant demonstration project designed to provide utilities
with guidance on how to implement or improve LCM programs at their plants. This project will
demonstrate how implementing LCM programs can reduce life cycle costs, manage economic risk, and
optimize operating life (including early retirement and license renewal), thereby maximizing the return
on investment while maintaining safety.

The first phase of this project will deliver a generic manual and software for preparing plant, system,
structure, and component SSC LCM Plans, along with pilot applications to specific systems in
participating plants. Two utilities, Duke Energy and Northern States Power are participating in this
three-year (1998-2000) project.

The objectives of the LCM Implementation Plant Demonstration Project are to (1) develop a structured
approach and provide EPRI members with guidance and tools for improving or establishing cost-effective
LCM programs in all nuclear plants and (2) demonstrate the approach with trial implementations of
selected elements of LCM programs in participating plants. Project results will demonstrate and, to the
extent possible, quantify the benefits of dedicated plant LCM programs. Among the types of expected
benefits from implementing LCM are:

* Improved business planning practices and demonstration of management prudence
* Increased long-term profitability with reduced forced outage time and improved capacity factor
* Reduction of financial risk (e.g. reduced refurbishment and replacement costs and forewarning of

aging degradation in costly items)
* Insurance against needed capital additions being a surprise so that they wind up being handled in a

crisis situation
* Insurance against the early closure experienced recently by several plants
* Deferral of decommissioning and construction of replacement capacity
* Preservation of the option for license renewal
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ESTIMATING THE UNCERTAINTY IN
REACTIVITY ACCIDENT NEUTRONIC CALCULATIONS'
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ABSTRACT

A study of the uncertainty in calculations of the rod ejection
accident in a pressurized water reactor is being carried out for the
U.S. Nuclear Regulatory Commission. This paper is a progress
report on that study. Results are presented for the sensitivity of
core energy deposition to the key parameters: ejected rod worth,
delayed neutron fraction, Doppler reactivity coefficient, and fuel
specific heat. These results can be used in the future to estimate
the uncertainty in local fuel enthalpy given some assumptions
about the uncertainty in the key parameters. This study is also
concerned with the effect of the intra-assembly representation in
calculations. The issue is the error that might be present if
assembly-average power is calculated, and pin peaking factors
from a static calculation are then used to determine local fuel
enthalpy. This is being studied with the help of a collaborative
effort with Russian and French analysts who are using codes
with different intra-assembly representations. The U.S. code
being used is PARCS which calculates power on an assembly-
average basis. The Russian code being used is BARS which
calculates power for individual fuel pins using a heterogenous
representation based on a Green's Function method.

INTRODUCTION

Background

This study (and others) have been carried out for the U.S. Nuclear Regulatory Commission
(NRC) to understand fuel behavior at burnups beyond the current licensing limits. When
behavior is sufficiently understood, new acceptance criteria may be proposed for design-basis
reactivity initiated accidents (RlAs) in high bumup fuel (and perhaps for fuel at bumups already
experienced in operating plants). Acceptance criteria have traditionally been expressed in
terms of maximum fuel pellet enthalpy, and hence it is of interest to know what is the fuel

'This work was performed under the auspices of the U.S. Nuclear Regulatory Commission.
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enthalpy during an RIA. "Best-estimate' methods are available to answer this question, but
it is necessary to also understand the uncertainty in the calculated fuel enthalpy.

The above explains the principal motivation for this study which focuses on the design-basis
reactivity accident for a pressurized water reactor (PWR). However, it should also be noted
that NRC licensees may be moving away from the traditional, conservative methods for
calculating fuel enthalpy toward best-estimate methods, and these methods will require an
uncertainty analysis. Hence, the study reported upon herein may have a role in regulatory
decisions approving new methods for, and the results of, analyzing RlAs.

In a previous study at Brookhaven National Laboratory, the uncertainty in calculating fuel
enthalpy for the rod drop accident in a boiling water reactor (BWR) was addressed 111. That
study indicated that the random error in the calculated fuel enthalpy could be approximately
±75% at the 2a level. It also showed that there could be an additional systematic error of
25% due to the way the intra-assembly power peaking was calculated. This latter error in
combination with the random error meant that the calculated fuel enthalpy has to be increased
by approximately 100% to obtain results at the 95-95 confidence level.

The current study looks at the RIA for a PWR-namely, the rod ejection accident (REA).
Because the intra-assembly calculation of power was important for the BWR, it was felt that
this should be studied for the PWR and with more rigorous methods than were used for the
BWR study. Calculations done as part of a recent Russian study have shown that the peak
fuel pin enthalpy during an REA may not be found in the assembly with the peak average fuel
enthalpy [2]. In the West, it is typical to use methods that homogenize the assembly and then
calculate the assembly response to the REA. The state-of-the-art is changing as flux
reconstruction methods are being introduced to improve the intra-assembly representation.
Nevertheless, the Russian results are another reason to study the effect of the intra-assembly
representation.

Obiective

The objective of this study is to improve our understanding of the uncertainty in fuel enthalpy
calculated for the REA. The approach is twofold. Sensitivity studies are to be carried out to
determine the effect on calculated fuel enthalpy of uncertainties in the important parameters
which determine the outcome of the REA. The ultimate objective is to use the sensitivity to
estimate the random error in the fuel enthalpy due to random errors in these key parameters.

The second approach in this study is to compare the results for the REA using a code that
treats the assembly as an homogenized region and a code that represents each pin in the
assembly explicitly. This would give an estimate of the uncertainty in results due to the intra-
assembly representation. The PARCS code (Purdue Advanced Reactor Core Simulator) [31, like
several other nodal codes in use in the West, treats each assembly as an homogenized region.
A newer version of PARCS, with a flux reconstruction method, will soon be available and can
be used to obtain additional information about the effect of the intra-assembly representation.
The BARS code 121, developed at the Russian Research Centre - Kurchatov Institute (RRC-KI),
uses a heterogeneous method wherein each fuel pin is represented explicitly. Hence, it is an
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objective of this study to compare results for the REA from PARCS and BARS in order to
understand the effect of the intra-assembly representation. It should also be noted that since
PARCS is a relatively new addition to the computer tools used by the NRC, the comparison of
PARCS and BARS is likely to contribute to the code assessment carried out for PARCS.

Further information on the effect of the intra-assembly representation will come from the same
analysis being carried out by the French Institute for Nuclear Safety and Protection (IPSN) and
from calculations expected to be carried out using the version of PARCS with the flux
reconstruction model.

Scone of this Paner

The results of the sensitivity analysis for the REA are presented in the following section. In
the future, these results will be applied to give an estimate of the uncertainty in the calculated
fuel enthalpy based on the random errors expected in the key parameters which enter into the
calculation. The comparison being carried out between PARCS and BARS is discussed in the
next section. This includes some of the limitations of that comparison.

SENSITIVITY STUDIES

Introduction

Although fuel enthalpy is the parameter of interest, the calculations shown in this paper were
of the sensitivity of energy deposition. If the event is adiabatic, then energy deposition and
fuel enthalpy are essentially identical. The calculations were for total energy deposition rather
than for energy deposition at the position of peak power. At a later time, when the edits
become available in PARCS, local fuel enthalpy will be considered.

The sensitivity is the relative change in energy deposition (Q) per relative change in key reactor
parameter (x). Hence, the sensitivity to x is

SX= O____

The parameters of interest are well known from previous studies (e.g., 111) and are related to
the reactivity insertion above the prompt critical condition and the negative reactivity feedback
from the energy deposition. There are four key parameters which control these phenomena.
The first is the reactivity worth of the ejected control rod, po. This parameter is determined
by the core design and by the operating procedures which determine the extent of insertion
of the rod and the placement of other control rods at any operating condition. The second
parameter is the delayed neutron fraction, 13. For a given core design, this parameter changes
significantly as the fuel burnup changes. The fuel feedback can be expressed in terms of the
fuel temperature (or Doppler) reactivity coefficient, a, and the specific heat, Cp, of the pellet
which translates energy into temperature. The Doppler coefficient is determined by core
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design and the time during the fuel cycle whereas the specific heat changes relatively little
with bumup.

Sensitivity to Key Parameters

The sensitivity to control rod worth is given in Figure 1 where it is plotted versus control rod
worth in units of $, i.e., R = pAg. The data points on the graph come from PARCS
calculations of different reactivity insertion events. Only events with rod worths greater than
$1 are of interest. The energy deposition is that deposited during the initial power pulse.
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Figure 1 Sensitivity of Energy Deposition to Reactivity Insertion

It is well-known that the power excursion resulting from a reactivity insertion above prompt
critical consists of an initial power pulse turned around by feedback followed by a slow
decrease in power, due to delayed neutrons, at a level that is still significant as far as energy
deposition is concerned. This relatively simple behavior is amenable to simple models.

Using the point kinetics model and the Nordheim-Fuchs approximation an expression for the
sensitivity to rod worth can be derived for the time up to the end of the initial power pulse.
That expression is S,, = R/(R-1) which is plotted on Figure 1. It can be seen that the data
points are in good agreement with the theory for the range shown. As the rod worth
approaches $1 (from above), corresponding to prompt critical, the simplified expression has
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a singularity and is no longer valid. Nevertheless, the sensitivity does increase as rod worth
approaches $1. Although this is true, It is also true that the energy deposition becomes
smaller and this sensitivity may become less important. The fact that the energy deposition
gets smaller has been shown by many analysts. The corresponding result for the energy
deposition from the simplified model introduced above also shows this trend:

Q = 2(po-P)/(aCC)

The sensitivity of energy deposition to delayed neutron fraction is shown in Figure 2 as a
function of reactivity insertion. The data points from PARCS are plotted for both the initial
power pulse and by accounting for energy deposition out to three seconds. In addition, the
graph shows the curve obtained from the simplified model which predicts a sensitivity of
Sg = -1 /(R-1). Again it is seen that the results for the initial power pulse are in agreement with
the theoretical results for the range shown except that as rod worth approaches $1 from
above the agreement begins to fail. The sensitivity to 3 s is less than for the initial power
pulse as the energy deposited after the initial power pulse is not dependent on rod worth but
only on the delayed neutron decay.
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Figure 2 Sensitivity of Energy Deposition to Delayed Neutron Fraction
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The sensitivity of energy deposition to fuel heat capacity is shown in Figure 3 as a function
of reactivity insertion. Energy deposition is assumed to be to either the end of the initial power
pulse or to 3 s to obtain the points plotted on the graph. The corresponding sensitivity from
the simplified model is Sc = 1.0 which is also drawn on the graph.
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Figure 3 Sensitivity of Energy Deposition to Heat Capacity

It is not possible to plot the sensitivity to the Doppler coefficient as the Doppler coefficient is
not a parameter that can easily be extracted from a space-dependent kinetics calculation.

Uncertainty Analysis

The above results are the first step in obtaining an estimate of the local fuel enthalpy during
an REA. The sensitivity will be different when it is the local fuel enthalpy rather than the core
energy deposition (as above) that is being assessed. This difference will be quantified in the
future after the appropriate edits are available in PARCS. An estimate of the uncertainty in
fuel enthalpy can be made from the sensitivity if the uncertainty in the fundamental parameters
is known. For example, from Figure 2, the sensitivity of energy deposition to delayed neutron
fraction is as high as -6 at the end of the initial power pulse and declines to -3 at 3 s. This is
the maximum assuming a rod worth just above prompt critical. If we use the -3 value and
assume that the uncertainty at the l1 level for the delayed neutron fraction is approximately
10% then the uncertainty in energy deposition is ± 30% due to this key parameter. This type
of analysis would have to be done for all parameters in order to complete the analysis.
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EFFECT OF DIFFERENT INTRA-ASSEMBLY REPRESENTATIONS

The effect of the intra-assembly representation on the uncertainty in fuel enthalpy is being
assessed by comparing codes with different models. The principal codes involved are PARCS
the code being used by NRC and BARS, a code developed by the RRC-KI. However, in
addition, CRONOS, a code being used by the French Nuclear Protection and Safety Institute
(IPSN) and a new version of PARCS with flux reconstruction, will be used to make
comparisons.

The PARCS code uses a nodal approximation wherein each assembly is homogenized and the
power (flux) is calculated for each axial region in the assembly (or perhaps in a quadrant of the
assembly if the mesh is smaller than an assembly). The assembly is homogenized so that
neutron cross sections are uniform across the assembly and the thermal-hydraulic parameters
are calculated for an average channel representing the assembly. The power in individual fuel
rods is obtained by overlaying power peaking factors obtained from an auxiliary calculation.
Traditionally, this auxiliary calculation is from a static assembly calculation with reflective
boundary conditions, i.e., without consideration of what is happening in adjacent assemblies.

The BARS code uses a Green's Function approach wherein each fuel pin is represented
explicitly in the time-dependent calculation. The Green's Functions are based on diffusion
theory. Although each pin is represented explicitly in the neutronics calculation, the fuel
temperature for each pin is based on an assembly-average calculation. This model will be
based on a pin-by-pin calculation in the future.

Although this comparison will provide insight into the effect of the intra-assembly
representation, there are other differences between PARCS and BARS which will have a
bearing on the calculation of fuel enthalpy. Although the same ENDF/B nuclear data files are
used, the data processing codes are different and the nuclear data that enters into PARCS and
BARS has a different theoretical basis. For PARCS the CASMO-3 code was used to generate
two-group data whereas for BARS, the TRIFON code is used to produce the necessary lambda
matrices. The data for BARS is for five energy groups rather than the two that are used in
PARCS because the heterogeneous representation puts greater demands on representing
changes in spectrum between different regions.

Other differences between the two codes include the axial representation, the time integration
method, and the thermal-hydraulics model. Each of these are not expected to have a large
effect but the cumulative effect could be significant.

At the time of this paper the specifications of the problem have been completed but no
comparisons have yet been done. The specifications refer to the reactor composition and the
list of calculations that will be compared. Since the codes do not use the same modeling it
is not possible to start from a given cross section data set as has been done in several
benchmark exercises in the past. Rather one must specify the composition and geometry of
every region within the core: pellet, clad, guide tube, burnable poison rod, control rod, etc.
The reactor model is for a core with exposures into the 50 GWd/t range and hence each pellet
has a different composition due to burnup.
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Prior to comparing results for an REA, results will be compared for steady state calculations
of reactivity coefficients, control rod worths, and power distributions. It is only when the
differences in results for these parameters are assessed that it makes sense to progress to
comparing transient results.
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Abstract. This paper describes the pin-by-pin neutron kinetics approach
based on'an advanced heterogeneous reactor theory to study light water
reactor (LWR) transients including reactivity initiated accidents (RIAs).
This method has been validated against benchmark numerical and
experimental results. Some validation results for reactivity coefficients
and a LWR pin-by-pin model are presented. Verification of the transient
model was carried out against IGR pulse experiments. To illustrate the
capabilities of the pin-by-pin neutron kinetics approach for LWR RIA
analysis, an example of control rod ejection accident calculated by the
coupled RELAP5 - BARS codes is presented.

I. NRODUCTION

During some RIAs in LWRs very large deformations in the power distribution over the reactor core can
take place. In analysis of these transients it is difficult to evaluate the real uncertainty in calculation of
peak fuel enthalpy due to neutronic code because of a lack of adequate experimental data. When large in-
assembly power peaking factors occur in LWR, widely used 3 D assembly-by-assembly neutronic codes
based on the neutron diffusion theory underestimate to a great extent the peak power in fuel rods and a
method for pin-by-pin reconstruction of power'distribution requires very complicated procedure of
validation for transients. The problem may be solved by comparison of calculational results of assembly-
by-assembly diffusion code with ones obtained by qualitatively different, advanced code in the
framework of more detailed modeling of the reactor core.

Recently in Russian Research Centre "Kurchatov Institute' an NPP dynamic model for VVER and PWR
RIA modeling has been developed. The model is based on coupling of the RELAP5IMOD3.2 thermal
hydraulic code [1] with the BARS pin-by-pin neutronic code [2,3].

The model is intended to simulate a wide range of RIAs in LWRs, including unauthorized control rod
withdrawal, boron dilution, and steam line break. The thermal hydraulics of the reactor and circulation
circuits are simulated by the RELAP5/MOD3.2 code. Thermal hydraulic processes in the reactor core are
described by a multi-channel assembly-by-assembly model. An individual thermal hydraulic channel
corresponds to each fuel assembly. A number of the hottest fuel rods are also simulated by individual
thermal structures.
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3 D ful-scale neutronic calculation of the reactor is perfonned by the BARS code using the pin-by-pin
model (up to 80,000 calculational cells). This model is based on an advanced method of heterogeneous
reactor theory. The heterogeneous reactor method was proposed by A.Galanin and S.Feinberg [4]. For a
long time it was being developed and successfully applied in calculations of channel-type heavy water or
graphite reactors (2,5-81. The BARS code has been certified to analyze RBMK reactors by Nuclear
Regulatory Body of Russian Federation (GAN).

At present an experience in application of the heterogeneous method in LWR analysis is negligible. So
the main aim of this paper is to determine uncertainties in this method for LWR pin-by-pin calculation.

II. FEATURES OF THE HETEROGENEOUS METHOD

The main feature of the heterogeneous method is as follows. Instead of traditional neutron cross sections
for cells, heterogeneous equations use matrices of boundary conditions (A-matrices). These matrices
establish the connection between neutron fluxes and currents at cell boundaries. Traditional neutron cross
sections are usually determined on the basis of a single calculation of a cell. Elements of A-matrices are
determined on the basis of a set of neutron transport calculations with variable neutron currents at cell
boundary (9]. A-matrices also take into account the effect of the anisotropic diffusion, i.e. the difference
in neutron migration lengths in the radial and axial directions. This effect plays an important role in case
of a fuel assembly voiding under RIA conditions.

The heterogeneous theory uses analytical representation of the neutron flux distribution in the form of
Green's functions superposition. This representation allows to take into account detailed structure of the
core including fuel pins, absorber rods, etc. The heterogeneous theory does not require the validity of the
diffusion approximation over the reactor. The diffusion equations are used only to determine Green's
function shape that weakly influences the reactor calculation accuracy. It is very important for pin-by-pin
calculation of LWRs with modern heterogeneous structure of fuel assemblies.

A difference approximation of Green's functions is performed to produce equations to describe
relationships only between neighboring cells [7]. Axial dependence of the neutron flux is defined by
Fourier series expansion. To describe fast transients, the heterogeneous theory uses "time absorption"
matrices [2] instead of the neutron velocities.

The neutron data base of BARS (A-matrices) is calculated by the TRIFON code [9]. TREFON solves the
multigroup neutron transport equation in various reactor cells using the collision probability method
taking into account detailed structure of resonant cross sections. Strong resonances are taken into account
by an additional division of the basic energy mesh within the resonance. Weak resonances are taken into
account in the approximation of the effective resonance level [10]. Such resonant treatment was verified
by comparison with calculational results obtained by the UNK code [11,12] which uses fine energy
structure of resonant cross sections (up to 7,000 energy groups).

Fig. I shows BWR fuel cell neutron spectrum in energy region of 11 lower resonances of 238U calculated
by two codes with ENDF/B-VI library: UNK (3,700 groups in this region) and TRIFON (187 groups; 17
groups per resonance). As shown in Fig.1, the UNK and TRIFON results are very close, although the
number of groups in the TRIFON calculation is 20 times lower in comparison with the UNK calculation.
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Fig. 1. Neutron spectrum in BWR fuel cell averaged over fuel region.

III. CALCULATION OF REACTIVITY COEFFICIENTS

An accuracy in prediction of the reactivity coefficients is a key factor in the analysis of LWR transients,
especially for RIA conditions. To analyze uncertainties in prediction of the reactivity coefficients, a
number of PWR and BWR benchmark fuel cells [13-15] were calculated by the TRIFON code. All the
benchmark calculations were performed using Monte Carlo codes MCNP-3A (with data library based on
ENDF/B-V) and MCNP-4A (ENDF/B-VI).

The neutron data base of TRIFON was generated on the basis of ENDFIB-VI. To take into account the
resonant structure of cross sections we use information about major resonances of 234U, 236U, 240Pu and
242Pu. As for 238U the data base contains 11 most strong resonances up to 210 eV and 6 effective
resonance levels above 210 eV. Practically all of the calculations were performed by using 17 groups per
resonance; thus the total number of energy groups was about 350.

Table I presents the calculational results for the Doppler coefficient in PWR fresh fuel cells as compared
with Monte Carlo benchmark calculations [13,14] for different fuel enrichment (s. Monte Carlo result is
given with a single standard deviation (cs) from the mean as an uncertainty, F is relative deviation in
TRIFON result in comparison with MCNP-3A (£3) and MCNP-4A (Q). Comparison of the presented
data shows that almost all the TRIFON results are in excellent agreement with the MCNP calculations.
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Table 1. Doppler coefficients a. (pcm/K) in PWR fuel cells.

£f MCNP-3A MCNP-4A TRIFON
(%) Cc. + a. + a E3 M() | 4 (%)

0.7 - 5.429 t 0.760 - 5.468 +0.323 - 5.52531 1.77 1.04

1.6 - 3.558+ 0.310 - 3.388 ±0.207 -3.43951 - 3.34 1.51
2.4 - 2.715 ±0.277 - 2.754 ± 0.157 -2.82679 4.11 2.64

3.1 -2.584±0.225 -2.789±0.137 -2.51830 -2.53 -9.69
3.9 - 2.370±0.187 - 2.534± 0.155 - 2.40529 1.49 - 5.08

MCNP-4A (ENDF/B-VI) benchmark calculations for BWR fuel cells [15] were carried out for a wide
range of fuel enrichment (ej), fuel and moderator temperatures (Tf and Tm), moderator void fraion (v)
and the fuel burnup. The total number of calculated fuel cells (except for cells with Gd) is 77.

Tables 2-10 present the TRIFON calculational results for the Doppler coefficient, the void coefficient and
moderator temperature coefficient as compared with Monte Carlo calculations depending on fuel burnup.
All of the Monte Carlo results are given with tiree standard deviations (3o) from the mean as the
calculational uncertainty.

Table 2. Doppler coefficients a. (pcm/K) in BWR cells with fiesh fuel.

gy v Tpl - TJ2 MCNP-4A TR1FON
(%/0) (%/0) (K) oa ± 3a a, (%

0.711 0 300 - 833 - 3.78995 ± 0.30305 - 3.89683 2.82
1.6 0 300 - 833 - 2.86565 ± 0.20779 - 2.95042 2.96
2.8 0 300- 833 -2.41922 ± 0.18892 -2.57283 6.35
3.95 0 300- 833 - 2.24410 ± 0.17358 - 2.39665 6.80
1.6 0 833 - 1773 -1.88711 ± 0.12437 - 1.98805 5.35
2.8 0 833- 1773 - 1.63412 ± 0.11387 - 1.71413 4.90
3.95 0 833 - 1773 - 1.53920 ± 0.10702 - 1.57277 2.18
1.6 40 833 - 1773 -2.44665 ± 0.15529 -2.59146 5.92
2.8 40 833 - 1773 - 2.22956 ± 0.13862 - 2.29731 3.04
3.95 40 833 - 1773 - 2.10831 ± 0.12449 -2.11477 0.31
1.6 70 833 - 1773 - 3.81984 ± 021348 - 3.70808 - 2.93
2.8 70 833 - 1773 - 3.10032 ± 0.18410 - 3.13795 1.21
3.95 70 833 - 1773 - 2.91216 ± 0.16348 - 2.75198 - 5.50
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Table 3. Doppler coefficients a, (pcm/K) in BWR cells with fuel burnup of 10 GWd/ST.

'f v Tfl - Tp MCNP-4A TRIFON
(e/e) (%) (K) a.± 3a aX, L E (%)
1.6 0 300 - 833 - 3.71859± 0.34223 -3.67232 1.24
1.6 0 833 -1773 - 2.47785 ± 0.20181 - 2.45986 -0.72
2.8 0 300- 833 -3.07190± 0.27939 -3.24181 5.53
2.8 0 833 -1773 - 2.22569 ± 0.16147 - 2.20138 - 1.09
3.95 0 300 - 833 - 2.90585 + 0.25085 - 2.96225 1.94
3.95 0 833 -1773 - 1.88406 ± 0.14804 - 1.90775 1.25
1.6 40 833 -1773 - 3.38408 + 0.24047 - 3.27364 - 3.26
2.8 40 833 -1773 - 2.88312 ±020159 - 2.83624 - I.62
3.95 40 833 -1773 - 2.63723 ± 0.17342 - 2.57158 - 2A8
1.6 70 833 -1773 - 5.36560 ± 0.31695 - 4.98304 - 7.13
2.8 70 833 -1773 - 4.36234 ± 0.24622 -4.26896 -2.14
3.95 70 833 -1773 - 3.79971 ± 021954 -3.65030 -3.93

Table 4. Doppler coefficients ca, (pcm/K) in BWR cells with fuel bumnup of 35 GWd/ST.

ef v Tpi - Tf2 MCNP-4A TRIFON
(%) (%) (K) a. ± 3a E, (0/)

1.6 0 300- 833 -4.39344 0.50901 - 432071 - 1.65
1.6 0 833 -1773 - 3.01407 * 030028 - 2.67376 - 113
2.8 0 300 - 833 -432288*.0.42061 -4.20512 - 2.72
2.8 0 833 -1773 - 2.77002 * 0.24888 - 2.74065 - 1.06
3.95 0 300 - 833 - 4.06753*+ 0.39406 - 4.10112 0.82
3.95 0 833 -1773 - 2.92959L 0.22850 - 2.57446 - 12.1
1.6 40 833 -1773 -4.35547* 0.36339 - 3.84946 - 11.6
2.8 40 833 -1773 - 4.10445 * 0.30695 - 3.77828 - 7.94
3.95 40 833 -1773 - 3.96731 * 0.28726 - 3.72921 - 6.00
1.6 70 833 -1773 - 6.24924 * 0.46280 -5.79104 - 7.33
2.8 70 833 -1773 - 5.78185 * 037625 - 5.35503 - 7.38
3.95 70 833 -1773 - 5.55094 * 0.35852 - 5.30566 - 4.41
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Table 5. Void coefficients a., (pcmn/%) in BWR cells with fresh fuel (Tf= 833 K).

£f VI - v2 MCNP-4A TRIFON

(%) (%) a + 3c ag (0/)

1.6 0 - 40 - 156.950 ± 3.24595 - 156.672 - 0.18
2.8 0- 40 - 156.902 ± 2.89769 - 156.006 - 0.57
3.95 0- 40 - 152.295 ± 2.65744 -151.892 -0.26
1.6 40 - 70 - 422.110 ± 5.62667 - 414.851 -1.72
2.8 40 - 70 - 380.009 ± 5.03520 - 372.378 - 2.00
3.95 40 - 70 - 341.521 ± 4.40965 - 339.265 - 0.66

Table 6. Void coefficients a, (pcm/0/o) in BWR cells with fuel burnup of 10 GWdlST (Tf= 833 K).

f VI -V2 MCNP-4A lFIFON
(%/) (0/o) av ± 3a Cg (1/D)|

1.6 0 - 40 - 247.102± 5.09933 -241.671 -2.20
2.8 0 - 40 -215.470±4.15114 -211.623 -1.79
3.95 0-40 - 195.310±3.70455 -194.016 -0.66
1.6 40- 70 - 597.351 ± 8.39500 - 602.510 0.86
2.8 40- 70 - 478.706 ± 6.68053 - 481.648 0.61
3.95 40 - 70 - 411.975 ± 5.98751 -412.125 0.04

Table 7. Void coefficients av (pcm/%) in BWR cells with fuel burnup of 35 GWd/ST (Tf= 833 K).

ef V1 - V2 MCNP-4A TRIFON
(%) (%) a, ± 3 a, (%/0)

1.6 0 - 40 - 337.427 ± 7.56898 -342.941 1.63
2.8 0 - 40 - 313.997 ±6.31922 -317.436 1.09
3.95 0 - 40 - 301.364 ± 6.03973 - 303.163 0.60
1.6 40 - 70 - 836.255 ± 12.6691 - 849.050 1.53
2.8 40 - 70 - 706.754± 10.3701 -729.032 3.15
3.95 40 - 70 - 645.497 ±9.99811 - 667.856 3.46
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Table 8. Moderator temperature coefficients am (pcm/K) in BWR cells with fresh fuel
(TS= 300 K; v = 0 %K).

Syf TM - Tm2 MCNP-4A TRIFON
(%) (K) am±3a - a %)

0.711 300 - 600 - 4.23683 ± 0.48924 - 4.47067 5.52
1.6 300- 600 -9.40089 ± 0.34691 -9.47793 0.82
2.8 300-600 -11.0232 ± 0.30170 -11.0398 0.15
3.95 300-600 - 11.5615 ± 0.27272 - 11.5668 0.05

Table 9. Moderator temperature coefficients am (pcm/K) in BWR cells with fuel burnup of 10 GWd/ST
(Tf= 300 K; v = 0 %).

-f T1m1 - T,2 MCNP-4A TRIFON

(%) (K) am ±3a am S (%/o)

1.6 300 - 600 - 7.62028 ±0.55428 - 7.12947 , - 6.44
2.8 300 - 600 - 15.0195 ± 0.45163 -14.4955 - 3.49
3.95 300 - 600 -15.6116±0.40689 - 15.3598 - 1.61

Table 10. Moderator temperature coefficients acm (pcm/K) in BWR cells with fuel burnup of 35 GWd/ST
9T= 300 K;v = 0 %).

Sf Tm1 - Tm2  MCNP-4A TRIFON
(%) (K) cak ± 3a E (%)

1.6 300 -600 7.83994 ± 0.84485 8.87828 13.2
2.8 300-600 - 11.3586±0.67058 - 11.1990 - 1.41
3.95 300-600 - 16.3475 ±0.64311 - 16.1549 - 1.18

Analysis of the presented results allows to conclude the following. The TRIFON calculations of the
Doppler coefficient give very good results for the fresh and slightly burnt-out fuel: the mean square
deviation is 3-4 %; as for cells with fuel burnup of 35 GWdIST this value is 7 % (this is quite satisfactory
result). Calculational accuracy to predict the void effect is very high: the TRIFON and MCNP results are
in agreement of no more than 4 %. As for the moderator temperature coefficient, almost all the TRIFON
results are within 3a of the MCNP results.
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IV. VALIDATION OF THE PIN-BY-PIN REACTOR MODEL ON BENCHMARK CRITICAL
EXPERIMENTS

To validate the LWR pin-by-pin model, experimental results obtained at ZR-6 critical assembly [161 were
.used. These results include measurements of water critical level and pin-by-pin distribution of fuel
activation. ZR-6 assembly consists of shortened VVER fuel rods with fuel enrichment of 1.6, 3.6, 4.4 %,
absorber rods of different type and water cells. The moderator temperature was 20, 80 and 130 C. Boric
acid concentration in the moderator was up to 8 gil. The total number of critical configurations with fuel
lattice of 12.7 (lattice of WER-1000 type) selected for validation of LWR pin-by-pin model is 107.

All assemblies may be divided into the following types according to their configurations:
* uniform configurations (single-zone and double-zone);
* Xn type configurations with absorbers or water holes in each n-tb lattice position;
* K(91 "fhel assembly" type configurations (19 "fuel assemblies", each having 91 cells);
* K(271 "fuel assembly" type configurations (7 "fuel assemblies", each having 271 cells);
* K331 "fuel assembly" type configurations (I "fuel assembly" with 331 cells).

All of the calculations were performed by using the BARS code with 5-group neutron data bases prepared
by the TRIFON code with ENDF/B-VI. Detailed calculational results are described in [I1].

In Figs.2-17 core loading patterns and radial distribution of the fuel activation (both calculated and
measured) are presented. The calculated data were normalized to the mean value over experimental data.
Radial distributions of the fuel activation are given in directions, pointed at the core loading pattern:
experimental data - by symbols and calculated ones - by curves.

Table 11 presents the BARS calculational results for the multiplication factor and calculational accuracy
(E - mean square deviation) in prediction of the pin-by-pin fuel activation distribution. All data in Table
11 are averaged on each type of assemblies and for all assemblies. Each Kef value is given together with
the corresponding mean square deviation for the assemblies of this type.

Table 11. BARS calculational results for ZR-6 assemblies.

Type of Total Nos. of Mean value of Kay Nos. of assemblies
assembly assemblies multiplication factor with measurements (

Uniform 33 0.99494 + 0.00165 18 1.33

Xn 39 0.99706 ± 0.00275 11 1.65

K91 I1 0.99731 ± 0.00199 6 1.91

K271 12 0.99487 ± 0.00155 -

K331 12 0.99614 0.00166 6 1.29

Total 107 0.99608 ± 0.00207 41 1.49
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Analysis of the calculational results shows that the BARS code with rather high accuracy predicts the
multiplication factor and spatial distribution of the fuel activation for the cores of complex geometry with
rather strong local deformations in neutron flux due to various types of perturbation (water cells,
absorbers, water gap or even trap). It should be mentioned that the BARS calculational accuracy for ZR-6
assemblies is not worse in comparison with the Monte Carlo code KENO-V [17] and the HELIOS code
for precise transport calculation of fuel assemblies [18].

V. KINETIC MODELING OF IGR PULSE EXPERIMENTS

To verify the pin-by-pin transient model, experimental results of the power dynamic behavior obtained at
the pulsed graphite reactor IGR were used. IGR is intended to test reactor fuel rods under RIA conditions.
The basic feature of such transients is the fact that the power surge is initiated by a control rod withdrawal
and are suppressed by the negative temperature feedback: the increase in graphite temperature leads to
the increase in thermal neutron leakage and, as a result, to large negative reactivity insertion. Such
experiments modeling the control rod ejection accident in LWR with temperature feedback are unknown.

The reactor core (see Fig.1S) consists of graphite columns impregnated with highly enriched uranium. In
the core center there is a central experimental channel where capsule containing test fuel rod samples is to
be loaded. The core is surrounded by graphite reflector, thermal shield and water tank. To control reactor
operations 16 Gd rods in the core and in the reflector are used. The time dependence of the reactor power
was measured by means of a set of out-core ionization chambers in the water tank and in-core detectors
located near the experimental capsule.

5. - iterna pan of the core;
!'I -extemalpatofthecow.

7 - graphite rflecto.

Fig.1 8. Cross-sectional layout of IGR reactor.
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The dynamic behavior of IGR in pulse experiments may be characterized by. sharp changes in the reactor
power, significant deformations of the neutron flux; strong heterogeneity in the core graphite temperature
distribution; effects of control rod interference and graphite heating up on control rod worth; strong
dependence of prompt neutron lifetime and the feedback coefficient on the reactor core temperature.

The verification of the BARS transient module was performed on the basis of experiments carried out at
IGR in 1995. The inserted reactivity varied within 0.9 - 1.8 P3. The IGR power time profile was recorded
by 6 ionization chambers and 3 in-core detectors. Fig. 19 shows the comparison of the calculational and
experimental results for the test with inserted reactivity of 1.8 P. As shown in Fig&19 calculated and
measured power time profiles are in an excellent agreement.

1.2

1 2 3 4 5 6 7
Time (sec)

8

Fig. 19. Comparison of calculational and experimental data for the pulse
with inserted reactivity of 1.8 1 at IGR reactor.
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VI. CONTROL ROD EJECTION RIA MODELING

To illustrate the features of LWR dynamics pin-by-pin calculations, some results of control rod ejection
RIA modeling at hot zero power conditions for WER-1000 [19] are presented. The calculations were
carried out by the coupled RELAP5 - BARS codes for the initial fuel load of Zaporozskaya NPP Unit 5.
Neutronic model consists in 5 energy groups, 6 delayed neutron groups, 5 axial harmonics, and about
75,000 calculational cells including about 51,000 fuel cells.

Fig.20 shows the reactor fuel load and indicates fuel assemblies (1,2) and (2,4) with the maximum fuel
rod power after the control rod ejection. Fig.21 illustrates 1/4 part of detailed structure of VVER-1000
load map which takes into account by the BARS pin-by-pin model.

Asem (1.2) Locatin of ejected cnUo rad

A.ssemby (24)

X$ 0* W1.6

xl~ 1111 lnblyJw@-X13.0 bl ennh4t%

wMU burnabie absorberAw Ml assmbly wOh 3.6-4.4 % enrewwnnt
with burna~e absorbem

Fig.20. Zaporozskaya NPP Unit 5 initial fuel loading.

The reactor power and reactivity depending on transient time are plotted in Fig.22 (t = 0 corresponds to
the beginning of the rod ejection). The reactivity reaches the maximum value of 1.21 0 (P = 0.749 %).
Pellet averaged fuel enthalpies for the hottest pellet in the reactor core and for the hottest pellet in the
average fuel rod of the hottest fuel assembly (FA) are plotted as a function of transient time in Fig.23.
The maximum fuel enthalpy is reached in the fuel pellet located in theFAs (1,2) and (2,4) rather than in
the hottest FA (2,5) with ejected control rod.

Fig.24 shows detailed pin-by-pin power distribution for the reactor initial steady-state. Pin-by-pin power
distribution for time moment when the maximum power is reached is shown in Fig.25. For comparison
for the same time moment the assembly-by-assembly averaged power distribution is presented in Fig.26.
Near the ejected rod, extremely complicated shape of the pin-by-pin power distribution is observed (see
Fig.25). The maximum power is found in accident assembly with ejected control rod whereas in six
neighboring assemblies the maximum fuel rod power exceeds the maximum fuel rod power in accident
assembly by more then 10 %. Among them, four assemblies located near the reflector have a relatively
low power. Obviously, the widely used assembly-by-assembly diffusion model can lead to significant
uncertainties in calculations of the peak fuel enthalpy in such assemblies.
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Fig.21. 1/4 part of detailed structure of VVER- 1000 load map for the BARS pin-by-pin model input.
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Fig.24. Pin-by-pin power distribution at t = 0 s (steady-state).
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VII. CONCLUSION

This paper focuses on the problem of validation of the pin-by-pin neutron kinetics method to analyze
LWR RIAs with large deformations in the neutron flux over the reactor core. Validation procedure
involved the following steps.

The TRIFON code validation was based on comparison with Monte Carlo benchmark calculations of the
reactivity coefficients for a large number of PWR and BWR fuel cells. This comparison demonstrates the
ability of the TRIFON code to predict the Doppler coefficient as well as the void coefficient and the
moderator temperature coefficient with rather high accuracy. It meets accuracy criteria for LWR RIA
analysis.

The pin-by-pin reactor model validation was performed using experimental data obtained at ZR-6 critical
assembly. Comparison of the calculational and experimental results show that the BARS code predicts
correctly spatial distribution of neutron flux in cores with very complex configurations and with various
types of perturbations. As the BARS calculations shown, mean square deviations in prediction of the
multiplication factor Qff and the spatial distribution of the fuel activation are 0.002 and 1.5 %
respectively. These values do not exceed corresponding ones for such codes as KENO-V Monte Carlo
code and HELIOS transport code for precise calculation of fuel assemblies.

The BARS neutron kinetics model was verified on experimental results obtained at the IGR reactor. The
experiment can be considered as an example of a control rod withdrawal accident with a large negative
feedback due to reactor core temperature increase. Comparison of the obtained data shows that calculated
and measured power time profiles are in an excellent agreement.

Some features of the pin-by-pin LWR transient model of the BARS code were demonstrated in the
control rod ejection RIA modeling at hot zero power conditions in VVER-1000. The calculations were
carried out by the coupled RELAP5 - BARS codes. Effects of the local power surge on accident
consequences were estimated. It was shown that the detailed pin-by-pin power distribution in the fuel
assemblies near the ejected control rod is very complicated. It was found that after the control rod
ejection the fuel rods power for a number of fuel assemblies exceeds the maximum fuel rod power in the
hottest fuel assembly. Some of these fuel assemblies with rather low power are located near the reflector.
The maximum fuel enthalpy was achieved in the fuel rod that is contained not in the fuel assembly with
the maximum power, but in one of neighboring fuel assemblies. Therefore, the assembly-by-assembly
modeling of such an accident underestimates the maximum fuel enthalpy, and its specification by
reconstruction of the detailed power distribution in the hottest fuel assembly may lead to inadequate
results.

The results presented in this paper show that the BARS code can be successfully used for LWR UIA
modeling and for intercomparison with 3 D diffusion neutronic codes.
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Oxidation and Quenching Experiments with High Burnup Cladding
under LOCA conditions.

Revision of Previous Data and Main Trends of Recent Tests.
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ABSTRACT
An eperimental program has been conducted in France to investigate the oxidation
and thermal shock behavior of irradiated cladding under LOCA simu conditions.
Oxidation and quenching crperbnentt were successvely peiformed on asfabricatea
unirradIted but pre-axidized4 eradiaed and unirradted pre-hydrided cladding. The
main trends of the tests results on iradated clading are swnma*ed A revision is
given of the preliminay analysis of the quenching tests on irradiated cladding. The
main Grends of the cMrent program tests results relative to oidation and quench
behavior of highly 1ydrided cladding are discussed

1. Introduction

Within the fiamework of burnup extension request, experimental programs have been undertaken in
France, jointly by EDF, IPSN, CEA and FRAMATOME, in order to provide the Safety Authority with
relevant data concerning the behavior of high burnup fuel under accidental conditions. Relative to Loss-
Of-Coolant-Accident, the initial studies were focused on the behavior of cladding alone. As-fabricated
cladding as well as cladding bearing a simulated or actual in-reactor corrosion state representative of
high burnup reactor operation were studied. With reference to the current LOCA acceptance criteria, the
main issues concern the high temperature oxidation kinetics and the resistance to thermal shock upon
quench after significant oxidation of the cladding.

2. Background

The TAGCIS test series was first conducted to investigate the thermal shock behavior of unirradiated
cladding bearing a pre-corrosion state simulating the end-of-life state of high burnup fuel claddings.
Thermal shock experiments (high temperature oxidation terminated by water quench) were performed on
different samples: reference bare samples and samples pre-corroded in a pressurized loop. The LOCA
transient oxidation configuration was either one-side or two-side, so as to differentiate oxidation
development and quench loads for respectively non-ruptured or ruptured rods at ballooning. Nearly 400
tests runs were realized from mid 9l to mid 93, among which 140 tests results were retained in the data
analysis.

The TAGCIR tests series was then performed on actually irradiated cladding samples taken from high
burnup rods irradiated over 5 cycles in a commercial EDF PWR and having reached a rod burnup close
to 60 GWd/tU. The tests were realized in a hot cell on a test facility very similar to that of the previous
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TAGCIS tests ; again the testing configuration was either one-side or two-side oxidation. The test
program was completed in 1996 ; 38 tests runs were performed, among which 25 provided usable results.

More details on the experimental features have been presented previously [1]. An overview of these test
programs and a preliminary analysis of the results have been presented at the 24th WRSM in October
1996[2].

The main tendencies of the results will be summarized below.

3. Effect of initial oxide grown durina in-reactor operation
The initial oxide scale appears non protective relatively to high temperature oxidation and may be
considered fully transparent to oxygen diffusion. This is illustrated on figure 1, showing plots of the total
thickness of oxide (i.e. initial + transient) measured on external side of irradiated samples after transient
testing and compared to predictions with the Cathcart model with and without consideration of the
protective effect of the initial layer relatively to transient oxidation. This is coherent with our knowledge
of the oxide scale grown during normal operation of the reactor ; this oxide is in fact a porous layer, only
the first few microns at the metal-oxide interface being a dense layer.

On the other side, the comparison of the results of the as-fabricated samples and the pre-oxidized ones
shows that there is no increase of the thickness of the oxygen rich layers (ZrO2 and a-Zr(O)) due to the
presence of the initial oxide layer.
That's why we can assume that the in reactor corrosion oxide layer may be taken into account simply as
for the corresponding reduction in cladding wall thickness.

4 Irradiated cladding behavior

4.1 Qualitative results
Irradiated zircaloy exhibits a slightly enhanced oxidation rate as compared to unifradiated zircaloy, the
enhancement effect increasing with temperature. This is shown on figure 2 which plots the measured
versus calculated values of the transient oxide thickness for irradiated and unirradiated samples tested in
the same facility.
In order to quantify in more detail the oxidation kinetics of irradiated zircaloy a specific test program
was undertaken (CODAZIR progrcan). The tests consisted in isothermal oxidation runs, without quench,
on short cladding rings that were initially stripped of the corrosion oxide by mechanical erosion. The
preliminary tests results have shown that the oxidation kinetics of zircaloy is clearly influenced by its
hydrogen content; however, the mechanical erosion for stripping of the oxide layer on irradiated samples
had eliminated a more or less wide sublayer of metal with a high concentration of the hydrides
accumulated in reactor: the resulting erratic initial conditions thus induced non reproducible effects that
led us to interrupt the program.
Tests on irradiated cladding have not indicated any failure below the acceptance limit ECR=17% relative
to the transient oxidation alone. Addition of the initial oxidation shifts evidently the observed failure
limit towards higher values ; however it raises an important question regarding the physical consistency
of adding two oxidation components associated to very different processes and having thus different
embrittlement weights ; moreover it makes problem to define the reference initial state (before which
oxidation ?) to calculate ECR.
In the preliminary analysis the failure maps indicated a lower brittleness for irradiated cladding than for
unirradiated cladding under two-side oxidation; results for one-side oxidation tests were unclear.
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4.2 Quantitafive analysis

New tests series was performed on the previous TAGCIR facility with incorporation of significant
experimental improvements. Among these was the use of a modified inductive coil, with contiguous
turns of square cross section. A detailed analytical investigation of the temperature distribution
associated to the successive designs of the inductive coil has indicated that the local increase of the turns
spacing near coil midplane, in order to allow the optical pyrometric sighting, induces a local temperature
gradient around measurement target; this should have resulted in small axial and azimutal oxidation
differences. Accordingly it was thought that the azimutal variations in oxidation state observed on post-
test metallographic examinations, beyond uncertainty on thickness measurements, did reflect the
temperature variations. It was therefore considered that the most brittle location and, in case of specimen
rupture, the location of rupture inception, should be characterized by the maximum oxidation state
(rather than the average) measured on the metallographic cut. These considerations made questionable
the results obtained previously from the TAGCIS and TAGCIR tests series, namely the failure limits
relative to oxidation amount that were associated to an average state. This finally led us to reconsider the
failure limits derived for the two-side oxidation tests series in the TAGCIR experiments. Figure 3 gives a
failure map on ECR parameter with, for each test, the ECR interval corresponding to the different
measurements performed in the metallographic examination plane: the revised failure limit was drawn
as the lowest upper value of ECR interval observed among failed tests: this limit at ECR=20h appears
nearly 2% above the limit previously indicated based on average oxidation value, thus indicating a higher
margin relatively to the current acceptance limit ECR=17%. This revised linit, compared to recent
results of quench tests on as-received cladding, indicates that the quench resistance of irradiated material
is very close to, or even slightly higher than, that of unirradiated cladding at same oxidation rate.

Additionally, a further examination of the experimental conditions for the one-side oxidation tests has
revealed that the important axial temperature gradient at the bottom of the sample resulting from
experimental configuration will have induced locally particular failure conditions, making the measured
conditions in central region not representative of actual conditions at the location of failure initiation;
consequently, it was decided to exclude the results of these one-side oxidation tests series from the
current data analysis. Very recently, new one-side oxidation tests have been realized with revised
experimental conditions avoiding the previous artifact ; the preliminary results of these tests indicate a
failure limit close to (but slightly below) that for two-side oxidation, with some evidence of mechanical
constraints likely associated to the asymmetric character of oxidation growth and quench loads however
the acceptance limit remains largely conservative.

5. The current test program

5.1 Objectives andshort descripton of the HYDRAZIR testprogram

The HYDRAZIR program was undertaken, based on the main TAGCIR outcome that the behavior of
irradiated zircaloy under LOCA conditions is essentially borne by the hydrogen charged in the cladding.
The objectives of this program are to quantify the influence of hydrogen content on oxidation kinetics
and quench resistance. The experimental program consists of different series of oxidation kinetics
experiments and oxidation/quenching experiments on unirradiated hydrogen pre-charged zircaloy-4
specimens. The hydrogen content varies from 500 to 5000 ppm weight, thus ranging from the in-reactor
corrosion charging (below 1000 ppm) to the transient charging that may occur, after burst, on the inner
side of the cladding under steam starved oxidation conditions. LOCA simulation tests on unirradiated
rods performed at JAERI[3] have indicated local high contents (>3000 ppm) of hydrogen obtained under
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such conditions ; however, similar tests on irradiated cladding are not available to indicate the possibility
of such hydriding on irradiated (oxidized on inner side) cladding: transient hydriding on irradiated
cladding should therefore be considered potential and need to be confirmed.

The hydrogen pre-charging was realized under gas atmosphere (hydrogen + argon mixture of different
compositions) at elevated temperature (around 9000 C) allowing charging in the f3 domain where
hydrogen solubility is high.

Two quenching test conditions were applied in quench tests series:

- direct quenching, i.e. immersion of the test sample in the quench tank at the end of isothermal
oxidation period ; these conditions are supposed to lead to conservative quench loads;

- slow cooling (basically -5 Kls) prior quench so as to represent the two-phase cooling of the reflooding
; quenching temperature at 700'C was chosen to allow a large amount of the P-+a phase
transformation ; these conditions are supposed to be more realistic than the previous direct quenching
conditions.

The program, still under progress for complementary tests series, has provided important results relative
to the performance under LOCA conditions of pre-hydrided zircaloy.

5.2 Oxidation kinetics

Results of the oxidation tests experiments indicate an oxidation kinetics enhancement for 500 ppm H
content, from 9% at 10500C to 23% at 1250°C compared to as-received zircaloy kinetics, and increasing
with temperature ; this kinetics increase is consistent with the observed kinetics difference between
irradiated and unirradiated samples depicted on figure 2. However, the kinetics enhancement vanishes
for 1000 ppm and higher H contents, which is consistent with results obtained by Moalem et al [4] who
investigated the oxidation rate of H saturated specimens and found a weight-gain rate identical to that of
hydrogen free metal. Complementary studies are in progress to refine the enhancement factor and the
hydrogen range interval where enhancement occurs.

Figure 4 plots the weight-gain curves derived from isothermal tests on as-received and 500 ppm H
charged specimens, illustrating the kinetics increase ; additionally are drawn the weight-gain predictions
with the Baker-Just model, clearly evidencing that this model remains fairly conservative for the
oxidation kinetics of hydrogen charged specimens, and should therefore keep a similar conservatism for
irradiated material.

5.3 Quench behavior
These test series are still in progress and results are preliminary; therefore, only qualitative results can
be indicated here.

5.3.1 Low hydrogen content (in-reactor corrosion)

Results indicate a similar (or possibly slightly better) quench resistance to that of as-received cladding
for H content below 1000 ppm, either under direct quenching or under slow cooling prior quench.

5.3.2 High hydrogen content (transient hydriding range)

A first series of oxidationlquenching experiments was conducted with direct quenching at the oxidation
temperature., indicating apparently a severely degraded quench resistance at 2000 ppm content and
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above. However, it must be pointed out here that the oxidation rate ECR evaluation was derived from the
measurements of oxide, a and 1 layers thickness, assuming oxygen profiles identical to the hydrogen
free situation. Metallographic examinations have shown that this assumption is no more valid for high
hydrogen content : with increased H content the a layer thickness appears reduced, and since the weight-
gain rate remains roughly constant above 1000 ppm H it means that the corresponding oxygen content
difference has been absorbed by the 1 layer. Hydrogen content seems therefore to increase the oxygen
solubility in 1 phase, thus increasing the brittle potential of the material.

A second series of oxidationlquenching experiments was conducted with quenching at 7000C following
an intermediate cooling at 5 C/s from oxidation temperature ; preliminary results indicate that the
quench resistance is fairly recovered to the level of H free material.

533 Discussion

Analysis of quenching tests results is still preliminary but metallographic examinations have shown
distinct microstructural arrangements within the central metal layer for the two cooling conditions, as
illustrated on figure 5: prevalence of fine martensitic needles for rapid cooling, whereas of a plates and
grains for slow cooling. The cooling rate through the P-+c' phase transformation range mainly
influences the extent of oxygen redistribution from bulk 13 to a precipitates, as already evidenced in
Chung and Kasser tests[5] ; this effect of cooling appears magnified at high hydrogen content due to the
associated increase of oxygen solubility in the 13 phase. Microanalysis of typical microstructures as those
shown on figure 5 have been undertaken ; preliminary results indicate unexpected oxygen contents in a
substructures.

A clear understanding of the combined effects of oxygen and hydrogen on the cladding oxidation and
quench behavior requires the knowledge of their inter-related distributions in the zircaloy metal phases
and evolution during temperature transient ; this requires the acquisition of basic data such as
thermodynamic properties with regards to ternary phase diagrams Zr-O-H or preferentially Zy-O-H
since, as already observed, the contribution of zircaloy alloying elements to phase changes (and possibly
to the mechanical behavior of the cladding), appears not negligible.

It must also be pointed out that hydride precipitation was never observed in optical microscopy, whereas
hydride phases (8 and y) were detected by X-ray diffraction. It is therefore suggested that hydride phase
precipitates at cooling as very fine particles, not observable under optical microscopy, and that they
consequently may have no direct influence on mechanical resistance upon quench.

Although the high hydrogen content influence is not a burnup extension issue, it points out the need for a
proper taking account of hydrogen effects in LOCA transients evaluation. Knowledge gained from
experimental testing of irradiated or pre-hydrided cladding under LOCA simulated conditions, as briefly
summarized above, indicates that the embrittlement behavior cannot be simply described by oxidation
rate which mainly reflects the oxide scale extent ; an alternative parameter would be required to allow
the description, on a physical basis, of combined oxygen and hydrogen influences in whole cladding
material, including the dependence on cooling rate prior to quench.

6. Conclusions

An experimental program has been conducted to investigate the oxidation and thermal shock behavior of
irradiated cladding under LOCA simulated conditions. Oxidation and quenching experiments were
successively performed on as-received cladding, unirradiated pre-oxidized cladding, irradiated cladding
and unirradiated pre-hydrided cladding.
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The preliminary analysis of tests results on irradiated cladding has been updated. Results of the
successive tests series indicate that:
1) Initial oxide scale has no impact on high tenperature transient oxidation and may be taken into
account simply as for the corresponding reduction in cladding wall thickness;

2) Oxidation kinetics of irradiated zircaloy is slightly higher than that of unirradiated material ; the
Baker-Just oxidation model remains largely conservative;

3) The quenching resistance of irradiated material is similar (and possibly slightly higher) than that of
unirradiated material for a same transient oxidation ratio. The failure limit has been revised to ECR=28%
with the previous analysis methodology that is supposed to be conservative;

4) Low hydrogen content (in-reactor corrosion range) may slightly enhance the oxidation kinetics of
zircaloy; however the quench resistance is not affected or possibly improved under slow cooling
conditions prior quench.

4) High hydrogen content (potential hydriding under transient) strongly influences the quenching
behavior of the cladding, through an increase of oxygen solubility in the i phase, thus increasing the
brittle potential of the material. The effect of cooling rate prior quench on oxygen redistribution appears
magnified at high hydrogen content: slow cooling prior quench allows a complete recovery of the
quench resistance to hydrogen free level.

Understanding of these phenomena should be substantiated by the acquisition of basic thermodynamic
data regarding ternary diagrams Zr-O-H or Zy-O-IL A proper description of the combined influences of
oxygen and hydrogen requires alternative parameters to the oxidation ratio ECR referred to in the current
acceptance criteria.
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Zr-1%Nb (VVER) High Burnup Fuel Tests under
Transient and Accident Conditions

V. Smimov, A. Gorjachev, J. Kosvintsev, J. Kungurtsev, V. Mahin,
V. Ovchinnikov, A. Smimov, V. Tzikanov (SSC RIAR, Russia)

Introduction

The development and licensing of WER fuel involve the experimental data charac-
terized fuel behavior for all possible bumup ranges including the little-studied bumups of
above 45-50 MWd/kgU. At those bumups some negative inner processes are intensified
especially under non-steady-state and accident conditions.

The SSC RIAR performs tests on fuel rods under non-steady-state and accident
condition in the reactor MIR loops and in the electrically heated apparatus located in the hot
cells. Both 'fresh" and irradiated fuels, as well as commercial reactor spent fuel, are used in
the experiments.

Tests in the reactor MIR are mainly carried out to license and improve the fuel.
Some results are also used to improve and verify the codes. The programs of experiments
using refabricated and full-scale fuel rods include the following types of the loop tests:

* tests under single power jump (RAMP) and gradual power increase (FGR) at a
bumup range of 30-60 MWdtkgU;

* additional irradiation of the refabricated and full-scale fuel rods up to maximal
project local bumups and even higher followed by experiment RAMP;

* tests under cycle change in power,

* experiments with WER fuel assembly segments under conditions of dry out,
overheating and quench (LOCA and QUENCH tests);

* tests under reactivity initiated accident conditions (1-5 seconds);

* tests with leaky fuel rods under non-steady-state conditions.

The report considers the principal methodical aspects and some results of the tests
of the VVER high bumup fuel with Zr-I%Nb cladding.
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1. In-pile fuel rod tests under transient operation conditions
Information on pre-test fuel rod state

The pre-test full-scale and refabricated fuel rod state is examined. The information
available allows to select fuel rods, for example, with a particular gap size or fission gas
content for the test, as well as to estimate expected fuel rod parameters during the tests
taking into account the experience available.

Peculiarities of test methods under power change conditions, information ob-
fained during experiments.

Taking into account the objective of in-pile experiments both instrumented and non-
instrumented fuel rods are used. While using instrumented fuel rods during the tests the fuel
temperature, gas pressure in the space volume, change in fuel rod length, change in fuel
rod diameter, change in fuel column length, fission gas activity and composition in the cool-
ant are measured.

Some information on experiment RAMP using full-scale and refabricated fuel rods is
presented in Table 1. In two experiments of gradual power increase (FGR1, FGR2) the re-
fabricated fuel rods supplied with gas pressure detectors and thermocouples were used.
During the experiments the information on gas pressure and temperature change in the
centre of fuel pellet while power changing is obtained. The fuel rod time constant was de-
termined.

Table 1
General information on experiments RAMP and FGR

using VVER fuel rods in the reactor MIR

Parameter RI R2 R3 R4 RS RS RT RS R91 RF FGRI| FGR2

Fuelrod 10 9 10 12 11+6|12 6 6 6 6 6 6
quantity
Fuel rod 26 6 051075 1075 1075 1075
length, 265 265 1075 265 226 10750D0 2500 02500 1075 2500
mm 3140

Average 8.5- 8- I5 0 30; 50 505;6 O,6
bumup, 10 10.7 47 17 30 50 60 50 50 050; 60 50.60

Ramp 15
amplitude 1.9 2.8 1.9 2.2 2.2 2.2 2.5 2.2 2 2.2 3.7 3.6
rel.units

Power
30-increase 8 13 2.5 8 10 113 12 25 1800 20 _

time, min

*Experiment of smooth power increase followed the ramp

202



Irradiated facility design

Special irradiated facility was developed for tests which allows to test simultaneously
both refabricated fuel rods of I m long and full-scale ones for WER-1 000 and WER-440
[1,2,3].

Fig.1 presents the design of the irradiated facility provided possibility to test simulta-
neously full-scale fuel rods for WER-440 and WER-1000 and some refabricated fuel rods
(instrumented or non-instrumented) in different composition. The irradiated facility is sup-
plied with the detectors for neutron flux.

Carried out tests and some results

No fuel rod depressurization was noticed in any experiments. The visual inspection
and eddy-current defect tests show that there are no test-induced faults on the claddings.
The cladding state parameters (oxidation of outer and inner surface, hydrogen absorption
and mechanical tensile properties) didn't practically change. The hydrogen content didn't
exceed 4.8.10Oo mass.

Fig 2 presents the dynamic change of the linear power (q,) and gas pressure during
gradual power change in one of the FGR experiments.

The tests resulted in the outer cladding diameter increase, especially in the central
part of the fuel rods (Fig.3). In the fuel rods with a bumup of about 50 MWd/kgU, the di-
ameter increase was 22-33 pm. In the fuel rods with a bumup of about 60 MWd/kgU, it was
33-54 gm; I.e., in more heated fuiel rods the outer cladding diameter changed less than that
in less heated ones.

The results of the measurements of the fuel cladding gap in post-test cold state, and
their comparison with the pre-test gap testify to the fact that in the fuel rods with a bumup of
about 50 MWdfkgU the post-test fuel-cladding gap in the area of maximal power was
40-65 jim and in the fuel rods with a bumup of about 60 MWdlkgU it was 15-33 PM.

The data on change in the post-test outer cladding diameter and fuel-cladding gap
were compared and it brought to the conclusion that the fuel column diameter of the heated
fuel rods with a burnup of 50 MWd/kgU didn't practically change or even became less. Fur-
ther fuel column examination supported the conclusion.

Fuel rod test under single ramp and step-by-step power increase brought to some
changes in dimensional parameters of the fuel pellets and significant changes in U0 2

structure.

The fuel pellets remained intact along the most part of the fuel rod length
and didn't change its configuration. In the area of maximal linear power where it
was more than 213 W/cm, the coaxial cracks appeared. The central hole at the linear
power of 300-315 W/cm begins reducing and at 343-375 W/cm it is practically absent. In
fuel rod 41 (experiment FGR-1) in the area of maximal linear power (about 441 W/cm) a
new central cavity of about 0.6 mm was formed (Fig.4).
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Fig. 1. Irradiated facility to test full-scale and refabricated fuel rods.
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Change in U0 2 structure was accompanied by increased fission gas release from
the fuel under the cladding and Cs nuclide migration in the fuel rod central part in the area
of maximal linear power. In the fuel rods with a bumup of about 50 MWd/kgU and with
higher linear power, respectively, Cs migration accompanied by Xe and Kr migration oc-
curred more significantly. The results testify to the fact that Cs migration intensification oc-
curs at the linear power more than 285-300 W/cm in the fuel rods with a burnup of 50
MWd/kgU and 220-250 W/cm in the fuel rods with a bumup of 60 MWd/kgU.
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Fission gas release upon the whole is proportional to the linear power level and can
reach 50% at the linear power of about 440-460 and 330-375 W/cm in the fuel rods with the
bumups of 50 and 60 MWd/kgU, respectively. The fuel rod pressure at the operation tem-
perature can rise up to the values equal to the coolant pressure. The fuel with a bumup of
60 MWdtlkgU under the same conditions is more subjected to fission gas release as com-
pared with the fuel with a bumup of 50 MWdtkgU.

The program of experiments includes WER radiation up to higher bumups (75-80
MWd/kgU) followed by RAMP, tests of fuel rods of a bumup of about
50 MWd/kgU under cycle power change regime, tests under non-steady-state conditions of
different fuel modifications and further fission gas release examination.

2. Examination of fuel behaviour under accident conditions
Equipment

The fuel assembly construction element and fuel rod properties as well as these
elements behaviour under accident conditions of LOCA and RIA type are examined in re-
search reactors- and electrically heated apparatus located in the hot cells.

Currently four electrically heated apparatus are used in hot cells designed for.

* examination of radionuclide release from the fuel, study of material structure
change under accident conditions as well as cladding and pellet oxidation;

* examination of cladding and the fuel rod properties by method of inner gas pres-
surization . For that fuel rod "fresh" and irradiated materials of different degrees
of oxidation are used;

* study of behaviour of "fresh" and irradiated rod and guide-channels under ther-
moshock conditions;

* examination of fuel rod behaviour under conditions simulating different variants
of LOCA.

In the research reactors mainly integral experiments are carried out. In particular, in
the reactor MIR in the loop PVP-2 the simulated fuel assembly behaviour under LOCA con-
ditions is examined. The fuel assembly includes not only "fresh" fuel rods but also those
manufactured of ones operated in commercial reactors. On the fuel rod claddings and along
the fuel column center the temperature detectors may be located. Some fuel rods are sup-
plied with gas pressure detectors. At different levels along the fuel assembly height the
temperature and coolant vapour content detectors are located.
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Apparatus to examine fission gas release, oxidation and irradiated material
structure change

The apparatus provides examination in inert, air and vapour gas environment. The
apparatus scheme is presented in Fig.5. The principal apparatus element is portable hori-
zontal heating unit provided the required environment and temperature range. The samples
in a form of fuel pellet fragments and fuel rod tubes up to 40 mm long are tested on the ap-
paratus to study their oxidation and fission gas release.

Two gamma-spectral channels of Ge(U)-detectors provide Kr-85 intensity recording
during experiments with flowing gas-carnier and change in fission gas intensity in the sample
and on the basic filter. Gas mass-spectrometer and gas analyzer measure concentration of
not radioactive components of gas flow such as Helium, Hydride, Oxygen .

During annealing the following parameters are recorded:
. temperature;
* gas-carried flow-rate and pressure;
* Kr-85 gamma-activity in gas-carrier,
* fission product gamma-activity on the basic filter or in the sample;
* concentration of gas-flux non-radioactive components releasing from the sample

(Helium) or characterizing environment sample interaction (Oxygen, Hydride).
The following post-test sample examination is carried out
. mass measurement;

fission product gamma-activity measurement;
* structure examination.
The principal types of the experiments on the apparatus are presented in Table 2.

Table 2
Parameters and results of the test on FGR

from the spent VVER fuel on the electrically heated apparatus

- Tes t--Tepenratr BuSup, -I; .i
environment -range,, C-- MWdIk- S l

Argon 1000- 2200 15.8
Helium 1800 - 2000 45.0 fuel pellet fragment
Argon 800 - 2000 55.2

1000-2400 59.8
Argon 1000-2100 64.0

1250-1450 15.8

air 600- 1200 36.8 *
_ 600 -2200 0 * fuel pellet fragment

Argon + 55.2
vapour 600-1300 51.7 fuel rod section and

50 fuel pellet fragment

* The sample are additionally irradiated in the reactor MIR to accumulate 1-131.
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hot cell 6 7

control room

* N
0

1,16 - argon balloon; 2,17 - manometer, 3,15,18 - rotameter, 4 - steam generator; 5 - thermocouple; 6 - heating unit;
7 - sample; 8 - basic filter; 9 - condensator; 10 - additional filter, 11 - gamma-detector;

12 - mass-spectrometer; 13 - gas-analyzer; 14 - ventilation outlet

FIg.6. Apparatus for examination of fission gas release, oxidation and Irradiated material structure change



Typical kinetic dependence of fission gas release from the fuel of high bumup in the
inert environment is presented in Fig.6, the temperature dependence for lower and higher
bumups is presented in Fig.7.
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The spent fuel cladding oxidation was examined by method [4] applying in-cell electrically
heated apparatus. The samples were manufactured of fuel rods operated in the commercial
reactors. The fuel pellets were removed mechanically. After quick temperature rise in the
inert environment the vapourgas mixture was supplied into the unit and the sample under-
went holdup for particular time under isothermal conditions.

While examining the oxidation of the spent WER fuel rod claddings from
Zr-1%Nb alloy at the temperatures of 1000 and 1100 it was discovered that at little oxida-
tion time the irradiated cladding weight gain is higher than for not irradiated ones and further
the difference disappears. The required time to reveal this effect and its scope decreases
after temperature increase. During recording the large irradiated cladding weight gain, the
oxide film thickness on its inner surface is larger than that on the outer surface and on the
surface of not irradiated samples. The experimental data allow to make a preliminary conclu-
sion that large irradiated cladding weight gains are caused by large oxidation of their inner
surface.

Apparatus for gas pressurization of irradiated samples

The behavior of the irradiated samples of Zr-1 %Nb alloy at the temperatures and
pressures typical for maximal design accident of the VVER reactor is studied on the appa-
ratus to determine the mechanical properties of the fuel claddings.

In one of the experiments the samples consisted of the irradiated WER fuel rod
segments of the bumups of 54.4 and 60.5 MWd/kgU (Fig.8). The sample length is equal to
275 mm, the average outer diameter is 9.08 mm and the cladding thickness is 0.7 mm. The
plug and adapter of Zr-1%Nb alloy are welded to the sample ends by argon-arc welding. The
guiding tube of 550 mm long is connected to the adapter. It has a shroud of stainless steel.
The shroud serves to prevent destroying the adapter at gas pressurization. Inside the tube
there is a thermal converter of chromel-alumel type.

The apparatus for gas pressurization (Fig.9) includes the following:
* electrically heated furnace with an ampoule (the furnace working part length is

500 mm, the maximal temperature is 1200 , the sample heating rate is I Is);
* steam generator,
* sample pressurization system;
* antiaerosol filters.

Conditions to carry out three experiments:
1. The working samples temperature under isothermal regime was 700, 800 and 1000

2. Excess inner pressure in the sample (3.5, 3.75 and 5.44 MPa) simulated pressure drop
(fuel rod - circuit).

3. In-ampoule outer pressure was atmospheric.

4. In-sample gas environment was argon.
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15,29 - accumulating chamber 16,30 - detector, 1i,33 - gas balloon
Flg.9. Gas pressurization apparatus



Oxidizing environment at constant velocity vapour argon mixture (flow regime) was
reached by means of systems of steam generator of 40 g/hour.

During experiment the time to rupture of the pressurized samples under isothermal con-
ditions at the constant inner pressure was measured. The sample was located into the furnace
at the temperature of 25 and was heated up to set temperature at the rate of 0.3-0.5 Is. At
that time the in-sample pressure was atmospheric. When the set temperature was reached the
excess pressure was supplied with a rate of 10 MPa/s. Since then the time to rupture is ob-
served up. The sample depressurization moment is determined by pressure drop.. After that the
heating was stopped and the sample was cooled together with the furnace at the rate of about
1.5 /s.

During the test the following was recorded:
* sample temperature;
* sample heating rate;
* in-sample gas pressure;
* in-ampoule gas pressure;
* sample holdup time under isothermal regime;
* sample cooling rate.

Quantitative analysis of the information obtained during metallography was made using
digitizing and image processing system. Table 3 shows principal characteristics of experiment

Table 3
The results of the experiment on irradiated samples

under simulating LOCA conditions

Parameters -E~xper.1 Excper.2 -Exper.3

Bumup, MWdllkgU 60.5 60.5 54.4

Sample temperature, °C 700 800 1000

Excess pressure, MPa 3.50 3.75 4.52

Time to rupture, s 2085 150 2

Accident condition simulating

We started work to study the behaviour of the separate fuel rods manufactured of those
operated in the commercial reactor within standard fuel assemblies. For that purpose an appa-
ratus was developed which is able to create the necessary fuel rod pressure and temperature.

The principal parameters of the fuel rods under examination are presented in Table 4
and the experiment conditions are considered in Table 5. Distribution of the fuel rod tempera-
ture and difference in inner and outer environment pressure during experiment are presented in
Fig.10.
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Table 4
Irradiated sample parameters

Parameter - bp -: ..le .r - -:-r -

Fuel rod number 111 111 123 58 68 57

Fuel assembly number 222 222 222 222 222 198

Cladding lot 1390-4-12 1390-4-112 795-4-112 1390-4-12 1390-4-112 34-4-1/2

Bumup, MWd/kgU 592 59.2 56.6 60.5 60.5 54.4

Sample length, mm 275 275 275 275 275 275

Table 5
Experiment conditions simulating accident regime with separate fuel rods

_Ejess~r SamleP.xpe .- Interna sapl Fue :im ~: -GR %.-z
ment press ure . ' ja.s :uu ruptu.r.ee~1

_,P ressure

MiP-a : c . Ca - - - U ' st : r s 41 :1371

1 +3.5 800 1.0 59.2

2 -0.15 1100 1.0 59.2 -

3 -1.4 800... 1.0 56.5 485 1.5 3.2 2.4

1200

4 -3.5 700 1.0 60.5 2085 0.6 0.5 1.3

0 1836

5 -3.8 800 1.0 60.5 150 1.3 4.2 2.9

0 1440

6 4.5 1000 1.0 54.4 2 3.9 3.6 2.0

0 2

Diameter distributions along the cladding length before and after experiment are shown
in Fig.11. The time to rupture and fission gas release are presented in Table 5.

In the experiments when outer gas pressure is more than inner gas pressure and insig-
nificant inner pressure increase the fuel rod depressurization didn't occur. In other experiments
the local cladding diameter increase of ballooning type occurs together with the general one,
followed by formation of through out cross cracks.
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3. Integral experiments

At the present time, four integral experiments have been carried out using WER fuel
rods under simulating LOCA conditions (Table 6). In the last experiment together with "fresh"
fuel rods spent ones were tested. Simulating fuel assembly consists of six fuel rods with
"fresh" fuel and central one with spent fuel with a bumup of up to 56.9 MWd/kgU. The test
objective is to compare the behaviour of "fresh" and spent fuel.

Table 6
General information on LOCA test

Experiment number 1 2 3 4

"Fresh" fuel rod quantity in fuel assembly 18 19 19 6 and 1_______________________________________ _________ _________spent

Coolant parameters:
. pressure, MPa; 12 12 4 6
. temperature at inlet, 0C -320 -320 -80 -270
. flowrate, 5g/s 0.04 0.04 0.04 0.008

Fuel assembly power, k!
* under steady-state conditions; 500 500 500 100... 120
• under LOCA conditions s100 <100 •70 -35

Maximal fuel rod temperature, 0 C 550* 1200 720 920

Holdup time at maximal temperature level, min 72 3 25 6

Post-test fuel assembly sate sound. leaky. sound. sound.

* - in one of the fuel rods the temperature was 9509c for a short period of time.

The "fresh" fuel rods are supplied with the temperature detectors in the fuel column
and cladding. To smooth out the energy release in "fresh" and spent fuel the "fresh" pellet
enrichment was 2% by U-235.

To show the test regime Fig.12 presents the fuel column temperature values for fuel
rod 4 and the cladding temperature for fuel rod 2 in experiment No. 4. The coolant pressure
during the test was higher than that within the fuel rod. The maximal fuel and cladding tem-
perature was within the range of 900D1000 ° . Dry out time was about 30 minutes.

As a result of post-reactor examination the following was determined. The fuel rod
bundle is not deformed, the "fresh" fuel rod claddings are under outer pressure in the dry out
area, the spent fuel rod cladding is not deformed (Fig.13). All fuel rods remained hermetic. In
the fuel assembly dry out area the grain size of both claddings increased. Zirconium dioxide
layers on the outer cladding surface in these cross sections have maximal thickness up to
10 ym. On the outer and inner cladding surfaces an alpha-zirconium layer appeared which is
stabilized by oxygen. No significant changes in fuel structure before and after experiment are
observed. The hydrogen content in "fresh" and spent claddings doesn't differ, hydrogen
content increased as compared with the value of 5.103 %mass. at the fuel assembly bottom
- up to (1-2) .10-2 % mass. in the dry out area.
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The obtained post-test mechanical cladding properties using ring samples are pre-
sented in Table 7.

Table 7
Mechanical cladding properties

Fuel S eTest o , Mma a, UPa 3: , #
rod coordinate, temperature, 0 p rmMa kf,% 8,w

mm oC

20 472 423 72 25.8
315-34

350 272 233 7.6 28.2
7

20 585 504 5.6 6.5
770-800

350 323 279 6.7 17.6

20 380 328 11 31.6
320-360

350 217 187 10.8 33.8
4

20 434 365 7.6 15.1
775-808

350 265 222 8.5 26.0

Based on the results of the tests one may conclude that the behaviour of "fresh" and
irradiated cladding materials under accident conditions with temperature up to about 900 0
and excessive outer pressure is identical.
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NSRR PULSE IRRADIATION EXPERIMENTS AND TUBE BURST TESTS

Toyoshi FUKErA, Fumihisa NAGASE, Takehiko NAKAMURA,

Hiroshi UETSUKA and Kiyomi ISHUIMA

Department of Reactor Safety Research

Japan Atomic Energy Research Institute

Tokai, Ibaraki, 319-1195 JAPAN

To provide a data base for the regulatory guide of light water reactors,

behavior of reactor fuels during reactivity-initiated accidint (RIA) conditions is being

studied in the Nuclear Safety Research Reactor (NSRR) pulse-irradiation

experiments and related separate-effect test program of the Japan Atomic Energy

Research Institute (JAERI). Recent results obtained from the NSRR experiments

with high burnup PWR and BWR fuels are described and discussed in this paper. In

addition to the NSRR data, the paper presents results from tube burst test with

artificially hydrided cladding samples.

L. INTRODUCIION

To study behavior of light water reactor (WR) fuels under reactivity-initiated accident (RIA)

conditions, twenty-eight pulse-irradiation experiments have been performed with test fuels sampled from

irradiated commercial reactor fuels. The tested fuel rods consist of twenty PWR fuels and eight BWR

fuels. Fuel failure observed only in the tests series HBO and TK with high burnup PWR fuels. Table 1

lists test conditions and results of the HBO and TK experiments. The results from the HBO-1 through

HBO4(') and from the HBO-5 through HBO-7m were presented in the documents separately. The fuel

rods in the HBO series were sampled from a mother rod irradiated in 48 MWd/kgU lead-use program, and

these rods had 1.5%Sn Zircaloy-4 cladding. However, fuels with 1.3%Sn low tin) Zircaloy4 cladding

were adopted for 48 MWd/kgU regular-use in Japanese PWRs. Accordingly, we started new series of

experiments with the fuels with the low tin cladding, as TK test series. (3) As for BWR fuels, NSRR data

had been limited to five TS experiments with 26 MWd/kgU 7x7 type rods. 4) From 1996, we started FK

test series with high burnup &8 type rods. This paper describes the most recent results from the TK

experiments with high burnup PWR fuels and from first three experiments of the FK test series, and

discusses possible sequence of fuel rod behavior during an RIA.

To answer pending questions regarding the fuel rod behavior, various separate-effect, out-of-pile tests

have important role in combination with integral, in-pile experiments. The on-going separate-effect tests
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include transient tube burst experiment, modified ring tensile test with machined specimen, and fuel pellet

annealing test. The paper introduces test conditions and results from the transient tube burst experiment

with artificially hydrided cladding.

Table 1 Test conditions of tests HBO and TX (High burnup PWR fuels)

Test Fuel Span Oxide Layer Burnup Peak Result
ID Type (Sun) B u/Enga) (caRs)

HBO-1 A 3rd 40to48 50.4 73 Failed at 60 cal/g,100% fuel dispersed

HBO-2 A 4th 30 to 40 50A 37 No failure, FGR=17.7%

HBO-3 A 5th 20 to 25 50.4 74 No failure, FGR=22.7%

HBO4 A 6th 15 to 20 50.4 50 No failure, FGR=21.1%

BO-5 B 2nd 35 to 60 44 s0 Failed at 77 cal/g,HBO- B 2d 35o605% fuel dispersed

HBO-6 B 4th 20 to 30 49 85 No failure, FGR=10.4%

HBO-7 B 3rd 35 to 45 49 88 No failure, FGR=8.5%

TK-1 A 5th 7 38 126 No failure, FGR=20.0%

TK-2 B 2nd 15 to 35 48 107 Failed at -60 cal/g7% fuel dispersed

TK-3 B 4th 4 to 12 50 99 No failure, FGR=10.9%

TK4 A 3rd (25) 50 98 No failure, FGR=8.3%

TK-5 A 2nd (30) 48 101 No failureTested on October 1, 1998

TK6 A 3rd (15) 38 (125) No failureTK-6 A 3r (1) 38(1~ Tested on October 7, 1998
TK-7 B 3r (8)50 (00) TO be performed on

TK-7 B 3rd (8) 50 (1003 November 20,1998

Fuel type A and B are manufactured by Mitsubishi Heavy Industries, ltd. and Nuclear Fuel Industries,

ltd, respectively.

Span of 1st denotes the highest. FGR is an acronym for fission gas release.

Values in parentheses are from preliminary evaluations.

224

I



MoiomI-~

| HBO
4cyces
Type A

Rod |
4 cycles
Type a

3 cycles
Type A

TK Rod

Type B

*TK-2 I

-j
2 cyle

2 I 0.5 mm I

Fig. 1 Cracking occurred in the TK-2

*HBo-1

*HB0-5

*H0-7

*H804

*ITK.5

1460-2 *TK-3

IL NSRR EXPERIMENTS

The most recent experiment resulting in

fuel failure is the TK-2, and the horizontal

cross-section of failed cladding shows an

appearance similar to those observed in the

HBO-1 and HBO-5. An enlarged photograph

of the cracking in the TK-2 is shown in Fig. 1.

The penetrating crack shows brittle nature in

the cladding peripheral region where hydride

*MX0-3 1 *7K-I

MO1A <

l1 11 II
M Failed atPies
C3 UM crnacic in odde and lqaide dres
On NaiwAi

Fig. 2 Relative elevation of test rod sampled

blisters are precipitated, but shows

ductile nature in the inside. During

the early stage of the transient, incipient

cracking occurs in the outside due to

PCMI loading, and the crack propagates

to the inside. Figure 2 summarizes the

relative elevation of the sampling

position of the test rods in the HBO and

TK test series. Fuel failure occurred

in the HBO-1, HBO-5 and TK-2. It is

apparent that the failed rods are

sampled from the higher elevation

where corrosion and hydrogen

absorption of the cladding are more

significant. The correlation of the

oxide thickness with peak fuel enthalpy

is shown in Fig. 3. Since the hydrogen

*: Failure
A: Non-penetrating rmicro-cracks
o: No failure

150
a)

: 1 00

w
c 50

I'

aE,
0~

50

0 20 40
Oxdde Thickness (um)

60

Filg. 3 Correlation of oxide thickness with peak fuel

enthalpy

225



absorption in the cladding is almost proportional to the oxide thickness, the oxide thickness is an indicator

including the hydride effect. The peak fuel enthalpy denotes the severity of the transient in the NSRR

experiment. As seen in the figure, data points from the HBO-1, HBO-5 and TK-2 resulting in failure are

in the region with thicker oxide layer and higher fuel enthalpy. It must be generally accepted that the

PCMI failure of the high burnup PWR fuel correlates with corrosion, and with hydrogen absorption and

resulting radially-localized hydride layer (hydride rim) which gives decreased cladding ductility.

Figure 4 schematizes anticipated processes of fuel behavior during the transients. Fuel pellet

temperature increases promptly at the onset of the event, and fuel pellet expands rapidly due to thermal

expansion and most likely due to fission-gas-induced swelling. The fission-gas-induced swelling is

caused by thermal expansion of fission gas accumulated in fuel grain boundaries, as shown in Fig. 5.

Then, expanded fuel pellets contact with cladding inner surface, and push the surface. When hydride

clusters precipitate in cladding periphery, ductility of the cladding is reduced significantly due to the

radially-localized hydride layer. Incipient cracking occurs in the cladding periphery, and the crack

propagates to the inside. This hydride-assisted PCMI failure occurs in the early stage of the transient

when cladding temperature remains low. In the NSRR experiments, the hydride-assisted PCMI failure

occurred when cladding surface temperature was 100 deg C or lower. In order to clarify and evaluate

the early phase PCMI process, out-of-pile, separate-effect tests are being performed as well as in-pile,

integrated experiments. As for mechanical properties of hydrided cladding material tests, such as

machined-ring tensile stretch test and tube burst test, are being conducted in number of organizations.

Hence, pending questions in the anticipated PCMI process exist in fuel pellet behavior as well as cladding

integrity. A key question of the pellet behavior regards with the fission-gas-induced swelling due to

high pressure loading of heated fission gas confined in grain boundary. Expansion of irradiated fuel

pellets is much larger than that of un-irradiated fuels in the NSRR experiments. Figure 6 shows residual

hoop strain of post-test cladding as a function of peak fuel enthalpy. The higher peak fuel enthalpy

resulted in the larger strain, and in the TKA- the strain reached almost 25%. The fission-gas-induced
swelling has a significant role in the large deformation. However, the information regarding pellet

expansion and resulting rod deformation is limited to that from the final stage, i.e. post-test, residual

cladding deformation, and we do not know how much of expansion occurred in the early stage, the PCMI

loading process. In the experiments resulting in the large deformation, 2% strain or higher, cladding

surface temperature increased to 300 to 700 deg C at maximum due to an occurrence of DNB. The large

deformation occurs during post-DNB phase. It can be expected that the fission-gas-induced swelling in

combination with thermal expansion provides a PCM1 load to the cladding during the early stage as well

as the later post-DNB phase, but it is unknown at present that how early and how fast pressure elevation

and reduction occur in fission gas accumulated in grain boundaries. Since the rod deformation during

the early stage is critical information to evaluate the PCMI loading. a transient method to measure
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cladding outer diameter during the pulse-

irradiation is being developed with eddy

current sensors. The method has been

verified in experiments with un-irradiated

fuels, and is to be applied to irradiated fuel

tests in the NSRR.

Figure 7 shows fission gas release

during pulse-irradiation as a function of

peak fuel enthalpy. Except HBO-2, -3 and

4, the higher fission gas release correlates

with the higher peak fuel enthalpy. In the

HBO-2, -3, -4 and TK-1, fission gas release

reaches about 20%o, and it corresponds that

all of fission gas accumulated in grain

boundaries is released in these experiments.
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As it can be seen in Figs. 6 and 7, the experiments with high fission gas release resulted in the large rod

deformation except the HBO-2, -3 and 4. This fact indicates a significant role of fission gas in rod

deformation. In the HBO-2, -3 and 4, DNB did not occur and cladding temperature remained in low, so

the rod deformation were limited in these experiments. A transient signal from thermocouple in the

HBO-3 showed about 400 deg C at maximum, but duration of stable film boiling is very short, and must

be limited to local area.

The loading from fission gas expansion appears as grain boundary separation in post-test fuel pellets.

Figure 8 shows fuel pellet micro-structure of post-test TK-2 fuel pellet The pictures show horizontal,

as-polished cross-section of the pellet. Significant grain boundary separation can be seen in extensive

area of the cross-section. In the 1K-2 resulting in fuel failure, about 7% of fuel was recovered as

fragmented particles from capsule water after the experiment. Cross-sectional view of the fuel particles

is shown in Fig. 9, and SEM images are in Fig. 10. The collected fuel particles are not once-molten, as it

can be expected from the maximum fuel temperature (about 2900 K or lower) during the pulse-irradiation.

Although the fragmented particles remain in solid, thermal to mechanical energy conversion ratio was

about 0.08%. It suggests vigorous thermal interaction between the particles and coolant water.(4

0.1 mm Z 0.1 mm

Fig. 9 Cross-sectional view of fragmented fuel particles recovered from coolant water in the TK-2
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As stated previously, BWR data had been limited to five TS experiments with 26 MWdLkgU 7x7

type rods. The test fuel rods in newly initiated FK test series are high burnup 8x8 type rods. The test

conditions of the FK test series are listed in Table 2. The test fuels for the FK-1 through FK-3 are Step-I

fuels from Fukushima First plant #3 reactor, and the test fuels for the FK-4 through FK-7 are Step-II fuels

from Fukushima Second plant #2 reactor. We have performed three experiments so far, and fuel failure

has not been observed in these tests. Since creep down of cladding is less significant in BWRs in

comparison with that in PWRs, wider gap between fuel pellets and cladding inner surface (P/C gap) exists

in BWR fuels before pulse-irradiation in the NSRR. The pre-test wider P/C gap provides BWR fuels

with weaker PCMI loading in the early phase, and reflects smaller fuel rod deformation during the

transient. Figure 11 shows residual hoop strain of post-test cladding as a function of peak fuel enthalpy,

and the figure includes both of BWR and PWR data. The larger strain correlates with the higher peak

fuel enthalpy also among BWR data, but the strain data of BWR fuels are much smaller than those of

PWR.
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Fission gas release in the BWR tests shows in Fig. 12 with those in PWR data as a function of peak

fuel enthalpy. The BWR data points in the figure are scattered, and fission gas release in the TS tests

with 26 MWd/kgU fuels is higher than that in FK experiments with higher burnup fuels. Fission gas

release during base-irradiation in commercial reactor is much higher in TS test fuels, 19.7%, than those of

FK test fuels. This fact suggests that release paths generated during base-irradiation contribute to fission

gas release during pulse-irradiation.

Table 2 Test conditions of test FK (High burnup BWR fuels)

Test Span Oxide Layer Fuel Burnup Peak Result
ID Spn (Iw)aM 4/) Enthalpy Rsl

(cal1g)

FK-1 3rd 20 45.4 130 No failure, FGR=8.2%

FK-2 3rd 20 45.4 70 No failure, FGR=3.1%

FK-3 2nd 20 41 (145) No failure

FK-4 3rd N/A 56 (140) To be performed onJanuary 26, 1999

FK5 3rd N/A 56 (70) To be performed on
FIS 35February 19, 1999

FK-6 - NIA 60 (130) To be performed for FY1999

FK-7 - N/A 60 (70) To be performed for FY1999

Values are from preliminary evaluations.

FY1999 is a Japanese fiscal year from April 1, 1999 to March 31, 2000.
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m. CIADDING TUBE BURST TEST

To understand high burnup fuel behavior during RIA conditions, it is very important to know

mechanical properties of cladding materials, in particular, ductility reduction due to radially-localized

hydride precipitation. As stated previously, the influence of the hydride deposition has a critical

importance in the early phase, PCMI process. The effect of the hydride deposition cannot be described

by hydrogen concentration averaged at cross-section, and the effect of radial and circumferential

localization of hydride clusters is very important. The influence of hydride precipitation on cladding

mechanical properties is being examined in out-of-pile, separate-effect tests at JAERL The separate-

effect tests comprise of highly-transient tube burst experiment and modified ring tensile test on machined

specimen. In addition to as-fabricated sample, artificially hydrided cladding has been tested in the burst

test and is to be tested in the ring tensile test. This paper describes test method, test conditions and

results at room temperature in the tube burst experiment ()

Figure 13 shows a schematics of the burst test apparatus. The apparatus consists of a high pressure

line (pump, pressure booster and tank), a sample holder, a solenoid valve, and data acquisition system.

The pressure medium is diffusion pump oil. Cladding sample is fixed to the sample holder at lower end,

while upper end of sample is free for axial movement of sample. Pressure of the tank is elevated to

about 150 MPa, and then the solenoid valve is opened. Pressure change in the sample is measured by

high capacity transducers with frequency of 250 kHz. Pressure increase rates are 0.002 MPa/ms and 1.9

Mechanical testing
machine

| > J pper fiing

lreuCladding sample

transducer Infrared furnace

Solenoid valve
Mwemry *:ixin A, Pressure boosterscope..AxGdv

.. owns-{ s-- Ma lb- S

Furnace C4 afi. a7 I
control Flow control High pressure tank

By-pass line Pump

Fig.13 Schematics of the burst. test apparatus
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MPa/ms, and samples are at room Inner surface>= FOuter surtace

temperature in the current study.

Tests will be performed at

elevated temperature and the
pressure increase rate will be 3.4 hyd[ided sample

MPa/ms for succeeding tests.

Test specimens subjected to

the burst test are low-tin

(13wtSn) Zircaloy-4 cladding

tubes which are currently used in

PWRs in Japan. The inner and Sample
outer diameters of the sample are with hydrde nm

950 mm and 8.36 mm,

respectively, and the length is 160

mm. Th1e tests were conducted Fig. 14 Hydride morphology in radial cross-section of
on three types of specimens hydrided samples used in tube burst test; (a)

consisting as-received sample uniformly hydrided sample, and (b) sample with
(non-hydrided); uniformly hydride rim

hydrided sample (without hydride

rim); and hydrided sample with

radially-localized hydride layer (with hydride rim). Hydrogenation was performed in mixture gas of

hydrogen and argon at about 600 K, and samples with hydrogen concentrations of 100 to 600 wtppm were

produced. Variation in hydrogen concentration throughout a sample was estimated to be within ±30%o

from the analysis of reference sample. Hydride clusters are uniformly distributed through the cladding

thickness in the sample without hydride rim, while hydride clusters are localized in peripheral region of

the sample with hydride rim. The difference of hydride distribution between the two types of samples

can be seen in Fig. 14. In the sample with hydride rim (below in Fig. 14), hydrides are localized in 50 to

150 pm of sample periphery. Under assumptions of 400 wtppm for radial-average concentration and

100 wtppm (solid solubility of hydrogen in Zircaloy at 600 K) for concentration in the interior region,

hydrogen concentration in the hydride rim is estimated to be 1200 to 3600 wtppm.

Figure 15 shows post-test appearances of samples in the burst tests. The non-hydrided sample (top

in the figure) exhibits a typical burst opening of 30 mm long. On the other hand, axially extended

openings are formed in the hydrided samples (middle and bottom in the figure). The average hydrogen

concentration of the two hydrided samples are 450 wtppm for that without hydride rim and 360 wtppm

for that with hydride rim, respectively. The axial crack in the sample with hydride rim is shorter than
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Fig. 15 Appearances of cladding samples after tube burst test; (a) non-hydrided

sample, (b) uniformly hydrided sample, and (c) sample with hydride rim.

Fig. 16 Cracking observed in sample with hydride rim (tube burst test)
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that in the sample without hydride rim. It can be expected that interior region with higher ductility

resists to crack propagation in the sample with hydride rim. The axial cracking appeared in the hydrided

samples are similar to those observed in the NSRR experiments with high burnup PWR fuels.

Horizontal cross-section of tested sample with hydride rim also gives a morphology similar to those in the

NSRR experiments, as shown in Fig. 16. Brittle fracture is seen in the hydride rim, while ductile

fracture appears in the interior region.

Figure 17 shows transient histories of sample internal pressure in the burst tests with pressurization

rate of 1.9 MPa/ms. The upper figure shows the histories for non-hydrided samples and for uniformly

hydrided samples (without hydride rim) containing 148 to 461 wtppm of hydrogen. Non-hydrided

samples failed at about 150 ms after the

pressure increase initiated. The 2 Without hydride rim |
20 a I I I I

duration from the initiation to sample 312 ppm Non-hydrided

failure decreases with increased 150 461 ppm /
concentration of hydrogen. In terms

of burst pressure, however, a difference 1\| i 48 ppm

does not appear between non-hydrided E 50 |1

samples and uniformly hydrided 1 i 1 l 72 ppm

samples. The burst pressure of the 0

samples ranges 120 MPa to 126 MPa Eto_ ___,_,

corresponding to hoop stress at failure C.

of about 900 MPa. The lower of Fig. 5 I With hdride rim
17 shows transient records for samples 2

with hydride rim. The samples with < 150

hydride rim have 302 and 305 wtppm

for radially-averaged concentration of 100
Cl) '~-302 ppm

hydrogen. The samples with hydride 50

rim fail at 25 to 30 ms after the pressure 305 ppm

increase initiated, and burst pressure is 0

97 to 104 MPa. The lower burst 150 ms
, .

pressure and the earlier failure suggest Time

reduction of strength and ductility due

to the hydride rim Figure 18 shows Fig. 17 Transient histories of sample internal pressure in

influence of hydrogen concentration on the burst tests with pressurization rate of 19

burst pressure. Burst pressure is not MPa/ms; samples without hydride rim (upper),

affected by hydrogen concentration and samples with hydride rim (lower)
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when samples are uniformly hydrided, but

decreases in samples with hydride rim. The

burst pressure becomes 77 MPa in the test with a

sample with hydride rim (520 wtppm of radially-

averaged hydrogen) and with pressurization rate

of 0.002 MPalms.

Through photo-image analysis on radial

cross-section at the axial position where the

maximum deformation occurred in post-test

sample, residual hoop strain was measured at

both the inner and the outer surfaces. The
residual hoop strain is shown in Fig. 19 as a

function of hydrogen concentration. Larger

hoop strain was always seen at the inner surface.

The maximum and the minimum values of the
error bar correspond to hoop strains at the inner

and the outer surfaces, respectively. Hydrogen
concentration was measured with hot extraction

method for the sliced piece sampled from the

vicinity of the position where the hoop strain

was evaluated. The hoop strain decreases with
the increase of hydrogen concentration, and the

reduction becomes remarkable in hydrogen

concentration of 300 wtppm or higher. The

hoop strain data from the high-pressurization-

rate (1.9 MPalms) tests are lower than those

from the low-pressurization-rate (0.002
MPa/ms) tests in the same hydrogen

concentration level. It should be noted that the

samples with hydride rim failed with

significantly low hoop strain, less than 1% in

average between the inner and outer surfaces.

In particular, the hoop strain in the outer surface

is almost undetectable. A crack initiates from

the embrittled hydride rim with very low strain,
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and stress concentration causes crack propagation through the wall. This corresponds to the earlier

failure of the sample with the hydride rim at the lower internal pressure. The results from the tube burst

test show that cladding with hydride rim fails with the lower internal pressure and with the very small

residual hoop strain, and these facts corroborate observation in the NSRR, i.e. hydride-assisted PCMI

failure.

IV. SUMMARY

The results from the NSRR experiments with high burnup PWR fuels are summarized as follows.

- High burnup PWR fuels with low tin cladding (13%Sn) were subjected to the pulse

irradiation, and test fuel rod sampled from the higher elevation, with thicker oxide

layer, failed at 60 cal/g.

- Larger fuel deformation occurred at higher fuel enthalpy level, and reached 25%
increase of cladding outer diameter at maximum.

- Almost all amount of fission gas accumulated in grain boundaries released in Tests

HBO-2, -3, -4 and TK-1.

- Water hammer was detected during TK-2. 7% of fuel dispersed into coolant, and

thermal to mechanical energy conversion ratio was 0.08%. Collected fuel particles

were not once-molten. The result indicates vigorous thermal interaction between the

particles and coolant water.

To understand fuel behavior during the transient, information regarding cladding integrity and

loading provided from fuel pellet expansion is inevitable. The existing data suggest a particular

importance to study a role of fission gas on the fuel pellet expansion in pre- and post-DNB phase, in

particular, in early stage, pre-DNB phase. To evaluate the transient PCMI loading, eddy current sensor

for transient measurement of fuel rod deformation is developed, and is to be applied to NSRR

experiments with high burnup fuels. Comparison between NSRR experiments with high burnup fuels

and with un-irradiated fuels could provide valuable information regarding fission-gas-induced swelling in

high burnup fuels.

Experiments with high burnup BWR fuels, i.e. FK test series, initiated in the NSRR, and first three

tests FK-1 through FK-3 were successfully performed. 41 to 45.4 MWd/kgU BWR fuels were subjected

to the pulse irradiation, and fuel enthalpy reached 145 cal/g at maximum in the FK-3.

- Fuel did not fail in the three experiments. Due to pre-test wider P/C gap, PCMI

loading and resulting fuel deformation are less significant in BWR fuels than those in

PWR fuels.

- Fission gas release in BWR fuels during pulse-irradiation is strongly influenced by
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base-irradiation conditions, such as linear heating rate. Fuel with large fission gas

release during base-irradiation gives large fission gas release at pulse.

The tube burst tests were performed with artificially-hydrided Zircaloy-4 cladding samples at room

temperature.

- Artificially hydrided sample ruptured with a long axial crack similar to those observed

in high burnup PWR fuel rods in NSRR experiments.

- Burst pressure is not influenced by uniformly distributed hydride. However, samples

with radially-localized hydride layer (hydride rim) ruptured with the lower burst

pressure.

- Residual hoop strain of failed tube decreases at the higher hydrogen concentration, and

becomes less than 1% for samples with hydride rim.

The NSRR experiments will continue to perform with LWR fuels including irradiated MOX fuels.

Test conditions will be improved by development of test capsule at high temperature and high pressure

conditions, in-pile video system for pulse-irradiation experiment, eddy current sensor for transient

measurement of fuel rod deformation, etc. In addition to the efforts on in-pile experiments, out-of-pile

tests including tube burst test at elevated temperature, modified ring tensile test with machined specimen,
fuel pellet annealing test will be conducted.

ACKNOWLEDGMENTS

The authors would like to acknowledge and express their appreciation for the time and effort devoted

by numerous engineers and technicians in JAMRI in particular, NSRR Operation Division for performing

pulse-irradiation experiments, Department of Hot Laboratories for conducting extensive PlEs, and

Process Technology Division in Department of NUCEF Project for inevitable contribution on evaluation

of energy deposition. The HBO and TK experiments have been performed as collaboration programs

between JAERI, Mitsubishi Heavy Industries, Ltd. and Nuclear Fuel Industries, Ltd. by using fuel rods

transferred from Kansai Electric Power Company, Inc. The FK experiments have been conducted with

fuel rods from Tokyo Electric Power Company, Inc.

REFERENCES

(1) Fuketa, T., Mori, Y., Sasajima, H., Ishijima, K and Fujishiro, T., -Behavior of High Bumup PWR

Fuel Under a Simulated RIA Conditions in the NSRR", Proc. CSNI Specialist Mtg. on Transient

Behavior of High Burnup Fuel, Cadarache, France, September 12-14, 1995, NEA/CSNI1R(95)22,

pp.59-85, (1996).

240



(2) Fuketa, T., Nagase, F, Ishijima, K. and Fuishiro, T., "NSRR/RIA Experiments with High-Burnup

PWR Fuels", Nuclear Safety, Vol.37, No.4, pp.328-342, (1996).

(3) Fuketa, T., Nakamura, T. and Ishijima, K, "The Status of the RIA Test Program in the NSRR", Proc.

25th Water Reactor Safety Information Mtg., Bethesda, Maryland, October 20-22, 1997, NUREG

/CP-0162, Vol.2, pp.179-198, (1998).

(4) Papin, J. and Schmitz, F., "The Status of the CABRI-REP-Na Test Programme: Present

Understanding and Still Pending Questions", Proc. 25th Water Reactor Safety Information Mtg.,

Bethesda, Maryland, October 20-22,1997, NUREG /CP-0162, Vol.2, pp.199-216, (1998).

(5) Schmitz, F. and Papin, J., "REP-Na 10, another RIA Test with a Spalled High Burnup Rod and with a

Pulse Width of 30 ins", Proc. 26th Water Reactor Safety Information Mtg, Bethesda, Maryland,

October 26-28, 1998, to be issued.

(6) Sugiyama, T., Fuketa, T. and Ishijima, K, "Mechanical Energy Generation During High Burnup Fuel

Failure Under Reactivity Initiated Accident Conditions", submitted to 7th Int. Conf. on Nuclear

Engineering (ICONE-7) to be held in Tokyo, Japan, April 19-23, 1999.

(7) Nakamura, T., Yoshinaga, Y., Sobajima, M, Ishijima, K. and Fujishiro, T., "Boiling Water Reactor

Fuel Behavior at Burnup of 26 GWd/tonne U Under Reactivity-Initiated Accident Conditions",

Nuclear Technology, Vol.108, No.1, pp.45-60, (1994).

(8) Nagase, F., Otomo, T. and Uetsuka, H., "High-pressurization-rate Burst Test of Hydrided Zircaloy-4

Fuel Cladding at Room Temperature", JAERI-Research 98-064, (1998) (Text in Japanese].

241



REP-Na 10, another RIA Test with a Spalled High Burnup Rod
and with a Pulse Width of 30 ms.

Franz SCHMIBZ and Joelle PAPIN
Institut de Protection et de SOent6 Nuclkaire (IPSN)

D6partement de Recherches en S6cumti
CEA - Cadarache 13108 Saint Paul lez Durance (France)

1. Summary:

The response of a PWR fuel rod to the design basis, reactivity initiated accident (RIA) conditions was
originally considered to be dominated by two global parameters: the maximum mean fuel enthalpy
and the burnup of the fuel.
The results and analysis of the CABRI REP-Na tests have shown that two additional parameters have
a significant influence on the high burnup fuel rod behaviour under the RIA: the level and the
structure of clad - corrosion and, last but not least, the fuel - enthalpy increase rate, which is related to
the pulse width of the power excursion. This conclusion was based essentially on the 3 experiments
REP-Na 1, REP-Na 4 and REP-Na 8 which produced very different results for almost identical energy
deposition and fuel bumup conditions.
The demonstration of the favourable influence of a larger power pulse from the test REP-Na 8 by

comparison with REP-Nal, with regard to fuel dispersal after failure, needed confirmation. Therefore
an additional test was decided in close co-operation between IPSN and NRC with the aim to reach a
better phenomenological understanding, both for REP-Nal (spalling effect) and for REP-Na8 (pulse-
width effect). This new test, REP-Na 10, was performed in the CABRI reactor on July, 30 -1998.
From the results of the latest two experiments, REP-Nag and especially REP-NalO, a breakthrough

could be reached in the understanding of the key phenomena and parameters of the early phase of the
reactivity initiated accident. The state of the understanding is presented in this paper.

2. Introduction:

The experiment REP-Na8 was originally designed as the cornerstone of the original series of RIA
experiments with U02 fuel in the sodium loop of the Cabri test reactor. High corrosion with incipient
spalling and a reactor representative pulse width were the characteristic parameters for comparison
with the earlier tests REP-Nal and REP-Na4.
A very detailed analysis of the detector signals of the Cabri instrumentation and finally the
confirmation by visual inspection and destructive post-test examination were needed to conclude
formally that the test rod had ruptured during the REP-Na8 test. No fuel dispersal was observed. 'Te
precise value of the enthalpy at failure is still under investigation and the uncertainty for this
important value is presently still very high: 42 to 83 caVg.
Two major questions motivated IPSN and NRC to perform one further experiment, the test REP-
NalO:

* is the beneficial effect of the slow pulse still valid at - 30ms ?
* does more severe spalling influence the post failure behaviour under the

conditions of a slow power pulse ?

This test has been performed successfully on July,30 - 1998.
The presently available results of this test are presented in this paper together with the test analysis
data and the post test examination results of REP-Na8 which were obtained since the last WRSM
meeting. In fact, at the time of the last meeting, REP-Nag was still considered as not having failed.
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Table I has therefore been corrected and updated and replaces the one of the proceedings of the 1997
WRSM [I].
Tablel : The Cabri REP-Na Tests

Test Tested rod Pulre Energy at Corrosion RIM Resrlts and remarks
(dote)) (ms) pulse end (JO (AO

Na-I EDF Grav~c 9.5 110 80 200 Britule failure at H - 30 calg
(11J93) span5 (at O.4s) important Hmax-115 callg;

4.5 % US initial Fuel dispersion:
64 GWd/t (460 Jig) spalling 6 g including particles other than

RIM. Sodium pressure peaks.

Na-2 BR3 9.5 211 4 No rupture
(6-94) 6.85 % US (at 0.4 s) Hmax l 210 caltg

33 GWdA (882 J/g) AV# (max): 3.5 % average value
FGR/5.54 %

Na-3 EDF 9.5 120 40 100 No rupture
(1094) 43 % US (at 0.4 s) Hmax - 125 cal/g

53 GWdA (502 J~g) A$# (max): 2 % max
FGRJ13.7 %

Na-4 EDF GravSc 80 97 80 200 No rupture
(7)95) span S (at 1.2 s) no initial Hmnax - 99 calg

43 % US (404 j/g) spaffing Transient spalling
62 GWdA . #0 (max): 0.4 % average value

FGR/8.3 %

Na-S EDF Grav~c 9.0 105 20 200 No rupture
(59 span 2 (atOA s) Hmax - l lS calfg

4.5 %U5 (439 J/g) AiI*(max): I % max
64 GWdA FGRJ15.1 %

Na-6 EDFMOX, -35 165 40 No rupure
(3/96) 3c (at 1.2 s) Hmax - 145 callg

span S (690 JNg) A#/ (max): 32 % max
47 GWdA FGRI21,6 %

Na-7 EDF MOX, -40 175 s0 Rupture at 120 caVdg
(2f97) 4c (at 1.2s) Hmax- 140calg

span S (732 J/g) Pressure peaks
55 GWd/t Fuel dispersal

___ _ __ _ ____Examination currently carried out.
Na-9 EDFMOX -40 228 <20 No rupture
(4M7) 2c (at 12 s) Hmax- 200 cal/g

span 5 (953 Jig) Examination currently carried out
28 GWj/t _0_ (max): 6.8 % max

Na-8 EDF Grav 5c 75 106 130 200 Rupture at 83 calg*
(7/97) span 5 (at 1.2 s) cladding Hmax -109 calg

4.; % US (440 Jg) presenting gas blow-out, no fuel dispersal
60 GWdA some spalling Examination currently carried out

Na-10 EDF Gray Sc 31 107 80 200 Rupture at 79 cal/g*
(798) span 5 (at 12 s) important Hmax -10 caUg

4.5 % US (450 J/g) initial no fuel dispersal
62 GWd*J spalling Examination to be perforned

* Still provisional and subject to modification on basis of results from destructive examination
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3. Results:

Cabri test results are obtained from four major sources of diagnostics:
* Cabri driver-core instrumentation
* test section instrumentation
* non-destructive examination at Cabri
* non-destructive and destructive examination at the Hot Cell Laboratory.

Up to the test REP-Na8, these very complete diagnostics allowed in particular to determine
unrefutably the failure of the test rod, if occurring, and to establish the time and location of the
failure. The relevant detection systems for failure are:

* microphones (failure noise)
* flow-meters (coolant flow disturbances due to gas expulsion or fuel ejection)
* void detectors (passage of large gas bubbles in the coolant channel)
* thermocouples (hot fuel contact)
* DND-delayed neutron detection (leaching of fission products into the coolant)
* hodoscope (at high neutron flux: gross fuel motion, in-pin or external)

Doubtfree and coherent signals had been measured in the failure experiments REP-Nal and REP-Na7.
However only relatively weak signals from a limited number of detectors were measured for the first
time in REP-NaS and furthermore in REP-NalO.
The hot cell observations of the REP-Na8 test rod revealed finally multiple rather narrow, axially
extended cracks in the cladding. After this clear evidence only, the Cabri diagnostics could be used
for the determination of failure time and location.
In the case of REP-Nal 0 we are in a similar situation and at the time of writing this paper the hot-cell
observations are not yet available (more possibly at the meeting).

3.1 REP-NaS:

The major test characteristics are given in table I for comparison with the other REP-Na tests. The
corrosion at the level of span 5 was important, with a mean maximum value of 130 microns ZrO2 and
peaking azimuthally at 145 microns. The incipient spalling was limited azimuthally and axially to &cm
in length and -30 degrees of circumference. A very detailed test rod characterization program was
performed and all the characteristics were well documented and accepted prior to the test.
The detailed test objectives aimed at reaching the mean maximum fuel enthalpy of 105±5 cal/g with a
power pulse of 60 ms half-width within the experimental uncertainties.
In Fig.1 are shown the recorded signals from Cabri core neutron flux detectors, test channel flow
meters and microphones attached to the test rod.
The origin of noises which are detected coherently on the two microphones is localized , dated in
deposited energy and named as events 'A', 'B', 'C', 'D' and 'E'. A significant flow deviation
coincides with event 'D'.
Fig.2 summarises the observations from the visual inspection of the test rod after extraction from the
test device: two major cracks are identified on both sides of the peak power location, and situated
azimuthally outside the zone of initial spalling. The visual inspection was complicated by the
important transient spalling so that the existence of further cracks could not formally be excluded.
On basis of Figi2 the program of destructive examinations has been defined and decided.
Fig.3 and Fig.4 show aspects of the radial cut CR3 located at 315 cm from BFC (bottom of fissile
column) corresponding to the microphone event 'B'. This result is of significance as it reveals a
penetrating crack and shows a mixed brittle/ductile failure mode. In fact, without the result of the
cutting, the weak microphone signal 'B' and the visual rod inspection together with the absence of a
flow deviation at the time of signal 'B' could have been understood as the signature of a non-
penetrating crack at this level. However the observation is not sufficient to postulate that the open
rupture really occurred at the time of the signal i.e. at the level of 42 cal/g. Finally, Fig.4 shows that
the failure location on CR3 coincides with a large hydride blister which possibly has initiated the
failure at this level. Fig. 5 shows the cut at level 395 BCF together with details of two brittle failures
at this level.
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Figure 1: REP-Nag, Cabri on-line recordings showing the the coincidence of the flow deviation and
the microphone event "D'" and the timing of the events with regard to the power pulse.
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Figure 2: Schematic presentation of the REP-Na8 test rod, including results from the pre-test
characteri- sation (spalling), visual inspection after the test (fissures) and metallographic examination
(cuts)
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Figure 3: Metallographic cut of REP-Na8 at level 315 bfc (CR1) showing abrittlelductile

failure.

lep mn

Figure 4: Detail of fig.3. the failure coIncides with a hydride blister which was formed during the reactor

irradiation, prior to the Cabri test.
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Figure 5a Macrograph showing a non-penetrating
clad fissure and ftagmented fuel at level 394 bfc.

rigurec: icBe ussure ot ng30 beco mes a
penetrating crack at level 395 bfc.

Figure Sb: Detail of the fissure at level 394 bf.
Figure Sd: An additionnal fissure is
observed at level 395 Mfc., a characteristic
heterogenity in the clad material is
observed.

Figure S: Metallographic examination of REP-Na8 at level 394 to 395 bfc.
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3.2 REP-NatO:

The two major objectives which justified the test REP-Na 10 have already been mentioned and the pin
characteristics and test conditions are given in table 1.
The absence of fuel dispersal after failure in REP-Nag represented the principal argument for the
attempt to reach a better phenomenological understanding and for performing a new test..
Furthermore, if the slower energy injection rate was the crucial parameter for this behaviour, it was
important to perform a test with an intermediate power ramp in between REP-Nal and REP-Na8, at
the lower limit of uncertainty established on basis of the very "in vogue" 3D neutronic calculations.
Finally, the availability of a sibling rod of REP-Nal allowed to perform a test with only one changing
parameter, i.e. the width of the power pulse. In this sense, REP-NalO represented a REP-Nal
repetition test under more realistic conditions.
As detailed test conditions were defined: 35 ms pulse width and full use of the Cabri core
performance capabilities and a resulting maximum mean fuel enthalpy of - 110 cal/g.
The experimentally achieved test conditions were very close to the defined values (see table 1).
Fig.6 shows the enregistered significant signals obtained during REP-NalO: power pulse, flow meter
signal and registrations of the test rod microphones. The flow-meters did not show any flow
disturbance except the small and well known so-called TOP-effect. No response either from the void
detectors, however, from previous Cabri experiments it is known that very small bubbles can escape
without being detected.The delayed neutron detection (DND) in the test channel indicates a weak but
significant signal, which, together with the acoustic signature and in analogy with REP-Nag, leads to
postulate that the pin has failed without any fuel dispersal into the coolant. Fig.7 shows the
normalised DND signal amplitude for all Cabri REP-Na tests. The two tests with observed fuel
dispersal, REP-Nal and REP-Na7, give the picture of the originally typical failure detection signal.
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Figure 6: REP-Nal , Cabri on-line diagnostics showing the power-pulse, flow-meter signals and very
strong and coherent microphone events (which saturate the scale of the recording system).
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In REP-Na8, for the first time, the test rod failure was evidenced and only a weak DND signal was
observed. The difference is explained by the different mode of transfer of the delayed neutron
emitters to the detectors: fuel debris in the case of strong signals, gases bubbles or even single atomss,
emitted into the coolant, in the case of weak signals. The REP-Na 10 signal is weak but still
significantly above the noise signal characteristic for unfailed pins.

Normnalised DND signal for the REa tests
(wfaom I - a of smW faibe)

3A0 ... . . .. . _.................. ........... .z .... ..- - --- 2 -" ..._... . _. ........

2Ado

Figure 7: Normalised signals of the delayed neutron detectors which monitor the presence of delayed
neutron emitting fission products in the Cabri test channel coolant These short living fission products
are indicators of the loss of the test rod integrity.

4. Discussion:

For the discussion of this paper we will assume that the REP-NalO test rod has failed during
the transient The coirectoess of this assumption is highly probable on basis of the microphone
signals and by analogy with REP-Nag. As previously, the proof will be given by the results of
the visual inspection of the test rod after extraction from the test device in the Hot Cell
Laboratory (possibly) and at the latest from the destructive, metallographic examination.
Finally, as will be seen from the following arguments, even if no failure occurred, the valuable
contribution from REP-NalO to our understanding will be unchanged and the conclusions
remain valid.
In table 2 are presented the test parameters and the final outcome of the five REP-Na
experiments at high burnup. A very clear and complete degree of qualitative understanding is
obtained from the analysis of this table.

1. No failure for unspalled cladding up to 80tL corrosion thickness and U0 2 fuel up to
62GWdft, even under fast power transient conditions - REP-Na4 and REP-Na5.

2. Failure for spailed cladding - REP-Nal, REP-Na8 and REP-NalO.
3. Early failure and fuel dispersal in case of spalled cladding and fast transient

conditions - REP-Nal.
4. The high corrosion m REP-Na8 is favorising multiple cracking and crack

propagation in the zones rich in hydrides.

A quantitative contribution to the undestg is given by the clad straining and the fission
gas release (FGR) in the non-failure experiments REP-Na5 and REP-Na4 as can be seen from
table 1:
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* high straining and high FGR under fast pulse conditions - REP-Na5.
* low straining and low fission gas release under slow pulse conditions - REP-Na4.
Evidently, the tight coupling of the thermal, mechanical and FGR phenomena requires a
detailed analysis and interpretation. This work is performed presently with the RIA code
SCANAIR and with use of the transient mechanical property data from the PROMEMRA
program.
It can globally be stated that the ongoing analysis confirms and quantifies the above,
simplified understanding but its demonstration would go beyond the scope of the present
paper.

Table 2: Test parameters and final outcome of the five REP-Na experiments at - 60 GWd/t

REP-Nat REP-Na 4 REP-NaS REP-Na 8 REP-Na 10

Cladding standard ZY4 standard ZY4 standard ZY4 standard ZY4 standard ZY4
Burnup 64 60 64 60 62

(GWd/t)
Corrosion 85 80 20 130 85
(itLZrO2) .
Spi no no incipient ys
Energy 110 97 105 106 107
Depos.
(callg)

Pulse Width 9.S 80 9.0 75 31

Rupture YES NO NO YES YES
Dispersion YES NO NO

Last but not least, the absence of fuel dispersal under slower pulse conditions is the
outstanding contribution of the two latest experiments. Especially REP-NalO allows the direct
comparison with REP-Nal due to the almost identical, severely spalled yet moderatly
corroded state of the test rods which were refabricated fiom sibling rods, extracted from the
same fuel assembly, irradiated in the GRAVELINES power plant of EDF under load follow
conditions..
The fundamentally different phenomena observed m these two experiments must be
attributed to the variation of the power pulse kinetics and its impact on the thermal-
mechanical and fission gas dynamic behaviour.
PROMEIRA tensile tests, performed with specimens from this cladding and, later in time,
with the ones from the REP-Nag father rod, have shown a large scattering of the ductile
properties. The measured values of uniform elongation are spread over the region from 0 to
-1% as can be seen from Fig 8.
The values of zero ductility are understood as to be attributed to test specimens with hydride
blisters within the gauge region.
The totally brittle mechanical behaviour allows to explain the very early failure of REP-Nal.
Furthermore, the rapid power pulse heats up the RIM region of the fuel adiabatically which
liberates the fission gas in the RIM and causes the undelayed mixed loading (gas and thermal)
of the brittle cladding., leading to failure and dispersal of the presurised fuel
This is the scenario observed in REP-Nal.
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In REP-Na8 and 10, failures are initiated at the locations of blisters or high hydride
concentrations and propagate axially. The smoother power pulse reduces significantly the
temperature increase rate in the fuel and shifts the maximum fuel temperature towards the
inner part of the fuel pellet. The direct impact on the fission gas action is less well understood
and a special analytical program (SILENE) is under preparation in order to fill up this lack
The present working hypothesis is that, under slower transient conditions, the local peak
pressure inside the fuel is significantly lowered. The pressure decrease might be explained by
the permeability of the fuel.
In the case of a fast transient, the higher pressure peak and the fill availability of all the
released gas as additionnal contribution to the pin loading are the driving forces for failure and
fuel dispersal.
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Figure 8: Failure map of the Cabri REP-Na tests. The hydride assisted failure mode is clearly
evidenced. The "MOX-effect" failure mode of REP-Na7 may be understood as a precursor of
a "RIM-effect" failure mode at very high burn-up (> 65 GWdft).

5. Conclusion:

From the results of the two latest REP-Na experiments, a breakthrough could be reached in
the understanding of the key phenomena and key parameters of the early, thermaltmechanical
loading phase of the reactivity initiated accident VIA) and the risk of pin failure..
The high bumup clad corrosion during reactor operation, especially if it leads to localized
spalling of the oxide layer, is the major cause of the test rod failures observed in the REP-Na
program.
Cracks are initiated at the location of so-called 4 blisters * or at spots of high hydrogen
concentration and propagate radially and axially under sustained loading.
The "natural" loading by thermal expansion under heating-up of the fuel is assisted by
pressure built-up from fission gas release. This contribution is amplified when the reactivity
transient is very rapid, because the released gas is still confined in small free volumes at
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extremely high pressure. The initial pressure decreases rapidly when the gas flow into open
porosities of the fuel becomes effective i.e. under slow power transient conditions.
Fuel rod failure occurs under the mixed loading mode at the level of the uniform elongation
for the material which has still some residual ductility, at a level of - 120cal/g (PROMETRA).
The presence of blisters can be the cause of a totally brittle behaviour and very early failure
can occur for a mean fuel enthalpy lower than 50 callg as observed in the tests REP-Nal and
possibly in REP-Na8.

6. Acknowledgments:

The theoretical preparation, technical realisation and analysis and fnally the post-test
examination of the Cabri REP-Na experiments is the work of a large number of scientists,
engineers and technicians from IPSN/DRS and from CEA/DRN (especially the LECA Hot
Cell Laboratory).
Frequent and fuitful discussions with the partner organisations EDP represented by Nicolas
WAECKEL and US-NRC represented by Ralph MEYER have provided highly valuable
contributions to the success of the CABRI REP-Na Program.
The authors of the present paper are pleased and honoured to have the opportunity to present
these results to the interested public.

7. Reerences

[1 LPAPIN, F.SCHMIZ - The S=us of the CABRI - REP-Na Test Programme: Present
Understanding and Still Pending Questions. 25" WRSM - Bethesda (1997) Vol. 2
(2] DJ. DIAMOND and L NEYMOTIN - Analyzing the Rod Drop Accident in a BWR
with High Burnup Fuel Proceedings International Meeting on LWR Fuel Performance,
Portad (USA), March 1997

253



Loads To Be Considered In Qualifying Cables For LOCA

Dipl.-lng. Wolfgang Michel, Siemens AG, KWU, Germany
Dipl.-lng. Lueder Warnken, Siemens AG, KWU, Germany

Abstract

The experience gained qualifying electrical and I&C equipment for LOCA and LOCA like
conditions will be introduced based on the examples of cable insulation materials used in
German NPP's, focusing primarily on our findings and some additional test results support-
ing our speculations. To facilitate the understanding, the different test steps of qualifica-
tion, their objectives, and how they go together are addressed at the beginning. Finally
some conclusions are drawn and some recommendations on how established procedures
could be improved are made.

1 Introduction

The intention of this presentation is to introduce the experience gained qualifying electrical
and I&C equipment for LOCA and LOCA like conditions and maintaining it.

This will be done based on the example of cable insulation materials used in German NPP's.
To facilitate the understanding, specifically for those who are not familiar with the qualifi-
cation procedures and the different test steps to be passed, we would like to start with a
short introduction addressing the different test steps, their objectives, and how they go
together.

After that short introduction we will focus primarily on our findings and some additional
test results that support our assumptions regarding partly the correct way some test loads
are applied and partly the necessity of test steps that correspond to these objectives.

Finally we will draw some conclusions and make some recommendations on how the es-
tablished procedures could be improved.

2 Acronyms

EPR Ethylene Propylene Rubber

EVA Ethylene Vinyl Acetate

IEC International Electrical Commission, International Electrotechnical Standards

KTA Kerntechnischer AusschuM, Safety Standards for Nuclear Power Plants
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LOCA Loss of Coolant Accident

MSLB Main Steam Une Break

PVC Poly Vinyl Chloride

Rlso Insulation Resistance

SIR Silicone Rubber

VDE Verband Deutscher Elektrotechniker, Electrotechnical Standards of the Associa-
tion of German Electrotechnical Engineers

XLPE Cross-linked Poly Ethylene

3 Qualification procedure and objectives

3.1 General

The qualification objectives are generally to demonstrate that the equipment to be qualified
is able to withstand a LOCA or LOCA like conditions even shortly before the end of it's
intended life time. That is, the test specimen has to be put in a condition as if it was 40 to
60 years old, depending on the planned life time of the power plant.

To achieve these conditions it is necessary to apply the loads expected during the opera-
tional period at the intended location before the LOCA test is performed. Keeping in mind,
that a period of 40 to 60 years has to be emulated (or at least it's consequences) and that
the innovation rate of electrical and I&C equipment is in the range of 5 to 10 years, one
can imagine that reasonable results can only be achieved if the loads are applied in an ac-
celerated way.

Relevant loads for the normal operation of cables are generally temperature and partly ra-
diation. Those for the so called harsh environment (containment, annulus, main steam valve
compartment) are temperature, pressure and the corresponding transients, moisture and
partly radiation

Although in reality these loads act simultaneously, in the test practice they are applied
mostly sequentially.

Trying to meet the above mentioned objectives, it becomes clear that

* the acceleration values,

* the fact that in most cases the loads are applied sequentially and
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* the choice of the order of test steps

can have an influence on the qualification results and consequently that they have to be
chosen carefully.

In the following the different test steps as they have been applied for in-containment use in
the past and their objectives are described.

3.2 Test steps

3.2.1 Test step I (thermal ageing)

Objective: Application of the operational thermal loads, dominated by the ambient condi-
tions, because safety grade equipment is rarely operated, thus temperature increases
caused by self heating of power cables is irrelevant. I&C cables don't suffer self heating at
all.

Test values: Stipulated either by Arrhenius' Law or by the n-Degree Rule, aming at the
simulation of an operational period of 40 years, limited by the maximum allowable tempera-
ture of the relevant material. Table 1 shows some typical examples.

- :-Ae l<.~ .Not :Ainmz i. A ..- r o. -,.~ampe ~ctiatio. jomiiI Aingaraeter to. &-Aceletatid Prameters ioiiwo
.- . ... . ^v eru.. :- onsaiona: ; vaus .ost-acc de.tco.. ..ons.o

ambzent tem -40 years oeain-.1yaxeaur _ _ _ _ _ _ _ _' _'' _*

Power cable 1,089 60 135 14 1042 85 8

Coax cable 1,15' 50 120 10 1460 85 7

Power cable K 82 65 135 26 561 90 12

I&C cable K- 8 2 55 135 1 1 1327 90 12

Table I Typical examples of thermal cable ageing parameters
1 Arrhenius'-Law
2 modified Arrhenius'-Law (n-Degree-Rule)

3.2.2 Test step If (radiation part 1)

Objective: Application of the operational radiation loads and the short term (see fig. 1) ac-
cidental radiation loads.

Test values: Dose 50 kGy
Dose rate 0,5 kGy/h.
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3.2.3 Test step IlIl (LOCA and MSLB)

Objective: Application of the accidental loads temperature, pressure, their transients and
moisture short or medium term (see fig. 1).

Test values: Temperature 160 0C ± 5 K
Pressure corresponding to saturated conditions (including the

initial content of air of the test vessel)
Rise time < 10 s
Moisture > 95 %
Duration short term 2 h

medium term 24 h

For further details see fig. 1.

160

140

L120

0100

so |Short

60- ..____Medium
Long term

40 - ,

lOs 1 23 5 10 15 20 24 la
Time [hi

Fig. 1 Standard test curve for PWR 1300 MW containment

3.2.4 Test step IV (radiation part 2)

Objective: Application of the operational radiation loads and the medium and long term (see
fig. 1) accidental radiation loads.

Test values: Dose 200 kGy
Dose rate 0,5 kGy/h.
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3.2.5 Test step V (post-accident (LOCA and MSLB))

Objective: Application of the accidental loads temperature and moisture long term (see fig.
1).

Test values: Temperature 85 'C
Pressure atmospheric
Moisture 100 % (the specimen are completely submerged during the

test)
Duration according to Arrhenius' Law or n-Degree-Rule

Some typical examples are shown in table. 1.

3.2.6 Electrical measurements

Objective: To assure the electrical function of the equipment to be supplied during and after
LOCA / MSLB.

Test values: See table 2 and 3.

- -. ,l.- Tes .t .... vlus - Relevahtstand~d

High voltage test prior to test step II 2,500 V AC I min VDE 0472, part 508;
VDE 0530, part 1 paragraph

17 table 5

Continuous voltage test 460 V AC KTA 3403, paragraph 7.2.2.6

During test step IlIl and V (1.2 x UN)

Voltage impulse test 1900 V VDE 0432, part 2

(3,5 x J x UN) KTA 3403, paragraph 7.2.2.6

Measuring of the insulation resistance 2 200/0.5/200 MCI VDE 0472, part 502

* before, during and after test step related to 20 m cable
IlIl and V length,

* before and after test step It and IV measuring voltage
500 V DC

High voltage test after test step III 1500 V AC / 1 min VDE 0472, part 508;
VDE 0530, part 1 paragraph

17 table 5

Table 2 Test steps and values for power cables
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T-- estste - i est-vabes Relevant standards.

High voltage test prior to test step III 1500 V AC / 1 min VDE 0472, part 508

Continuous voltage test 60 V AC KTA 3403, paragraph 7.2.2.6

During test step IlIl and V

Voltage impulse test 300 V VDE 0432, part 2

(5 x UN) KTA 3403, paragraph 7.2.2.6

Measuring of the insulation resistance 2 200)0.5/200 MQ VDE 0472, part 502

* before, during and after test step related to 20 m cable
Ill and V length,

* before and after test step 11 and IV measuring voltage
100 V DC

High voltage test after test step II400 V AC / 1mm VDE 0472, part 508

Table 3 Test steps and values for l&C cables

4 Findings

4.1 Designed life time

The uncertainties introduced by the use of

* applying the n-Degree-Rule using assumed K-Factors

* high acceleration values for thermal and radiation ageing (which reduce the damage
caused by oxidation I= reduced time for oxygen diffusion)) and

* the necessity to apply the loads sequentially

led already 19 years ago to the conclusion of Siemens to start a long term experimental
programs for on-going qualification of cable insulation materials used in German NPPs. This
program also includes comparative investigations of cables aged under the natural environ-
ment inside containment during normal operation and cables aged under various accelerated
conditions in the laboratory. Clear evidence of material and manufacturer dependent dose-
rate effects should be made, investigations on the influence of different temperatures at
low dose irradiation was and still is also included in the program, permitting an estimation
of synergistic effects'.

Practical experience and intensive studies point to various uncertainties in time-accelerated and sequential
simulations of the usually 40-years operating period of the power plant In general, these uncertainties do not
constitute an unacceptable problem for plant operation as long as the power plant has not been in operation for
more than 10 to 15 years, since the consequences of these uncertainties increase with time.
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What are the most important results up to now?

* Synergism
From the physical point of few effects of synergism can not be excluded; technically
they can be neglected: With very view exceptions, high dose rates (and doses) and high
temperatures do not appear in the same places, and additionally, only very few pieces of
equipment are mounted in high dose rate areas. Table 4 shows that the relevant long
term average temperature is about 33 "C. Fig. 2 shows that roughly 20 out of 170 posi-
tions are in areas of higher dose rates (note: dosimeter positions equal equipment posi-
tions).

time interval 1 year

number of measuring points 41

long term average temperature 33 "C

individual short term max. temperature 51 0C (top of steam generator)

next lowest short term temperature 45 OC (near primary loop line)

Table 4 Typical results from long term and continuous temperature measurement
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Fig. 2 Long term radiation measurement in PWR 1300 MW containment

* Designed life time
The designed life time of silicone rubber and ethylene-tetra-fluorethylene can be pre-
dicted corresponding to the local dose rate, but the acceptable accumulated doses are
less than 250 kGy, the total dose used for qualification ((ETFE = 17 kGy, loss of func-
tion, SIR = 60 to 70 kGy, 50 % elongation at break absolute value) => dose rate effect).
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That is, these materials showed strong material degradation after comparatively short
periods of time. In some cases replacement strategies had to be developed
The designed life time of cross-linked poly ethylene (XLPE), ethylene vinyl acetate (EVA),
ethylene propylene rubber (EPR), and poly vinyl chloride (PVC) allow today a prediction
of 25 years of operation. The determination of the total designed life time will be possi-
ble when the values, taken in appropriate intervals, show a sufficient degree of degrada-
tion, which is not yet the case.

Radiological ageing
Dose-rate effects are responsible for lower material degradation, when the same dose is
applied at an increased dose-rate and vice versa. The presence of oxygen and its specific
diffusion rate for a given insulating material (density) are the dominating factors for the
dose-rate effect. Oxygen increases material damages caused by radiation.
That is, the theory, that equal dose leads to equal damage, can not be kept any longer.
As already mentioned above, there are materials that show significant dose rate effects.
On the other hand, once dose rate effects are determined (which requires some effort), a
life time prediction is possible or in other words, regardless of the applied dose for given
qualification doses and dose rates, the life time for a given location can be predicted
(see fig. 3).

Z X 0.7 C/l__

I -- -- - --- . G F/b*

I M

a ak -R as f -e ad d a-50teti

* Thresold50 a/h0

Defining threshold values for LOCA and LOCA like tests, one should be aware on the
one hand of the fact that the piece of equipment to be qualified is only a part of the
function chain effected, and on the other hand that the threshold values should be de-
rived considering primarily the function under accident and post-accident conditions. In-
sulation resistance values drop already several orders of magnitude caused by the nor-
mal operational temperature without any interference of function. That is, provided the

262



insulation material is able to tolerate the additional increase of the temperature caused
by the accident, it is sufficient to assure that there is no danger that

- protective devices like over load protection are initiated or

- the signal to distortion ratio of l&C equipment becomes unacceptable.

Following this, the acceptable threshold values can be significantly reduced compared to
the ones to be used qualifying new equipment in normal ambient temperature conditions
(see fig. 4).
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- \ and moisture
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Temperature rCI

Fig 4 R60 as function of temperature

4.2 Influence of the sequence of test loads applied on the result

During one of the last on-going qualification tests we measured the elongation at break of
the insulation material of two cables after every single test step in order to get some in-
sight on the impact of each test step and to verify the chosen order. The results, for SIR
shown in fig. 5, are,

* if thermal ageing is performed prior to radiation ageing healing effects caused by tem-
perature can be observed and, even more important,
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* that the post-accident test may be redundant.

Alerted by the latter result, additional tests were performed to cover our conclusions.

--*-Wire insulation green/yellow
-0 Jacket

240 11Wire insulation blue.240_ W ire insulation brown

200I

*2 160.
to

aC'

0 120T
Cr
.2

'alue aging gical aging Test Load I Load II test

Fig 5 Influence of the sequence of test loads applied on SIR

4.3 Necessity of post accident test steps

4.3.1 General

Regarding to the above mentioned results (see 4.2) we decided to investigate in some more
detail the consequences of post accident tests in order to judge whether they are neces-
sary or not.

4.3.2 Supporting additional tests

The materials included are VPE, EPR of two different manufacturers and SIR.
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The questions to be answered are at least, what are the decisive parameters for life time
prediction, and is it possible to link the parameter elongation at break with the parameter
insulation resistance, the decisive parameter for the electrical function during accidents.

As soon as the results are available, published and accepted by the international experts
we shall try to introduce necessary improvements into the relevant standards like the Ger-
man KTA 3706 and the international IEC 780. Besides others, the improvements should
address the proper

* consideration of dose rate effects

* stipulation of threshold values

* objectives and necessity of post-accident tests and

* the influence of the cable jacket on the measured values, specifically when used for life
time prediction purposes.
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Correlation between physical degradation of artificially aged cables and their
dielectric behavior during LOCA

Kjell Spbng, Ingemansson Technology AB, G6teborg, Sweden

Abstract
Consideration of aging in initial qualification of components for nuclear power plants is mostly taken care
of by subjecting the components to accelerated aging before they are exposed to the DBE test. Since it is
often not possible to determine the acceleration factor with a sufficient degree of confidence, the
possibility to supplement the initial testing with a condition monitoring program has been investigated.
Indicators are then used to establish the condition of the component after the accelerated aging before the
component is subjected to DBE test. It is assumed that the component's qualified life is not consumed as
long as the value of the indicator does not exceed the value measured before a successfully passed DBE
test.

It is important for a successful condition monitoring program that indicators used for establishment of the
condition are correlated to the electrical behavior of the component during DBE. This correlation has
been studied for some possible indicators (indenter modulus, dielectric loss factor, OlT) and components
(including cables of type Lipalon, Rockbestos and Datwyler) as part of a research program in Sweden.
The program has been supported by the Swedish Nuclear inspectorate and the Swedish utilities..

For the cables which were degraded to such a degree that they showed significant changes in dielectric
behavior during or after LdCA, there was a positive but not very high correlation between the measured
degradation after the aging and the values of dielectric loss factors during LOCA.

1 Background
A number of investigations made in Sweden and elsewhere have shown that it is often not possible to
reliably predict the life of a cable purely from performance of a drastically accelerated laboratory test. On
the other hand, use of moderate acceleration factors and still qualifying for very long life (e.g. 40 years)
requires unrealistically long test periods before the cable can be accepted for installation. Various means
to overcome the problem have been suggested and to some extent used. Some of the most promising
methods involve condition monitoring as a complement to the initial qualification.

A comprehensive experimental study of methodologies for artificial aging of components intended for
installation in nuclear power plants has been performed in Sweden. The results are reported in references
1l1 and /21. The study has included investigation of correlation between degradation due to aging,
measured by various indicators and dielectric behavior during LOCA testing. This is important for finding
suitable indicators, which can be used in a condition monitoring program.

2 Condition monitoring as part of the environmental qualification program
Cables intended for use in safety applications in nuclear power plants are subjected to an initial
qualification program, including subjection of cable samples to various environmental stresses, followed
by a DBE test. The cables are normally artificially aged before being subjected to LOCA simulation. If
condition monitoring shall be used for control of residual life at selected intervals after installation, the
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degradation trend of the cable material must be determined as part of the initial testing. A suitable
degradation indicator must be chosen for this, which can then be used for the condition monitoring.

There are two basic criteria to be fulfilled for a condition indicator to be useful for the purpose. Firstly,
the value of the indicator should vary in a easily measurable and consistent way with the degree of aging
of the cable insulation material. Secondly, there should be a reasonable correlation between the dielectric
behavior of the cable insulation during LOCA and the value of the indicator before LOCA.

This paper presents the results of the part of the Swedish experimental study which is related to these
criteria.

3 Cables and condition indicators included
3.1 Cables
The cables investigated included Lipalon type FSSR7xl, Datwyler type FEAR-PG 8x(2x1) and
Rockbestos Firewall 3, RXSR-G 5xI.

The Lipalon cable has a conductor insulation and jacket of CSPE (chlorosulphonated polyethylene,
Hypalon). The Datwyler cable has a conductor insulation of black EPDM (ethylene-propylene rubber).
The jacket material is blue EPDM. The Rockbestos cable has a conductor insulation of XLPE
(crosslinked polyethylene) The jacket material is CSPE.

The cables and leads used for LOCA testing had been treated in the ends to avoid humidity intrusion from
the ends and the leads were fitted with pins in one end to allow dielectric measurements, see Figure 1
below. The other end was sealed by means of a sealing compound. The cables had a length of 3 m and
were wound on bobbins.

Raychw heat-shrinable capS WCSF (6/2)

Cannoa pin

codctrinslto

Figure 1 Treatment of lead ends

3.2 Condition indicators
The condition indicators used for the study of correlation with dielectric behavior during LOCA included
indenter modulus, dielectric loss factors, and oxygen induction time (OlT). The dielectric behavior during
LOCA was measured as insulation resistance and dielectric loss factor.
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The indenter principle uses a device measuring the force needed for pressing an anvil of a certain shape
into the material with constant velocity. The slope of the force versus the intrusion depth is defined as the
indenter modulus.

The results of the indenter measurements are presented in terms of indenter ratios, defined as the ratio
between the indenter modulus of the aged specimen and the indenter modulus of the unaged specimen.

Table 1 shows the modulus values of the imaged samples. The values are mean values from
measurements on a rather large (>10) number of samples. The deviations between values of different
unaged samples are very small. The modulus values of the aged samples can be achieved by multiplying
the ratios given in this paper by the modulus values given in Table 1.

Table I Indenter modidus of inaged samples

CompoetIndenter modulus before aging, N/mm
Cable Lipalon 3,23
Lead Lipalon 1,04
Cable D~twyler 3,38
Lead Ditwyler 1,28
Cable Rockbestos 1,50
Lead Rockbestos 19,2

The slope of the force versus intrusion is not always linear. It is then important where on the slope the
indenter value is determined. In such cases the determination of the modulus has been based on the first
part of the curve, before the slope becomes significantly nonlinear.

Measurements of indenter values on cable jackets were made in three points on the periphery of two
different sections of the cable sample. The values presented are the mean of these six values.
Measurements of indenter values on leads were made in two points on each lead sample.

Manual measurements of dielectric loss factor and insulation resistance were made before and after the
LOCA testing. In order to achieve a more sensitive detection of changes, the test objects were subjected
to a humidity conditioning before the dielectric values were measured. The humidity conditioning
included 108h at a temperature of 55C±2C and a relative humidity of 93%±3%. Continuous registration
of dielectric loss factor and insulation resistance was used during the LOCA. In addition, intermittent
manual measurement of insulation resistance was made during LOCAL

The loss factor measurements were made at 20Hz, 60Hz, and 1kHz (5V). The measurement of insulation
resistance before and after LOCA testing was made with 250V DC (lMohm serial resistance). The
measurement during LOCA was made with 50V, because of the highly degraded test objects.

4 Test conditions
4.1 Thermal aging
The thermal aging was performed in dry heat test chambers, fulfilling the requirements for testing in EEC
Publication 68-2-2, test Bb: Dry Heat Testing of Non Heat-Dissipating Specimen. The variation of
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temperature in time was kept within ± 0,50C and the spatial temperature variation was kept within ± 30C.

42 Humnidity aging
Some of the test specimens had been humidity aged at the earlier tests, reported in reference /I/. This had
been made in conditions according to EEC Publication 68-2-3 Test Ca- Damp Heat, Steady State, with a
relative humidity maintained at above 95% in a temperature of 95 ± 20C for 24 and 48 days.

43 Vibration
Some of the test specimens had been subjected to sinusoidal vibrations at the earlier tests, reported in
reference 11/. For these specimens, the thermal conditioning had been interrpted once per week by sweep
sinusoidal vibration testing between 2 and 200 Hz with a sweep rate of one octave per minute during 30
minutes. Two different severities were used: amplitude 3,5 mm 30 mls2 and amplitude 7 mm 60 mrs2. The
cables and leads were mounted in a fixture as illustrated in Figure 2, which was fixed to the table of the
electrodynarnic vibrator used.

4.4 Ionizing radiation
The irradiation was performed in materials testing reactor R2 at Studsvik. The radiation source was spent
reactor fuel elements. Ambient and material temperatures during ilradiation were 35*C and 450C The
dose rate was 10 kGy/h = I Mradlh The testing continued for 50 h; total dose 500 kGy = 50 Mad.

The test specimens were encapsulated in plastics and sealed in a container, which was tilted 1800 after
25 h. The monitoring method used was Reuter-Stokes Gamma Ionization Chamber RSG - 12A.

The irradiation was intended to simulate the exposure dunng a LOCA event.

4.5 LOCA simulation
The LOCA simulation was performed in ABB Atom's test loop LOKE. The tempeatur-,pressure
conditions are obtained with a system controlling electric heated elements at the pressure vessel, saturated
steam generation, overheating of the steam, and outlet flow. The cables were subjected to overheated
steam for 3 hours at 181C and 0.4 MPaG (gage pressure), followed by 160C and 0.4 MPaG for 3 hours
and 1200C at normal laboratory pressure for 44 hours.

5 Study of the relationship between the severity of the aging simulation and the
corresponding values of the condition indicators
Samples of the cables were artificially aged at 950C for 48, 96, 144, 192 and 384 days, at 120IC for 12,
24, 36, 48, 96, 144 and 192 days and at 1420C for 3, 6, 9, 12, 24 and 48 days. Two samples were used for
each combination of temperature and duration. In order to achieve significant degradation, the aging
included more severe thermal conditions than would normally be used for qualification of the cables for
installation in Swedish nuclear power plants.

Figure 2 shows the ratios between the values of the indenter (modulus) determined for the aged cable
samples and for the unaged cable samples. The modulus have been determined for the complete cable and
mainly reflect the degradation of the jackets.
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Figure 2. Indenter ratios of thermally aged cables (measured on the jackets)

The coefficients are high (in the order of 0.95 to 0.99) for the linear correlation between duration of aging
and indenter ratios for the cables aged at 1200C and at 142 0C. The cables aged at 95 0C were very little
affected by the thermal aging. Measurements of indenter ratios were also made on the conductor
insulation material, having been subjected to the same thermal aging. The results showed significant
degradation at the severe combinations of temperature and duration for the Lipalon and Ditwyler
conductor insulation (CSPE and EPDM), but insignificant degradation of the Rockbestos conductor
insulation (XLPE).
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Figure 3 shows the dielectric loss factors, measured at 60 Hz. Only aging at severe conditions showed any
effect on the dielectric loss factors. The figure only includes results from aging at 12(0C for 48,96 and
192 days and at 142°C for 12,24 and 48 days.

uDj - I

D25 - i I n
A * . I_ __ _ __ __ _ _ I_I-

.J 0.15
0

o 0.1

0,05

0

/LI

-7---

A _ ..

J& 120oC

03 1420C
- - rjkr (142oC)

Lkdr (120DC)

0 50 100

aging time, t (days)
150 2C0

0,03

0,025

-o 0,02

.Q 0,0150

° OO0,5

co

o2 0.01

0,005

0

.. 00 I

. OOD 1I3. Y g

. ri _, ' F . -

. ..
I0,I.

A& 1200C
1 142oC

- -Li~r(142oC)

' kU - r(120WC)

0 50 100

aging time, t (days)
150 200

0,03

0,025

- 0.02

0.9 0,015
co

o 0.01

0,005

0

' ..... ... .... .

,& 12D0C

3 142oC

- _Lodr(1420C)
g . Urijdr (12vnoC)

0 50 10D

aging time, t (days)
150 2ao

Figure 3. Dielectric loss factors at 60 Hz of thermally aged cables.

The linear correlation coefficients vary from 0.85 to 0.99.
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Figure 4 shows the OIT values from measurements on thermally aged conductor insulation.
Measurements were made on cable samples artificially aged at 950C for 96, 192 and 384 days, at 1200C
for 48, 96 and 192 days and at 142rC for 12,24 and 48 days. The Datwyler cable aged at 1420C for 48
days went below measurable values. The conductor insulation of the Rockbestos cable samples exposed
to 1200C and 142rC were too severely degraded to give reasonably reliable results.
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Figure 4. OT values of thermally aged conductor insulation.

The coefficients of linear correlation are as follows
Datwyler conductor insulation aged at 950C: R=0.10

aged at 1200C: R=0.94
aged at 142rC: R=0,80

Rockbestos conductor insulation aged at 950C: R=0,99

6 Irradiation and LOCA tests, results
6.1 General
The measurements of degradation due to thermal aging in terms of the three indicators studied show a
reasonably good correspondence between the severity of the aging conditions and the degradation.
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The study of the behavior after irradiation and during LOCA included a selection of samples which had
been subjected to aging in the studies presented in reference /11 and M2/. This included aging for 3-4
different durations at 950C, 120°C and 1420C, for the Lipalon cable samples also at 80°C.

The dielectric parameter values during LOCA used in the comparison are the extreme values (highest for
loss factor, lowest for insulation resistance) achieved during the first 6 hours of LOCA (marked LOCA I
in the figures) and the value at the end part of the LOCA (marked LOCA I in the figures).

6.2 Cable Lipalon
In general, the irradiation had a slight degrading effect on the mechanical behavior of the Lipalon jackets
in terms of increased indenter modulus. Also the dielectric loss factors increased after irradiation. The
results are illustrated in Figure 5 for indenter modulus, in Figure 6 for dielectric loss factor.
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The relationship between indenter ratios measured before LOCA (after thermal aging and irradiation) and
the insulation resistance (normalized to 1 meter cable length) during LOCA is shown in Figure 7. There is
a significant tendency of lower insulation resistance for cables with higher indenter ratios, even if the
correlation is rather low (correlation coefficient approx. 0.4).
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The result for comparison of the relationships between indenter ratios before LOCA and loss factors
during LOCA is shown in Figure 8. In Figure 8 is also shown the result for comparison of the relationship
between loss factor measurements before and during LOCA.
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The regression lines for the data show that there is a positive correlation between the condition of the
cable sample before LOCA, measured as indenter ratio or dielectric loss factor and dielectric loss factor
during LOCA. The correlation is somewhat higher for the use of the loss factor (0.5-0.7) as condition
indicator than for the indenter ratio (0.4) as condition indicator.

6.3 Cable Datwyler
In general, the irradiation had a degrading effect on the mechanical behavior of the Dawyler jackets in
terms of slightly increased indenter modulus. The dielectric loss factors are not sensitive enough to show
an increase after irradiation. The results are illustrated in Figure 9 for indenter modulus, in Figure 10 for
dielectric loss factor. Figure 9 also includes the effect of the LOCA test on the mechanical condition of
the cable. It can be noted that especially the LOCA exposure has had a very stong effect on the most
severely aged cable (thermally aged at 142 0C for 48 days).
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The insulation resistance and the dielectric loss factor during LOCA didn't show any consistent variation
with the duration for which the cable sample had been exposed at a certain aging temperature. A
comparison with the mechanical condition before LOCA is therefore not meaningful. The Datwyler cable
was very resistant to thermal aging which hadn't proceeded in our tests to a degree where significant
aging related effects were shown in the dielectric behavior during LOCA.

There is, however a reasonable positive correlation between the variation in oxygen induction time (01T,
minutesI) measured on the cable samples after thermal aging and the variation in loss factor during
LOCA, although the variation didn't follow any consistent pattern with the severity of the thermal aging.
The relationship is shown for the measurement of loss factor at 1 Hz in Figure 11.
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Figure 1. Relationship between OIT before LOCA and dielectric loss factor at 1 kHz during LOCA

The correlation is 0.5 for LOCA I and 0.3 for LOCA IL Similar results were achieved for the loss factors
at 20 Hz and at 60 Hz.

6A Cable Rockbestos
In general, the irradiation had a rather limited degrading effect on the mechanical and dielectric behavior
of the Rockbestos jackets.

The dielectric loss factor couldn't be measured during LOCA for the cables which had been aged at
120IC for 192 days and at 142rC for 48 days - they were in too poor conditions for that Only the
dielectric loss factor at 60 Hz could be measured for the cables which had been aged at 142rC for 24 days.
The higher loss factors after LOCA for those cables indicate that the dielectric losses during LOCA was
considerably higher than for the cables which had been subjected to less severe aging.
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A comparison of the indenter ratios of the cables before LOCA and the dielectric loss factors after LOCA
should be reasonably representative for investigating to what extent the behavior during LOCA is
related to the mechanical condition before LOCA. The result of such comparison is shown in
Figure 12.

4
O
0
-c

1oA

a0

al

to

S

0,001
1 10

indenter ratios before LOCA
100

Figr 12 Cable Rockbestos. Relationship between indenter ratios before LOCA and loss factors after
LOCA

The (exponential) correlation between indenter ratios before LOCA and dielectric losses after LOCA is
rather good, but it should be noted that there are only a few points at the upper side which gives a higher
correlation than we would probably find if we had more evenly distributed points.

Figure 13 shows the relationships between loss factors before LOCA and loss factors after LOCA
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The correlation between the loss factors before and after LOCA is lower than between indenter modulus
before LOCA and loss factor after LoCA.

7 Testing for evaluation of the influence of humidity as part of the long-term exposure
7.1 Purpose
The results of earlier tests, presented in ref. Ill, indicated an increase in the degradation due to exposure
to high humidity as part of the thermal aging. Samples of Upalon cables which had been subjected to
humidity in the thermal aging were included in the LOCA test presented here, with the purpose of
evaluating to what extent the additional degradation because of the humidity factor in the thermal aging
program had an influence on the dielectric behavior during LOCK

7.2 Test results
A comparison of insulation resistance and dielectric loss factors during LOCA was made for cable
samples which had been subjected to dry heat in the thermal aging and cable samples which had been
subjected to a combination of high humidity and heat in the themnal aging. In all cases the aging
temperature used was 95'C Table 2 shows the results.

Table 2. Results of measurement of dielectric parameters during LOCA for Lipalon cable samples which
had been thermally aged in low and high relative humidity.

InsulaDon resistance Loss factor at 60 Hz Loss factor at 1 kEiz
_____ Mohm for one meter ___

Temp Humidity Duration Before During Before During Before During
_____ days LOCA LOCA LOCA LCCA LOCA LOCA

95 low 48 99000 0.3564 0.050 15.6 0.036 2.00
95 low 96 119700 0.2700 0.052 17.3 0.038 2A1
95 low 192 103500 0.1107 0.051 33.3 0.036 9.55
95 low 384 105300 0.0558 0.058 27.0 0.038 6.35

95 >95 24 110700 0.0252 0.066 16.29 0.048 2.28
95 >95 48 99000 0.0234 0.077 16.73 0.050 2.35

The insulation resistance is significantly lower during LOCA for the cables which have undergone
humidity exposure as part of the thermal aging. The difference is not as pronounced for the dielectric loss
factor, but the dielectric loss factor is somewhat higher for the cable pieces which were exposed to
humidity during the thermal aging.

8 Testing for evaluation of the influence of vibration as part of the long-term exposure
8.1 Purpose
The results of earlier tests, presented in ref. Ill indicated no significant increase of the degradation due to
exposure to vibration as part of the thermal aging. The components which had been intermittently
subjected to vibration during the thermal aging were included in the LOCA test presented here, with the
purpose of evaluating to what extent the additional degradation, because of possible cracks due to the
vibration in the aging program, had an influence on the dielectric behavior during LOCA.
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&2 Test program
The test program included cable samples of all three types (Lipalon, Datwyler and Rockbestos). The
comparison is made of cable samples which were all aged at 1200C for 48 days. The cable samples which
were intermittently exposed to vibration were vibrated at an amplitude of 3.5 mm and 7 mm (see clause
4.3 above), which is high compared to what cables are normally subjected to in their installation.

8.3 Test results
83.1 Effects of thermal aging and irradiation on vibrated cables
The tables presented below compare the results of measurement of degradation indicators (indenter
modulus ratio, insulation resistance, dielectric loss factors) on cable samples which have been subjected
to only thermal aging and cable samples which have been subjected to thermal aging and vibration.
Insulation resistance is normalized to Im, since the cables subjected to vibration had a length of 0,Sm,
whilst the cables not subjected to vibration had a length of 3m.

Table 3 Cable Lipalon. Results of measurement of degradation parameters, before and after irradiation.
All measurements made after aging at 120 0C

Vibration Duration indenter Insulation resistance loss factor loss factor
days ratio Mohmn 60 Hz I kHz

bfr after before after before after bor after
radiation adiation irradiation irradiation iradaton iraion irradiation kradiatko

- 48 2,0585 2.1479 1197 106200 0,048 0,073 0,035 0,037

3,5 48 2,1831 2.4215 185 20500 0,043 0,078 0,034 0,047
7 48 2,2875 2,5284 183 20000 0,044 0,093 0,037 0,073

1) normalized to Im cable length

There is a rather significant difference in the influence on the insulation resistance of thermal aging for
cables aged with and without vibration. The difference in the influence on dielectric loss factor is not
significant. This is also the case for the influence of the irradiation.

Table 4 Cable Ditwyler. Results of measurement of degradation parameters, before and after irradiation.
All measurements made after aging at 120 OC

Vibration Duration indenter Insulation resistance loss factor loss factor
days ratio MohmI) 60 Hz 1 kHz

before after before after before after before after
_ irradiation diaon irradiation irradiation irradiation iradiation irradiation irradation

- 48 1,194 1,630 299700 299700 0,0145 0,0175 0,0097 0,0122

3,5 48 1,464 1,948 15500 11250 0,0237 0,0148 0,0126 0,0110
7 48 1,468 1,875 13000 12500 0,0226 0,0146 0,0125 0,0110

1) normalized to Im cable length
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There is a rather significant difference in the influence on the insulation resistance of thermal aging for
cables aged with and without vibration. The difference in the influence on dielectric loss factor is not
significant. This is also the case for the influence of the irradiation.

Table 5 Cable Rockbestos. Results of measurement of degradation parameters, before and after
irradiation. All measurements made after aging at 120 TC

Vibration Duration indenter Insulation resistance loss factor loss factor
days ratio Mohm') 60Hz I kHz

before after before after before after before after
irradiatio irradiatio iradiatio irradiatio irradiatio irradiatio irradiatio irradiatio

n n n n .n n n n
- 48 1,277 1,528 268200 375300 0,0020 0,0010 0,0011 0,0013

3,5 48 1,663 2,340 7675 10000 0,0019 0,0014 0,0029 0,0029
7 48 1,635 2,353 7450 9575 0,0020 0,0010 0,0010 0,0027

1) nomwalzed to Im cable length

There is a rather significant difference in the influence on the insulation resistance of thermal aging for
cables aged with and without vibration. The difference in the influence on dielectric loss factor is not
significant. There is also a difference in indenter ratios after irradiation.

6.1.1 Effects of LOCA simulation on vibrated cables
Figure 14-16 show the results of the measurements of insulation resistance (left figure) and dielectric loss
factor at I klHz (right figure) during and after LOCA and for the cables aged at 1200C for 48 days without
vibration and for the cables aged at 1200C for 48 days with vibration. The values during LOCA are the
lowest values, normally occurring at the end of the 18 1C phase of the LOC.
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The insulation resistance is significantly lower during and after LOCA for the cables which have
undergone vibration exposure as part of the thermal aging. The inclusion of vibration has also
significantly increased the loss factor.
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Fkure 15 Cable Ditwyler. Comparison of LOCA behavior of cables without and with vibration as part of
the aging. Insulation resistance, normalized to im cable length and dielectric loss factor at 1 kHz.

The insulation resistance is significantly lower during LOCA for the cables which have undergone
vibration exposure as part of the thermal aging. The loss factor during LOCA is 3-5 times higher for the
cables which have been subjected to vibration.
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Figure 16 Cable Rockbestos. Comparison of LOCA behavior of cables without and with vibration as part
of the aging. Insulation resistance, normalized to im cable length and dielectric loss factor at 1 kHz.

The insulation resistance is significantly lower during and after LOCA for the cables which have
undergone vibration exposure as part of the thermal aging. The loss factor during LOCA is slightly higher
for the cables which have been subjected to vibration.

286



9 Conclusions
The condition indicators tested (indenter modulus, dielectric loss factors and OfT in most cases show a
good relationship between the severity of the thermal aging and the degradation of the cable material
indicated. The indenter modulus and OrT are more sensitive than the dielectric loss factors measured (the
sensitivity of the latter may be increased by measuring at lower frequencies).

Of primary interest has been to establish the relationships between degradation due to thermal aging and
the dielectric behavior duning LOCA testing. The results for the Lipalon cable show a significant but not
very pronounced linear relationship between indenter values measured before LOCA and the maximum
dielectric loss factors at 1 kHz measured during LOCk There is a slightly higher correlation between the
indenter values as a measure of the mechanical condition before LOCA and the dielectric behavior during
LOCA

The results of the study on the Datwyler cable show is a good correlation between the mechanical
degradation measured by the indenter and the aging conditions, but the dielectric parameters measured
during LOCA are not well related to the degree of aging. The Dtwyler cable is very resistive to thermal
aging which hasn't proceeded in our tests to a degree where very significant aging related effects are
shown in the dielectric behavior during LOCAL Also OT measurements after thermal aging correlate
reasonably to the dielectric behavior in LOCAL

The results of the study on the Rockbestos cable show a good correlation between the mechanical
degradation measured by the indenter and the aging conditions. A good correlation is shown between the
indenter modulus before LOCA and the dielectric parameters after LOCA (correlation about 0,85). The
dielectric behavior couldn't be measured during LOCA for the most severely degraded cables, but the
result indicates a reasonable relationship between mechanical degradation measured by the indenter and
the dielectric conditions during LOCA

The results of measurements of dielectric parameters during the LOCA tests of cables which had been
subjected to high humidity (>95% RH) during the thermal aging show that the insulation resistance
during LOCA is considerably lower than for cables which had not been subjected to high humidity during
the thermal aging.

The results of measurements of dielectric parameters during the LOCA tests of Lipalon cables which had
been subjected to intermittent vibration as part of the thermal aging show that the insulation resistance
during LOCA is very much lower than for cables which had not been subjected to vibration during the
thermal aging. An effect was also shown on the dielectric loss factors.

For the Ditwyler cables significant effects of the inclusion of vibration in the aging is shown both on
dielectric loss factors during LOCA and on the insulation resistance during and after LOCA.

For the Rockbestos cables, a significant effect of inclusion of vibration in the thermal aging is shown on
insulation resistance during and after LOCA. A slight effect is also shown on dielectric loss factors during
LOCA
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It should be noticed that environmental stresses (temperaturetime in thermal aging, thermal aging
combined with high humidity and vibration levels) in excess of what is expected in cables installed in the
containment of nuclear power plants were used in the study.
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Abstract

Partial discharge (PD) monitoring is perhaps the best predictive tool to check the insulation integrity of
cables. It is nondestructive and is a reliable test. It is also provides information about the degree of
deterioration and about the location of insulation defects. Remaining cable life estimation can be
determined with PD testing. PD monitoring rapidly is gaining popularity in replacing hipot testing in
cable. Recent PD monitoring equipment advancements allow real-time resolution recording of PD pulses,
both in time and frequency domains. Both on-line and off-line PD measurements can be made on cables.
Off-line testing normally is conducted by isolating the cable from the system and applying an external
voltage to the cable. Voltages higher than the operating voltage of the cable normally are used. On the
other hand, on-line PD monitoring technique normally is based on detecting PD produced by the cable-
operating voltages. On-line testing is made while the cable is in operation.

This paper presents on-line PD detection system applicable to power cables used in power plants and
production facilities. The system can also utilized to test control and instrumentation cables. However, for
control and instrumentation cables, off-line testing normally is used. The technique is applicable to both
shielded and unshielded cables.

The PD system presented in this paper measures PD in both the time and frequency domains. The system
is capable of detecting PD in a very noisy environment such as in power plants and production facilities.
The combination of both domains is used to distinguish between PD generated in the cable under test and
outside interference resulting from background RF noise and discharges generated in adjacent equipment.
Inductive couplers are used to pick up PD from cable under test. Inductive couplers are devices used to
convert the magnetic signals resulting from PD to current pulses. They are designed to filter the 60 Hz
signals and coupled to the PD higher frequency signals. In general, they detect PD pulses in the frequency
range of 200 kHz to 200 MEz. These couplers consist of either high- frequency current-transformers
clamped to the cable or high-frequency coils placed in close proximity to the cables.

Introduction

In general, cables used in power plants can be classified in two groups. One group is the power cables and
the second is the control and instrumentation cables. Control and instrumentation cables are rated at
600V, regardless of the voltage used. The selection of these cables is oriented more toward physical rather
electrical service requirements. These cables are either two-conductor cables or multcionductor cables.
On the other hand, power cables are used to supply power to power plant equipment such as large motors,
auxiliary transformers, precipitators and backup diesel generators. These cables are rated from 2001 V to
15 kV and are either single conductor or three-conductor cables. Both shielded and unshielded cables are
used in power plant.
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Most of the power plants cables are extruded-dielectric cables. Extruded cables are insulated with organic
materials (polymer). Both thermoplastic and thermosetting materials are used for cable insulation.
Thermoplastic polymers soften to essentially a liquid state with increasing temperature, and then return to
their solid state unchanged on cooling. On the other hand, thermosetting materials tend to retain their
dimensional stability with increasing temperature up to their actual decomposition temperature.
Thermoplastic materials include: polyethylene (PE) and polyvinyl chloride (PVC). Examples of
thermosetting material used in cable insulation include cross-linked polyethylene (XLPE), butyl rubber,
ethylene-propylene copolymer (EPR) and ethylene-propylene-dien terpolymer (EPDM), isobutylene
(Butyl), styrene butadiene rubber (SBR). Other types of thermosetting materials mainly used in
instrumentation and control cables are methyl chlorosilane (Silicone), tetrafluoroethylene (TFE or
Teflon), fluorinated ethylene-propylene copolymer (FEP), ethylene tetrafluoroethylene (ETFE or Tefzel),
chlorosulfonated polyethylene (hypalon), chloroprene (Neoprene) and polyvinylident fluoride (PRVDE).

Cable Aging

Extruded cables are insulated with polymer materials. Degradation in polymer occurs either by scission
reaction or by crosslink reaction. Scission reaction is the breakup of the long, chain-like molecules while
growth reaction occurs when many chains join at many points which results in an extensive, insoluble
network, crosslinking. Growth reaction often makes the material brittle and crack. There several
fundamental types degradation have been recognized. The most important processes that affect polymer
in service are thermal, oxidation and electrical stress degradation.

Thermal degradation in the absence of oxygen usually degrades the polymer to lower molecular weight
materials, and occasionally crosslinking also occur [1,2]. The breakUp of the polymer chain is caused by
two mechanics, random chain scission and chain depolymerization. The initial break in the chain may
take place anywhere along the molecule with equal probability, producing two polymer radicals. The
location of the next scission event will depend upon which of the two mechanism is operative. When
chain scission occurs randomly, the next scission may take place at any link producing products with a
mixture of large and small molecules. However, in the chain depolymerization, once initiation has
occurred, all chain links no longer have an equal probability of breaking. Rather, scission will always
occur at the position of the last link, near free radical resulting in large amounts of monomer.

Oxidative degradation in polymer normally does not occur until a given period of time has elapsed (3,4].
During this time oxygen in absorbed by the polymer, and rate at which this occurs depends upon the
temperature, the structure of polymer, the degree of crystallinity, and the extent of crosslinking. In order
for the polymer to oxidize, polymer free radicals have to be formed. Radiation, heat, mechanical forces,
or very reactive species such as atomic oxygen and ozone, which often may be generated by partial
discharges, promotes such reaction. Once the radical has formed, molecular oxygen may then combine
with it to form peroxides and hydroperoxides.

Oxidation of long-chain polymer molecules usually occurs with an attack upon a tertiary carbon and
abstraction of its H atom [2]. This results in chain scission and it represents the first step in degradation.
After the first event, the reaction has many varieties, liberates a range of low molecular weight materials
and is autocatalytic so that it accelerates with time. Oxidation in underground cable insulation is not a
rapid process because the concentration of oxygen is limited. Moreover, antioxidant agents are added to
the cable insulation during the formulation process.
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Electrical stresses in polymer cause a phenomenon called treeing (5,6]. Generally, trees are classified in
two types. One is called a water tree, the other is an electrical tree. In general, there are two distinct time
periods in treeing, the first is an initiation period and the second is a propagation period, during which
tree-like figures grow in the insulation. Both electrical and water trees usually initiate at imperfections at
the interface or in the bulk of the insulation under the stress of an electrical field. In the case of the water
tree, water-has to be present too. Imperfections that initiate trees can be summarized as follow [7]:

a) Micro voids inherently induced during the curing of polymer, especially by steam-curing method.
b) Defects in the core screen.
c) Cavities due to shrinkage of gas formation in insulation.
d) Inclusion of foreign particles that separate gases, mainly due to moisture in the particles.
e) Bubbles caused by gas evolution in the conductive screen.
f) Cavities caused by field emission from microscopic protrusions at the semiconducting layers.
g) Small cavities can exist at tips of foreign particles, asperities, or needles, due to differential

thermal expansion of the polymer and the metal.
h) Cracks produce by mechanical fatigues. High Maxwell compressive forces in the dielectric,

caused by the high electric fields at local excrescencies when ac voltage is applied, produce a
mechanical fatigue cracking in the polymer.

i) Cracks and brittleness produce by thermal stresses.
j) Cavities induced by charge injection and extraction.

Electrical trees propagate through the occurrence of partial discharge (PD). PD erodes the inner layers of
the cavity that produces the PD (8,9]. The bombardment of the high- and low-energy ions produced by
PD damages the polymer insulation as they cause scission reactions. Photo emission, ultraviolet light,
from the PD my change the chemical structure of insulation. The other effect of PD is the decomposition
of polymer through chemical reaction with activated oxygen, excited oxygen molecule or atoms generated
by PD. This reaction occurs at the inner surface material of the cavity, which oxidizes and produces
mainly water and carbon dioxide, and in turn eroded.

The shape of electrical tree is determined by the intensity of the field enhancement at the site were it is
generated. Higher local field produces bush-type tree while branched tree is caused by lower field. Cable
failure occurs when the branches of the tree bridge the length of insulation.

Water trees propagate by non interconnected microvoids partially filled with water. The propagation
mechanisms involve electromechanical forces, diffusion of water and chemical action including oxidation
(10,11]. Water trees can be either Broccoli- or bow tie- types. Broccoli-type tree grows from the'
conductor or the shield of the cable while bow tie-type originates in the bulk of the insulation. Water three
by itself does not cause breakdown. However, if the tree is partially filled with water, an electrical tree
will originate at the tip of the tree and can cause an insulation failure. Water trees are more pronounced
in medium-voltage class cables as these cables often lacks water barriers.

Cable Testing

Dc test often is used as a diagnostic test in power plants or production facilities cables due to ease and
economy of use. However, the continuity of dc testing recently has been questioned due to limited
effectiveness and also due to the destructive nature of test. Alternative test methods such as very low-
frequency voltage have been developed. However, this technique does not provide information about the
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extent of degradation nor does it identify the location of defects, other than the site where the failure
occurs during testing.

Partial discharge (PD) monitoring is perhaps the best predictive tool to check the insulation integrity of
cables. It is nondestructive and is a reliable test. It also provides information about the degree of
deterioration and about the location of insulation defects. Remaining cable life estimation can be
determined with PD testing. PD monitoring rapidly is gaining popularity in replacing hipot testing in
cable. Recent PD monitoring equipment advancements allow real-time resolution recording of PD pulses,
both in time and frequency domains. Both on-line and off-line PD measurements can be made on cables.
Off-line testing normally is conducted by isolating the cable from the system and applying an external
voltage to the cable. Voltages higher than the operating voltage of the cable normally are used. On the
other hand, on-line PD monitoring technique normally is based on detecting PD produced at the cable-
operating voltages. On-line testing is made while the cable is in operation.

The organic insulation can not resist the electron/ion bombardment and related events generally inherent
to PD. PD pulses attack the insulation causing failure. Therefore, extruded cable is designed to operate
free of any PD. If PD develops, it eventually will lead to a failure. Lead-time depends on the size and type
of defect and on the cable type. Smaller defects take several months-to-years to cause a cable failure.
However, in larger defects, such lead-time is days and sometime minutes. The majority of large defects
are the result of smaller defects enlarged over time by PD. Therefore, the PD technique is more useful if it
is capable of detecting PD produced by small defects. These PD are usually within the magnitude of the
background noise.

Several off-me PD monitoring methods are commercially available for power cables operating at rated
voltages below 40 kV[12,13J. Off-line testing normally is conducted by isolating the cable from the
system and applying an external voltage to the cable. Voltages higher thanr the operating voltage of the
cable normally are used. These techniques record PD pulses in the time domains. In general, they record
both the actual PD pulse and its reflection from the other end of cable. The time interval between the
arrival of the actual pulse and its reflection is used to determine the location of the defect producing that
pulse. These techniques are designed to somewhat deal with background noise. However, they only can
detect PD pulses with magnitude slightly lower or higher than the background noise. Detecting smaller
defects is achieved by energizing the cable with voltages of several orders of the applied voltage.
Stressing the cables with higher voltages could lead to a cable failure during testing. The off-line testing
only can be applied to cables less than 300 feet and no more than 6,000 feet. Moreover, as cable has to be
removed from service during testing, cable preparation is one of the main disadvantages associated with
off-line testing. The process is expensive and in many cases can not be achieved easily, especially in
production facilities, because backup systems often are not readily available.

On-line PD monitoring technique normally is based on detecting PD produced by the cable-operating
voltages. In extruded cables, the magnitude of these PD pulses is below the electrical interference of the
system. Therefore, an on-line technique can be useful only if it can distinguish between PD pulses and
noise. This paper presents on-line PD detection system applicable to power cables used in power plants
and production facilities. The system can also be utilized to test control and instrumentation cables.
However, for control and instrumentation cables, off-line testing normally is preferred. The technique is
applicable to both shielded and unshielded cables.
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Partial Discharge Detection

A: Detection Mechanism

PD in cables often occurs in voids or cavities in the cable insulation or at the shield-semiconducting

layers. Such PD activity creates high frequency pulses that travel along side the cable conductor and

ground shield. Typically, at the source, these electromagnetic pulses have bandwidths in the l.5-ns range

with rise-times in the nanosecond range. Depending on the type of defects, these pulses can be either a

single pulse or a cascade of fast pulses. A coupling device with bandwidth of a few hundreds megahertz

and a fast display are necessary to display these extremely fast pulses.

Either an inductive or a capacitive coupler is needed to detect PD pulses. Inductive couplers are high-

frequency current-transformers that are placed around the cable. These couplers detect the magnetic field

disturbance induced by the PD pulses traveling in the ground loop. Inductive couplers are normally

utilized during on-line testing. On the other hand, capacitive coupling is accomplished using high-

frequency capacitors connected in parallel with the termination of the cable. These capacitors filter the 60

Hz component from the very-high frequency pulses associated with PD. As these capacitive couplers are

connected directly to the high-voltage side of the cable, they must be PD free at the test voltage.

B: PD Monitoring Equipment

The on-line PD system presented in this paper measures PD in both the time and frequency domains [14],

see Figure 1. The system is capable of detecting PD in a very noisy environment such as in power plants

and production facilities. The combination of both domains is used to distinguish between PD generated

in the cable under test and outside interference resulting from background RF noise and discharges

generated in adjacent equipment.

The frequency-domain testing is conducted using a spectrum analyzer. The analyzer is capable of

conducting measurements in both fall and zero-span modes. In the full span mode, the frequency range

can be adjusted to examine signals in narrow-frequency bands as well as wide-frequency bands. The

zero-span mode is used to examine single-frequency pulses in a time domain. The sweep time of the zero

spans is used to find PD pulses occurring at one or more cycles of the operating voltage.

The time domain measurements nonnally are made using a pulse phase analyzer. The pulse-phase

analyzer is capable of recording PD pulses sorted by their phase angle and magnitude.

The location of defects is achieved by comparing the frequencies of the detected PD pulses. This also

was used to identify PD produced in the equipment the cable is terminated to. Distinguishing PD from

interference is achieved as follows: First, the spectrum analyzer is used to display the detected signals in

respect to their frequencies. Each signal then is examined in the zero-span modes. PD signals will occur

at the crest of the operating voltages. On the other hand, noise will have no pattern to follow. Once the

PD-frequency range is identified, the signal then is displayed in the time domain using the pulse-phase

analyzer. A filter system is used to allow the pulse-phase analyzer to record only pulses within the

frequency range of the partial discharge. Interference outside this frequency window will be rejected.

The pulse-phase analyzer is fed with a reference ac cycle of the operating voltage. The phase-angle
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pattern will identify if that PD signal is generated in the equipment under test or in adjacent equipment.
The pulse count and magnetite are used to indicate the problem's severity.

A differential noise coupling technique was applied to achieve better noise rejection during field
measurements. For this purpose, a pick-up RF antenna is placed near the cable. The signal picked up by
the antennats fed to the inverting input of a differential amplifier while the signal from the PD coupler is
connected to non-inverting input. This technique is used to deal with both the aerial and broadcast
interference. However, since the gain of the antenna and the PD sensor are not identical, the differential
coupling technique can greatly reduced the RF aerial noise without completely elinminating it.
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Figure I Schematic Diagram of the PD measurement system.

PD Testing in Power Cables

Power cables used in power plant can be tested on-line. This is accomplished by clamping a high-
frequency current-tansformers around the cables, see Figure 2. For cables shorter than 1000 feet, data is
normally collected from both ends of cable, just below the cable termination. For cable longer that 1000
feet, PD measurements are made at both ends of cables as well at every 500 feet.
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Figure 2 On-line PD testing arrangement.

PD Testing in Control and Instrumentation Cables

The main failure mechanism in control and instrumentation cables is caused by insulation cracks
produced by mechanical fatigues and thermal deterioration. These cracks do not cause PD at the cable
line voltage. However, higher voltages are needed to introduce PD in these imperfections. Therefore,
control and instrumentation cables normally are tested off-line. The cables are removed from service and
then energized with 1 to 2 kV from a portable power supply, see Figure 3. PD data collection is made
either using a capacitive coupler connected to the cable conductor or through in inductive coupler
clamped around the cable.

Capacitive
L: Cable Couplep r

lziuctivex
Coupler

I1PD Measuring
Equipment

Figure 3 Off-line PD testing arrangement.

Noise Treatments

Power cables used in power plants and production facilities often operate at voltages fiom 2 kV to 15 kV.
These cables are laid next to each other in open or closed trays. They are terminated to step-down
transformers at one end and often terminated to high- voltage motors at the other end. PD pulses
measured from one of these cables also could be the result of PD activities in the adjacent cables, the
motors and transformers that these cables are terminated to or could be the results of electromagnetic
interference from equipment nearby. This makes conducting on-line PD testing almost impossible. In
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such environments, off-line PD testing is also difficult to perform because it requires shutting down
almost the entire system to minimize the interference effect.
Generally, the main sources of electrical interference in power plant cable system are:

* Radio and TV station broadcasts and mobile telecormmunication
* PD or noise from high-voltage equipment that cables are terminated to, such as transformers and

motors
* RF energy (corona) emitted from other high- voltage components such as bushings, busbars and

circuit breakers.
* Ground loop
* PD produced in adjacent cables or nearby electrical equipment

Radio and TV station broadcast noises normally are present in all electrical equipment. However, this
type of electrical interference generally is stationary and can be dealt with by a filtering technique. Figure
4 shows the frequency spectrum of some of TV and radio signals picked up from a cable installed in an
open tray at the ground level. In general, the magnitude of the broadcast signals depends on the altitude
of the cable. The highest noise level usually is encountered in cables installed in overhung trays or on the
roof of elevated buildings. At an altitude of 50 feet, the broadcast noise level is about 10 times higher
than those measured at the ground level. On the other hand, the noise in underground cables is about five
times less than that measured at the ground level.

In the on-line PD measuring technique presented in this paper, the broadcast noise is recognized by its
fixed frequency and by its large and smooth bandwidth. Moreover, broadcast noise normally is
independent of the measurement sweep-time. It should be mentioned that the zero-span mode also can be
used to distinguish broadcast noise from PD. Figure 5 shows the zero span of typical TV, AM and FM
stations.
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Figure 4 Frequency spectrum picked upfrom a cable installed in open tray at ground level.

The second type of electrical interference is PD generated in equipment that the cables are terminated to.
This type of interference only is encountered in on-line PD testing. Transformers, motors and circuit
breakers are the typical equipment that power plant cables are connected to. PD generated in this
equipment will be injected in the cable. PD in solid insulation normally produces pulses with frequencies
ranging from a few hundred kHz to a few hundred MHz. The attenuation of these pulses is a function of
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frequency. The higher frequency components will be attenuated rabidly as they travel alongside the
cable. This behavior can be used to distinguish between PD produced in the cable and PD generated in
the electrical equipment that the cable is connected to. This behavior also can be utilized to determine the
location of the PD site in the cable itself. However, this approach requires multipoint measurements
along the length of the cable. In general, for cables less than l,000-feet, three measurements normally are
conducted-- two at the cable ends, just below the termination, and one at the middle of the cable. For
cables more than 1,000-feet long, measurements are made at both ends of the cable and at every 500 feet.
Figures 6a and 6b show PD signals detected from a cable feeding a motor, where PD was observed in
both the cable and in the motor. PD measurements were made on the switchgrear end of the cable.
Therefore, the low frequency signals were the result of PD occurring in the motor, Figure 6a, while the
high-frequency signals were the results of PD occurring in the cable, about a few feet from where
measurements were made, Figure 6b.
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Figure S Zero span ofsome of the signals shown infigure 4. A: AM radio station (760 kHz), B: FM radio
station (90.8 MHz), C. TV radio station (channel 4), D: PD signal.

5.0

a

04

0.0

_- 8.0

_ .9

... i 0.0
55.0

11 I _ - I, |

he _ j An__
11 11iI == I''-'I I i1 d t . _ _ zLt2t3
1 I X 011 X _ I I I I

. 11 F . 7 I I 1 1
| F 1 1 . nil I . I,,
, I W . | 0 Q : L a-. i i

5.0 Frequency (Mlz) 100.0 Freiluency (MHz) 1,000.0

Figure 6 PD signals detected from a cable feeding a motor. A: PD in motor B: PD in cable.

One of the most difficult types of noise to deal with is that resulting from a corona occurring in other
high- voltage components such as bushings and busbars. The frequency characteristic of this RF noise is
almost identical to that of the PD produced in the cable insulation. In off-line testing, this type of noise
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commonly is dealt with using a differential or anticoincidence noise-coupling technique [15]. In on-line
testing, noise discrimination is mainly controlled by a skilled operator. Such judgment is based on few
phenomena, in which PD produced in air (corona) differs from PD produced in solid insulation. Aerial-
corona pulses are introduced into the cable either through direct emission or through the conductors. In
either way, the air media controls the pulse attenuation. The RF-signal attenuation rate through air is
slower thani-that through solid insulation. The rise time and duration of corona pulses are smaller than the
PD pulses produced in solid insulation. The PD repetition in air normally is higher than that of solid
insulation. Magnitudes of the subsequent pulses are almost identical in air. Furthermore, PD in the air is
more pronounced during the negative cycle. Figure 7 shows the difference in the zero span between a PD
signal generated in the cable and a corona signal induced in the cable from a nearby corona source.
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Figure 7 Zero span of A: PD signal. B: corona signaaL

Signals induced in the cable under test because of PD in the adjacent cables, can be recognized from their
magnitude and phase angle. This required conducting the PD measurement in the adjacent cables too.
Figure 8a show a PD signal detected from a cable without interference from adjacent cables. On the other
hand, the source of the PD shown in Figure 8b is likely to be from two adjacent cables with a phase angle
of 120 degree between them.

(a)

=l i _ .jji D L

Time (_) Phase angle

Time (Ms) Phase angle

Figure 8 PD signal detectedffrom unshielded cable. (a): without any interference from the adjacent
cables.(b): with interferencefrom the adjacent cable.
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PD Level (Magnitude)

The magnitude of the detected PD signal normally dermises the severity of the cable degradation. In the
traditional off-line PD testing, the magnitude of the PD is normally quantified in picoCoulomb (pC). One
pC corresponds to about 10 electrons which represents the apparent number of electrons involved in a
particular PD event. The attenuation and propagation of the PD pulses depends on the impedance of the
cable. Therefore, the tested cable needs to be calibrated in order to quantify the detected PD. In-off line
testing, this is made by injecting a known signal in the cable. It should be mentioned here that the
traditional off-line testing required direct coupling to the cable conductor both in the calibration and the
data collection processes. On the other hand, the PD technique presented in this paper measure the
magnetic field outside the cable resulting from the PD pulses. Therefore, the magnitude of the detected
signal not only depends on the cable impedance, but also depends on the cable geometry. PD testing also
is made on-line malting it difficult to calibrate the cable. Correlation between the detected signal and the
condition of the cable is made using database information generated through laboratory testing of several
types of cables. For example, table I shows the PD magnitude detected from several cable types. These
data are generated by artificially introducing defects in the cables.

Table I PD level detectedfrom several types of cables

Cable type PD magnitude (mV)
Single conductor, unshielded 10

Single conductor, concentric shield 7
Single conductor, solid shield 4
Shielded three conductor cable 2

Locating the Source of PD

Locating the source of PD is based on the fundamental properties of PD pulses. In solid-insulation
defects, PD pulse shapes differ, and several PD pulse with different shapes can be generated
simultaneously from the same defect [16]. PD in solid insulation gives rise to electromagnetic pulses
having a rise time ranging from few ns to several 10's ns. These pulses become attenuated as they
propagate. Strong frequency discrimination occurs as pulses of high frequency are attenuated more
intensively than pulses of low frequency [17]. As a result, the rise time of a pulse degrades rapidly after a
few feet of propagation, suffering a slower degradation thereafter. For example, the rise time of a 2-ns
pulse can increase to 10-ns in the first 300 feet, but only to 30-ns after an additional 1,000 feet of
propagation.

PD pulses occurred within less than 30 feet from the point of measurement are expected to maintain their
initial shapes due to the short proximity to the source. Therefore, it can be assumed that if the rise time of
the detected pulse is less than 10 us, it is very likely that this pulse has originated near the point of
measurement. Likewise, PD pulses originated some distance away fron the point of testing will have
much wider rise times when measured at the termination end of the cable. In the frequency domain, PD
originated near the point of testing will have frequency components as high as 500 MHz. On the other
hand, the higher-frequency components of the PD originated away from the point of testing will be
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completely attenuated before they reach the testing equipment. Figure 9 shows the PD signal detected at
several locations of the cable.
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Figure 9 PD detected at several locations of the cable.

Conclusion

This paper describes partial discharge testing technique applicable to power plant cables. For power
cables, PD is measured on-line using the line voltage as the excitation voltage of the cable. For control
and instrumentation cable, the off-line testing approach is used in which the cable is energized to I or 2
kV using a portable power supply.
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LIMTATIONS OF THE ARIRHENIUS METHODOLOGY

Kenneth T. Gillen, Mat Celina and Roger L. Clough
Sandia National Laboratories, Albuquerque, NM 87185-1407

ABSTRACT

The Arrhenius methodology has been utilized for many years to
predict polymer lifetimes in various applications. Unfortunately, there
are numerous potential limitations associated with this methodology,
many of which can lead to non-Arrhenius behavior. This paper will
review several of these limitations, including a brief mention of
diffusion-limited oxidation (DLO) effects and a more extensive
discussion of the implication of changes in the effective Arrhenius
activation energy E. or in the dominant reactions as the temperature
changes. Changes in E.or in the dominant reactions with temperature
can happen for any material, making extrapolations beyond the
experimental temperature range problematic. Unfortunately, when
mechanistic changes occur, they invariably result in a reduction in
effective Arrhenius activation energy, leading to lower than expected
material lifetimes. Thus it is critically important to derive methods for
testing the Arrhenius extrapolation assumption. One approach that we
have developed involves ultrasensitive oxygen consumption
measurements. Results from the application of this approach will be
reviewed.

rNTRODUCTION

The Arrhenius methodology is commonly used to analyze thermal aging data and to extrapolate
the data to temperatures outside the range of experimental temperatures. In nuclear power plants, it has
been used extensively for polymeric materials and components both as a means of simulating degradation
caused by decades of ambient aging and as a method for compressing time scales during LOCA and post-
LOCA simulations. In this paper, we describe some of the problems that can result in non-Arrhenius
behavior, potentially leading to apparent changes in the Arrhenius activation energy E. with temperature.
Since changes in E. with temperature can significantly influence predicted lifetimes at temperatures
below the lowest experimental conditions used in the Arrhenius analysis, methods are needed for
determining whether the E, changes in the extrapolation region. -For polymers that are dominated by
oxidation effects, we have introduced the first approach capable of achieving this objective. It is based on
the use of ultrasensitive oxygen consumption measurements. For the interested reader, more detailed
discussions on the problems associated with the Arrhenius approach and on the use of the ultrasensitive
oxygen consumption method to test the Arrhenius extrapolation assumption have been published
previously (1-2].
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RESULTS AND DISCUSSION

Whenever oxygen is available during the aging of polymeric materials, oxidation chemistry
typically dominates the degradation. For the simplest possible example, suppose a polymer P chemically
reacts directly with oxygen dissolved in the polymer, leading to a degradation product D. In chemical
kinetic terms, we can write this reaction as

L(S)
-P+02D (I)D

where classical chemical rate theory gives the rate constant k in terms of E. the absolute temperature T
and the universal gas constant R as

[ Eexp [ ] (2)

Since mechanical properties are typically destroyed after oxidation of 1-2% of the polymer, the
concentration of P will remain essentially unchanged during the degradation. This leads to the following
expression for the rate of oxygen consumption and, equivalently, the rate of growth of the degradation
product D

a = =a =k[0 2 P]=k'=Aexpi± (3)
dt dt Lx RT

Equation (3) implies that the rate of degradation and the rate of oxygen consumption wiln be
given by the same Arrhenius dependence on temperature and that this dependence will not change as the
temperature is changed (E. remains constant). If we therefore measure failure times at various aging
temperatures for a property related to the buildup of degradation products and plot the log of the failure
time versus inverse absolute temperature, we would expect linear behavior. Figure 1 shows such a plot
for an EPDM material. In this plot, the induction (failure) times for several properties are in agreement
and consistent with Arrhenius behavior (the E. of 116 kJ/mol is derived fono the slope of the line through
the experimental results). From the figure, it is clear that the experimental time required for obtaining
data at the lowest temperature probed by conventional measurements (11 C) is approximately 2 years.
To make predictions at lower temperatures, it is assumed that the Arrhenius behavior remains constant, so
that the linear behavior can be extrapolated (dashed line). This leads to a prediction of a 55,000-year
lifetime at 250 C. Although a long lifetime is predicted at room temperature from the extrapolation shown
in Fig. 1, it is clear that the distance of extrapolation is very large relative to the data range. This means
that a drop in Ea below 1 100C could have a profound effect on the extrapolated prediction. Thus, without
a method for determining whether E. remains unchanged, little confidence exists in such extrapolations.

It turns out that there are numerous phenomena that can lead to changes in E. as the temperature
changes [1]. Perhaps the easiest to understand comes from the fact that the oxidation chemistry
underlying degradation is seldom as simple as that described by eqs. (1)- (3). In fact, the simplest
realistic kinetic scheme for the oxidation of stabilized polymers is given by the following set of chemical
reactions (1,3,4]
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Figure 1. Arrhenius plot of the log of the induction times for the indicated
experimental variables versus the inverse absolute aging temperature for an
EPDM seal material. The data show Arrhenius behavior with an E. of 116
kJfmol. An extpolation of this behavior (dashed line) to 230C predicts a room
temperature lifetime of 55,000 years.

Scheme 1. Classical oxAdation scheme.
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Although this scheme has similarities to the earlier scheme (02 is used up by the second reaction
eventually resulting in the creation of degradation products D4 and 1s), kinetic analysis leads to very
different conclusions concerning the constancy of E.. By applying steady-state analyses to the free
radical species and ROOKHt one obtains [1]

d 021 c4021 (4)
dt 1 +c2[0 2 ]

where

kjk2C, = kl2(5)

Ck 2 (k4 - 2k3) (6)
ksQc3 + k 4)

At low concentrations of 02

___ I exv fRs
d02 kik 2 [02J ex T[] xp[<] RT(7)
dt k5  - Es1

~~RTJ

implying that the effective activation energy Eff is given by

E~ff = El + E2 + AH,-E 5  (8)

where 4H, is the heat of solution for oxygen in the polymer. It is clear from eq. (8) that a constant
effective value of E. is predicted for low oxygen concentrations. On the other hand, at high oxygen
concentrations, eqs. (4) - (6) lead to

dC)2 k,(k4 +k 3) (9)
dt (k4 - 2k3 )

which, in general, predicts that the effective E. will change with temperature. In addition, kinetic analysis
of the rate of product formation gives for example

dD4 k4  1 2 (10)

da dt4 +k 3
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This result predicts not only non-constant values of E. for the degradation product D4 regardless of
whether the oxygen concentration is low or high, but also differences in the values of E, dependent upon
which species (02 consumption, D4 production) are being followed.

Although the above discussion indicates that non-Arrhenius behavior and differing values of E.
for different degradation variables might be anticipated from more realistic kinetic schemes, eqs. (9) and
(10) show that the changes of the effective E. with temperature may not be large if E4 is similar to E3 and
E, is considerably larger than either of the other two. This is in fact often the case, implying that the non-
Arrenius character may only show up as a gradual change with temperature. Nonetheless, given the
large extrapolations often carried out, even a slowly changing E. may have profound effects on
extrapolated predictions.

Another important mechanism that can lead to non-Arrhenius behavior involves diffusion-limited
oxidation (DLO). At the high temperatures typically used for accelerated laboratory experiments, the
consumption of dissolved oxygen in the polymer will often occur faster than the oxygen can be resupplied
by diffusion from the surrounding air-atmosphere. Although oxidation at the sample surface will be at
equilibrium and unaffected by the presence of DLO effects, the amount of oxidation will drop at positions
deeper within the sample. Important DLO effects are commonly observed for typical, air-oven aging
studies of numerous elastomers, as illustrated by comprehensive studies on SBR (5], nitrile (6], neoprene
(5,6], EPDM [7,8] and hypalon [9]. Even though the importance of DLO effects has a complex
dependence on time and temperature, these studies show hat tensile elongation measurements are
typically consistent with Arrhenius behavior. The reason stems from the fact that oxidative degradation
of most elastomers leads to hardening of the materiaL If DLO effects are present, the hardening is
greatest at the sample surface. Cracks would be expected to initiate at the hardened surface during tensile
testing. Once initiated, if these cracks immediately propagate through the material, the tensile elongation
will be determined by the surface degradation, which represents the true equilibrium oxidation rate
(uninfluenced by DLO effects). Therefore, quite accidentally, tensile elongation measurements often lead
to Arrhenius behavior even in the presence of important DLO effects. If cracks do not immediately
propagate through the material, non-Arrhenius behavior can often be observed, as noted for a Kerite
hypalon jacket material [9]. Similarly, properties that depend on the entire sample cross-section will not
be amenable to Arrhenius analyses when DLO effects are important [2, 9].

Several other mechanisms can lead to important non-Arrhenius behavior. If, for instance, two
distinct oxidation pathways underlie the degradation of a material, the mechanism of lower E. will
become dominant when the temperature drops sufficiently. This lower E, mechanism will not be
apparent until the Arrhenius degradation plot begins to curve at lower temperatures, therefore
representing an unanticipated surprise if the curvature starts in the extrapolation region. Another problem
can occur when the data region or the extrapolation range encompasses a polymer transition region, such
as the crystalline melting point region characteristic of many EPDM and crosslinked polyolefim materials
[1]. Several non-Arrhenius complications can arise from antioxidant interactions, caused by such things
as solubility changes with temperature and various evaporation effects (10,1 1].

From the above discussion, it is apparent that many possible phenomena can result in non-
Arrhenius behavior. It is therefore clear that methods need to be developed to provide more confidence in
extrapolated predictions. We will describe one viable method of accomplishing this, involving the use of
ultrasensitive oxygen consumption measurements, after we briefly review the concept of time-
temperature superposition. The formalism used for time-temperature superposition analysis is needed and
is ideally suited for discussing the ultrasensitive oxygen consumption approach.
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Earlier in Fig. 1, we used one processed point (the induction time) per temperature to test the
Arrhenius equation. This means that most of the data generated versus time at each temperature were
eliminated from the analysis. However, if the rate of degradation is constant at each aging temperature,
an important consequence is the expectation that the time-dependent degradation curves at any two
temperatures will be related by a constant multiplicative factor. This means that the curves at different
temperatures should have the same shape when plotted versus the log of the aging time. Normalized
elongation results for a nitrile rubber at five different aging temperatures (2] are consistent with this
picture, as seen in Fig. 2. Instead of selecting only one point per temperature for the analysis, we apply
the principal of time-temperature superposition [1,2,9,12]. We first select the lowest temperature
(64.50C) as the reference temperature. Then for each set of data at a higher temperature T, we multiply
the experimental times by a constant shift factor, ar chosen to give the best overall superposition with the
reference temperature data (ar= I at the reference temperature). The results of this procedure are shown
in Fig 3, where the time-axis gives the superposed results at the reference temperature. Unlike the
analysis given in Fig 1, this approach utilizes every raw experimental point and yields empirical shift
factors that can then be tested by models such as the Arrhenius. If, in fact the empirical shift factors are
consistent with the Arrhenius equation, then they would be given by

a i = e ) (11)
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Figure 2. Ultimate tensile elongation (e) of a nitrile rubber normalized to its unaged
value (eo) versus air-oven aging time and temperature.
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Figure 3. Time-temperature superposition of the data from Fig. 2 using empirically
derived shift factors, ar.

This would predict that a plot of log (ar) versus inverse temperature would give linear behavior. When
the empirical shift factors are plotted in this fashion in Fig. 4, such linear behavior is in fact observed,
with a corresponding E8 of approximately 90 kJ/mol determined from the slope. To make predictions at
temperatures lower than 64.50C (ar = l), the normal procedure would then be to extrapolate (dashed line
extension). For instance the extrapolated arat 221C would be -0.01, implying a lifetime approximately
100 times longer than at 64.50C.

Given the distinct possibility that non-Anhenius effects will be important for the extrapolations
shown by the dashed lines in Figs. I and 4, it would be extremely useful to have methods that give more
confidence in any attempted extrapolations. At the lowest temperatures utilized for conventional
measurements (I I 1C for the EPDM material, 64.5°C for the nitrile material), several years of aging were
required to see measurable property changes. Thus any technique that accesses lower temperatures must
be an ultrasensitive monitor of the degradation. In addition, it needs to measure a property closely
correlated to the chemistry dominating the mechanical degradation. One approach that we have
developed for thermally oxidized materials involves ultrasensitive oxygen consumption measurements
based on gas chromatography techniques [2]. With experimental care, this approach results in sensitivity
capabilities of better than 10 13 mot/g/s, which typically allows access to temperatures corresponding to
expected mechanical property lifetimes of greater than 100 years. One might expect the oxygen
consumption rate to be closely related to the tensile elongation since 1) oxidation chemistry is expected to
dominate the degradation and 2) surface oxidation leads to the initiation of cracks that quickly propagate
and therefore determine the elongation.
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Figure 4. Arrhenius plot of the empirical values of ar used to achieve the superposition
shown in Fig. 3.

To confirm this correlation for the nitrile material, the oxygen consumption rate measurements
(Fig. 5) are made at temperatures overlapping the temperatures used for the mechanical property
experiments (961C, 80C and 720C) as well as at lower temperatures in the extrapolation region (520C,
40'C and 230C). The oxygen consumption results of Fig. 5 were integrated and then time-temperature
superposed at 64.50C so that the shift factors could be directly compared with the mechanical property
shift factors given earlier in Fig. 4. The resulting oxygen consumption shift factors are plotted as the
triangles shown for the nitrile data on Fig. 6. The results show that the higher temperature oxygen
consumption results are consistent with the mechanical property shift values, offering evidence that the
two properties are dependent upon the same underlying chemistry. Since the oxygen consumption shift
factors at the three lower temperatures are reasonably consistent with an unchanged Arrhenius slope
(dashed line) in the extrapolation region, these results offer increased confidence in the validity of the
extrapolation.

Similar oxygen consumption measurements spanning the temperature region where conventional
measurements were made and continuing into the lower temperature "extrapolation regions" were made
for the EPDM material (left set of triangles in Fig. 6) and for a neoprene material (triangles in Fig. 7). For
the neoprene material, the results indicate that the Arrhenius behavior determined at high temperatures
can be extrapolated with confidence all the way down to room temperature. For the EPDM material, the
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Figure 5. Oxygen consumption rates for the nitrile rubber as a function of time at the
indicated temperatures.
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Figure 6. Arrhenius plot of the empirical values of ar for the indicated conventional
parameters and for oxygen consumption measurements (triangles) for the EPDM and the
nitrile materials. The results are normalized (aT= 1) to a reference temperature of 64.5°C
for nitrile and a reference temperature of 11 1°C for EPDM.
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Figure 7. Arrhenius plot of the empirical values of ar for the indicated conventional
parameters and for oxygen consumption measurements (triangles) for a neoprene
material.

oxygen consumption measurements at 1 1 C and above give shift factors consistent with the
conventional results (E. - 118 kJ/mol), but a change in mechanism leads to an activation energy reduction
to - 82 kJ/mol below 111 C. Therefore, the straight-line extrapolation used in Fig. 1 is not warranted and
the predicted EPDM lifetime is significantly reduced.
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INSIGHTS AND RESULTS FROM EPRI CABLE AGING RESEARCH PROGRAMS

John Hutchinson, Plant Support Engineering, Electric Power Research Institute
1300 Harris Boulevard, Charlotte, NC 28262

Gary J. Toman, NutherI International, Inc.
501 South Eleventh Street, Mt. Vernon, IL 62864

Introduction

The Electric Power Research Institute (EPRI) has been developing aging management techniques for
environmentally qualified components for the last 14 years. This paper discusses the insights and results
from EPRI cable research activities and some of the additional efforts that still remain to allow
implementation of condition monitoring for cables. Management of aging of cables may be approached
in many ways such as analysis of plant environments, identification and control of hot spots (adverse-
localized-equipment environments), and application of condition monitoring ranging from visual/tactile
evaluation through sophisticated physical, chemical, or electrical testing. EPRI's more recent activities
in these areas are discussed in this overview.

Identification of Adverse-Localzed-Equipment Environments

EPRI is developing an Adverse-Localized-Equipment-Environment Guideline for use in identifying
environments that can have a significant adverse effect on the aging of components. Adverse-localized
equipment-environments are commonly called 'hot spots." However, hot spots fiequently are thought of
as only severe thermal environments, which is too limiting. Localized-adverse radiation, chemical,
moisture, and vibration conditions are also of concern. Hence, adverse-localized-equipment environment
is used rather than hot spot

The purposes of the guideline are:

* To establish criteria that define adverse-localized-equipment environments for nuclear plant
equipment in general, and specifically for cables and terminations, and

* To develop methods for identifying and documenting adverse-localized-equipment
environments to allow appropriate actions to manage the condition to be performed.

An adverse-localized-equipment environment is one that is a significant variation firn the specified
operating conditions for the equipment. Variations that cause more severe conditions are only of
concern. Operating conditions are defined as service conditions, including normal and error-induced
conditions, prior to the start of a design basis accident or earthquake.

The guideline first presents a brief background of the historical aspects of the issue. Summaries of
related industry and regulatory documents are included. An overview of the sources and causes of
adverse-localized-equipment environments are also discussed.
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The guideline then presents a systematic approach to managing adverse-localized-equipment
environments. The systematic approach emphasizes identifying and refining practices already in place
for discovering, correcting, and mitigating adverse-localized environments. Most utilities have already
implemented some practices that can help provide reasonable assurance that adverse-localized
environments do not pose a significant safety or operational concern.

Once past and on-going efforts to manage adverse-localized-equipment environments are identified and
refined, the systematic approach then outlines methods for implementing additional activities for
managing these environments. The guideline identifies visual inspections as an effective technique for
identifying and managing adverse-localized-equipment environments. The guideline gives two strategies
for conducting visual inspections: Thefocused approach and the general area approach. In the focused
approach, only equipment of a particular type or having specific programmatic requirements (e.g.,
requiring enviomental qualification, or important to safety) is visually inspected based upon analysis
that shows that this equipment has higher susceptibility to, or greater consequences of; localized
environment induced failure or degradation. In the general area approach, an entire area of the plant is
inspected, without prior determination of the importance of the equipment to plant safety or reliability
within the area. The guideline also contains an appendix with guidance on how to conduct visual
inspections.

Finally, the guideline discusses methods that prevent, correct, and mitigate adverse-localized-equipment
environments. Case studies and examples from utilities are also presented.

The report concludes that while many utilities have performed multiple activities to detect, prevent,
correct or mitigate adverse-localized-equipment environments, these activities have generally been
documented separately and in varying formats. Therefore, the results are often not readily usable when
further questions arise. By implementing a systematic approach for documenting adverse-localized
environments, utilities can fully benefit from processes they have already implemented and will have a
consistent and complete listing of adverse-localized-equipment environments.

Correlation of Natural to Artificial Aging

Thirteen years ago, EPRI embarked on a program in which natural aging would be compared to
accelerated aging to validate the Arrhenius thermal-aging model. At the start of the program in 1985,
cables and component specimens were placed in 9 plants at 15 locations with environments ranging from
210C (700F) to 610C (142°F). Later, additional cables of the same type as were used in the Sandia
qualification research programs for the U.S. NRC were placed at specific sites to allow coordination
between the two programs. A last set of cables was placed in a plant location with even higher thermal
conditions to provide aging information earlier than the cooler locations would. The cables in the
program include Rockbestos with cross-linked polyethylene insulation and neoprene jacket, Okonite with
ethylene propylene rubber (EPR) insulation and chlorosulfonated polyethylene (CSPE) jacket, Kerite
with EPR insulation and CSPE jacket, and BIW with EPR insulation and CSPE jacket After 13 years of
cable specimen natural exposure in environments up to 611C, only the neoprene jackets on certain cables
are showing signs of limited aging. To date, the results from the natural exposure have been as expected
and no surprises have occurred.
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In addition to natural aging, accelerated aging has been performed on cable specimens. The naturally
aged specimens that have been removed from the plants and the accelerated aged specimens have been
subjected to tensile testing and density measurements. As most cable polymers age, oxidative reactions
tend to make elongation-at-break decrease and density increase. While the change in elongation-at-break
is more dramatic, density can be measured with good precision such that relatively small changes can be
used to identify significant differences in aging. Density tests can be performed using a few milligrams
of material.

While the goal of the program was to evaluate natural versus artificial aging, the accelerated aging
portion of the program has produced correlations of elongation-at break with density, which is of interest
from a condition monitoring stand point. Knowing the correlation of density to elongation-at break
allows one to determine the expected elongation when only the density is known. Therefore, a small
sample subjected to density testing will provide an indication of the remaining elongation, the more
common aging evaluation technique. Given that elongation-at-break testing is destructive, removal of a
small density specimen that would not destroy the cable represents an essentially non-destructive test.

Figure I provides a correlation of the elongation-at break to density for neoprene when aging is
performed at 1250C. An orderly curve exists for both elongation-at break and density. A 75 % drop in
relative elongation correlates with a 3.5% increase in density. The initial density is 1.6489 g/cm3 and the
final density is 1.7071 g/cm3- Therefore, if one measured a density of 1.68 gfcm3 , the expected
elongation-at-break from Figure 1 would be approximately 200%, which indicates that the neoprene
jacket is still very flexible. Given that neoprene is much more sensitive to thermal aging than the
underlying cross-linked polyethylene, one could infer that the cross-linked polyethylene insulation has
not aged significantly.

Figure 1. Rockbestos Neoprene Jacket Aging
at 125°C (0 Rads)
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Figure 2 provides the same type of correlation for chlorosulfonated polyethylene (Hypalon) when aging
is performed at 1251C. A 50% drop in elongation-at-break correlates with a 3.7 % increase in density.
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While the neoprene material had a higher initial elongation-at-break, the Hypalon's elongation-at-break
is higher after 140 hours at 1250C than that of neoprene (120% versus 75%). This coincides with the fact
that Hypalon ages more slowly than neoprene and can withstand elevated temperatures for longer
perods.

- Figure 2. Okonite CSPE Jacket Aging At 125C (0 Rad)
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The only material that is showing detectable changes at the plant locations with elevated temperatures is
the neoprene jacket material. Figure 3 shows the neoprene data for plant site that has a normal
temperature of approximately 131IF. The actual density and the actual elongation-at break are plotted as
is the expected elongation-at break taken from Figure I based on the density measurements. The
expected elongation-at break results are conservative for the samples removed at years 1.3, 2.8 and 3.8.
The expected elongation-at break is essentially the same as the actual at year 5.5. These data indicate
that the correlation of density to elongation-at break from accelerated aging provides reasonable results
for evaluating natural aging. However, persons generating density data from specimens generated by
high rate accelerated aging must be careful. The density measurement must be based on material taken
from the outer surface of the specimen. Otherwise the resulting density will be based on material that is

Figure 3. Natural Exposure 131F (55*C) Site DI,
Rockbestos Neoprene Jacket
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relatively umaged because of oxygen diffusion limited aging of subsurface regions. The resulting density
curve will not be representative of the aging occurring at the surface of the material where oxygen
diffusion is less restricted. The resulting density curve would be non-conservative.

While the EPRI Natural Versus Artificial Aging Program was intended primarily as a means of verifying
the conservative nature of the Arrhenius aging model, large amounts of data have been generated from
the naturl and accelerated aged specimens. This portion of the discussion has shown one use of the data
for evaluating the correlation between elongation-at break and density, and how that correlation may be
used to evaluate naturally aged materials.

Condition Monitoring of Cables

LAEA Round Robin Evaluation of Cable Condition Monitoring Techniaues

For condition monitoring techniques to be useful, the results should not require all testing to be
performed by one laboratory or a specific set of technicians. The results of condition monitoring tests
performed by different laboratories and technicians should be comparable. To determine the
repeatability of results when tests are performed by different laboratories and to identify where
improvements are possible, the International Atomic Energy Agency sponsored round robin testing of
unaged and aged cable specimens of cable types used throughout the world. EPRI participated in this
project The monitoring methods that were evaluated included elongation-at break, Indenter modulus,
oxidation induction time, oxidation induction temperature, and thermo-gravametric analysis. Twelve
international laboratories participated in the effort Each laboratory performed only those tests within
their expertise and equipment capabilities.

There were 15 cable types in the program. Tests were performed on both jackets and insulations. Table
I lists the jacket and insulation materials included in the program and the thermal aging temperature used
in accelerated aging. The period used for accelerated aging was 1008 hours. Only one aging period was
performed.

Table 1. Materials and Aging Temperatures
Material Type Aging Temperature (OC)
Polyvinyl Chloride (PVC) 120
Polyethylene (PE) 100
Cross-linked Polyethylene (LPE) 110
Ethylene-propylene rubber (EPR) 120
Ethylene-propylene diene rubber (EPDM) 120
Silicone Rubber (SiR) 120
Ethylene Vinyl Acetate (EVA) 120

The goal was not to age any of the materials to the equivalent of a specific condition. Rather, the goal
was to have unaged and partially aged cable specimens for each cable type with the entire set of
specimens for a cable type being aged to the same condition.
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To help assure uniform results, a basic protocol was provided for each of the condition monitoring tests
to be performed. The depth of detail given at the start of the test program was thought to be sufficient to
provide sufficient direction for the performance of the tests.

Upon gathering the results of the tests, the variations between laboratory results were fairly large for
many of the test types. During the week of iune 18, 1998, representatives of each of the laboratories met
in Bordeaux, France to identify the causes for the differences in results and, where practical refine the
data through further evaluation of the test records.

Elongation-at-Break

Elongation-at-break testing is considered one of the primary means of evaluating the aging of cable
polymers. One would expect that protocols for testing cable materials would be well established and
variations between laboratories would not be great In general, a *10% variation between results of a set
of tests would be considered to be good and a *20% variation in results would not be unusual.
Therefore, reasonable reproducibility would have occurred had the variations between laboratories been
between *10 and *20%. Table 2 summarizes the factors between low and high values for the tests of
each specimen type.

Table 2. Evaluation of Elongation-at-Break Results for Unaged Cable Specimens

Factor Between Lowest and Highest Average Result for All Number of Sets of Results
Laboratories Reporting Results in the Range

1.0 to 1.2 (Approximately 0 to *10 % variation) 1
1.2 to IA (Approximately l 0 to*4 20 % variation) 7
1.4 to 1.6 (Approximately *20 to *30 % variation) 5
1.6 to 1.8 (Approximately *30 to +40 % variation) 2
1.8 to 2.0 (Approximately 40 to ±50 % variation) 6
2.0 to 2A (Approximately *50 to *70 % variation) 4
2.4 to 2.8(Approximately*70 to 90 % variation) 4

The results for only one set of specimens was in the ±10 % range and the results for another 7 sets of
specimens were in the *10 to *20 % range. The remaining 21 specimen sets had variations between
*20% to *9o %.

Discussions among the researchers performing elongation-at-break tests identified a number of issues
beyond those stated in the original test protocol that could effect results. The most important of these
are:

* How elongation was measured (e.g., between marks on the specimen, between grips, with
exctensiometers),

* Type of grip used (e.g., mechanical, pneumatic) and the gripping force,
* The point at which the break occurred on each pull. If break occurs in the grip, the value

should be excluded from the results,
* The gage length at the start of the pull (section length of zero elongation),
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* The ambient temperature and humidity during testing (e.g., One lab was located near the
equator and the temperature caused much higher elongation-at-break results. PVC
specimens stored in elevated humidity also caused higher elongation results.), and

* Crosshead speed.

Because most of the insulation specimens that are removed from power plant applications will be tube
specimens, gripping methods are very important. Because of the nature of elongation-at-break testing,
very little change in the outcome of these tests is expected from re-evaluation of the data. Retesting
would be required to improve repeatability.

Thermal Evaluation Tests

Oxidation induction time (OMT), oxidation induction temperature (OlTemp) and thermo-gravimetric
analysis (IGA) tests are all thermally based and most of the factors causing variations in results arise
from similar problems. Table 3 presents an evaluation in the variations between lowest and highest
measurement for OIT.

Table 3. Evaluation of OIT Results for Unaged Cable Specimens

Factor Between Lowest and Highest Average Result Number of Sets of Results
for All Laboratories Reporting Results in the Range

1.0 to 1.2 (Approximately 0 to *10 % variation) 5
1.2 to 1.4 (Approximately*10 to *20 % variation) 2
1.4 to 1.6 (Approximately *20 to *30 % variation) I
1.6 to 1.8 (Approximately *30 to *40 % variation) 0
1.8 to 2.0 (Approximately :40 to *5O % variation) 1
2.0 to 2.4 (Approximately *50 to *70 % variation) 1

3.3 1
7.8 2
29 1

The variation in results for OrT ranged from minimal to extremely large. The researchers performing the
thermal tests identified a number of reasons for the variation in results. A key variation related to
whether or not the test pan was covered. Even a cover with holes that would allow oxygen to flow to the
specimen caused a significant difference in results from an uncovered pan. The recommended solution
was not to use covers. Another source of differences related to interpretation of the OIT plot. Some
materials had multiple onsets of exothermal reactions. Some test devices had automatic detection
software that would identify the first small change as representing the OT. Some labs used different
criteria for determining which onset was the important one. These problems caused significantly
different interpretations of OIT with 7.8 to 29 factors between low and high measurements. Another
significant problem with the original protocol for the OrT testing was that the test temperatures were too
generic such that some of the unaged tests on EVA and XLPE took 13 hours to perform, which is
impractical. An additional item for improving the resolution of the thermogram was to set the start of the
OIT test as 3 minutes from the point of starting oxygen flow to the specimen.
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Similar problems were identified for Orremp and TGA. In addition, some test machinery from different
manufacturers is sufficiently different that results between tests performed on different apparatus cannot
agree.

Reanalysis 'of the thermograms will be performed to improve the round robin results. However,
variations from differences in pan covers and basic machinery cannot be resolved for this program.

Indenter Modulus

Table 4 presents an evaluation of Indenter results for unaged cables. While the variations in the initial

Table 4. Evaluation of Indenter Results for Unaged Cable Specimens

Factor Between Lowest and Highest Average Result Number of Sets of Results in
for All Laboratories Reporting Results the Range

1.0 to 1.2 (Approximately 0to~fl0O% variation) 13
1.2 to 1.4 (Approximately: tIO to *20 % variation) 12
1.4 to 1.6 (Approximately*20 to +30 %variation) 3
1.6 to 1.8 (Approximnately *30to *40 %variation) I

results are smaller for the Indenter thani for the other test methods, evaluation of the variations by the
researchers performing Indenter testing determined that the variations could be significantly reduced by
using uniform modulus calculation criteria. The Indenter modulus is the slope of the force versus
position curve resulting from pressing an anvil against the side of a cable at a constant velocity. These
curves are linear in the portion of the curve where the material properties are in the elastic region. The
curves for the Indenter plots were evaluated to identify the intervals where linearity would occur and the
best upper and lower force limits for the modulus calculation were identified. The data from the tests
will be reevaluated to deternmie the further improvement in repeatability between laboratories that is

psible. Some variations in results related to differences in temperature of the specimen at the time o
test were also noted.

Conclusions

The IAEA effort identified a number of significant factors for the test protocols that must be defined to
allow results from different laboratories to be comparable. Establishing uniform test protocols for cable
condition monitoring tests will be important if one laboratory performs the baseline tests establishing the
aging characteristics for a cable type, and another performs tests on the cables from the power plant
Understanding the protocols used in performing condition monitoring baseline testing is critical to using
the data properly and performing tests of in-plant cable at a later date.

The IABA will issue a report of the results in early 2000. The report is being included in an overall
report on the development of cable condition monitoring practices.
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Practical Condition Monitoring Issues

While the in-plant use of cable condition monitoring (0CM) has been relatively limited to date, the
Indenter has been used 10 times in U.S. nuclear plants. These efforts have provided some useful insights
related to the practicality of use of CCM and problems that each new method will experience.

Introducin CCM to Plant

Plant operators have faith in cable systems, but are wary of letting CCM practitioners disturb cables or
perform CCM tests. Anyone wishing to perform CCM must demonstrate that the activities will not
adversely effect the cables. The Indenter is non-destructive and often the point at which the probe had
been applied to a cable cannot be detected after a few minutes. Yet, lengthy demonstrations and
discussions with plant operators and managers are often necessary before one is allowed to proceed.

Many of the CCM tests under development are based on the concept that very small specimens (10 mg)
can be removed from cable jackets and insulations without significantly damaging cables with respect to
continued service and accident withstand capabilities. The sample removing technique has not yet been
developed or proven. EPRI has just begun this work It is obvious from the Indenter experience, that
plant operators and managers will expect very strong proof that sample removal will not have any
significant adverse effect on their cables. We expect that a 1OCFR 50.59 safety analysis will be required
prior to sample removals on active cables in a plant.

Cable Access

Cable systems were not designed with condition monitoring in mind. Because in-service interactions
with cables are generally not required, plant designers often put cables in out of the way places.
Therefore, cable trays are located overhead, and junction and pull boxes may be located any place that
was convenient during construction. Therefore, finding a particular tray or junction box that contains a
specific cable is often time consuming even when the basic location is known and even though the trays
and junction boxes have identification numbers. Once found, scaffolds and ladders are often needed to
allow CCM to proceed. Many plants now require harnesses to be worn during ladder and scaffold work
and also require a period of harness training that adds to preparation time.

In addition to being awkwardly located, vertical spacing between trays is often limited with 12 inches or
less not being uncormnon. Therefore, CCM equipment must fit between the trays and still allow the
technician working space.

Often the physical characteristics of the jacket or insulation of a specific cable circuit are of concern.
Most cable circuits are not labeled in field runs. If the circuit is located in an identifiable junction box,
one may be able to locate a specific circuit through deduction by evaluating the cable type and the
conduits in which it runs to the junction box. In trays, the problem is compounded many times even
when the circuits are labeled at wall penetrations. In trays, the cables weave around one another. In
addition, cable jackets are generally black or gray, many cables of the same configuration are in the same
tray, and light levels are often low where CCM is desirable. Therefore, in less than I meter along the run
of the tray, one can loose track of the cable one wants to test. Passing a ring of plastic or paper (if one
has thought ahead) along the length may help trace the cable, but if the tray is full or the cable dives
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deeply into a bundle, this may not work. One could apply a radio tracer signal on the conductor and use
a radio receiver to find the correct cable. But if one is tying to evaluate a large number of cables, this is
time consuming and impractical.

Often, one cannot find a specific cable in a tray. Then, one must test the condition of all cables having
the same physical description (e.g., 5 conductor, 12 AWG, Okonite CSPE/EPR). Testing a larger
number of cables takes time but may take significantly less time than tracing one specific circuit The
additional data provides more insight regarding the condition of the population of the cables in the tray.
In general, unless one is evaluating the cables in a particular location, finding specific cables to be tested
may require more than half of the time required for the condition monitoring effort.

In some cases, a tray may contain one hundred or more cables. Performing condition monitoring tests on
every cable in such a tray would be extremely time consuming and expensive. However, in testing
specific cables, the tester must manipulate surrounding cables. In doing so, the tester will readily be able
to determine if the cable polymers are generally unaged or have experienced significant stress and have
hardened. The CCM test documents the condition of a specific cable, but the observations of the tester
regarding the condition of the surrounding cables is important also. The observation should be
documented as well as the CCM result because of its wider implications.

Most of the CCM tests are being developed with the concept of plant life cycle management and license
renewal in mind. However, to date, the uses have often been focused on more immediate problems. The
Indenter has now been used to verify that cables are not in the severely aged state that theoretical
evaluations have indicated. In two cases, evaluations of the effects of fire wraps and cable ampacities
have indicated that cable temperatures were between 110 and 1400C for 10 or more years. Such
conditions would lead to severe and readily detectable hardening of the cable insulation and jackets. Yet,
Indenter testing determined that the jackets had not hardened indicating that the calculated temperatures
for the applications contained inordinately large conservatisms. In another case, the extrapolation of an
earlier physical test of a motor lead indicated that end of life would occur at approximately 20 years.
Again, Indenter testing determined that the rate of aging was not proceeding at the rate expected from the
extrapolation.

Not all of the Indenter tests indicated that cables had not aged. In two cases, the Indenter was used to
map the extent of severe hot spot conditions. In one of the cases, the cable was known to have been
damaged to the point of needing replacement The Indenter test was used to identify the boundaries of
the hot spot to be able to assess the physical stress imparted to the surrounding structure. Therefore, the
cable was being used as an indicator of boundaries of the thermal stress event The cable's condition
provided very precise boundaries for the hot spot in that within 20 cm the cable's hardness changed from
an as-new condition to extremely aged and then a few meters further changed back in the same manner.
This allowed the plant personnel to more precisely model the extent of the thermal damage on the
structure. In another case, the Indenter allowed the region of cable damage to be accurately mapped and
helped identify the cause of the most severe damage. The mapping of the results pointed to damaged
thermal insulation on a bypass header and helped plant personnel identify areas where additional thermal
insulation and cooling air flow were needed to protect cables from additional damage.
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And-contamination Issues

When working in radiologically controlled areas, test equipment will have to be packaged to prevent
contami ation. The means of protecting the equipment should be considered prior to entering a plant. If
the test equipment must connect to the surface of a cable, cleaning the surface of the cable with dry
wipes should be considered to prevent the test equipment from being contaminated. A little care can
prevent long delays at control points while the equipment is being decontaminated. In addition, if CCM
is to be used in radiological control areas, the technique must be possible with the technician wearing
rubber gloves and protective clothing. The anti-contamination clothing greatly reduces dexterity and
adds to the technician's discomfort.

If battery powered equipment is being used, consideration should be given to leaving the equipment
within the radiological zone and having the charging done during periods when personnel are out of the
area. This will reduce the number of times that the equipment must be decontaminated and recovered
with protective materials when multiple entries into the radiological control area are required.

Sensory Inspection and Cable Aging Management

While visual and tactile inspection of cable is not a precise means of determining remaining qualified life
for cables, they should not be considered useless or unimportant Cable systems within nuclear plants
are huge and CCM testing of large portions of the system is expensive. However, maintenance and
operations personnel frequently are able to view or manipulate cables while performing their normal
activities. During these activities, unexpected cable polymer deterioration can be identified such that
more precise evaluation can be performed and the extent of the problem determined. With relatively
little training personnel can be shown how to visually identify cable installation problems and
deterioration from adverse stressors. Deterioration is detectable as hardening, discoloration, crazing,
spontaneous cracking, and surface bloom of additives. Hardening can be evaluated by light flexure of
the cable, especially instrument and control cables. If the evaluator is familiar with the resistance to
flexure of a new cable of the same type, hardening is generally easy to distinguish.

As described above, testing of numerous cableswithin a tray is expensive and time consuming. When
CCM testing a limited number of cables, additional information concerning the health of the remaining
cables in the tray may be obtained by visual inspection and tactile evaluation. The data gained is
important with regard to the overall health of the cable system and should be recorded.

The Westinghouse Owner's Group (WOG) has developed an aging assessment field guide for use in
evaluating cable and understanding its problems. The guide provides descriptions of the type of
observations that are possible under visual and tactile inspection. EPRI has reviewed the WOG guide
and has determined that further development of visual/tactile techniques is not necessary.

Diagnostics Matrix for Selecting Useful Evaluation Techniques

There are numerous types of tests and inspections that may be performed on electrical cables and a
number of different reasons for evaluating cable such as pre-service assessment, aging assessment,
troubleshooting, and failure evaluation. A particular test may only apply to one assessment type. In
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addition, certain tests apply to specific cable configurations and specific cable materials. Selection of anappropriate test method for a particular cable problem may be difficult.

To help plant cable personnel, EPRI has developed a matrix of diagnostic techniques for evaluating low-voltage cable problems. The matrix leads the user from the problem to a set of evaluation techniquesthat are applicable. The cable component of interest is determined first (e.g., conductors, insulations,shields and drain wires, or jackets). The type of assessment of interest and the concern are determined,and then appropriate tests are listed with reference to the more detailed discussions in the appendices ofthe document The applicability of the test to specific materials is provided. Figure 4 is an example of apage fron the matrix. This example shows a portion of the matrix related to insulation of multi-conductor cables and portions of the troubleshooting and aging assessment listings. For example, fortroubleshooting of low insulation resistance, time-domain reflectometry is a possible test. For agingassessment, there is a list of eight possible tests that have been developed and four more that are eitherunder development or have been partially developed. The test description number refers to the moredetailed discussions that describe the test, available acceptance criteria, material applicability, equipmentnecessary, relative cost and complexity of interpretation of results. References are provided for moredetailed descriptions of the test and available data.

The matrix has been issued in a loose-leaf format to allow it to be updated in the future as testingmethodology continues to mature. The report is EPRI TR-106108, which was published in November1997.

Conclusion

The development of useful condition monitoring techniques for cables is progressing. Repeatability oftest method results between different laboratories can be improved through formal definition of testprotocols and data iterpretation methods. EPRI plans to continue to support the development andrefinement of cable condition monitoring techniques. A number of tecrhiques are now available whenand if nuclear plant personnel need them.
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Figure 4. Segment of Low-Voltage Cable Diagnostic Matrix Tracing Insulation Issue through
Appropriate Test Technique
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Temperature and Dose Monitoring of Surroundings, and Accelerated Aging
of Electrical Cables in Nuclear Power Plants
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Watanulki-Machi, Takasak, Guana, 370-1292, Japan

ABSTRACT
It is essential to estimate precisely degradation of the cables during a use of 40 years that is a

legal life time of nuclear reactor. There are two estimation methods of the cable degradation,
one is accelerated aging method, and the other diagnostic one. In the accelerated ag
monitoring methods of temperature and average dose rate are developed around the cables in
nuclear plants. Alanine-polystyrene dosimeter can be used to measure a dose for a very long
term, such as inder 40tC for 200 days. And, a distribution of temperatures along pure silica
opical fier is measured over a length of lkm at accuracy of VC per Im under low dose
rate(about IGy/h). In the acceleration of thermal aging, we found that the activation energy of
deterioration obtained by tensile rest is 127kJImol(30.5 kcalfmol) above 100 C, and
56.SkJmol(13.5kcallmol) below 100C for ethylene-propylene nibber(EPR) used as a cable
insulation materials. In the simultaneous accelerated aging method, when a lifei-tme of EPR is a
time when a elongation at break reaches to 100% its life-time is estimated 26years by using the
degradation condition in which the acceleration Bctor of a dose rate and a temperature is the
same to the standard condition.

The two types of non-destructive diagnostic method are studied on the cable degradation, that
is a torque-strain response measurement and a photo-aoustic response measurement.

1. Introduction
Electrical cables for nuclear power plant are essential to safety operation of the plant It is, therefore,

=ssay to tstimate precisely degradation of the cables during a use of 40 years that is established as a
legal life time of the nuclear reactor. The degradation of the cables is dominated by deterioration of the
organic insulator and sheath materials which are composed mainly of the polymer materials.

There are two estimation methods of the cable degradation, one is an accelerated aging method, and the

other a diagnostic one which is required as non-destructive and more conventional method.
However, in the application of the accelerated aging method containing radiation and thermal to

polymer materials, there are three complex problems. At fist, radiation degradation of the polymer
materials is largely affected by the presence of oxygen, i.e., scission reaction is dominant in the sufficient
oxygen atmosphere, such as a surfice of polymer sheet at lower dose rate irnadiation12, on the other,
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cross-linking reaction is domeia in lackng oxygen atmosphere, such as an inner part of polymer sheet at

higher dose rate irradiation. In the accelerated aging for simulating a low dose rate irradiation, it is

necessary that oxygen diffusion rate into a polymer is superior to radiation reaction rate in a polymer,

which is related to dose rate of irradiation. Second, in thermal accelerated aging, apparent activation

energy df degradation, obtained by tensile property, is different between higher temperature range and

lower temperature range(below 100C). When we use extrapolation of the activation energy of the higher
temperatur range, the life-time of polymers is estimated about one order longer than that predicted by the

actual activation energy in the lower temperature range). Thuid, there is a synergistic effect in the

radiation-thermal aging. The degradation of polymers is different each other in the combination of dose

rates and temperaures, and in simultaneous aging and sequential aging by ordering in radiation-thermal or

thermal-radiation.

In a diagnostic method, the monitoring method for high voltage cables has been studied about leakage
current of D.C, and comes into practical use. For the most of low voltage cables(below 600V), various
detecting methods of non-destructive and more conventional diagnostic ones such as mdenta3*, residual
voltage method4 ), have been investigated, but ther is nothing in practical use.

In this paper, we report the progress at JAREI in Japan about monitoring of dose rate and temperature
under irradiation for a long term, a simultaneous radiation-thermal accelerated aging test for polymer

materials, and a non-destructive diagnostic method of installed cables in the plants.

2. Simultaneous radiation-thermal accelerated aging method of cable
The accelerated aging method is composed of following two stages,.first, we monitor temperatures and

dose rates, which are main fctor of cable degradation, on actual surroundings around the installed cables

in the nuclear power plants, and, second, on the basis of these measured condition, various insulator and
sheath materials of the cables, such as polyethylene(PE), ethylene-propylene rubber(EPR),
polyvinylchloride(PVC) and chlorosulfonated polyethylene(CSM), are tested and evaluated by the
simultaneous accelerated aging of radiation and heat to estimate life-time of the cables.

2.1 Monitoring methods of temperature and average dose rate around the cables in nuclear plant

It is difficult to measure dose rates at many points of inside in container vessel by survey meter under

operation of the nuclear reactor. Alanine-polystyrene dosimeter(produced by Hitachi cable Co. Ltd.,)

which is developed in Japan is useful for these measurement This dosimeter is a small size(3 mm 4 ,3cm

long), and radicals produced in alanine crystal by radiation are proportional to dose irraditd. The

characteristics of the dosimeter is a precise measurement of doses, and of accumulate doses for a very long

term, because there is little aZteuation of radicals in or after iradiation. Figure I shows the change of

dose responses of the dosimeter as a fimntion of elapsed time when the dosimeters were stored at various

temperatures). There is little attenuation of doses in the alanine-polystyrene dosimeter when it put on the

places under 40tC for 200 days. For example, this dosimeter will be put on places where ar to be
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measured dose rates around the installed cables

during ten months or one year that is an interval of

maintenance on the nuclear power plants. If we

know the temperatures around dosimeters, and are

using these decay data of the dosimeter for a long

term, the accumulation doses could be monitored

around the installed cables in the nuclear power

plants.

About temperatures in nuclear power plant

temperature measurement system using optical fiber

as a sensor(produced by Hitachi cable Co. Ltd.,), is

developed to apply under irradiation for a long

distance. This is based on that the difference of back

scattering power of Raman light between Stokes and
anti-Stokes light is proportional to temperature of

optical fibers, when laser pulse light sends to the

fiber placed at various temperature. Figure 2 shows

1.1
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Time after irradiation (day)

Fig. 1 Change in dose response of alanine dosi-
meters irradiated O.lkiy and ikGy

Dose O.lkGy stored at 025t,&40&Co60'Cc,*08C
Dose ikly stored at 02SCA40-C,60'C,*80'C

the teperature measurement by optical fibers under
irradiation of 2.6xlOC/kg.h (lxl 2 Mh)d' . The Ge doped fiber can not be used to measure temperatures

along the fiber because light turns into not to be transmitted through the fiber by color centers produced by
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y-ray irradiation. On the other hand, the pure silica

fiber which has high radiation resistance can be used

to measure temperaotres along the fiber for a long
distance under irradiation environment. Figure 3

shows the comparison with the measured

temperatures obtained by optical fiber and by .

thermocouple under y-ray irradiation. The a)

differences between these measurements are within E
A1°C to the irradiation of 3.lC/Xg(1.2x10'R). When 1

we use Xt pure silica fiber as a temperature sensor,

a distribution of temperature along the optical fiber

is obtained over length of 0.5-1kn at an accuracy of

ki tC under the low dose rate of 2.6x102

200 _ L-- ' ' *
- Thermocouple
o optical fiber

150~-o'

--___ __ O-___o.
50

I I , I

0 300 600 900
Irradiation time (h)

1200

C/kg~h(ab6ut lGy/h for organic polymers) for a Fig. 3 Comparison with temperatures obtained

long time. by optical fiber and by thermocouple

By using these methods mentioned above, we can Optical fiber, Pure silica fiber(854nm)

obtain more accurate surrounding condition about radiation, lxlOR/ by WCo- ray

dose rates and temperatures around the installed cables in the nuclear power plants.

2.2 Simultaneous radiation-thermal accelerated aging method for cable
The condition of dose rates and temperatures around the installed cables in a container vessel is said as

dose rates less than lGyih and as temperatures of ca.OtC under normal operation in the nuclear power

plants. We must evaluate the simultaneous radiation-thermal deterioration of the cable insulator and sheath

materials for 40 years. The degradation of polymer materials in simultaneous radiation-thermal aging is

complex, because of the synergistic effects of degradation with radiation and heat The simultaneous

degradation of polymer materials is more severe than those sequential degradation, i.e., degradation by

thermal aging foilowed by irradiation, or irradiation followed by thermal aging. It is because each active

region of degradation produced by y -ray in polymer materials in the simultaneous aging is larger than that

in the sequential aging or the only thermal aging.

In the simultaneous accelerated aging for polymer materials, an accelerated aging in dose rate is simply

performed by using higher dose rates. For example, when dose rate is 100 times higher than lGy/h, we

consider that the agig on irradiation is accelerated by 100 times, i.e., the irradiation time of the

acceleration test is 100 times shorter than that of lGy/h, because in low dose and in low dose rate

irradiation, active regions(spursize2nm) produced by- -ray in polymer materials do not overlap each

other'. In acceleration of dose rate, however, it should be noted whether radiation oxidation takes place in

an inner part of irradiated polymers. Because oxygen is lacked in an inner pan of thick polymer sample by

consumption of oxygen in surface region with the higher dose rate over I03GyAL
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In the thermal aging of polymer materials,

Airhenius' equation is used in the acceler-

ation of thermal deterioration, in which we

ectrapolate higher tempatr data to lower

temperattee ones that are necessary to Very

long term in actual aging tes. If mechanism

in the polymer degradation does not change

in wide temperature range, an activation

energy of de on in Arihenius'

equation has a constant value for each

polymer.

Figure 4 shows Arrhenius' plot (tempera.

ture dependence of degradation rate) of

ethylene-propylenc rubber(EPR) in thermal

and thermal & radiation aging tests. It is

found that the apparent activation energy of

degradation obtained by tensile test is

different between the higher temperature

range(above 100 °C ) and the lower

temperaue range(below 100 0 ). Ihe

I
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0
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Reciprocal temperature (k1)

Fig. 4 Temperature dependence of degradation mte of ethy-
lene-propylene rubber(EPR) by thermal & radiation
aging in air
Th Time when elongation is half ofthe initial value.

activation energy(57-69kI/mol) in the lower temperature range is about the half of that(28k/mol) in the
higher temperature range. This suggests tb, in the degradation of EPR measured by the tensile property,

the degradation mechanism is different between the higher temperature range and the lower temperature
range. When we use the extrapolation of the activation energy in the higher ternperature range, the life

time(6.7x403h,half of the initial value in the elongation at break) of EPR is estimated about one order

longer than that(4xlO2 h) predicted by the actual activation energy in the lower temperature ange. Figure 5

shows Arrhenius' plots of the reaction rates of EPR under oxidation atmosphere by a chemiluminescence

methocr, and a measurement of gas consumption and evolution . The activation energies obtained from

both measurements are 5-65UJ/mol in the wide temperature range of 30-140°C which contained the

higher temperature range and the lower temperature range, mentioned above, and are coincided with that

obtained from tensile test in the lower tempeature range below 10t. We conclude, therefore, that the

activation energy of oxidation reaction on EPR is about 58-65kJ/mol in thermal or thermal & radiation

aging tests, and that, in the tensile test, another effect such as nicro-cracks on superficial part, or

hardening rapidly on superficial part of the polymer, becomes dominant in the degradation of the polymer

in the higher temperature range.

By using these different activation energies of the degradation, we get the relationship between
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acceleration factor and aging temperate for the polymers as cable materials. Figure 6 shows these
relationships of EPR and chlorosulfonated polyethylene(CSM) when the standard temperature condition is
500C. Ihe acceleration factor shows accelerated time in the thermal aging test as the accelerated time is
single(one time) for the standard temperature condition. For example, in EPR as the standard temperature
condition-is 500C, the aging temperature in 100 times acceleration tes is 128°C firm Figure 6. Table I
shows the. conditions in the simultaneous accelerated aging test. To simulate the degradation of the cables
in the container vessel for 40 years by our simultaneous accelerated aging method of radiation and heat,
we must set up the same acceleration factor in dose rate and temperature for the standard condition which
is said as the normal operation condition in the vessel. For EPR as the standard condition is lGy/h at 50°C,
the dose rate and the aging tem e in 100 times acceleration of the simultaneous aging test are
lOOGy/h and 128°C. In this simultaneous aging, syergistic effects of radiation and heat are contained in
degradation of the aged polymers.

Figure 7 shows the tensile test result of the simultaneous radiation-thermal accelerated aging of EPR on
the condition of 50(5OGy/h at 11700), l00(lOOGy&r at 1289C) times acceleration and so on for the
standard condition of lGy/h at 500C. Figure 8 shows the relationship between the life-time of EPR and
CMS and the acceleration fictcr) from the simultaneous accelerated aging tests of Figure 7. If we adopt
the life-time of EPR as time when a elongation at break reaches to 100°/, the life-time of EPR is estimated
30years by extrapolating the line obtained by 50-600 times acceleration test to 1 time of acceleration
factor. Using this simultaneous accelerated aging method, we can shorten the deterioration test period
from 40 years to several months. By the same procedure, the life-time of CMS is predicted 18 years which
is shorter than that of EPR showed more radiation-resistance than the polymers containing chlorine. We
also examined the simultaneous accelerated aging test of the cables composed of cross-linked PE and
formulated polyvinylchlosde(PVC) by using various standard conditions. Table 2 shows the predicted life
time of the low voltage cables(600V) having three type of formulated PVC. In these cases, the criterion of
the life time is 100% elongation at break in PVC which is sheath material of the cables. The predicted life
times of the cables(PVC) scattered from 0.9 year to 81.1 years, depending largely on formulation of PVC,
i.e., plasticizer, antirad agent, and so on. It is also pointed out that synergistic effects of radiation and heat
are observed above dose rate of 0.5Gy/h on the degradation of PVC.

3. Non-destructive diagnostic method of cable
The two types of non-devsttructive diagnostic methods are studied on the cable degradation. One is a

torque-strain response meas t, and the other photo-acoustic response measurement.
Figure 9 shows a schematic drawing of torque-strain response measurement for the installed cable. There

are two chucks apart from 50mmn, which grip the cable. The twist chuck moves a small amount of
degree(5/360-101360) with sine wave of low frequency, and the fixed chuck detects torque transmitted
through the cable. Figure 10 shows relationship between torque and elongation at break (PVC) of cable
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Tablel. Condition of simultaneous accelerated aging test

Standard Aging Condition in Normal Operation(Acceleration Factor =1)

Dose rate: 1 Gy/h
Temperature: 500C

* Simultaneous accelerated aging condition:

Acceleration Factor 1 50 100 300 600
i cation: times)

Dose rate (Gy/h) 1 50 100 300 600

Temperature (OC) EPR 50 117 128 143 152
CSM* 50 124 134 150 161

*CSM: Chlorosulfonated polyethylene

500

*

0)
CO

0
M

Time (h)

Fig.7 Change in tensile elongation at break of ethylene-propylene rubber

(EPR) by a simultaneous acceleratied aging test

336



1iO
1io

1o4 Eb=100% 10_
Eb=100%

E E
-0j Eb=1DEb1a,

102 j 02

101 . ,1 e I @ **s*.1 .101 .1 .1,.

10 10' 10 A 2°to, o1 , 102 103

Acceleration factor Acceleration factor

Fig.8 Life time prediction of cable materials by simultaneous
accelerated aging test
Eb : Elongation at break of aged sample
Ebo: Elongation at break of initial value

Table2. Predicted life time of cable*

Standard Predicted life time** of cable (year)

aging condition cable(No.1) cable(No.2) cable(No.3)

heat only, 450C 2.2 18.3 81.1
0.05 Gy/h, 450C 2.2 18.3 81.1

0.5 Gy/b, 450C 2.2 18.3 50.2
5 Gy/h, 450C 0.9 5.5 11.4

*Cables are composed of cross-linked PE and formulated PVC sheath.
**Criterion: 100% elongation at break.
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performed the simultaneous aging teste0). We found that the torque response is more sensitive to PVC
under ca.150% elongation at break, under which PVC change clearly to brittle, and we want to detect
more precisely the degradation of PVC. And, as the torque-strain response is also sensitive to deterioration
of surface part on the cable, the severe acceleration condition, such as 300 times acceleration test, bring
the larger response for the torque measurement It is, therefore, better to adopt the torque-elongation curve
of the lower acceleration factor(20,50 times acceleration). A instrument of the torque-strain response is so
compact that we can carry it to the installed cable in container vessel, and measure deterioration of the

cable by it
Figure 11 shows the schematic drawing of photo-acoustic measurement which is more non-destructive

monitoring method of cable deterioration, comparing to the torquerain method. In this measmen, we
detect elastic wave of lateral direction which is very difficult in generating into soft elastic materials such
as plastic or rubber by usual ceramic oscillator. Figure 12 shows the photo-acoustic response from PVC
sheet The aged sample which changed to brittle represents clearly higher response, comparing to that of
the control sample. In this method, we try to measure a velocity of elastic waves which show more clear
diffierence between an aged sample and a control sample.

4. Estimation and diagnosis of degradation for installed cable
We propose the estimation and diagnosis method of degradation for the installed cables in the container

vessel in the nuclear power plants.
1) we measure precisely dose rate and temperature around the installed cables under normal operation,

because radiation and heat are main factor for the deterioration of polymer materials which are used as
insulator and sheath of the cable.

2) According to the measured condition of dose rate and temperature, we adopt a few standard conditions
on normal operation in the plant. For example, a more severe standard condition and a more reduce
standard condition.

3) we measure the activation energy of degradation on polymer materials for lower temperature range,
especially under 1000C, by meaue nt of oxygen consumption and gas evolution rates,
chemiliminescence, and tensile property.

4) We perform the simultaneous. radiation-thermal aging test to the various cable materials under
condition of the same acceleration factor of dose rate and temperature. The predicted life times of
cable materials are obtained to the various polymers.

5) According to the predicted life time of the cable materials, we measure the deterioration of the
installed cable in container vessel by non-destructive diagnostic method

6) Comparing the predicted life time of the cable and degradation obtained by non-destructive diagnostic
method, we estimate the degradation of the cable.
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Fig.12 Photoacoustic response from PVC sheet
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S. Conclusion
The accelerated aging method is composed of following two stages, first, we monitor temperatue and

dose rates, which are main factor of cable degradation, on actual surroundings around the installed cables
in the nuclear power plants, and, second, on the base of these measured condition, various insulators and
sheaths of-he cables are tested and evaluated by the accelerated aging of irradiation and heat to estimate
the life time of the cables.

Alanine-polystyrene dosimeter and temperature measurement system of optical fiber as a sensor, are
developed for a long term under irradiation. In the acceleration of thermal aging, the activation energy of
deterioration obtained by tensile rest is 127kJ/mol above loot:, and 56.5kJ/mol below 100lC for
ethylene-propylene rubber used as a cable insulation materials. In the simultaneous accelerated i
method, its life-time is stimated 30years by using the degradation condition -in which the acceleration
factor of a dose rate and a tmpeau is the same to the standard condition.

The two types of non-destructive diagnostic method are studied on the cable degradation, that is a
torque-strain response measurement and a photacoustic response measurement.

We propose the estimation method of degradation for installed cables in the container vessel in the
nuclear power plants. This method is consist of first, obtaining the predicted life time from the
simultaneous accelerated aging test for the cable materials, and, second, measuring the degradation of

cable by non-destructive diagnostic method. Combining two methods, we estimate the degradation of the

cable in the plants.
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OVERWEW OF BNL CABLE
TESTING PROGRAM

* Addressing 6 Issues related to
E.Q.
- by testing electric cables

* Scope: Low-Voltage l&C Electric
Cables

ISSUES ADDRESSED BY
TEST SEQUENCES

Issue Test Sequence Addressing
Issue

I 1 2 3 4 15 6
1. Arrhenius Application V

2. Activation Energies _

3. Multi-Conductor Cables V

4. Bonded Jacket Cables V

S. Condition Monitoring Effectiveness V V V V V

6. Condition Monitoring for LOCA V V V V V V
Survivability

(a) Actvaton energy issue to be addressed by separate materials
testing at BNL.
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OVERWEW OF TEST SEQUENCES

Test

LOCA I
LOCA 2
LOCA 3
LOCA 4
LOCA 5
LOCA 6

Cable Tested

XLPElNeoprene
EPR/Hypalon (unbonded)
XLPE/Neoprene
EPRIHypalon (bonded)
EPRIHypalon (bondedlunbonded)
EPRIHypalon (bonded/unbonded)
XLPE/Neoprene

Artificial Aging

20 yrs.
20 yrs.
40 yrs.
20/40 yrs.
20140 yrs.
60 yrs.
60 yrs.
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OVERVIEW OF TESTING

* 6 Test Sequences Planned
- accelerated aging of new cable
- naturally aged cable
- accident (LOCA) testing
- periodic condition monitoring

* Test Parameters Based on Original
Qualification
- E.Q. report for naturally aged cable

used

PREAGING & TEST
PARAMETERS

FOUR SPECIMEN GROUPS

1. Control specimens - no preaging

2. Specimens preaged to match

naturally aged cables

3. Naturally aged cables

4. Cables preaged to 20 yrs. per original
qualification documentation
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ORIGINAL QUALFCATION FOR
ROCKBESTOS FiREWALL III CLASS

1E CABLES

* Parameters from Rockbestos
report QR#1806
- irrdiation cross-inked insulation

* Artificial aging to simulate 40
years @ 900C
- 1300 hrs @ 1500C
- 50 Mrad @ 0.51 Mrad/hr

* Accident Exposure
- 150 Mrad @ 0.51 Mradlhr
- steamlchem spray similar to IEEE

323-1974, Appendix A

PLANT SERWCE CONDIONS
FOR LOCA I NATURALLYAGED

CABLE
* LOCA I specimen taken from

temperature detector circuit in SIG
compartment

* Historical RWP's & HP engineer input
used to determine dose rate

• Plant records & operations personnel
input used to determine temperature

* Plant purchasing & QA records
indicated mfg & installation dates

* Plant operating history records
indicated power operation cycle

.
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CABLE SPECIMEN
MOUNTING

* Naturally Aged Cable
- Straight configuration secured in steel

Unistrut channel

* Preaged Cables
- Straight configuration secured in steel

Unistrut channel
- Mounted on mandrel 20 times the

diameter of the cable

* Short Specimens for Materials
Testing
- 6 inch pieces of insulation and jacket

materials enclosed in stainless steel
baskets

-

_

TYPICAL STRAIGHT
SPECIMENS MOUNTED IN

UNISTRUT

U
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TYPICAL MANDREL MOUNTED
SPECIMEN

T Y I A B S E

TYPICAL BASKET
SPECIMENS

Oi_ .,
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PREAGING PARAMETERS FOR GROUP S
SPECIMENS (MATCH NATURALLYAGED

CABLES)

* Thermal Aging
- 2.88 hrs at 12000 using Ea =

1.34eV

* Service Radiation
- 0.6 Mrad at 0.5 Mrad/hr

* Accident Radiation
- 150 Mrad at 1.0 Mrad/hr

PREAGING PARAMETERS FOR GROUP
IV SPECIMENS (20 YRS EQUIVALENT

SERVCE)

* Thermal Aging
- 650 hrs at 1500C

* Service Radiation
- 25 Mrad at 0.5 Mrad/hr

* Accident Radiation
-150 Mrad at 1.0

Mradlhr

-
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LOCA I TEST PARAMETERS

e Rockbestos QR #1806
- 346IF11 13 psig double peak transient
- Test duration 7 days

* Chemical Spray
- 24 hrs starling @ 32 psig test pressure
- Boric Acid, Sodium Thiosulfate. Sodium

Hydroxdde

LOCA CHAMBER AT WYLE
LABORATORIES

A

. . _
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TEST SPECIMENS LOADED
IWTO

LOCA CHAMBER

TypICAL CONDMON OF MANDREL.
SPECIMES AFTER FOERMAL AGING TO

SIMULATE 20 YEAR AGED CABLE
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TYPICAL CONDITION OF
MANDREL SPECIMENS
AFTER LOCA TESTING

CABLE FUNCTIONAL TEST

* Simulate an actual application for
I&C cable
- Pressure transmitters connected to a

manifold
- 4-20 mA instrument loops
- 28 Vac power supply protected by a

132 Amp fuse

* Monitor circuit parameters &
manifold pressure

- Test leads spliced to specimens
inside chamber
- Raychem nuclear grade splices
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SUMMARY OF FUNCTIONAL
PERFORMANCE ANOMALIES

Maxdmum Current
Deviation

(v/ Full Scale) Mazdmum
Number of Leakage

Group Side "A' Side 'B6 Blown Fuses Current (mA)

1 4' 4* 0* 0.1

2 4 3 0 0.1

3 2 2 0 0

4 46 3 4 23.7

* Specimen 0106 had a maximum deviation of 96%h and blew a
fuse; however, this was due to a PT problem.

FUNCTIONAL TESTSUMMARY GROUP 4

Specimen Max Deviation Max Leakage Ckt Overload
(% full scale) (mA) Events

0112 2 23.7 1

0113 8 4.3 0

0114 2 0.4 0

0115 4 3.7 0

01 46 3.7 3
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POST-LOCA INSPECTION

* IR test I day after LOCA
(Specimens wet)
- Groups 1, 2, 3 acceptable
- Group 4 all five specimens

unacceptable

* IR repeated 2 1/2 weeks later
(specimens dried)
- same results

* Dissection of connections
- isolated low IR readings inside splices

* All Grp 4 specimens had acceptable
IR
- splices removed

PROBLEMS WITH LOCA 1
SPLICES

* Cracks in specimen jackets
provided a moisture pathway into
splice

* Inner & outer sleeves too short

* Possible mismatch of shim & test
lead diameters

* Ground shield left inside splice
uncapped in close proximity to
butt splices
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MODIFICATIONS FOR FUTURE
LOCA TESTS

* Splice kits for test specimens will
be specified for this application
by Raychem

* Training for Wyle staff on proper
splice installation will be provided
by Raychem

LOCA 1 FUNCTIONAL TEST
CONCLUSIONS

• Performance of test specimens
acceptable

* Anomalies attributed to faulty
splices & one PT malfunction

* Leakage current alone not a
good indicator of instrument ckt.
performance
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ORIGINAL QUALIFICATION FOR
AIW

CLASS 1E CABLES

* Parameters from Franklin report
#F-C4197-2
- Ethylene Propylene Rubber

• Artificial aging to simulate 40
years @ 500C
-168 hrs @121OC
- 50 Mrad @ 0.5 Mrad/hr

* Accident Exposure
- 75 Mrad @ 0.5 Mrad/hr
- single peak (171OC/60 psig)

accident profile

PREAGING PARAMETERS FOR GROUP II
SPECIMENS (MATCH NATURALLYAGED

CABLES)

* Thermal Aging
- 30.3 hrs at 1210C using

Ea = 1.18eV

* Service Radiation
- 3.25 Mrad at 0.5 Mrad/hr

* Accident Radiation
- 75 Mrad at 1.0 Mradlhr
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PREAGING PARAMETERS FOR GROUP IV
SPECIMENS

(20 YRS EQUIVALENT SERICME

* Thermal Aging
-84 hrsat 121C

* Service Radiation
-25 Mrad at 0.5 Mradlhr

* Accident Radiation
-75 Mrad at 1.0 Mrad/hr

.

TYPICAL CONDMON OF MANDREL
SPECIMENS AFTER THERMAL AGING TO

SIMULATE 20 YEARS OF SERVICE
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SUMMARY OF FUNCTIONAL
PERFORMANCE ANOMALIES

w
0

Maximum Current
Deviation

(% Full Scale) Maximum
Number of Leakage

Group Side *'A" Side "B" Blown Fuses Current(mA)

1 <2 <2 0 0

2 <2 <2 0 0
3 <2 <2 0 0

4 _ -<2 <2 0 0.1
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LOCA 2 FUNCTIONAL TEST
CONCLUSIONS ,

* Performance of test specimens
acceptable

- No anomalies observed
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INSIGHTS FROM LOCA
TESTS 1 AND 2

Arrhenius
- comparable aging for natural and

artificially aged cables (10 yr. And 24
yr. old cable)

- XLPElNeoprene and EPRICSPE
cables artificially aged to 20 yrs.
indicate conservative aging

* CM effectiveness
- several CM techniques appear to be

effective
- may need more than 1 CM technique

to characterize condition
- further evaluation needed

362



NRC FORM 335 ULS NUCLEAR REGULATORY COMMISSION 1. REPORT NKER
2Pnslgrad by RC. Add VOL. Supp.. RV.

102M. BIBUOGRAPHIC DATA SHEET
(S~e*K*Vd=sfeM.) NUREGICP-0166

2. TITLE AD suurnLE Vol. 3

Proceedings of the Twenty-Sbth Water Reactor Safety Information Meeting REPORT PUBUSHED

Thermal Hydraulic Research, PlantAging I - Plant Life Management, High Burn-up Fuel, Plant MONM YEAR
Aging Il -Cable Aging June 1999

4. FIN OR GRAWT NU.ER

A3988
5. AUTH tS) 6. TYPE OF REPORT

Compiled by Susan Monteleone, Brookhaven National Laboratory
. Conference Proceedings

7. PERD COVERED pirse Dabs)

October26-28, 1998
8. PERFOMIORGANATON -NAME ANDADDRESS A VM~rN eo r sac-ASegi m ts -ma as-W ckr.

-V' am. and -61gArv w~

Office of Nudear Regulatory Research
U.S. Nuclear Regulatory Commission
Washington, DC 20555-0001

9.SPONSORING ORGANIATION *NN&ANDADRSS 9rNRC bw ̀ Sac me itcaw pmRCdeAMvxbA OZtcreARK U&s McROgayowr
Sam Raisi8 abdoe)

Same as 8. above.

10. SUPPLEENTARY NOTES

S. Nesmith, NRC Project Manager Proceedings prepared by Brookhaven National Laboratory
11. ABSTRACT aw*- rdu)

This threevolume report contains papers presented at the Twenty-Sidh Water Reactor Safety Information Meeting held at the
Bethesda Marriott Hotel, Bethesda, Maryand, October 26-28, 1998. The papers are printed in the order of their presentation in
each session and describe progress and results of programs in nuclear safety research conducted In this county and abroad.
Foreign participation In the meeting included papers presented by researchers from France, Germany, Italy, Japan, Norway,
Russia, Sweden and Switzerland. The titles of the papers and the names of the authors have been updated and may differ from
those that appeared in the final program of the meeting.

12. KEYWOROSIDESCW TORS rt radss aup mavs Surf-id Z ebcot) IS. AVALABUrATEMEWNT

SWR Type Reactors - Reactor Safety, Nuclear Power Plants - Reactor Safety, PWR Type Reactors - unlimited
Reactor Safety, Reactor Safety - Meetings 74. SECURASSlACA11OM

(Thispage
unclassified

unclassified
15. NUMBER OF PAGES

16. PRICE

NRC FORM 33S He-M



Federal Recycling Program



- S. -

UNITED STATES
NUCLEAR REGULATORY COMMISSION

WASHINGTON, DC 20555-0001

SPECIAL STANDARD MAIL
POSTAGE AND FEES PAID

USNRC
PERMIT NO. G-67

OFFICIAL BUSINESS
PENALTY FOR PRIVATE USE, $300


