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Global Nuclear Fuel 
A Joint Venture of GE, Toshiba, & Hitachi

March 4, 2002

Mr. E. William Brach, Director 
Spent Fuel Project Office, M/S O-13D13 
U.S. Nuclear Regulatory Commission 
Washington, D.C. 20555-0001 

Dear Mr. Brach:

Subject: Request for Revision to the Application for the New Powder Container (NPC)

Reference: Docket 71-9294, USA/9294/AF-85 

The Global Nuclear Fuel - Americas, L.L.C. (GNF) facility in Wilmington, North Carolina, hereby 
requests the following changes to the contents of the Safety Analysis Report for the NPC packaging.  

During a manufacturability review of the NPC, a single difference between the licensing drawings and 
fabrication drawings was identified. Shipments were immediately stopped and a comprehensive review 
completed over the weekend. As a result of that review, the changes identified in this letter are required 
to bring the licensing drawings into strict conformance with the fabrication of the certification test 
packages and the production packages. None of the changes adversely affect the safety of the package.  

The requirements of 10 CFR 71.95 are being addressed in a separate report as specified by the regulation.  

GNF respectfully requests an expedited review and approval of these changes. We currently have a 
shipment scheduled to leave very early on March 16, and we must obtain NRC and DOT approval by 
March 15, 2002 to support this critical shipment to Japan. Due to very limited transportation options, 
missing this shipment opportunity will cause our plant in Japan to miss critical shipments to one of their 
customers.

Location of the Changes in this Application 

1) Page 1-8 of Chapter 1.0, Appendix 1.3, 1.3.1 

2) Drawing 0019D0001, Rev. 5, Location D-3, 
Item 5

3) Drawing 0019D0001, Rev. 5, Location C-4, 
Item 1

Description of Change

Changed to show the correct revision for each 
drawing.  

Changed to 6 x 3 x 7 GA (3/16 wall nominal) 
ASTM A554, Type 304. This change makes the 
licensing drawing consistent with the fabrication 
of the certification test packages, the fabrication 
drawings and the packages fabricated to date.

Changed quantity from 4 to 2. This change 
makes the licensing drawing consistent with the 
fabrication of the certification test packages, the 
fabrication drawings and the packages fabricated \ 
to date. ( 0
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4) Drawing 0019D0001, Rev.5, Location B-7, 
Item 50 

5) Drawing 0019D0002, Rev. 5, Location B-3, 
Item 50 

6) Drawing 0019D0004, Rev. 5, Location B-10, 
Detailed Section E-E 

7) Drawing 0019D0004, Rev. 5, Location G-3, 
Item 4 

8) Drawing 0019D0004, Rev. 5, Location G-4, 5 
and 6 

9) Drawing 0019D0004, Rev. 5, Location C-6, 
Item 1

Changed to more closely represent the nominal 
dimensions of 3.7 x 6.3 inches and to allow the 
item to be fabricated from 18-8 stainless steel.  
The forklift pocket covers were not installed on 
the certification test packages. Their function is 
to prohibit the use of the forklift pockets for tie 
down or other forms of restraint during transport.  
Any metal cover of at least 3 x 6 inches blinds 
the pocket, but the slightly larger dimensions 
work better operationally. The fabrication 
drawings and packages manufactured to date use 
the 3.7 x 6.3 inch covers.  

Same as #4.  

Changed quantity callout from 4 to 5. This 
change makes the licensing drawing consistent 
with the certification test packages, fabrication 
drawings and packages fabricated.  

Changed the welding callout to provide an 
option for use of a stitch weld or a continuous 
weld. The certification test packages were 
constructed using the stitch weld to hold the caps 
on the lower comers of the package. These caps 
are there to protect the comers and the stitch 
weld is intended to hold the caps in place, but is 
not relied on for structural integrity. A 
continuous weld is stronger than the stitch weld 
and therefore meets the functionality of holding 
the caps on the comers. Some welders find it 
easier to perform the continuous weld than to 
assure a stitch weld meets the minimum 
requirements. The option of the continuous 
versus the stitch therefore, does not adversely 
affect the safety of the package.  

Changed welding detail to show that first 8 
inches of each end of the weld is a solid weld 
followed by stitch welds in between. This 
change makes the licensing drawing consistent 
with the certification test packages, fabrication 
drawings and packages fabricated.  

Same as #3.
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10) Drawing 0019D0004, Rev. 5, Location F-3, 
(Weld Symbol) 

11) Drawing 0019D0007, Rev. 5, Location C-7, 
Detailed Section L-L

Deleted weld symbol. This makes the licensing 
drawing consistent with the certification test 
packages, fabrication drawings and fabricated 
packages. This extraneous weld callout appears 
to be a carryover from earlier consideration of 
fabricating the forklift pocket tubes versus using 
extruded tubing as in the final design.  

Deleted Note 25. This makes the licensing 
drawing consistent with the certification test 
packages, fabrication drawings and fabricated 
packages. The note was placed on the drawing 
in error since it does not apply to the situation 
detailed.

Attachment 1 contains drawings 0019D0001, Rev. 5, 0019D0002, Rev. 5, 0019D0004, Rev. 5 and 

0019D0007, Rev. 5, which contain the above drawing changes.  

Attachment 2 contains the following page change: 

Page 1-8 of Chapter 1.0 is revised to show the correct revision for each drawing. This page is identified 

as Revision 5, dated 3/2002. Since the pages in this application are back-to-back, page 1-8 is provided 

with page 1-7 on the reverse side. There is no change to page 1-7.  

Enclosed is an original and four (4) copies of this application.  

Please contact me on (910) 675-5656 if you have any questions or would like to discuss this matter 
further.  

Sincerely, 

Global Nuclear Fuel - Americas, LLC 

Charles M. Vaughan, Manager 
Facility Licensing

/zb 
Enclosure

cc: CMV-02-011
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Attachment 1 

"* Drawing 0019D0001, Revision 5 

"* Drawing 0019D0002, Revision 5 

"* Drawing 0019D0004, Revision 5 

"* Drawing 0019D0007, Revision 5
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NOTES. UNLESS OTERWISE SPECIFIED.  

1. INTERPRET DRAWING PER ANSI Y14.A.  
INTEIRPRET WELDS PER ANSI/AWS A2.4.  

2. THREADS PER ANSI B1.1.  

[r> IENTFICATION: PACKAGE SHALL BE IDENTIFIED IN ACCORDANCE 
WITH THE REQUIREMENTS OF 10 CFR 71.Wc) ON THE OUTER 
SHELL OF THE PACKAGE BODY WITH A STNULESS STEEL. NAMEPLATE.  

[ MAERIAL. ASTM A240. TYPE 304L STAINLESS STEEL PLATE 
AND SHEET OR ASTM A276 FLATS AND BAR.  

5. PRIOR TO ASSEMBLY, ALL COMPONENTS SHALL BE CLEANED OF 
CUTTING OIL. MARKING DYES. WELD FUJX. SPATTER. SCALE.  
GRIME AND ALL OTHER FOREIGN MATERIAL FINISHED ASSEMBLY 
AND ALL INTERIR SURFACES SHALL BE CLEANED, AND VISUALLY 
OR WIPE TEST INSPECTED IN ACCORDANCE WITH ASTM-A380.  

6. ALL WELDING PROCEDURES AND PERSONNEL SHALL BE QUALIAED 
IN ACCORDANCE WITH ASME CODE. SECTION IX OR ALTERNATE 
DESIGN ENGINEERING QUALIFICATION. WELD PROCEDURE AND 
WELDER QUALIFICATIONS SHALL. BE AVAILABLE FOR AUlDIT OR 
REVIEW.  

7. ALL WELDS SHALL BE VISUALLY EXAMINED IN ACCORDANCE wm AWS DI1.6.  

[ INNER CONTAINMENT CANISTER ASSIMBLY SHALL BE SUBJECTED 
TO AN INTERNAL PRESSURE TEST AS SPECFIED IN 
SECTION 51.2.2 OF THE NPC SAFETY ANALYSIS REPORT.  

[> COAT THREADS WITH A LUBRICANT PRIOR TO ASSEMBLY.  

TAMPER INDICATING SEALS SHALL BE INSTALLED AT TWO (2) 
OPPOSITE SIDES.  

> TORQUE 10 50 *5 LB--FT.  

E> TORQUE 0 40 * LB-FT.  

ME> STENCIL 1" WIDE X 4" LONG STRIPE AND 1/2' HIGH LETTERS 
AS SHOWN USING BLACK ENAMEL PAINT (ONE SIDE ONLY).  

OE> FIT CADMIUM SHEET TIGHTLY AROUND INNER SHELL OF CANISTER.  
BUTT ENDS TOGETHER WITH .000-.100" CLEARANCE. SECURE TO 
INNER SHELL OF CANISTER WITH DOUBLE SIDED TAPE.  

M> WRAP HOPE SHEET CON71NUOSLY AROUND THE CADMIUM SHEET 
TO OBTAIN A MINIMUM HYDROGEN AREAL DENSITY OF .199 GRAMS/CM2.  
THIS DENSITY WILL BE BASED UPON THE MINIMUM POLYETHYLENE 
THICKNESS OF .5r AND WIDTH OF 3O.3' THE MEASURED 
POLYETHYLENE ID, A POLYETHYLENE DENSITY OF .92 GRAMS/CC, AND 
A MINIMUM POLYETHYL.ENE HYDROGEN CONTENT OF 14.0.X SECURE 
ENDS WITH DOUBLE-SIDED TAPE.  

M> FILL CAVITY WITH HOT GLUE, KYSOL 7804 OR EQUIVALENT, AT EACH END.  

SOPTION: SEAL CREVICEE WITH BELZONA Il1 SERIES OR EQUIVALENT SEALANT.  

[g > COAT EXPOSED SURFACES OF FOAM SLAB WITH ONE THIN COAT 
OF POLYURETHANE COATING. AFTER INSTALLNG SEAL CHANIEL, 
APPLY A SECOND COAT TO EXPOSED SURFACES OF FOAM SLAB.

ADA4 �t�or NO.  * � � T - T All RUM

5 4
I

2 I

34 BASE CANISTER, 7 GA (,187)

AUWIDSLY & QULMIIY LIST OF WTFlUAL 

40 BAND, .06 X 1" SIUCONE RUBBER. DURO 45 *5 

AR 39 WRAPPER, 24 GA (.024) ASTM A240, TYPE 304L 

AR 38 SHEET, HOPE POLYETHYW4E, .0150 NOM. THK X 30.3' MIN.  

AR 37 SH . cADMIUM o .020' MIN. THK X 305 MIN.  

AR 35 RIN 7 CA )ASTM A240.PE 304 
1 35 ____________ LID1 CANISTER 15 CA (.059) ASTM A240. YE 04

FIL.L 1/8 DEEP SPACE OVER EDGES OF CERAMIC FIBER BOARD MWITH 
3M OP-605 OR EQUIVA.ENT URETHANE SEALANT.  

BOLT HOLE PATTERN OF UD SHALL BE COORDINATED WITH THAT OF 
BODY LOCATING PINS TO ENSURE ALIGNMENT OF BOLTS AND 
NON-BINDING ASSEMBLY OF LID TO BODY.  

2 INSTALL CERAMIC FIBER BOARD PANELS WITH MINIMUM JOINTS. ALL 
JOINTS, INCLUDING CORNERS. SHALL BE COVERED By ADJACENT LAYER 
(STAGGERED). ADHERE PANELS TO BODY AND TO EACH OTHER WITH 
3M SUPER 74 SPRAY ADHESIVE. OR EQUNALENT ADHESIVE.  

[ > INSTALL PINS BY PIERCING THRU CERAMIC FIBER BOARD AND WELDING 
TO LID USING COMMERCIAL STUD WELD GUN.  

S> INSTALL CERAMIC FIBER BOARD PANELS WITH MINIMUM JOINTS. ALL 
JOINTS, INCLUDING CORNERS, SHALL BE COVERED BY ADJACENT LAYER 
(STAGGERED). ADHERE PANELS TO INNER SURFACE OF UD 
AND TO EACH OTHER WITH 3M SUPER 74 SPRAY ADH[ESE OR 
EQUIVA.ENT ADHESIVE. AT THE CORNERS. ADHERE PANELS TO ITEM 25 ONLY.  

[j STENCIL CANISTE BAND CLAMP ORIENTATION ZONES (9 PLACES) 
USING BLACK ENAMEL PAINT.  

SPOLYURETHANE FOAM INSTALLATION TECHNIQUES, ACCEPTANCE TESTS, 
AND ACCEPTABLE DEVIATIONS IN PROPERTIES ARE SUMMARIZ IN 
SECTION 5.1.4.1 OF 'THE NPC SAFETY ANALYSIS REPORT.  

>AN ADDITIONAL STRIP OF 24 GA. (.024-) X 2- WIDE X 30.6- LONG 
STAINLESS STEEL MAY BE ADDED UNDER THE WELD JOINT NEAR THE 
OVERLAP TO FACILITATE SPOT WELDING.  

[•> THE CADMIUM SHEET MAY BE INSTALLED IN UP TO THREE SEcTiK)NS 
WITH A MAXIMUM 0.1" GAP BETWEEN ANY MATING SURFACES.  

>EXTIERNAL SURFACES OF NPC MAY BE LOCALLY DENTED OR BULGED 
UP TO A MAXIMUM DEPTH OF 1/2 INCH.  

[•> EXTERNAL SURFACES OF ICCA MAY BY LOCALLY DEOTED UP TO 
A MAXIMUM DEPTH OF 1/4 INCH.  

SSTENCIL "LID LIFT ONLY" APPROX AS SHOWN (4 PLACES) USING 
BLACK ENAMEL PAINT.  

> TORQUE TO 35-50 LB-IN.  

[ CERAMIC FIBER BONR AND BRAIDED ROPE ACCEPTANCE TESTS AND 
ACCEPTABLE DEVIATIONS IN PROPERTIES ARE SUMMARIZED IN 
SECTION 8.1.4.2 OF THE NPC SAFETY ANALYSIS REPORT.  

33. MAXIMUM/MINIMUM WEIGHT OF PACKAGING: 1.680/1.580 LBS.  
MAXIMUM ALLOWABLE WEIGHT OF CONTENTS: 1.190 LBS.  
MAXIMUM ALLOWABLE WEIGHT OF CONTENTS IN ANY ICCA: 132.2 LBS.  
MAXIMUM WEIGHT OF PACKAGE 2.870 LBS.  

> FOAM SLABS MAY BE BONDED TOGETHER WITH EPOXY ADHESI.  

S> MARKING IS PER 49 CFR 172.310(C).  

SCADMIUM SHEET ACCEPTANCE TESTS AND ACCEPTABLE DEVIATIONS IN 
PROPERTIES ARE SUMMARrZED IN SECTION .1.4.3 OF NPC SAFETY 
ANALYSIS REPORT.  

3 HOPE POLYETHYL E ACCEPTANCE TESTS AND ACCEPTABLE DEVIATIONS 
IN PROPERTIES ARE SUMMARIZED IN SECTION .1.4.4 OF NPC SAFETY 

ANALYSIS REPORT.  

SWELDS MAY BE MADE ON EITHER SIDE OF THE SURFACE.
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116 45 THREADED INSERT, 1/2-13UNC INTERNAL THD 

24 44 THREADED INSERT. 7/16-14UNC INTERNAL THO 

4143 STRIP, CLOSURE, 10 GA (.135) ASrM A240, TYPE 3044.  

1 42 BAND CLAMP ASSY NH1009394-10 AEROQUJIp OR EQUIVALENT 

1 41 GASKET., 118 THK SLICONE RUBBER, DURO 60-70 
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1 33 BODY CANISTER, 18 GA (.048) ASTM A240, TYPE 304,L 
4 32 SCREW, MACHINE. 5/16-18 TRUSS HEAD 

4 31 THREADED INSERT. 5/16-18. INTERNAL THD 

1 30 ROPE, BRAIDED. CERAMIC FIBER, 1" X 1" X AR 

AR 29 FOAM. 15 LBS/F73' POLYURETHANE 

a 28 UNER, 186GA(.059) X 3.7 X 5.6 ASTM A24,0,TYPE 304L.  

16 27 BOLT SUPPORT. 1.5 X 1.5 X 0 ASTM A276. TYPE 304L.  

4 26 LIFT PAD, 3/8" THK X 01.5 ASTM A276 OR A240,TYPE3044.  

4- 25 CORNER REINFORCEMENT, 10 GA (.135) ASTM A240. TYPE 304L.  

4 24 ANGLE. I X 1 X 1/8 ASTM A276. TYPE 304L.  

4 23 UD CORNER REINFORCEMENT, 10 GA (.135) ASTM A240. TYPE 304L.  

1 22 LID. 10 GA (.135) ASTM A240, TYPE 304L 

9 21 PAD, ICCA.,1/16 THK X W9.0 SIUCONE RUBBER 

5 20 PIPE PLUG.1/2 NPT, PLASTIC 
12 16 19 CUPPED PIN. INSULATION 

AR AR 18 SEAL TROUGH. 24 GA (.0235) ASrM A240. TYPE 3044.  

AR 17 FOAM. 11 LBS/rT 

5 16 HALF COUPLING, 1/2-14NPT 

11 1 15 FOAM SLAB, 1 3/87 THK, 40 LBS/Fra POLYURETHANE 

9 1 14 FOAM SLAB. 3 1/4 "THK1 7 LBS/Fr 3  POLYURETHANE 

1 13 FOAM SLAB. 3' THK. 11 LBS/FT
3  POLYURETHANE 

I I AR AR 1 12 CERAMIC FIBER BOARD. 1/2" THK 

1 1-11 LINER BASE, 22 GA (.029) ASTM A240, TPE 304L 

1 10 LINER, 22 GA (.029) ASTM A240, TYPE 304 D 
S 8 9 GUARD. 7 GA (.187) X 6.3 X 9.0 ASTM A240, TYPE 3044.  

S 1 8 LOCATING PIN. 1.3 X 1.5 X 3.5 ASTM A276, TYPE 3044.  

4 7 BAR.5/8 X 1 ASTM A276, TYPE 3044.  

4 6 LIFT CHANNEL. 7 GA (.187) X 6.0 X 1.5 X 19.5 ASTM A240, TYPE 3044.  

8 5 LIFT TUBE, 6 X 3 X 7 GAL (3/16 WALL NOMINAL) ASTIM A554. TYPE 304 

41 4 BODY CORNER GUSSET, 14 GA (.075) ASTM A240, TYPE 3044.  

11 3 DOUBLER, 16 GA (.060) X 18 3/8 SQ ASTM A240, TYPE 3044.  

1 112 BOTTOM PLATE, 10 GA (.135) X 27 13/16 5Q ASTM A240, TYPE 3044.  

2 1 BODY, 10 GA (.135) ASTM A240, TYPE 3044.  

S9 1A5 SILO WELDMENT C 
X 9 1_A4 _INNER CONTAINMENT CANISTER ASSEMBLY (ICCA) 

A3 OCA UD ASSEMBLY 

A2 OCA BODY ASSEMBLY 

Al OUTER CONFINEMENT ASSEMBLY (OCA) 
AR5 iA4. Z "ZAI PMT mVE5OlNO

F

E

D

C

B

(

1 8 52 WASHER. FLAT, 1/4-20 NOM 

I 8 51 SCREW, MACHINE. 1/4-20UNC PAN HEAD 

I e 50 _COVER. 16 Gh (.060) X 3.7 X 6.3 18-88s 
11 49 NAMEPLATE, COMPUES WITH 10CFR71.85 

116 48 PLUG, WEATHER. 01" RUBBER & PLASTIC 

L241 47 _BOLT. HEX HO. 7/16-14UNC X 3/4 CAD OR ZINC PLATED OR 5 
.... ... ... . . . . M........ . .1 --a c
SOC ND, CAP 5CREW, I/Z-1i,3UNCX 2 Z1[ 46
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0 Page 1-7 and 1-8 of Chapter 1.0 (no change on page 1-7)



GNF NPC Docket No. 71-9294 
Safety Analysis Report Revision 1, 11/2000 

1.2.3 Contents of Packaging 

The NPC packaging is designed to transport a maximum of 1,190 pounds (540 
kgUO2/476. lkgU) of uranium powder in oxide form (e.g., U0 2, U30 8, or UO,, x>2), including 
powder receptacles and packing material in the ICCA, enriched with a maximum fissile content 
of 5 weight percent (w/o) of U235. The radionuclide content is uranium from natural sources 
which is commercially enriched.  
The payload may be distributed in any ratio within the nine Inner Containment Canister 
Assemblies (ICCAs), provided that the content of any one ICCA never exceeds 132.2 pounds (60 
kg). Within an ICCA, the powder is enclosed in plastic or metal powder receptacles (e.g. bags, 
bottles, cans).
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