- Chapter 4

CHAPTER 4 — CONTAINMENT

This chapter identifies and discusses the package containment for the Norma! Conditions of Transport
(NCOT) and the Hypothetical Accident Conditions of Transport (HACOT).
4.1 CONTAINMENT BOUNDARY’

The containment boundary is defined as the envelope surrounding the bolted closure shield plug and the
cavity of F-294 container i.e., the bolted closure shield phug assembly and the inner shell of the container
as per Figure 4~Fl The containment boundmy envelope is bounded by ABCDEFGHIJKLA domain as

per Figure 4-F1.
4.1.1 CONTAINMENT VESSEL
The containment system consists of:
1. the bolted closure shield plug assembly and
2. the inner shell assembly of F-294 confainer.
The upper cavity of the inner shell assembly houses the closure shield plug
The lower cavxty of the inner shell assembly houses oobalt-60 MDS Nordion sealed source 0-188
The components of the F-294 contamment system are identified in Flgure 4F2.

The MDS Nordion sealed source C-188 meets the Spec1a1 Form Radloachve Matenal requirements and
is shown in F:gure 4-F3.

The cobalt-60 data sheet is attached in Appendxx 4 4 2

Tlns source capsule is desxgned, tested and certified to
1. ANSI Standard N542 desxgnatlon ANSI 77 E65646 (Ref. [3D and
2. ANSI Standard N43.10 Bend Test (Ref. [4]) and

3. Special Form requirements of IAEA Safety Series No. 6 (Ref. [2]) whlch are eqmvalent
to the Special Form reqmrements of 10 CFR Part 71 SS 71.75.

MDS Nordion’s C-188 sealed source has been glven 2 USNRC Sealed Source Reglslrahon Number
NR-220-S-103-S. A copy of the certificate is attached in Appendix 4.4.2. Certificates of Performance
to the stated standards are also attached in Appendix 4.4.2.

This C-188 source capsule demgn is manufactured as pcr MDS Nordion Techmcal Speclﬁcatnons o
IN/PR 0030 J1100 (Ref. [7]) and IN/TS 0146 J1100 (Ref. [8]). SO ‘

412 CONTAINMENT PENETRATION .
There are three (3) penetrations into the containment system.

e one (1) drainline connection to the lower cavity end cap, see Figure 4-F2 _-
¢ two (2) ventline connections on the external surface of the shield plug; see Figure 4-F1.
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4.1.3 SEALS AND WELDS

4.1.3.1 Seals

There are a total of four (4) seals in the containment system, see Figure 4-F4. The four seals are:
e One (1) "Neoprene" gasket between the closure plug and the inner shell assembly of F-294
container.
o Two (2) nickel gaskets on the ventline 0.5 in. dia. pipe cap connections, located on the top
face of the closure plug.
¢ One (1) “Neoprene” gasket on the drainline located on the external surface of the
container.

4132 Welds
The welds of the containment system are identified in Figure 4-F5.

Chapter 1, Appendix 1.3.2, Sheet 2 of Drawing F629401-001 Issue 3 provides additional information on
the weld size, location and inspection.

4.1.4 CLOSURE
A bolted closure (a shield plug) is a part of the containment system. See Figure 4-F6.

The bolted closure of F-294 containment system consists of:
1. aclosure shield plug assembly
2. sixteen (16) fasteners (1 in. diameter, UNC. "UNBRAKO" socket head screws)
3. afemale container flange which has 16 bolt holes and provides a seal face for a “Neoprene”
asket.
The male ﬂaﬁge of the closure shield plug is fastened to the female flange of the container inner shell
assembly. F-294 operating procedures are provided in Chapter 7.

For the closure shield plug, the nominal torque per bolt of 100 f.-Ib. + 10% is specified.
For the ventline closure pipe cap, the nominal torque of 20 ft.-Ib.  10% is specified.
For the drainline closure pipe cap, the nominal torque of 50 ft.-Ib. &+ 10% is specified.

4.2 REQUIREMENTS FOR NORMAL CONDITIONS OF TRANSPORT

This section uses the applicable analysis and discussion from Chapter 2 to demonstrate that the integrity
of the package containment system is maintained under the normal conditions of transport as specified in
10 CFR Part 71 SS 71.71. ‘

In normal conditions of transport: when the F-294 is subjected to the 3 ft. free drop test in the top end
orientation, it is subjected to 130 g’s deceleration loads (see Chapter 2, Appendix 2.10.12).

In the normal conditions of transport (loaded with 374 kCi of cobalt-60 in C-188 sealed sources), the inner
shell assembly of F-294 is subjected to 16 psig internal pressure. The lower cavity wall is at 387°F and the
top closure plug is at 432°F (see Chapter 3, Table 3.4-T1).

Using the above data, stress analysis of the components of the inner shell assembly and the closure plug of
F-294 is carried out and presented in Appendix 4.4.3. It is concluded that the closure plug will be retained
over the inner shell assembly of F-294 lead-shiclded cask.
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A full-scale F-294 test packaging was subjected to eight drop tests as listed below:

Test #1: Normal Free Drop Test: top end drop orientation

Test #2: 30 ft. Free Drop: side oblique drop orientation

Test #3C: Puncture Test: impact on the zone near lift lug fin #4

Test #4: Puncture Test: impact cylindrical fireshield

Test #5: Puncture Test: impact on fixed skid lower plate

Test #6: ~-30 ft. Free Drop Test: top end drop orientation.

Test #7: Puncture Test: impact on the crush shield upper plate

Test #8: Puncture Test: nnpact cylindrical fireshield (nameplate zone)

The drop tests were conducted on February 25 1998 at the Chalk River Laboratory of Atomic Energy
of Canada, Chalk River, Ontario, Canada. The drop test results are presented in Chapter 2, Appendix
2.10.12.

In addition, the test results as it pertains to the issue of mtegnty of the contamment system are recaptured
and presented in Chapter 4, Appendix 4.4.7.

4.2.1 RELEASE OF RADIOACTIVE MATERIAL

Chapter 2, section 2.6 of this report discusses the performance of the F-294 package when subjected to
tests simulating the normal conditions of transport. With respect to the cobalt-60 C-188 source capsule in
question, these normal conditions of transport are shown to be much less severe than the tests performed on
the capsule certifying it as Special Form radioactive material and to ANSI Standard N542 designation
ANSI 77 E65646. Tests for normal conditions of transport allow a leakage rate of 10.8 x 107 Ci per hour
(A2x 1079 (Para 71.51 (a)(1) of Ref. [1)), while those for Special Form certification allow a leakage of
0.05 pCi (0.05 x 107 Ci) (Para 71.75 (c) (2) (vi) of Ref. [1]).

As C-188 sealed source is certified Specxal Form, it is therefore concluded that no radroactrve materlal wrll
be released from the containment system as a result of normal conditions of transport, '

A full-scale F-294 test packaging was subjected to erght (8) drop tests. In the F-294 test packaging, the
radioactive contents were simulated using eight (8) dummy, full-scale, C-188s in a full-scale F-313 carrier.
Prior to the drop tests, the dummy C-188s were subjected to a helium leak test and they met 1 x 10~ atm
cc/sec leaktightness level. The test results are presented in Chapter 2, Appendix 2.10.12. Since the F-457
source carrier, loaded with 80 C-188 capsules, weighs only 23 1b. more than the fully loaded F-313 source
carrier, test results are expected to be the same for the F-294, with the F-457 source carrier, as they are for
the F-294, with the F-313 source carrier. : :

Relevant C-188 test results, as it pertains to the issue of the integrity of the contamment system,
are re-captured and presented in Chapter 4, Appendrx 44 7.

4.2.2 PRESSURIZATION OF CONTAHVMENT S YSTEM

The C-188 sources are loaded in a shielded cell at atmospheric pressure and source eth‘bnum
temperature or from the underwater pool facility under a 30 ft. head of water and at pool water
temperature. When the C-188 sources are in the F-294 container cavity, they reach an equilibrium
temperature in 24 hours of 824°F for a 374 kCi of cobalt-60 loading. The lower cavity wall temperature
is 387°F. The lower cavity is subjected to internal pressure of 16 psig, as calculated in section 4.2.2.1.
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4.2.2.1 Maximum Internal Pressure
In the cavity of the inner assembly of F-294 container, the pressure build up is as follows:

T, = Ambient temperature of cavity prior to source loading = 70°F
P; = Pressure of the cavity prior to source loading = 14.7 psia
T, = Temperature of the cavity after source loading = 387°F

= Average of (C-188 temperature and cavity wall temperature.)
= (824 + 387)/2 = 605.5°F
P, = Pressure of the cavity after source loading = ? (unknown) psia
P, =P,x[’I‘2+460]/[T1+460]
= 14.7 x [605.5 + 460)/[70 + 460]
= 14.7 x 1,066/530
=29.6 psia
=149psig = 16 psig (Design)
Therefore, the cavity of the F-294 in normal conditions of transport is at 16 psig and avg. temperature of
606°F. The lower cavity wall temperature is 387°F.

4.2.3 STRESS ANALYSIS OF CLOSURE PLUG AND INNER SHELL ASSEMBLY

Detailed analysis of the components of the containment system of F-294 during normal conditions of
transport (NCOT) is carried out in Appendix 4.4.3 to demonstrate that the inner shell assembly and the
closure plug can withstand internal pressure of 16 psig at 387°F and 130 g's G-load. The following is a
summary of the status of each of the components of the inner shell assembly and the closure plug under
appropriate driving forces and resulting in appropriate safety factors and margin of safety.

4.2.3.1 Closure Plug Bolted Joint

For the closure plug bolted joint components, the applied stresses, safety factors and margins of safety are
as follows:
1. Closure plug bolted joint subject to internal pressure and G-loads:
Whohtloadavaitable, oot = 911,000 Ib.
Safety factor =5.97

As the Safety Factor (SF) is greater than 1, the bolted joint as specified shall be maintained during NCOT
of F-294 package. ‘
2. Bolt stress due to applied torque of 100 ft.-Ib. per bolt
Applied stress = 20,500 psi
Allowable stress = 100,000 psi
Safety Factor (SF) =487
Margin of Safety=SF—-1=4.87-1=3.87
3. Stress in the threads of the bolt hole
Applied stress = 6,630 psi
Allowable stress = 11,860 psi
Safety Factor (SF) =1.78
Margin of Safety=SF-1=178~-1=0.78
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4. Closure plug: in side drop

4.1  Closure plug bolts
Applied stress = 16,100 psi
Allowable stress = 100,000 psi
Safety Factor (SF) =6.21 :
Margin of Safety=SF~1=621-1=521 .. .

4.2 Plug cylindrical body side 1mpact
Applied compressive stress = 900 psi
Allowable stress - =11,860psi .
Safety Factor (SF) - =13.1
Margin of Safety, MS = SF =1 =13.1 - 1=12.1

43  Phig weld WPCl and WPC2:

' Applied shear stress = 6,530 psi

Allowable stress = 11,860 psi
Safety Factor (SF)  =1.81
Margin of Safety, MS = SF — 1—181—1 0.81

4232 Inner Shell Assembly

For inner shell assembly and components, the stresses or collapse loads, safety factors and margins of
safety are given below. The safety factor (SF) is defined as: allowable stress/applied stress. For buckling,
the safety factor is defined as critical load or collapse load/applied load. The allowable stress is 2/3 of yleld
stress of material at appropriate temperature.

Various components identified in Figure 4.F2 were subjected to internal pressure of 16 psig and slreés )
analyzed. The details of the calculations are given in Appendix 4-4-3. Summary is given here.

L InwerCavxtywallduetobmld-upofmternalpressure :
Choop =l92ps1, . SF - 56.6; MS = 556 '

- 2. Upper Cavity wall due to build-up of mtemal pressure:

Goop = 243 psi; SF=44.7, MS =43.7
3. The bendmg stress in the lower cavity end cap, without ta.kmg restramt of lead into account,
- is6,  =1,693psi;SF= llSMS 10.8

4. The bending stress in the upper cav1ty ring ﬂange, thhout taking restramt of lead into
account, is 5, = 78 p51, SF = 139; MS 138

-

Summary of stress analysis of inner shell assembly components' mzder NCOT G-Ioad’s'
Various components identified in Figure 4.F2 were subjected to G-loads of 130 - 136 g's and stress
analyzed. The details of the calculations are given in Appendix 4<4-3. Summary is given here.
1. Lower cavity tube buckling:
Appliedload =73,580Ib.

Collapse load =247 10° b.
SF = 3,356; MS = 3,355
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2. Lower cavity tube end cap:
Bending stress = 28,213 psi.
Allowable stress = 41,000 psi.
SF =1.45; MS =045

3. Upper cavity tube buckling:
Applied load =174,340 Ib.

Collapse load =1,601.x 10° Ib.
SF=9,183; MS =9,182

4, Bending of upper cavity ring flange
Bending stress = 7,330 psi.
Allowable stress = 11,670 psi.
SF =148, MS =048

5. Container top ring flange
Bending stress = 3,260 psi
Allowable stress = 11,860 psi.
SF=3.63; MS=2.63

As the safety factors (SF) > 1 and as the margin for safety (MS) > 0, it has been demonstrated analytically
that the bolted closure joint over the inner shell assembly of F-294 shall be maintained to resist internal
pressure and G-loads encountered in the F-294 containment system during the normal conditions of
transport of F-294.

The purpose of the closure plug bolted joint is to provide adequate shielding but not necessarily
leaktightness of the joint between the closure plug and the inner shell assembly. It has been demonstrated
that the closure plug is retained when F-294 is subject to combination of forces during normal conditions

of transport. Consequently the closure plug, which provides adequate shielding, shall be retained over

the cavity of F-294, which houses Special Form cobalt-60 MDS Nordion C-188 sealed sources. As C-188 is
certified Special Form RAM, the C-188 outer encapsulation provides the leaktightness for retention of radioactive
material.

Therefore
1. as C-188 is certified Special Form RAM and provides leak tight containment AND
2. as the closure plug (the shielding) is retained over the inner shell assembly, which houses
the cobalt-60 C-188 sealed sources,

F-294 shall meet the NCOT containment system requirements (10 CFR 71.51 (a) (1)).

4.2.4 COOLANT CONTAMINATION
This factor is not applicable to the F-294 since it does not contain any coolant.
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4.2.5 COOLANTLOSS 3
Not applicable as per section 4.2.4 discussien above.

4.3 CONTAINMENT REQUIRENIEN TS FOR HYPOTHETICAL ACCIDENT

CONDITIONS

A full-seale F-294 test packagmg was subjected to elght drop tests, as listed below:
Test #1: Normal Free Drop Test: top end drop orientation
Test#2: 30 fi. Free Drop: side oblique drop orientation’ ,
Test#3C:  Puncture Test: impact on the zone near lift lug fin #4
Test #4: Puncture Test: impact cylindrical fireshield
Test #5: Puncture Test: impact on fixed skid lower plate
Test #6: 30 ft. Free Drop Test: top end drop orientation.
Test#7: - Puncture Test: impact on the crush shield upper plate
Test #8: Puncture Test: impact cylindrical fireshield (nameplate zone)

In the cavity of the F-294 test packaging, the radioactive contents were simulated using erght (8) dummy,
full-scale C-188 capsules in a full-scale F-313 source carrier.

The drop tests were conducted on February 25, 1998 atthe Chalk River Laboratory of Atomic Energy of
_ Canada, Chalk Rlver, Ontano, Canada

The drop test results are presented in Chapter2 Appendxx 2.10. 12
The dummy C-188s were helium leak tested prior to the drop tests and after the drop tests.

The cavrty of F-294 was air pressure tested and hehum leak tested pnor to the drop tests and after the drop
tests, .

The test results, as it pertains to the issue of the mtegnty of the F-294 eontamment system, are re-captured
and presented in Chapter 4, Appendix 4.4.7.

In the drop tests, when the F-294 is subjected to eight drop tests, the deceleratron loads are as per Table
4.4-T1. The location of accelerometers are as per Figure 44-F7.

In the hypothetical accident conditions of transport of F-294 loaded with 360 kCi of cobalt-60 in C-188
sealed sources, the inner shell assembly of F-294 is subjected to 20 psig internal pressure. The lower cavity
wall is at 500°F and the top closure plug is = 531°F (see Chapter 3, Sectron 3 S)

Using the above data (deceleration G-loads, internal pressure & temperatures in the F-294 cavrty), the
stress analysis of the components of the inner shell assembly and the closure plug of F-294 is carried out ;
and presented in Appendix 4.4.6. This stress analysis is supplemental to the actual drop tests carried out on
the full-scale F-294 test packaging, as the F-294 test packaging containment system was leak tested prior

to and after the eight (8) drop tests. (For details sée Appendix 4.4.7). Results are expected to be similar for
the F-294, with the F-457 source carrier, as for the F-294 with the F-313 source carrier because the F-457
source carrier, loaded with 80 C-188 capsules, weighs only 23 Ib. more than the fully loaded F-313 source
carrier. Also, the maximum activity is the same rega.rdless of the conﬁguratlon, therefore the total heat
generated within the container will remain the same.
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Maximum Absolute Decelerations for F-294 Transport Packaging (g’s)

Table 4.4-T1

Test# =
Accelerometer 116 136> | LOS 20 46 132} 60 22
Location Gl
Accelerometer 113 LOS LOS LOS LOS LOS LOS LOS
Location G2
Accelerometer 130 66 LOS 26 58 118 32 14
Location G3
Accelerometer 277" 73 23 35 0 0 50 15
Location G4

Notes:

1. The very high G4 value for Test No. 1 is not valid. G4 is mounted on the bottom of container fixed skid, a

thin plate supported around the perimeter of the skid acting as a diaphragm. As per Figure 6 of A-~16485-
TN-1 (designated Ref [10]), page 9, the maximum level attained by G4 does not occur until after the

initial impact.

The crush shield does not significantly deform during this test. The rigidity of the F-294 package in this
orientation and drop speed is a possible cause for the high deceleration value observed.
2. Test No. 2 is the first 30 ft. drop. G1 is very near the impact point for Test No. 2. It is observed to measure
the highest deceleration value. G3 and G4 are located further away from the impact point, and are subject
to “pivoting™ effect on impact. The crush shield fins on the impact target are greatly deformed, helping to

reduce the maximum deceleration value.

3. Test No. 6 is the second 30 ft. drop. The maximum value attained by G1 for Test No. 6 is similar to that
maximum attained for the first 30 ft. drop, Test No. 2. Again, the crush shield fins on the impact target

are greatly deformed, helping to reduce the maximum deceleration value.

4, LOS = Loss of signal.

4.3.1 PRESSURIZATION OF CONTAINMENT SYSTEM

The C-188 sources are loaded in a shielded cell at atmospheric pressure and source equilibrium
temperature or from the underwater pool facility under a 30 ft. head of water and at pool water
temperature. When the C-188 sources are in the F-294 container cavity, they reach an equilibrium

temperature in 24 hours of 824°F for a 374 kCi loading.

The cavity wall temperature is 387°F. The cavity is subjected to internal pressure of 16 psig per

section 4.2.2.1.

These temperatures are expected to be similar for the F-294/F-313 and the F-294/F-457 package
configurations since the maximum activity and the total heat generated are the same for both

configurations.
43.1.1

Maximum Internal Pressure

In the cavity of the inner assembly of F-294 container, the pressure build up after F-294 is subject to

0.5 hour thermal test is as follows:
= Average Temperature of F-294 Cavity in NCOT = 606°F

T:
Py
T;
P,

= Pressure of the cavity in NCOT = 29.6 psia

= Average Temperature of the cavity after fire test = 728°F
= Pressure of the cavity after fire test = ? (unknown) psia
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P; =Py x [To +460/[T, +460] .

=29.6 x [728 + 460}/[606 + 460]

=29.6 x 1,188/1,066

= 33.0 psia

=183 psig

= 20 psig (design). -
Therefore, the cavity of the F-294 in hypothetlcal accident condmons of transport (HACOT) is subjected
to an internal pressure of 20 psig and an average environment temperature of 721°F. The cavity wall
temperature is 500°F. These temperatures are expected to be similar for the F-294/F-313 and the
F-294/F-457 package configurations since the maximum activity and the total heat generated are
the same for both confi guranons

4.3.2 STRESS ANALYSIS OF CLOSURE PLUG AND INNER SHELL ASSEMBLY

Detailed analysis of the components of the containment system of F-294 during HACOT is carried out in
Appendix 4.4.6 to demonstrate that the inner shell assembly and the closure plug can withstand internal
pressure of 20 psig at 500°F and 132 g's G-load in top drop orientation and 136 g's in side oblique drop
orientation of F-294.

The following is 8 summary of the status of each of the components of the inner shell assembly and
the closure plug under appropriate driving forces and resulting in appropnate safety factors. In general
when the Safety Factor (SF) > 1 and the Margin of Safety (MS) > 0, it is demonstrated that the F-294
component design is adequate during Hypotheucal Acctdent Conditions of Transport (HACOT) of
F-294 package. ,

43.2.1 Closure Plug Bolted Joint
For the closure plug bolted ]omt the stresses, safety factors and margms of safety are:
I Closure plug bolted joint subject to mtemal prwsure and G-loads:

'Wrequired closure plug, HACOT =153,200 Ib.
Whotloadavaileble, HACOT = 1,586,000 Ib.
Safety factor (SF) =1035

Margin of Safety = SF —~ 1—1035 1=9.35

Asthcmargmofsafety(MF) is greaterthanzero, theboltedjomtas speclﬁedshallbe
maintained during HACOT of F-294 package.

2. .Bolt Stress due to applied torque + g—load (132 gs) .
Applied stress = 31,060 psi
Allowable stress = 180,000 psi
Safety Factor(SF) =579 - ,
Margin of Safety=SF~1=5.79-1= 479
3. Stress in the threads of the bolt hole
Applied stress = 6,650 psi
Allowable stress = 70,000 psi
Safety factor (SF) =10.52
Margin of Safety =SF - 1=10.52~1=9.52
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4.

Closure plug: in side drop

4.1

42

4.3

Closure plug bolts
Applied stress = 16,500 psi
Allowable stress = 180,000 psi

Safety Factor (SF) =109
Margin of Safety=SF-1=109 -1=99
Plug cylindrical body: side impact:

Applied compressive stress = 940 psi

Allowable stress = 70,000 psi
Safety Factor (SF) =744

Margin of Safety, MS=SF-1=744-1=734
Plug weld WPC1

Applied shear stress = 13,600 psi

Allowable stress = 70,000 psi

Safety Factor (SF) =5.14
Margin of Safety, MS=SF-1=5.14-1=4.14

4.3.2.2 Inner Shell Assembly

For inner shell assembly and components, the stresses or collapse loads, safety factors and margins of
safety are given below. The safety factor is defined as: allowable stress/applied stress. The allowable
stress is ultimate tensile stress of material at appropriate temperature.

Various components identified in Figure 4.F2 were subjected to internal pressure of 20 psig and stress
analyzed. The details of the calculations are given in Appendix 4-4-6. Summary is given here.

Lower Cavity wall due to build-up of internal pressure:

1.

Ghocp = 240 psi, SF =250, MS =249

Upper Cavity wall due to build -up of internal pressure:

Ohop = 304 psi. SF=197; MS =196

The bending stress in the lower cavity end cap, without taking restraint of lead into
account, is:

0, = 940 psi; SF = 74.4; MS = 73 .4

The bending stress in the upper cavity ring flange, without taking restraint of lead into
account, is:

s = 98 psi; SF = 615; MS = 614

Summary of stress analysis of inner shell assembly components under HACOT g-loads:
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Various components identified in Flgure 4.F2 were subjected to G-loads of 132 g's and stress analyzed.
/s The details of the calculations are given in Appendlx 4.4.6. Summary is given here.

1. Lower cavity tube buckling:

Appbed load = 74,710 Ib.
Collapse load =247 x 10° Ib.
SF =3,306; MS = 3,305
2. Lower cavity tube end cap:
Bending stress = 28,636 psi.
Allowable stress=70,000psi.
SF=24;MS=14 .
3. Upper cavity tube buckling:
" Appliedload =200,1001Ib.
Collapse load = 1,601 x 10° Ib.
SF =8,000; MS=7,999 v
-4,  Bending of upper cavity ring flange
Bending stress. = 8,345 psi. -
Allowable stress = 60,000 psi.
SF=7.18;MS=6.18 - -
5. Container top ring flange =
- Bending stress =3,710psi -
Allowable stress = 60,000 psi.
SF=161;MS=160 -

\ As the safety factors > 1 and as the margin for safety is>0, the bolted closure joint over the inner shell -
assembly of F-294 shall be maintained to resxst internal pmsure and G-loads dunng the hypothetxcal
accldent conditions of transport of F-294. :

The pmpose of the closure plug bolted j | joint is to provxde adequate shneldmg but not necessary leaktlghtness
of the joint between the closure plug and the inner shell assembly. It has been demonstrated that the closure
plug is retained when F-294 is subject to combination of forces during hypothetical accident conditions of
transport. Consequently the closure plug, which provides adequate shielding, shall be retained over the
cavity of F-294, which houses Special Form cobalt-60 MDS Nordion C-188 sealed sources. As C-188 is
certified Special Form RAM, the C-188 outer encapsu]atzon prov:dm the leaktlghtness for retention of
radioactive material. , :

Therefore
1. asC-188is oemﬁed Speclal Form RAM and provxdes leak tlght containment AND
2. as the closure plug is retamed over the i inner shell assembly, whnch houses the cobalt-60
C-188 sealed sources,

F-294 shall meet the hypothetleal accldent condmons of transport (HACOT) contamment system
requirements (10 CFR 71.51 (2) (2)).
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4.3.3 IMPACT OF THE PUNCTURE TEST

A single full-scale F-294 test packaging was subjected to eight (8) drop tests. Out of eight (8) drop tests,
five (5) drop tests were 40-in drop onto a puncture pin. The drop orientations were all around the F-294

test packaging, e.g.,

Test #3C: Puncture Test: impact on the zone near lift lug fin #4 (top corner)

Test #4: Puncture Test: impact cylindrical fireshield (side, mid-height)

Test #5: Puncture Test: impact on fixed skid lower plate (bottom)

Test #7: Puncture Test: impact on the crush shield upper plate (top)

Test #8: Puncture Test: impact cylindrical fireshield (nameplate zone) (side, mid-height)

The details of the drop test results are given in Chapter 2, Appendix 2.10.12. The test results, as it pertains
to the issue of the integrity of F-294 containment system, are re-captured and presented in Chapter 4,
Appendix 4.4.7.

As a result of F-294 test packaging having subjected to five (5) puncture pin drop tests, there was no
significant effect on the closure plug of the F-294 nor the C-188 source capsule. Therefore, it is concluded
that no breach of the F-294 containment system will occur as a result of this test.

4.3.4 IMPACT OF THE WATER IMMERSION TEST

The water immersion test discussed in Chapter 2, Section 2.7.4 will have no significant effect on the C-188
source capsules since they are designed and certified to withstand a minimum external pressure of 10000
psia (Appendix 4.4.2) which is significantly greater than the pressure increase of 21 psi resulting from

this test.

In addition, in Chapter 2, Appendix 2.10.5, it is demonstrated that the container outer shell assembly

(OD = 36 in.; wall = 0.5 in thick) of F-294 is capable of withstanding 664 psig external pressure, without
taking credit of the cooling fins welded to the container outer shell. As the OD of the inner shell assembly
(15.8 OD x 0.5 in. thick wall min.) is less than the OD of the container outer shell assembly (36 OD x 0.5
in wall), the container inner shell assembly is capable of withstanding external pressures greater than 664
psig. 664 psig capability is greater than the required test pressure of 21 psi.

The hypothetical accident conditions of transport, thermal evaluation is discussed in Chapter 3, Section 3.5
of this report. The maximum C-188 source capsule temperature predicted, using steady state normal
thermal test data and transient 0.5 hour fire test simulation data, is 940°F for the 360 kCi case, which is
below the testing temperature of 1472°F(800°C) which is required for Special Form to which the C-188
source capsule is certified (Ref. [3] and Appendix 4.4.2). The maximum source temperature will be higher
for the F-294/F-457 package configuration since the maximum source temperature at steady state is higher
than in the F-294/F-313 configuration and can be approximated at 955°F for the 360 kCi case. This is
below the testing temperature of 1472°F (800°C) to which the C-188 capsule was tested.

Due to the rise in temperature, there is a pressure build-up in the C-188. In Appendix 4.4.5, calculations
are presented to evaluate the stresses in the C-188 due to pressure build-up. The following is the summary
of findings:
Due to internal pressure of 27 psig in the C-188 during HACOT of F-294,

1. the hoop stress in the tube away from joint = 192 psi

2. the hoop stress in the tube at the joint = 288 psi

3. the bending stress in the end cap = 5 psi.

IN/TR 9301 F294, Revision 4 -4.12- July 2003



' Chapter 4

Based on yield stress of 15,000 psi for ss316L at 955°F, the C-188 has a Factor of Safety of 52 and
Margin of Safety of 51.

In summary, it is concluded that there wxll be no breach of containment system as a result of any of the
tests representing hypothetical accldent conditions of transport (HACOT).

4.3.5 FISSION GAS PRODUCTS '
This mqmrement is not apphcable since the F-294 does not oontam any fissile material.

4.3.6 RELEASE OF CONTENTS

As cobalt-60 MDS Nordion C-188 sealed source meets the Specxal Form Radioactive Material
requirements, it is concluded that there will be no breach of containment when C-188's are confined to

the cavity of F-294 and therefore there will be no release of radxoactwe material. Therefore the additional
requirements of this section are not applicable.’ '

4.4 APPENDICES 7 : »

The following appendices are included here to support the mformauon for this chapter.
Appendix 4.4.1  List of References for Chapter 4 ) -

Appendix 4.4.2  C-188 Certificates and Other Supportmg Documenmtlon

Appendix 4.4.3  Stress Analys1s of the Containment System durmg Normal Conditions of Transport
of F-294
Appendix 4.44 C-188 Structural Integrity. under Normal Condmons of Transpon Tests
Appendix 4.4.5  C-188 Structural Integrity under Hypothetical Accident Conditions of Transport Tests
Appendix 4.4.6  Stress Analysis of the Containment System Subject to Hypothetxcal Accident Conditions
. of Transport of F-294.
Appendix 44.7 F-294 Prototype Contamer Testing: Drop T&st Data Relcva.nt to the Containment
* System .
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Figure 4-F1
Containment System of F-294
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LOWER CAVITY TUBE

Figure 4-F2
Components of the F-294 Containment System
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Figure 4-F3
Cobalt-60 MDS Nordion C-188 Sealed Source
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| Figure4-F4
Seals in the Containment System
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Figure 4-F5
Welds of the Containment System
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'Figure 4-F6
- Bolted Closure of F-294 Containment System
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Figure 4-F7
Location of Accelerometers on F-294 Test Packaging
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APPENDIX 4.4.1
LIST OF REFERENCES FOR CHAPTER 4

»

10 CFR,‘ Chapter 1, Part 71 - Packagiﬁg and Transpbrtation of Radioactive Material, 1-1-91
Edition.

IAEA Safety Standard, Safety Series No. 6, Regulations for the Safe Transport of Radioactive
Material, 1985 Edition (as amended 1990).

NBS Handbook 126, American National Standard N542; Sealed Radioactive Sources,
Classification, 1977, US Department of Commerce/National Bureau of Standard.

ANSI N43.10, Safe Design and Use of Panoramic, Wet Source Storage Gamma Irradiators
(Category IV).
Canadian Institute of Steel Construction Handbook 1967.

Fraser, D.E., AECL-Commercial Products Report No. CPSR-367, “A Review of the Effects of
Elevated Temperatures on Type 316L Stainless Steel for ®Co Encapsulation”.

Nordion Document, IN/PR 0030 J1100, Technical Specification for the C-188 Sealed Source -
Part I Inactive Components and Assembly.

Nordion Document, IN/TS 0146 J1100, Technical Specification for the C-188 Sealed Source -
Part IT Active Components and Assembly.

Roark, 4th Edition, Formulas for Stresses and Strains.

Tromp, J., A-16485-TN-1: Deceleration Measurement during Drop Test of a F-294 Packaging,
CRL, AECL, Chalk River, Ontario, May 1998.

Birchall, R., A-16485-TN-2: Test Report: MDS Nordion F-294 Transport Packaging Testing,
CRL, AECL, Chalk River, Ontario, May 1998.

IN/TR 9301 F294, Revision 4 -Appendix4.4.1 Page 1 - July 2003



Chapter 4

APPENDIX 4.4.2
C-188 CERTIFICATES

This Appendix contains the following information and data.

1.  Cobalt-60 data sheet
2. 81/2x11 illustration speciﬁcation sheet of C-188 sealed source
MDS Nordion’s ANSI Certificate No 95 for C-188

MDS Nordion’s Special Form Radmactwe Material Test Summary No. 16
for C-188 _

5. Special Form RAM Certiﬁcate CDN/OOIO/S-% (Rev 6)
6. NR-0220-S-103-S: USNRC Source Registration for C-188

IN/TR 9301 F294, Revision 4 -Appendix44.2 Pagel- - _ o July 2003
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DETAIL *X"
SCALE 16:1

INNER CAPSULE
MODEL No.

# OF
INNER

CAPSULES

RADIOACTIVE
CONTENTS

CATTC-T7

£S 6L

PELLETS OR SLUGS

AC-191/AC-191

- 65 316L

PELLETS OR SLUGS

AC-195/AC-185

ZIRCALOY 2

PELLETS OR SLUGS

C-246

$S316L

PELLETS OR SLUGS

AC-339/AC-339

ZIRCALOY 244

PELLETS OR SLUGS

AC-345/C-348

ZIRCALOY 2/4 { SS 316L

SLUGS

C-177/AC-191

$S 316L/8S 316L

PELLETS OR SLUGS

C-TTACA95

§S 316L7 ZIRCALOY 2

PELLETS OR SLUGS

C-177/AC-338

§S 316L 1 ZLRCALOY 2/4

PELLETS OR SLUGS

AC-191/AC-195

$5 316L7 ZIRCALOY 2

PELLETS OR SLUGS

IR LI I LIRS 3
m

AC-191/AC-339

§S 316L/ ZIRCALOY 2/4

PELLETS OR SLUGS

-
N

AC-195/AC-339

2
2
2
2
2
2
2
2
2
2
2
2
or

~jprcaLoY 2zIRCALOY 24

PELLETS OR SLUGS

-
(]

OTHER INNER(S)

1or2

| 55316L OR ZIRCALOY 24

SLUGS, PELLETS OR WAFERS

NOTE: ALL DIMENSIONS IN INCHES

MD§ Nordion

447 March Road, P.0. Box 13500
Kanata, Ontarlo, Canada, K2K 1X8

TIILE

C-188 Sealed Source
USNRC Registration

IN/SS 1381 C188 REVISED FEB 00 JOCN A-1638-D03-A

Feb 88 No. c. 1 8 8 (U) ISSUE

CHE m;ﬁvso 3
[ SHEET 1 OF 1

Tol: (613) 592-2790 - Fax, (613) 592-6937

THIS DRAWING IS THE PROPERTY OF MDS NORDION INC. AND IS SUBMITTED
FOR CONSIDERATION ON THE UNDERSTANDING THAT THERE SHALL BE NO
EXPLOITATION OF ANY INFORMATION CONTAINED HEREIN EXCEPT WITH
THE SPECIFIC WRITTEN AGREEMENT OF MDS NORDION INC.




{DS/Nordion
CERTIFICATE

SEALED SOURCE _

CLASSIFICATION DESIGNATION AND PERFOHMANCE |

Sealed sources are classified in accord with standards established by
THE AMERICAN NATIONAL STANDARDS INSTITUTE (ANSI) and
THE INTERNATIONAL ORGANIZATION FOR STANDARDIZATION (ISO)

CERTIFICATENO: 95 DATE: 99-12-12 |
CAPSULE MODEL:. C-188 (Bounding Conditions) . CONTENTS: Cobalt -60
TEST REFERENCE REPORT: IN/TR1382 C188

CAPSULE MATERIAL: 316L Stainlesssteel - OVERALL DIAMETER: 0.380"
ENCAPSULATION: Double - OVERALL LENGTH: 17.777"
ANSI CLASSIFICATION AND PERFORMANCE STANDARD! * ANSI 96:E64424
CLASSIFIED PERFORMANCE STANDARD®
TEST CLASS METHOD REMARKS
\_/ TEMPERATURE 6 Test ~ Pass
EXTERNAL 4 Test ‘ Pass
PRESSURE ,
IMPACT 4 Test Pass
VIBRATION 2 Test Pass
PUNCTURE 4 Test Pass

(1) See definition on reverse side
(2) See Table 1. Performance Standards on reverse SIde
(3) American National Standard N43.6-1997 s a revision of ANSI N542- 1977

(4) Exceptions: Category I, lll Gamma irradiation sources- Temperature class 5.

COMMENTS: Capsule integrity assured by Helium leak tests (ANS /HPS N43.6-1997, paragraphs A2.2.6 to
A2.2.6.3.)

It is hereby certified that the described sealed source meets the speclfled standard as prescribed in ® American National
Standard N43.6-1997 “Sealed Radioactive sources, Classification”. This standard complies with the classification and
performance requirements of ISO 2919-1999(E), (see Note 4 above for exceptlons)

37 ' .
Tested by & Approved
Title aterials Specialist Title Manager, Package Engineering
\_/ Date FF/Z oy Date ‘M/ ‘2 /If
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(Ds Nordion
/
SPECIAL FORM RADIOACTIVE MATERIAL
~ TEST SUMMARY |
The capsule model specified herein has been evaluated in accord with the International Atomic Energy Agency (L.A.E.A.)

. Safety Series No. 6, Regulations for the Safe Transport of Radioactive Matenal 1985 Edmon, {as amended 1990) Section
V1, paragraphs 604-613 and 618.

TEST SUMMARY: 41 ,
CAPSULE MODEL: C-188 (Bounding Conditions)
TEST REFERENCE REPORT: IN/TR 1596 C188
CAPSULE MATERIAL: 316L Stainless Steel

- DATE: = 99-12-12
CONTENTS: Cobalt-60

OVERALL DIAMETER: 0.380

ENCAPSULATION: Double 'OVERALL LENGTH:  17.777"
SPECIAL FORM REQUIREMENTS("
TEST PASS FAIL METHOD REMARKS
IMPACT X Comparison | See Comments 3, 4,5
(607)(618)
PERCUSSION X .Comparison See Comments 3, 4,5
S _(608) :
BENDING X Test Pass
_{609)
HEAT X Comparison See Comments 2,4, 5
~ {610)
LEACHING - : - See Comment 1
(612)(613) ' :

{1) See Special Form requirements on reverse side

COMMENTS: 1) Capsule integrity following bend test;zas verified by helium leak testing.

2) Paragraph 611(b), Safety series no. 6 specifies that the requirements of the Heat Test can be satisfied
with the completion of a Class 6 Temperature Test per ISO 2918-1980 (E).

3) Paragraph 611(a), Safety series no. 6 specifies that the Impact and Percussion performance tests can
be satisfied with the completion of a Class 4 Impact test per ISO 2919-1980 (E).

4) 1ISO 2919-1980 (E) Heat and Impact Tests are identical to ANS N43.6-1997.

5) The test reports for the Class 6 Temperature Test and the Class 4 Impact Tests are attached to ANSI
certificate #95.

This summary verifies that the described capsule model meets the requirements of Special Form in accordance with the
LA.E.A. Safety Series No. 6, Regulations for the Safe Transport of Radioactive Material, 1985 Edition, ( as amended 1990)

Section V1, paragraphs 604-613 and 618.
Uganil

/

Tested by \ Approved
\_/ Title terials Specialist -~ . Title  Manager, Package and Facility Engineering
Date  @o_yz - ps- Date 77//2//¢



Certification o

l * I Canadian Nuclear Commission canadienne
Safety Comxmssxon de sfireté nucléaire

-

_SPECIAL FORM RADIOACTIVE MATERIAL CERTIFICATE NO. CDN/0010/5-96, (REV. 6)

30-A2-187-0 | ' January 21, 2003
The Canadian Nuclear Sé.fety Commission hereby certifies ihat the éapsule, as described below, has been.
demonstrated to meet the regulatory requirements prescribed for special form radloactlve material as

defined in the Canadian Packaging and Transport of Nuclear Substances Regulations " and in the IAEA
Regulatlons 1 subject to the followmg limitations, terms and conditions.

CAPSULE IDENTIFICATION
MDS Nordion C-188 Capsule, Types 1 to 13 inclusive.

CAPSULE DESCRIPTION

The C-188 capsule, Types 1 to 13 inclusive, as shown on MDS Nordion Drawing No. G130102-177,

./ (Issue B) consists of an outer welded stainless steel body with solid end caps containing a variety of
welded inner capsules. The overall length is 452 mm. The end cap diameters are 11.2 mm and the body
diameter is 9.7 mm. The inner configurations consist of either one or two welded stamless steel or
zircaloy capsules containing Cobalt-60 metal in slug, wafer or pellet form.

An illustration of the capsule is shown on attached speciﬁcation Drawing No. C-188 (Issue 17).

AUTHORIZED RADIOACTIVE CONTENTS

This capsule is authorized to contain not more than 630 TBq (17 000 Ci) of Cobalt-60 in slug form or not
more than 520 TBq (14,000 Ci) of Cobalt-60 in wafer or pellet fon'n

QUALITY ASSURANCE '

The quality assurance program for the C-188 capsule shall be in accordance with the requirements of
MDS Nordion Procedure No. IN/QA 0562 A000 (Issue 2) P}, "Sealed Source Qualng Plan" and Technical
Specifications Nos. IN/TS 1486 C188/C306 (1)**) and IN/TS 0146 C188/C306 (5™ for design,
manufacture, testing, documentation and inspection, as required by paragraph 310 of IAEA Regulations®!,

Page 1 of/de 2

i+l

Canadi



CDN/OU10/S-96 (REV.6) < - Papedofiled . Canad?i‘ |

N
EXPIRY DATE

This certificate expires September 30, 2006.

P.Nelson
- Designatted Officer pursuant to

subsection 37(2)(a) of the

Nuclear Safety and Control Act.

REFERENCES -
0} Canadian Packaging and Transport of Nuclear Substances Regulanons, SORS/2000-208,
May 31, 2000
@l International Atomlc Energy Agency Safety Standards Series No. TS-R—l (ST-1 Revised),
Regulations for the Safe Transport of Radioactive Matenal 1996 Edition (Revised).

/P! Or latest current revision
NOTES

Revision 0: November 09, 1989. Original certificate.

Revision 1: November 16, 1993. Issued to the IAEA 1985 Regulations.

Revision 2: October 03, 1994. Revised to include the "-85" suffix.

Revision 3: January 15, 1999. Certificate renewed.

Revision 4: March 07; 2000. Certificate revised.

Revision 5: September 26, 2002. Issued to the IAEA 1996 Regulanons Certificate renewed.
Revision 6: January 21, 2003. Revised to correct typographical error.

NoUerLPD-

: .
' 3



! END CAP

17.8 in. max (452 mm max)

LA\ 4

——>
0.44 in. max. (11.2 mm) dia.

ACTIWEFUSIONWELD 7

./END cap

INACTIVE FUSION WELD

OUTER CAPSULE: -
0.38 in. O.D. x 0.025 in. wall
(9.7 mm x 0.64 mm) :

INNER CAPSULES

RADIOACTIVE MATERIAL

C-188 Type
Number

Mode! Number
of Inners

-
.

C-A77/C-177
AC-191/AC-191
AC-195/AC195
C-246
AC-335/AC-339
AC-345/AC-348
C-17T/IAC-191
C-177/AC-195

® @ N o B s o

C-177/IAC-339

-
e

AC-191/AC-185
AC-191/AC-330
AC-185/AC-335
See Note 6 |

[ S
w b P

Notes

PR

Conforms to IAEA Special Form requirements.
AECS Certificate No. CON/OC10/3-85. -
Radioactive Material: Cobalt-60 in solid form.
Outer capsule material: Type 316L stainless steel.
All capsules are sealed by fusion welds.
Engraved on capsule:
(A) Upper end cap
face: serial number
diameter: C188 Co60 -
(B) Lower end cap diameter: MOSN X and Trefoil
where X is materiaf heat number.
Any inner design constructed from stainless steel
or Zircaloy consisting of cne or more capsules
contzining Cobalt-60 pellets, slugs or wafers
and of a design similar, but not identical ta one
or more of those contained in types 1 to 12.

(DS/ Nordion .

447 March Road, F.Q. Box 13500
Kanata, Ontario, Canada, K2K 1X8
Tof: (613) §92-2790 - Fax. (613) 592-6937

TME

'C-188 Cobalt-60 Sealed Source

REF, . G130102.177
IN/SS 1383 C188

REVISED FEB 00 locu A-1688-D-01A

THIS DRAWING IS THE PROPERTY OF MOS NORDION INC. AND IS SUBMITTED
FOR CONSIOERATION ON THE UNDERSTANDING THAT THERE SHALL BE NO
EXPLOITATION OF ANY INFORMATION CONTAINED HEREIN EXCEPTWITH

THE SPECIFIC WRITTEN AGREEMENT OF MDS NORDION INC.

DATE FEBE&7

No. ISSUE

C-188

DRAWN ] CHECKED A;TZVED 17
Q;Ip % SHEET

1 OF 1 !
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REGISTRY OF RADIOACTIVE SEALED SOURCES AND DEVICES
SAFETY EVALUATION OF SERLED SOURCE
(AMENDED IN ITS ENTIRETY)

NO: NR-0220-S-103-S  DATE; 01/23/02 PAGE 1 OF 10
DEVICE TYPE: Gamma Irradiator Source

MODEL:_ C-188 (Series) Types 1 through 13
C-306 (Series) Types 1 and 2 '

MANUEACTIRER/DISTRTRUTOR: MDS Nordion,
, A division of MDS (Canada) Inc.

(formerly Nordion International,
Inc. and Atomic Energy of Canada,
Ltd.)

447 March Road

Ottawa, Ontario

Canada K2K 1X8

ISOTOPE: _ MAXTMIM _ACTIVITY:
Cobalt-60 - (c-188, slug material)
17,000 curies (629 TBq)
(C-188, wafer and pellet material)
14,000 curies(518 TBq)

{C-306)
8,500 curies(314.5 TBq)

LEAK TEST FREQIENCY: 6 months

PRINCIPAL NSE: (M) Gamma Irradiator, Category IV

CUSTOM-SOURCE: — B X W



'REGISTRY OF RADIOACTIVE SEALED SOURCES AND DEVICES
| SAFETY EVALUATION OF SEALED SOURCE
(AMENDED IN ITS ENTIRETY)

NO: NR-0220-S-103-S DATE: 01/23/02 GE_2 OF
DEVICE TYPE: Gamma Irradiator SOurée
ESC ON:

The Models C-188 and C-306 are doubly encapsulated fusion welded
sources consisting of one or two inner capsules and an outer

- capsule. The outer capsule is the same for each source model

except for the length. The inner capsules vary according to the
type and activity required. :

The Model C-~188 contains one or two inner capsules in various
combinations according to type as shown in the table below:

€-188 Type Mode]l Number - €=188 Type Model Number
Number Of Inner(s) Number Of Inner(s)
1l c-177/C-1717 . : 7 C-177/AC~-191
2 AC-191/aC-191 8 C-177/ARC-195
3 AC-185/AC-185 9 . C=177/AC-33%
4 C-246 ) . 10 AC-191/AC-195
5 AC-339/AC~-339 11 AC-191/AC-339
6 AC-345/C-348 12 AC-195/AC-33%
' 13 Two inners
maximum.

The inner capsules vary according to the user requirements. The
Model C-188 outer encapsulation is constructed of 316L stainless
steel having dimensions as shown: :

Max. Nominal Min.
(inch) (mm) (inch) (mm) (inch) (mm) -
Overall length 17.9 454.7 17.8 452.1 17.7 44%8.6
Outside dia. at end caps 0.50 12.7 0.44 '11.2 0.40 10.2
Outside dia. of body 0.40 10.2 0.38 9.7 0.37 9.4
Wall thickness of body 0.027 0.69 0.026 0.63 0.023 0.58

The end cap is attached to the main body using a fusion weld.
Selection of the inner capsule/s varies according to user
requirements in a configuration as shown above for Type Number 1
through 13. Source Models C-188 and C-306 have a consistent fit
of minimum overall diameter and length dimensions between the
inner and outer capsules to be within the range of a minimum
diametrical clearance 0.001 inches (0.025 mm) and 2 minimum
length clearance of 0.06 inches (1.5 mm) respectively.



REGISTRY OF RADIOACTIVE SEALED SOURCES AND DEVICES
SAFETY EVALUATION OF SEALED SOURCE
- (AMENDED IN ITS ENTIRETY)

~ NO: NR-0220-5-103-S DATE: 01/23/02 GE 0
DEVICE TYéE: Gamma Irradiator Source
SC ON_(Cont’d):

This does not mean the diametrical gap will be 0.001 inches
(0.025 mm) in all sources of Models C-188 and C-306. Previously
distributed C-188 Types 1 to 12 and C-306 Types 1 and 2 have the
same diametrical and longitudinal gap as they always had, as the
designs of these sources have not changed.

The Model C-30€ outer capsule is the same for all types. The
inner capsule varies according to the user requirements. The
Model C-306, Type 1 source contains one Model C-339 inner
capsule; the Type 2 contains one C-177 inner capsule. Prior to
December 21, 1998, the Model C-306, Type 1 source contained one
Model AC-195 inner capsule, Type 2 contained one AC-191, and Type
3 contained one C-177 inner capsule (Type 3 is no 1longer
manufactured as of March 30, 2000).

The Model C-306 outer encapsulation is constructed of 316L
stainless steel having dimensions as shown:

Max. Nominal Min,
(inch) (mm) (inch) (mm) (inch) (mm)
Overall length 9.6 243.9 9.5 241.3 9.4 238.8
Outside dia. at end caps 0.50 12.7 0.44 11.2 0.40 10.2
Outside dia. of body 0.40 10.2 ° 0.38 9.7 0.37 9.4
Wall thickness of body 0.027 0.69 0.026 0.63 0.023 0.58

The end cap is attached to the main body using a fusion weld.
Selection of the inner capsule varies according to user
requirements; i.e., either Type 1 or Type 2 configuration. The
fit of overall diameter and length dimensions between the inner
and outer capsules is within the range of a minimum diametrical
clearance 0.001 inches (0.025 mm) and a minimum length clearance
of 0.06 inches (1.5 mm) respectively.

The inner capsules of source Models C-188 and C-306 have a
maximum diameter of 0.32 inches (8.13 mm) and a minimum wall
thickness of 0.015 inches (0.38 mm). The length of the inner
capsules, the capsule material, and the radiocactive source
contents vary for each model as shown here in: -



REGISTRY OF RADIOACTIVE SEALED SOURCES AND DEVICES
- SAFETY EVALUATION OF SEALED SOURCE
(AMENDED IN ITS ENTIRETY)
NO: NR-0220-S-103-S DATE: 01/23/02 GE 4 OF 1
DEVICE TYRE: Gamma Irradiator Source

DESCRIPTION (Cont’d):

Model No. Radioactive , Capsule X ength
nner Contents , Material {inch) (mm)
C-246 pellets or slugs 55316L 16.6 422
AC-339 pellets or slugs  Zircaloy 2/4 8.3 211
C-177 - pellets or slugs - 55316L 8.3 211
AC-191 pellets or slugs 55316L 8.3 211
AC-185 - pellets or slugs -Zircaloy 2 8.3 211
AC-345 slugs _ Zircaloy 2/4 11.3 287
C-348 slugs 55316L 5.3 134
c-188 - '
Type 13 slugs, pallets, Zircaloy 2~4 16.6 422
or, wafers '§8316L

The source material in the inner capsules is either

0.03-0.25 inches (0.76-6.35 mm) long and 0.03-0.25 inches (0.76-
6.35 mm) diameter nickel plated cobalt pellets, or approximately
0.25 inches (6.35 mm) diameter and 0.03-0.5 inches (0.76-12.7mm)
long nickel plated cobalt wafers, or approximately 0.25 inches
{6.35mm) diameter and 0.5~3.0 inches (12.7-76.2 mm) long nickel
plated slugs.

The majority of sources contain slug material as active contents.
Occasionally, for low activity or sources regquiring close
tolerance dose outputs, material in pellet/wafer form is used as
the active contents. The use of pellets/wafers makes it possible
to mix pellets/wafers of various activities along with inactive
pellets/wafers to accurately obtain required dose outputs. The
pellets/wafers are of metallic form and nickel plated and, thus,
indispersable in water.

BELING:

Each model of the inner capsule assemblies is engraved on the end
capsule with a serial number except the Model C-246 which is
engraved on the body. &All batches of inner capsules used in
Model C-188 shall be traceable to the C-188 serial numbers. The
Quality Assurance records for the inner capsules of all sources
are maintained by MDS Nordion, Inc. The serial numbers for all
sources shall be issued and controlled by MDS Nordion, Inc.
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ab n C rd):

. The Model C-188 and C-306 sources are engraved in the following
manner: :

e a unique serial number on the upper end cap face;

* either "C-188" or "C-306" and "Co 60" on the upper end cap
diameter; ' ' '

e the radiation trefoil and "MDSN X" (where MDSN designation
of manufacturer, MDS Nordion, Inc., and X is the material
heat number) on the lower end cap diameter. Sources
manufactured under the earlier names of the company had been
engraved correspondingly as "AECL" or "NII X."

DIAGRAM:
Sée Attachments 1 and 2.

CONDITIONS OF NORMAL USE:

The source Models C-188 and C-306 sources are designed primarily
for use in wet source storage, pool type irradiators. Typical
environments associated with the use of these irradiators include
high temperatures, thermal shock due to sources being brought out
of and into the water, and long term contact with water.

The sources may be used in dry source storage irradiators and
environments for these devices would typically be less harsh.
These uses would typically be medical facilities and laboratories
fit for human occupancy. Therefore, the sources would be
expected to be subjected to ambient temperatures and pressures.
However, high activity sources may be exposed to elevated
temperatures and temperature cycling due to internally generated

heat.
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DEVICE TYPE: Gamma Irradiator Source
PROTOTYPE TESTING:

The manufacturer conducted ANSI classification tests in order to
classify the Model C-188 source. Category IV iradiators must
have a2 minimum classification of E53424 to meet the requirements
of 10 CFR 36.21 and ANSI N43.6. The Model C-188 source was
successfully tested to E65646 in accordance with ANSI N542-1977,
"Sealed Radioactive Sources, Classification." The tests were
conducted by using dummy slug material rather than pellet
material, because the slug configuration represented the more
severe conditions. The manufacturer conducted an additional bend
test, as specified in ANSI N43.10, "Safe design and Use of
‘Panoramic Wet Source Storage gamma Irradiators."™ In the bend
test, the Model C-188 source performed to Class 5.

The manufacturer stated that the Model C-306, Types 1-and 2,
capsule met the standards of ANSI classification E54434 based on
comparison with the Model C-188 capsule.

The manufacturer tested Model C-188 Type 13 for a worst-case
scenario. Prototype models tested had a minimum 0.001 inches
(0.025 mm) diametrical tolerance between the inner and the outer
encapsulation. The inner length was represented by two equal
solid rods of Type 316L stainless steel (stainless steel has a
higher stiffness than Zircaloy). These solid bars exerted worst-
case forces on the outer capsule during the ANSI testing. The
solid bars were used to simulate the maximum resistance offered
by the inner during testing. -Tubing, without end caps, was used
to simulate the least resistance by the inner during testing.

The outer source encapsulation retained its integrity over
bounding stiffness range for the inner capsules. These worst-
case prototypes were tested to E64424 classification and an
additional class 5 bend test was done. The manufacturer test
reports indicated that the outer encapsulation retained its
integrity under these worst-case test conditions.

RNAL D ON VELS:
A calculation of dose rates was done using the gamma radiation

constant for cobalt-60 of 1.32 R/hr (13.2 mSv/hr) at one meter,
per curie (39.4 in., per 37 GBQ). A source containing maximum
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RNAL RADIATION LEVELS rd):

17,000 curies (629 TBg) would be expected to yield the following
dose rates:

Pistance adiat ev
from source R/hr Sv/hr
100cm/39.4 in 22,000 : 220
30cm/11.8 in 250,000 2,500
5em/1.97 in . 9,000,000 90 000

A source containing 14,000 curies (518 TBq) would be expected to .
yield the following dose rates:

Pistance ‘ Radiation level

from source R/hr Sv/hr
100cm/39.4 in 18,500 185
30cm/11.8 in 205,000 " 2,050
- S5em/1.97 in 7,400,000 74,000

A source containing 8,500 curies (314.5 TBq) would be expected to
yield the following dose rates:

stan adiatio eve
from source R/hr Sv/hr
100cm/39.4 in 11,000 110
30cm/11.8 in 7 125,000 ' 1,250
5em/1.97 in 4,500,000 : 45,000
N N ON 2

MDS Nordion, Inc. (formerly AECL and Nordion International, Inc.)
maintains a quality assurance and control program which has been
deemed acceptable for licensing purposes by NRC. A copy of the
program is on file with the NRC.

As a sole manufacturer and distributor of source Model C-188,
Type 13, MDS Nordion, Inc. is committed to ensure that inners of
Model C-188, Type 13 sources manufactured and supplied to MDS
Nordion, Inc. by other manufacturers, who maintain a NRC license,
shall meet the requirements outlined in this registration
certificate. )
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DEVICE|IYPE: Gamma Irradiator Source

QUALITY ASSURANCE AND CONTROL (Cont’d):

MDS Nordion, Inc. has committed to periodically conduct audits of
subcontractors and source suppliers to ensure consistency and
sustained production of quality products.. Subcontractor and
suppliers shall be audited as needed in accordance with the
provisions of ISO 9000 registered Quality Program. The results
of such audits, follow-ups and corrective actions shall be
recorded, retazned, maintained and made available for inspections
and audits.

1 NS_AND/OR ER_CON RATIO USE:

* The sources shall be distributed only to persons
specifically licensed by the NRC or an Agreement State.

e Handling, storage, use, transfer, and disposal: To be
determined by the licensing authority. 1In view that the
sealed sources exhibit high surface dose rates when
unshielded, they should be handled only by experienced
licensed personnel using adequate remote handling equipment
and procedures.

« These sources shall not be subjected to an environmental or
other condition of use which would exceed an ANSI N542-1977
Classification of TIES4434.

e All C-188 Type 13 source will be tested to ANSI N542
classification 77E64424. It must also pass the additional
Class 5 bend test prescribed in ISO 2919-1999(E). A Type 13
configuration shall not be used until these tests have been
successfully completed and the simulated sources have been
found leak tight.

e Any inner capsules acquired from other manufacturers are
subject to MDS Nordion, Inc. approved gquality requirements.
MDS Nordion, Inc. is responsible for ensuring manufacturer's
conformance to these requirements and requirements of other
USA regulatory authorities.

» This registration sheet and the information contéined within
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I TIONS AND/OR ER ONS DE NS E ont’d) :

the references shall not be changed without the written consent
of the NRC.

REVIEWER NOTE: Sources used in wet source storage irradiators
shall be tested for contamination according to Section 36.58,
10 CFR Part 36. S

REVIEWER NOTE: These sources may be used in dry source storage
irradiators. Sources used in these devices shall be

leak tested at intervals not to exceed six months using :
techniques capable of detecting 0.005 micro curie (185 Bg) of
removable contamination.

AT NALYSIS S RY:

Based on our review of the information and test data cited below,
including the claimed ANSI classification, we continue to
conclude that the Model C-~188 and C-306 source designs are
acceptable for licensing purposes.

Furthermore, we continue to conclude that the Model C-188 and
C-306 sources would be expected to maintain their containment
integrity for normal conditions of use and accidental conditions
which might occur during the uses specified in this certificate.

EFERENCES :

The following supporting documents for the Models C-188 and C-306
sources are hereby 1ncorporated by reference and are made a part
of this registry document.

s Atomic Energy of Canada, Ltd. letters dated October 29,
1973, June 14, 1974, September 20, 1984, and July 18, 1985
with enclosures thereto.

* Nordion International, Inc. letters dated June 25, 1993,
March 16, 1992, December 5, 1991, and October 3, 1988, with
enclosures thereto, and letter received November 18, 1991,
with enclosures thereto.



REGISTRY OF RADIOACTIVE SEALED SOURCES AND DEVICES
SAFETY EVALUATION OF SEALED SOURCE
(AMENDED IN ITS ENTIRETY)

NO: NR-0220-5-103-S DATE: D}/23/02 PAGE 10 OF 10
REFERENCES (Cont’d):
< MDS Nordion, Inc. letters dated January 13, 1998,

February 16, 1998, April 3, 1998, December 21, 1999, and

March 6, 2000, with enclosures thereto.
*« MDS Nordion letter dated December 14, 2001, requesting name and
. address change.

ISSUING AGENCY:

U.S. Nuclear Regulatory Commission

Date: ___01/23/02 : _ Reviewer: 27K /'-M "
“Michelf L. Burgess

Date: ___01/23/02 Concurrence: ML’ Pfjl ¢ 97

[fohn P.(fankovich
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APPENDIX 4.4.3
STRESS ANALYSIS OF THE CONTAINMENT SYSTEM SUBJECT TO
NORMAL CONDITIONS OF TRANSPORT OF F-294
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Chapter 4

1. INTRODUCTION

The inner shell assembly and the lid (closure plug) is defmed as. the containment system of F-294
package. Figure 4.4.3-F1 depicts the F-294 containment system.

During the normal conditions of transport (NCOT), the F-294 package w1th either the F-3 13 or F -457
source carrier is subjected to following: -
1. Internal pressure in the cavity of 16 psig. the cav1ty walls are at 401°I-' The closure plug is at
~ 446°F (at the cavity end) and 288°F at the external surface. :
2. Inthe 3 fi. drop, the F-294 is subjected to 130 g's in the top drop orientation. -

The purpose of the closure plug bolted joint is to provide adequate shielding, but not necessary -
leaktightness, of the joint between the closure plug and the inner shell assembly. In this Appendix, it is
demonstrated that the closure plug is retained when F-294 is subject to combination of forces during
normal conditions of transport. Consequently the closure plug, which provides adequate shielding,
shall be retained over the cavity of F-294, which houses Special Form cobalt-60 MDS Nordion C-188
sealed sources. As C-188 is certified Special Form RAM, the C-188 outer encapsulation provides

the leakughtn&ss for retention of radioactive material.

'Iherefore
1. as C-188 is certified SpeclalFoszAMmdprovxd& leakhghtoontamment&*l_g

2. as the closure plug is retained over the inner shell assembly, ‘which hous&s the cobalt-60 C-188
sealed sources,

F-294 shall meet the NCOT containment system requirements (10 CFR 7151 (2) (i)).

2. STRESS ANALYSIS OF CLOSURE PLUG BOLTED J OINT

2.1 CLOSURE PLUG BOLTED JOINT SUBJECT TO INTERNAL PRESSURE
AND G-LOADS '

Due to bmld-up of internal pressure, the main plug bolted closure is exammed in detail. The internal
pressure in the cav1ty is 17 psxg (sec Flgure 4, 4.3-F2) )

211  Internal Pressure Load, Wop

The internal pressure load, Wep is calculated as follows:
Wor =AP* Area

=AP * [r * GY/4] :
=16.* 1 * 15.91%4 [psi * in?]
= 3,200 Ib.
where
AP =16psi (mtemal pressure - out51de the F-294 container at atmosphenc pressure)
G -gaskctreactlondlameter 15 91 in

2.1.2 Gasket Seatmg Load, Fsc ‘

~ Fsg —-n*b*G*y —
where
b = effective gasket seating w1dth
G = gasket diameter &
y = gasket seating stress = 200ps1
(Ref[17] i.e., ASME VIII Div. I: TahleUA-49-1)
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Basic gasket seating width, by = actual width of gasket/2
= (1638~ 15.44) x 0.5/ ~/
=0.235in

When b < 1/4 in., the effective gasket seating width, b= by = 0.235 in.

When by < 1/4 in., diameter at location of gasket reaction, G

G = Mean diameter of gasket contact face
= (16.38+15.44)x0.5
= 1591 in.
Gasket seating Load, Fsg

Fs¢6 =n*b*G*y
=m *0.235* 15.91 * 200

=2,4001b.
Therefore, gasket seating and internal pressure load acting on the plug,
Whott load required =FSG + WOP
=2,400 + 3,200
= 5,600

Design check: what is the total bolt load available on basis of 2/3 * yield stress of the bolt material?
16 cap screws (1-8-UNC: UNBRAKO 1960) 1-in. are specified as closure plug bolts.
For UNBRAKO 1960 cap screw material, UTS = 180,000 psi; YS = 155,000 psi.

Bolt data - 1-in. nominal diameter

stressareaperbolt = 0.551 in’

root diameter =0.838in
UNC = coarse thread ;‘
8 threads per inch (8 tpi). N
Woolt lood available =no. of bolts x bolt area x allowable stress

=16x0.551 x[2/3x YS]

=16 x 0.551 x 0.667 x 155,000

=911,000 Ib.

AS Wik toad avaitable (911,000 1b.) > W 101 10ad required (5,600 1b.), the closure plug bolting design is more than
adequate to resist the forces on the closure plug due to internal pressure.

Now let us consider additional forces on the closure plug due to 130 g's on F-294 resulting from 3 ft. drop
of F-294, in normal top end drop test.
WoLoap = Load due to G-load = W x Gnoor = 1,135 Ib. x 130 g's '
= 147,600 Ib.
where
W = Wrrue + Woonrenr = 1,070 + 65 = 1,135 Ib. |
The total load on the closure plug required to maintain flanged, gasketed joint in NCOT is

W required closure plig NOOT = Fsg + Wop+ Wag10ap
=2.400 + 3,200 + 147,600 Ib.
= 153,200
AS Wit 1oad avaitabte (911,000 1b.) >Wequired closure phegavcor (153,200 Ib.), the closure plug bolting design is more

than adequate to resist the forces on the closure plug due to intemal pressure and G-loads on F-294 arising
from normal drop tests.

Safety factor (SF) = Wott load available! W required closure phug, NOOT
=911,000 1b./153,200

o |
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MargmofSafety=SF 1=595-1=495 ‘ |
As the margin of safety (MF) is greater than zero, the bolted joint as speclﬁed shall be maintained during
NCOT of F-294 package. _

22  BOLT STRESS DUE TO APPLIED TORQUE.

100 ft.-1b. per bolt nominal torque is specified in the preparation for shlpment procedure (see Chapter 7,
Section 7.1) for the closure plug bolts of the F-294 contamer ‘

UNBRAKO catalogue specxﬁes for bolt (screw) material: 155, 000 yleld stress at room temperature

The direct bolt stress, s, is
s =F/A,
- =[T/02 * Dux)V/A:
=100 x12/(0.2 * 1.0)/0.551
= 10,890 psi
The shear stress t due to torque, T, is
t =TD/)
= [TD/2}[rD,32]
- =16T/[x*D;)
=16*100* 12/[11:*0838’]
- =10,390psi
The principal stress is: -
s =) +V[E2)+1]
= 10,890/2 + V[(10,890/2)* + 10,3.902 ]
=5,445+15,050
= 20,500 psi
The principal stress sp; of 20,500 psi is less than 100 000 ps1 allowable stress for the bolt material
(2/3 of yield stress of 155,000 psi).
Safety Factor (SF).  =allowable stress/applied stress
= 100,000/20,500
=487
Margin of Safety = SF -1 = 4.87 -1 =3.87
where
F = Applied force per bolt, Ib.
=T/CD
= applied bolt torque ft.-Ib. or in.-Ib.
= Nominal bolt diameter, 1 in.
= constant = 0.2 typical.
= area at minor dia. of thread = 0.551 in®
= root diameter of external thread = 0.838 in.
= Polar moment of inertia for round shaft (in®)

“gragH-
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23 SHEAR OF THREADS IN THE BOLT HOLES

This analysis is intended to demonstrate that the threads in the flange bolt holes are strong enough to resist
operating pressure, gasket seating and G loads. See Figure 4.4.3-F3 for force free body diagram.

Bolt hole - Internal thread specification:
1-8-UNC-2B
1.0 in. thread length of bolt engagement (i.e., bolt hole 1.25in. deep)
8 threads per inch (tpi)
0.9188 basic pitch diameter
0.125 pitch (p)
Socket Head screw specification:
e 1-8-UNC,2.0in. long.
s Effective thread length=1.0 in.

Shear area per bolt hole, Ag
Ag =%*Dm*h
where
Diin = basic pitch diameter
h = effective length of threads in shear
= (0.5 * number of threads engaged by screw * pitch
=05*8tpi*1.0*0.125
=05in.
Ag =n*0.9188 *0.5
=144 in’
Wrequied closwepg Ncot = Fsg + Wop+ Wa10ap
= 2,400 + 3,200 + 147,000 Ib.
=152,600
T, shear stress in the internal threads per bolt hole
T = Wiequired closure phigtvoor /[N * As]
=152,600/[16 * 1.44]
= 6,630 psi
For ss304L, minimum YS = 25,000 psi. at 100°F;
= 17,800 psi at 330°F
Allowable stress = 2/3 yield stress.
Safety factor (SF) = allowable stress/applied stress
=11,860/6,630
=178

Margin of Safety =SF-1=1.78-1=0.78
As the shear stress of 6,630.psi is less than the allowable stress of 11,860 psi (i.e., 2/3 * yield stress of

17,800 psi), the bolt hole thread strength meets the requirements that the closure plug shall remain fastened
to the inner shell assembly of F-294.
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2.4 CLOSURE PLUG BOLTING IN F-294 SIDE DROP ATTI TUDE
See Figure 4.4.3-F4.

In the side drop, the plug is held to the container by 16 fasteners of 1 in. dia., UNBRAKO (i.e., 180,000
UTS). The clearance between the head of the fastener and the unthreaded hole in the plug flange is
0.0625 in. The clearance between the plug and the container upper cavity is

0.040 in. Therefore in the side impact, the cylindrical side of the plug body will impact prior to the start of
shearing of plug/container bolts (bolt head from bolt shank). Therefore, in this ca]culatlon it is not assumed
that due to load sharing,

1. the weight of the ss flange of the plug assembly is resisted by 16 bolts AND
2. the weight of the cylindrical section of the plug (i.e., lead shielding, etc.) is resisted by the 1/3rd
cylindrical arc of the plug and the container upper cavity.

See Figure 4.4.3-F5: Shear Force Diagram.

24.1 Plug Bolts

The weight of the plugis Weyg= 1070 Ib. ('Note exclusxve of thc welght of contents 65 1b.)
The deceleration load is 130 g's. Therefore the impact load on the bolts is
Poseact = Wrwug X G-load ‘
=1,070x 130
=139,100 Ib.
Shear area per bolt, Aguear Area
ASHEAR AREA =0.5511 m

Shear stress per bolt, t
B ; = Paveacr/[Asuear area X number of bolts]
=139,100[0.551 x 16] .~
=139,100/8.816
=15,780 psi.

In addition, each bolt is subjected to gasket seating load and operating load due to internal pressure
of 16 psig. the tensile stress is s
s = Fsg + Wop/Total bolt area
=$5,600/0.551 x 16
=635 psi
The principal stress is:
Sp1

]

©2) +[(s2)) + £

635/2 +V[(635/2)* + 15,780%]

318 + 15,780

16,100 psi

The principal stress sp, of 16,100 psi is less than 100,000 psi allowable stress for the bolt material
(273 of yield stress of 155,000 psi). ,

Safety Factor (SF) = allowable stress/applied stress
= 100,000/16,100
=6.21

Margin of Safety =SF - 1=6.21 - 1=5.21
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2.4.2 Plug Cylindrical Body/Container Upper Cavity Tube

One-third (1/3) of the cylindrical plug body resists the side impact.
W =1,070 b.

The impact load, at deceleration of 130 g's is
PlMPACl‘ = Wpu]gx 130 g'S

=1070x 130
=139,100 Ib.
Area resisting the impact A =0.33x7x14.790x 10
=154.7 in’®
Bearing stress, Spearing
Sbearing =Pnpaci/A
=139,100/154.7
= 900 psi.
Safety Factor (SF)
SF = allowable stress/applied compressive stress
=2/3 X YSss304r at 330°F/Sbﬂing
=2/3 x 17,800/900
= 11,860/900
=13.1

Margin of Safety, MSstress.sasep= SF— 1= 13.1 = 1 =12.1

24.3 Plug Weld: WPC1

There are two (2) plug circumferential welds in the plug (WPC1 and WPC2).. However, only one plug weld
(WPC1) is conservatively assumed to resist the side impact (see Figure 4.4.3-F6).

Weld area =% x 12.710 x 0.38 x 0.707 = 10.72 in?

As the weld is fully radiographed, therefore joint efficiency is 100%.

Therefore the impact load is
PMACI‘ = Wm_uc x Deceleration load
=1,070x 130 g's
=139,100 b.
Shear stress, t = Ppapact/Weld area
=139,100/10.72
= 12,970 psi
Safety Factor (SF)
SF = allowable stress/applied shear stress
= 2/3 x YSssaoa at 330°F/t
=2/3x 17,300/
= 11,860/ 12,970
=091

Margin of Safety, MSstressBasep= SF - 1=0.91 - 1 =-0.09
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3. STRESS ANALYSIS OF INNER SHELL ASSEMBLY COMPONENTS DUE TO
BUILD-UP OF INTERNAL PRESSURE AND G-LOADS.

3.1 INNER SHELL ASSEMBLY COMPONENTS INTERNAL PRESSURE
3.1.1 Lower Cavity Wall

See Figure 4.4.3-F7 i
The hoop stress in the lower cavity tube, without takmg lead mtramt into account, is as follows:
=p d72t R
=16x122x05 =192 p51.
where
p = 16 psig internal pressure
d —mmdlamcteroflowerwwtytube 120m.
't =0.500in.

For ss304L at 400°F, yield stress = 16 300 psx T :

Safety Factor (SF) = allowable stress/apphed stress -

=0.667 X YS/Stcep
=0.667x 16,300/192
=566

Margin of Safety (MS) = SF — 1 =56.6 — 1 = 55.6

3.1.2  Upper Cavity Wall

Sec Figure 4.4.3-F8.
The hoop stress in the upper cavity tube, mﬂ:omtalqngleadmtxmntmtoaccmmt,
is as follows:
Sp =P A2t
=16x 15.20x05 243])81
where
p = 16 psig internal pressure
d -meandnameterofuppercavntymbe 15.2 in.
t =(0.500 in.
For ss304L at 400°F, yield stress = 16,300 psi. .

Safety Factor (SF) = allowable stress/applied stress

=0.667 x YS/ Sixep
=0.667 x 16,300/243
=447

Margin of Safety (MS) = SF ~ 1=44.7-1=43.7

3.13 Lower Cavity End Cap
See Figure 4.4.3-F9 B T a
The bending stress in the lower cav1ty end cap, w1thout takmg restraint of lead into account is as follows:
s  =cpfud]’
=02 x 16/0.75/11.5F =753 psi.

" IN/TR 9301 F294, Revisiond -Appendix 443 Page9- July 2003



Chapter 4

where
c = constant based on joint geometry
= (.2 based on ASME VIII, Division 1, Figure UG = 34 (i)
P = internal pressure = 16 psig
t = thickness of end cap = 0.5 in.
d = internal diameter of the tube = 11.5 in.
For Hastelloy C-276, YS, yield stress at 400 °F = 30,000 psi
(ASTM B-166)
Safety Factor (SF) = allowable stress/applied stress
=[2/3xYSVs,
= [2/3 x 30,000}/753
=26.5

Margin of Safety (MS)=SF -1=26.5-1=255
Therefore, the inner assembly under build-up of pressure of 16 psig has sufficient margin of safety that
the structural integrity of the inner assembly shall not be compromised.

3.14 Upper Cavity Ring Flange

See Figure 4.4.3-F10.

The bending stress in the upper cavity ring flange, without taking restraint of lead into account,
is as follows:

Case 77, Table X of Ref[4]

S =bwa’/t
=0.0195 x 16 * 7.892%0.5% psi.
=78 psi

where

S = maximum radial stress

b = constant depending upon a/b = 7.892/6.25 = 1.262,
=0.0195

w =p  =applied pressure = 16 psi

t = thickness of ring flange = 0.5 in.

a = 7.892 in. ring flange outside radius

b = 6.25 in. ring flange inside radius

For ss304L forging to ASTM A-182, the material properties are:
Yield Stress (YS) = 16,300 psi. at 400°F
Safety Factor (SF) = allowable stress/applied stress
=2/3*YS/83
=2/3 x 16,300 psi/78 psi
=139
Margin of Safety (MS)=SF-1=139-1=138
Therefore, the ring flange is well below the static value of YS.
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3.2  INNER SHELL ASSEMBLY SUBJECT TO G-LOADS

3.21 Buckling of lower cavity tube

See Figure 4.4.3-F11
- The weight of lead borne by the steel tube + cap,
W)=nx625%x1125x041
W, =566 Ib.
Assume the load is applied at the centre of the tube. Then, usmg Euler's formula, the collapse pressure
load is

Pc =rm*EIL,)
where
E =28x 10° psi
L. ~=195in
I ~ =2nd Moment of area = 340 in*

Pc =247 x 10° Ib.
Apphed load =566 1b. x ENORMAL
=566 X 130
- =73,580 Ib.

Safety Factor (SF) = Collapse load to buckle cavxty mbe/Apphed load i

=247x10°[73,580b.]
=247 x 10%73, 580
= 3,356

Margin of Safety (MS) =SF - 1 =3,356 - 1 = 3,355
It is concluded that the lower cavity tube will not buckle.

322 Bending of Lower Cavity End Plate

See Figure 4.4.3-F12
G3=130g’s:G4=280¢’s ]
The applied pressure on the cavity tube cap is

P = weight of lead x 130 g's/Acar

=566x 130/[r x 6.25% ]
= 73,500/122.73
= 600 psi
Is a 0.75 in. thick Hastelloy C-276 cap strong enough to rwst 600 psi maximum applied pressure?
For Hastelloy C-276, the material propertxw are:
Yield Stress (YS)=30,000psi. .
Ultimate Tensile Strength (UTS) 100 000ps1 h
Using ASME VI, D1v1s10n 1 (Ref[17])
s = cp/[t/d]’
= 0.2 x 600/[0.75/11.5]
= 28,213 psi.
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where
c = constant depending on end tube to cap joint configuration
= (.2 (ASME VI, Division 1, Figure UG-34(i).
P = applied pressure = 600 psi
t = thickness of cap = 0.75 in.
d = 11.5 in. inside diameter
Safety Factor (SF) = allowable stress/applied stress
=[2/3xYS)12,193
= 2/3 x 30,000 psif28,213 psi
= 20,000/28,213
=071

Margin of Safety (MS)=SF-1=0.71-1=-0.29

The maximum stress in the end cap s = 12,193 psi shall be below the allowable stress of 20,000 psi
[i.e., 2/3 x YS]. Therefore, the end cap of the lower cavity of the inner shell assembly of F-294 shall
not yield

3.2.3 Buckling of Upper Cavity Tube

See Figure 4.4.3.-F13. The weight of lead borne by the steel tube + flange,

w2 =7 x [7.892%-6.25"] x 31.75x 0.41
w2 =950 Ib.
W1+ W2 =566 +950=1,516 Ib.

The loads (W1 + W2) are applied at the centre of the tube. The line of action of deceleration force is in
line with the centre of gravity of the upper tube. Therefore this is the case of compressive stress leading to
buckling. Then the collapse load, using Euler's formula is

Pc = TCZ EI/(L;)2
where
E  =28x10°psi
L. =11in. :
I = 2nd Moment of area =t /4 [ 7.89"* - 7.39*] = 701 in*
Pc =1601x10°D.
NCOT G-levels:
top of plug G1 =116g's
bottom of plug G2 =113 g's
mean g's at mid height =115 g's.
Applied load =1,516 Ib. x G-load
=1,516x 115
=174,340 Ib.
Safety Factor (SF) = collapse load to buckle cavity tube/applied load
=1,601 x 10[174,340 1b.)
=9,183

Margin of Safety (MS) =SF -1=09,183 - 1=9,182
It is concluded that the upper cavity tube shall not buckle.
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324  Bending of Upper Cavnty Ring Flange o

See Figure 4.4.3-F14. ' '
In this model, the cavity ring flange plate is under extemal apphed pressure as a result of i nnpact
The applied pressure acts on the upper cavity tube & the cavity ring flange.
Based on 116 g's deceleration load, the applied pressure on the upper cavity ring ﬂange is
P = Welght of lead x 125 g’S/ARmo FLANGE
=950 x 116/ x (7.8922~ 6. 25’)]
=110,200/73
= 1,509 psi

IsaOSm.ﬂndcstamlesssteelforgmg(nngﬂlange)sumgmmg]tomst 1,509psxnmumtmapphed;xessme?
For stainless steel (ss304L)A-182, the material properhes are:

Yield Stress (YS) = 16,300 psi at 400°F.
Case 77, Table X of Ref[4] - -
S; =bwait
s =bp*[a"A]psi
S =0.0195 * 1,509 * 7.892%/0.5" psi.
= 7,330 psi
where
' 5 = maximum radial stress o ' ’
b = constant depending upon a/b =7. 892/6.25=1 262, b 0 0195
w = p = applied pressure = 1,509 psi
t = thickness of ring flange =0.5in. -
a ~=7.892 in. ring flange outside radius . -
b = 6.25 in. ring flange inside radius
Safety Factor (SF) = allowable stress/applied stress
- =2/3%YS/7,330
=2/3%16,300 psxﬂ,330 psx
=148

Margin of Safety (MS)=SF ~1=148-1=048

The maximum stress in the upper cavity ring flange &= 7 330 psiis below lO 800 ps1 (the allowable stress
of 2/3 x 16,300 psi [yield stress at 400°F]). '

3.25 Container Top Flange

See Figure 4.4.3-F15 ' - )
In this model, the container top flange plate is under extemal apphed pressure as a result of impact.
The applied pressure acts on the container top ﬂange & the comcal shell -

Based on 116 g's deceleration load, the apphed pressure on the container top flange is -
P = weight of lead x 116 g’s/Armia FLanGE
= (W, + W, + W3) x 116/[x x (12.968* - 7.892%)]
= (566 + 950+ 5,314) * 116/3567 ’
= 6830 x 116/356.7
=2,220 psi
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Is a 1.5 in. thick stainless steel plate (ring flange) strong enough to resist 2,220 psi maximum applied
pressure? /
For stainless steel (ss304L)A-240, the material properties are:
Yield Stress (YS) = 17,800 psi at 330°F
Case 77, Table X, Roark (4th Edition)
S, =bwa¥/t
=bwa/t :
=0.03 x 2,220 x 10.5%/1.5
= 3,260 psi
where
= maximum radial stress
= 10.5 in. ring flange outside radius (see Figure 4.4.3-F16)
= 7.892 in. ring flange inside radius
= constant depending upon a’b = 10.5/7.892 = 1.33, b= 0.03
= p = applied pressure = 2872 psi
= thickness of ring flange = 1.5 in.
Safety Factor (SF) = allowable stress/applied stress
= 2/3 x static YS/3,260
=2/3 * 17,800 psi/3,260 psi
=11,860/3,260
=3.63

Margin of Safety (MS) =SF-1=3.62 - 1=2.63
The maximum stress in the ring flange, s, = 3,260 psi is below allowable of 2/3 * YS of 17,800 psi at . \/
330°F. Therefore the ring flange shall not yield.

~gooey

4. SUMMARY

The following is a summary of the status of each of the components of the inner shell assembly and the
closure plug under appropriate driving forces and resulting in appropriate safety factors. |

4.1 CLOSURE PLUG BOLTED JOINT

For the closure plug bolted joint components, the applied stresses, safety factors and margins of safety are
as follows:

A Closure plug bolted joint subject to internal pressure and G-loads:
Wieqindcoszepignoor = 153,200 Ib. |
wboltloadavailablc =9] 1,000 Ib.
Safety factor (SF) =35.95

As the Safety Factor (SF) is greater than 1, the bolted joint as specified shall be maintained during NCOT

of F-294 package.

B. Bolt Stress due to applied torque of 100 ft.-Ib. per bolt
Applied stress = 20,500 psi
Allowable stress = 100,000 psi
Safety factor (SF) =4.87
Margin of Safety (MS)=SF - 1=4.87-1=3.87
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4.2

Stress in the threads of the bolt hole -

Applied stress =6320psi
Allowable stress = 11,860 psi

Safety factor (SF) = 1.87

Margin of Safety (MS) =SF~ 1 =1.87~1=0.87

Closure plug: in side drop

1) Closure plug bolts:
Applied stress = 16,100 psi
Allowable stress =100,000psi
Safety Factor (SF) =621

Margin of Safety (MS)=SF-1=6.21 -1=5.21

2) Plug cylindrical body: side impact:

Applied compressive stress =900 psi |

Allowable stress = 11,860 psi
Safety Factor, (SF) =131
Margin of Safety (MS) =SF~ 1=13.1- 1 = 12.1
3 Plug weld WPC1: : 7
- Applied shear stress = 12,970 psi
Allowable stress =11,860 psi
Safety Factor (SF) =091
Margin of Safety (MS) =SF — 1=0.91 — 1 =-0.09

INNER SHELL ASSEMBLY

For inner shell assembly and components, the stresses or collapse loads safety factors and margins of

safety are given below. The safety factor (SF) is defined as: allowable stress/applied stress. For buckling,
the safety factor is defined as critical load or collapse loadlapphed load. The allowable stress is 2/3 of yield
stress of material at appropriate temperature. ..~ ... ,

4.2. 17

Summary of Stress Analysis of Inner Shell Assembly Components Under Internal

“Pressure

Vanous components ldennﬁed in F 1gure 4.F2 were subjected to mternal pmsm'e of 16 psig and stress )

analyzed. The details of the calculations are given in Appendix 4-4-3. Summary is given here.

A Lower Cavity wall due to build-up of internal pressure:
Swop = 192 psi; SF = 56.6; MS = 55.6
B. Upper Cavity wall due to hmld-up of internal pressure:
Swep =243 psi; SF=44.7, MS = 437 , »
C. The bendmg stress in the lower cav1ty end oap, wnhout takmg restraint of lead into
account, is
Sb =1693psi'SF=118'MS=108
D. The bending stress in the upper cav1ty ring flange, without taking restraint of lead into
account, is
s.=78 psi; SF=139; MS = 138
IN/TR 9301 F294, Revision 4 July 2003
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4.2.2 Summary of Stress Analysis of Inner Shell Assembly Components Under NCOT Y,
G-Loads

Various components identified in Figure 4.F2 were subjected to G-loads of 116 — 130 g's depending on
the location from the top closure and stress analyzed. The details of the calculations are given in Appendix
4-4-3. Summary is given here.

A. Lower cavity tube buckling:
Appliedload =73,580Ib.
Collapse load =247x10°Ib.
SF = 3,356; MS = 3,355
B. Lower cavity tube end cap:
Bending stress = 63,480 psi.
Allowable stress = 20,000 psi.
SF=031;MS=-0.7
C. Upper cavity tube buckling:
Appliedload =174,3401b.
Collapse load =1,601 x 10° Ib.
SF=9,183; MS =9,182
D. Bending of upper cavity ring flange
Bending stress = 7,330 psi.
Allowable stress = 11,670 psi.
SF =1.48; MS =048
E. Container top ring flange
Bending stress = 3,260 psi . \_/
Allowable stress = 11,860 psi.
SF = 3.63; MS = 2.63

As the safety factors (SF) > 1 and as the ‘margin for safety (MS) > 0, the bolted closure joint over the
inner shell assembly of F-294 shall be maintained to resist internal pressure and G-loads encountered in
the F-294 containment system during the normal conditions of transport of F-294.

The purpose of the closure plug bolted joint is to provide adequate shielding but not necessary leaktightness
of the joint between the closure plug and the inner shell assembly. It has been demonstrated that the closure
plug is retained when F-294 is subject to combination of forces during normal conditions of transport.
Consequently the closure plug, which provides adequate shielding, shall be retained over the cavity of
F-294, which houses Special Form cobalt-60 MDS Nordion C-188 sealed sources. As C-188 is certified
Special Form RAM, the C-188 outer encapsulation provides the leaktightness for retention of radioactive
material.
Therefore

1. as C-188 is certified Special Form RAM and provides leak tight containment AND

2. as the closure plug (the shielding) is retained over the inner shell assembly, which houses the

cobalt-60 C-188 sealed sources,

F-294 shall meet the NCOT containment system requirements (10 CFR 71.51 (a) (1)).
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Flgure 4.43-F1

F-294 Containment System: Inner Shell Assembly and Closure Plug
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Figure 4.4.3-F2

Closure Plug Bolted Joint: Applied/Reactive Forces
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‘Figure 4.4.3-F3
Shear of the Threads of the Bolt Hole of Closure Plug Joint
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Figure 4.4.3-F4
Plug Cylindrical Body Impacting on Side: Plug Bolt Shearing
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, Figure 4.4.3-FS
Plug: Side Drop: Shear Force Diagram
Sm———— | - . > - - -
{ o
| e
|
|
y 570bs -
Soo Mbe ,
SHEAL R
F@‘-‘-ggg .o )
b “w - ) I & 1& .T- -~ b & T > -
l l !1

IN/TR 9301 F294, Revision 4 «Appendix 4.4.3 Page 21 - - July 2003



Chapter 4

Figure 4.4.3-F6
Plug Cylindrical Body Impacting on Side: Plug Welds
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Figure 4.4.3-F7
Lower Cavity Tube

Lewer Cavity Tube
ss.‘-:DdL ferogine to ASTM A-182
11.5*ID x 0. '-‘"wﬂ . X 1¢.5"*long

Figure 4.4.3-F8
Upper Cavity Tube
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Figure 4.4.3-F9
Lower Cavity End Cap
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Figure 4.4.3-F11
Lower Cavity Tube Assembly under Axial Load
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Figure 4.4.3-F13
Buckling of Upper Cavity Tube
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Figure 4.4.3-F15
Container Top Flange under Axial Load

Figure 4.4.3-F16
Container Top Flange under Axial Load: Details
e’ .
§ Zo- 57 N | N
N - |
\.—4__?'_24.2__ - R -
N~ L 7
4140 . 1 N4 ILELL
A =3
2

IN/TR 9301 F294, Revision 4 - Appendix 4.4.3 Page 27 - July 2003



Chapter 4

APPENDIX4 4 4
C-188 STRUCTURAL INTEGRITY UNDER NORMAL CONDITIONS
OF TRANSPORT OF F-294 ‘

1. INTRODUCTION ; ‘
C-188 sources are loaded in the F-294 container cavity from a shielded cell at atmospheric pressure and

 the source equilibrium temperature or from an underwater pool facility at an external pressure of 30 fi.

head of water and pool water temperature of 70°F ~ 100°F. When the C-188 sources are in the F-294/
F-313 container cavity, they reach an equilibrium temperature in about 24 hours and the highest :
temperature is 836°F for the 360 kCi case. In the F-294/F-457, this temperature is 842°F. As a result of
the increase in the C-188 source temperature, the C-188 source is internally pressurized, based on natural
gas laws. Estimates of pressure build up were presented in Chapter 3, Section 3.4 and are recaptured here.

1.2 WITH 360 KCI CASE:

In the C-188 assembly, the pressui'e build up is as follows: - -
T, = Ambient temperature of C-188 prior to loading in F-294 =70°F in the pool
'P; - = Pressure of C-188 prior to loading in F-294 = 14.7 psia
T, = Temperature of C-188 after loading in F-294 =842°F
P, = Pressure of C-188 after loading in F-294 = ? (unknown) psia
P, =P, x [T+ 460)[T; + 460]
=14.7 x [842 + 460)/[70 + 460]
= 14.7 x 1,302/530
=36.11 psia
= 21.4 psig
= 22 psig
During normal conditions of transport of C-188s in the F-294 the C-188 has an internal pressure of
22 psig and maximum temperature of 842°F o ,

2. STRESS ANALYSIS OF C-188 UNDER NORMAL CONDITIONS OF
TRANSPORT F-294

Step 1:
Internal pressure of 22 psig.
Capsule Temperature = 842°F
Step 2: S - R
See Figure 4.4.4.F1 depicting the C-188 loading under internal pressure.
Step 3: ‘
Three (3) distinct regions shall be stress analyzed. They are:
1. ThecyhndncalmbemthOOZSmthlckwallmeBSOmOD awayﬁ'omt’neend
o capreglon
2, Thecylmdrmltubew:th 0.017 in. thxckwalland0380m. OD, at the end cap
region.
3. The end cap.
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Step 4:

Cylindrical Tube away from end cap region. ~
the maximum hoop stress due to internal pressure is given by:
02 = pd/2t
where
P = internal pressure = 22 psi
d = mean diameter = 0.380 — 0.025 = 0.355 in.
t = wall thickness away from the end cap region = 0.025 in.
o) =22x0.355/2 x 0.025
=157 psi
Step 5:
Cylindrical Tube at the end cap region.
The maximum hoop stress due to internal pressure is given by:
(o] = pd/2t
where
p = internal pressure =22 psi
d = mean diameter = 0.380 ~ 0.017 = 0.363 in.
t = wall thickness of tube at the end cap region = 0.017 in.(min.)
o2 =22x0.363/2x0.017
=235 psi
Step 6:
Stress in the end cap. . \J
Based on ASME VIII, Div. 1, UG-34, "Unstayed Flat Head and Covers", the maximum
bending stress due to internal pressure is given by:
O = ‘:P/[t/d]z
where
P = internal pressure = 22 psi
d = Internal diameter of end cap = 0.337 in.
t = thickness of the end cap = 0.450 in. (min.)
c = constant, based on joint configuration.
The C-188 end cap joint approximates to that of Figure UG-34 (h), ASME VIII, Div. 1.=0.33
6  =0.33x22/0.450/0.337F
Step 7:
Factor of Safety and Margin of Safety.
For ss316L, at 842°F, (from Ref. D.E. Fraser) |
Oys = 16,500 psi
Ours = 60,000 psi
Factor of Safety (FS)
FS = Allowable stress/Applied stress
= Yield Stress of ss316L at 842°F / hoop stress in tube at joint
= 16,500 psi/235 psi =

Margin of Safety, MS
MS =FS-1=702-1=69.2
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Step 8:
./ Summary.
Due to internal pressure of 22 psig in the C-188 during NCOT of F-294,
1. the hoop stress in the tube away from joint = 157 psi
2. the hoop stress in the tube at the joint = 235 psi
3. the bending stress in the end cap=4 psi.
Based on yield stress of 16,500 psi for ss316L at 842°F the C-188 has a Factor of Safety
of 70.2 and Margin of Safety of 69.2 N

Therefore the containment, i.e., the outer assembly of the C-188 sealed source, shall
maintain its structural integrity.

Figure 44.4.F1
C-188 Under Internal Pressure Loading in F-294
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APPENDIX 4.4.5
C-188 STRUCTURAL INTEGRITY UNDER HYPOTHETICAL
ACCIDENT CONDITIONS OF TRANSPORT (HACOT) OF F-294

1. INTRODUCTION : o

C-188 sources are loaded in the F-294 container cavity from a shielded cell at atmospheric pressure and
the source equilibrium temperature or from an underwater pool facility at the external pressure of 30 ft.
head of water and pool water temperature of 70°F ~ 100°F. When the C-188 sources are in the F-294/
F-313 container cavity, they reach an equilibrium temperature of 836°F for 360 kCi case in about 24
hours. In the F-294/F-457, this temperature is 842°F. As a result of the increase in the C-188 source
temperature, the C-188 source is internally pressurized, based on natural gas laws. Subsequently when
the F-294 package is subjected to a thermal test under HACOT, there is additional internal pressure build
up in the C-188 source. Estxmates of thls pressure bmld up were presented in Chapter 3, Section 3.5 and
are recaptured here . , , .

1.1 360 KCI CASE:

In the C-188 assembly, the pressure build up is as follows: .
T, = Temperature of C-188 in underwater pool = 70°F
P, = Internal Pressure of C-188 in underwater pool = 147psia
T, = Temperature of C-188 in HACOT of F-294 =955°F
P, = Pressure of C-188 in HACOT of F-294 = ? (unknown) psia

P, =Py x [Tz + 460)/T, + 460] -
= 14.7x [955 + 46070 + 460]
= 14.7 x 1,415/530 '
= 39.2 psia
=24.5 psig
= 27 psig
During Hypothetical Accident Conditions Of Transport (HACOT) of C-188s in the F-294,' the C-188 has
anmﬁcmalprmsmeofﬂpsxgandmaxnnumtempemnneof%?}‘

2. STRESS ANALYSIS OF C-188 UNDER INTERNAL PRESSURE

Stepl: .
Internal pressure of 27 psig.
Capsule Temperature = 955°F
Step 2: L

~ See Figure 4.4.5.F1 depicting the C-188 loading under internal pressure.
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Step 3:

Step 4:

Step 5:

where

Step 6:

Three (3) distinct regions shall be stress analyzed. They are:

1. The cylindrical tube with 0.025 in. thick wall and 0.380 in. OD, away from the end
cap region.

2. The cylindrical tube with 0.017 in. thick wall and 0.380 in. OD, at the end cap
region.

3. Theend cap.

Cylindrical Tube away from end cap region.
The maximum hoop stress due to internal pressure p is given by:

o,  =pdiat
where
P = internal pressure = 27 psig
d = mean diameter = 0.380 — 0.025 = 0.355 in.
t = wall thickness away from the end cap region = 0.025 in.
(73 =27 x 0.355/2x 0.025
=192 psi
Cylindrical Tube at the end cap region.
The maximum hoop stress due to internal pressure p is given by:
) =pd/2t
P = internal pressure = 27 psig
d = mean diameter = 0.380 - 0.017 =0.363 in.
t = wall thickness of tube at the end cap region = 0.017 in.(min.)
o2 =27x0.363/2x0.017
= 288 psi
Stress in the end cap.

Based on ASME VIII, Div. 1, UG-34, "Unstayed Flat Head and Covers", the maximum
bending stress due to internal pressure p is given by:

Cv =cp/[vd)?
where
P = internal pressure = 27 psig
d = Internal diameter of end cap = 0.337 in.
t = thickness of the end cap = 0.450 in. (min.)
c = constant, based on joint configuration.

The C-188 end cap joint approximates to that of Figure UG-34 (h), ASME VIII,
Div. 1.=0.33
G =0.33 x 27 /[0.450/0.337}
=5psi
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Step 7: o S
Factor of Safety and Margin of Safety.
~ For ss316L, at 955°F, (from Ref. D.E. Fraser)
ovs  =15,000psi
Ours - =55,000psi -
Factor of Safety (FS)

FS = Allowable stress/Applied stress S
= Yield Stress of ss316L at 955°F/hoop slmss in tube at Jomt ‘

=15 000p51f288 psi
=521
Margin of Safety, MS
MS =FS-1=521-1=511
Step 8:
Summary.

Due to internal pressure of 27 psig in the C-188 dunng HACOT of F-294
1. the hoop stress in the tube away from joint=192psi

2. the hoop stress in the tube at the joint = 288p31 '

3. the bending stress in the end cap =5 psi. '

Based on yield stress of 15,000 psi for ss316L at 955°F, the C-188 has a Factor of Safety of 52
and a Margin of Safety of 51.

Therefore the containment, i.e., the outer assembly of the C-188 sealed source, shall maintain its
structural integrity. o »

| . Figure445F1 - '
C-188 under Internal Pressure Loading in F-294

END o '

TUuee

OOO 17 in.

O+O2% '}-—
c-;'b:n .

i
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3. C-188 SEALED SOURCE UNDER TOP END IMPACT
The case of the C-188 sealed source capsule under top impact is presented here. The model chosen to
represent this case is depicted in Figure 4.4.5-F2.
The stress developed in the capsule outer shell will be calculated due to the deceleration of mass of the
entire C-188 at 130 g's.
The weight of C-188 is Wc.135 = 130 g x 0.5 1b. = 65 Ib. (G-load of 130 g's is as per Chapter 2,
Appendix 2.10.12).
During the drop tests, the normal temperature of the C-188, based on 360 kCi of cobalt-60 case, is 824°F
in the F-294/F-313 and 842°F in the F-294/F-457.
Compression
The support reaction P due to 130-g level is:

P=- Wc.lss xG-load=-0.5x130=651b.
The axial stress for this condition is given by:

Comp. = P/Aouter shell, min. wa

=65/ (/4 (0.376* - 0.338%)

=65/0.0213
= 3,052 psi.

Safety Factor = Allowable Stress/Applied stress
=UTS for ss316L at 842°F/applied stress |
= 60,000 psi/3,052 psi ‘
=19.6

Margin of Safety=SF-1=19.6-1=18.6

The yield stress of ss316L at 842°F = 16,500 psi. l

As the Oconp. (3,052 psi) < Yield Stress (16,500 psi), the tube shall not yield nor buckle in the top end drop.

Buckling

Let us examine the C-188 sealed source capsule under end impact for buckling. The model chosen to
represent this case is shown in Figure 4.4.5-F2. The ends of the capsule are free to rotate, translation is
fixed because the ends of the C-188 are trapped between the bottom plate of the source carrier and the
shield plug. Any restraining of the C-188 sealed source capsule by intermediate spacer plates of the source
holder has been ignored.

The critical buckling load (Euler load) is given by

P =mEIX
where
E = modulus of elasticity = 22.6 x 10° psi at 955°F
I =2nd moment of area = /64 (0.376* — 0.325%) = 4.335 x 10* m*
1 = length of the column = 17.777 - 0.9 = 16.877 in.
k = effective length factor, dependent on the conditions of fixity of the column.

In this case the column is free to rotate (i.e., hinge; zero moment reaction), but translation is
zero. Therefore, the column end condition code is "pin-jointed and fixed end".

In this case K = 1.2 (Ref.[5] CISC Handbook 1967).
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Therefore
Pe =%226x10°x4. 335 x 10*/(1 2x 16. 877)

=235Db.
The weight of the C-188, We.i55 = =0.51b. :
Therefore, the G-load which may initiate buckling -
G-loadiuating =Po/Weass
‘ =235/0.5
=470 g's.

SFoioappasep = Allowable g-load/Applied g-load

=470/130

=3.6

MSgroapsasep =SF~1=36-1=2.6

Therefore, it is concluded that the C-188 sealed source mtegnty, in the top end drop unpact, shall be
maintained as the Margin of Safety, either stress based or load based, exceeds 1. ,

Figure 4.4.5-F2

C-188 under Top End Impact
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4. C-188 IN SIDE DROP IMPACT

In a side oblique drop test, the deceleration loads in the F-294 cavity were 54 g’s (at bottom of cavity)
and unknown (at top of cavity) as the signal cables were cut during the drop test. Therefore, the measured
G-loads are not clearly established. Consequently, to assess C-188 stresses, it is assumed that the cavity
is subjected to 1,000 g’s. In a side drop, the C-188 loading case is represented in the model as per Figure
4.4.5-F3. The C-188 is normally held within the F-313 carrier with three clear spans of 5 in. and the
balance of column length is free (i.e., overhang).

The dimensions of the C-188 are:

LengthLc,ss =17.777in.

0))) =0.380/0.376 in.

ID =0.330/0.326 in.
The weight of the C-188 is 0.5 1b. If this mass is assumed to be distributed uniformly along the length of
the C-188, the distributed load ® due to design load of 1000-g is:

® = 1000 x0.5/17.777 = 28.126 1b./in.

The three-moment equation in terms of three consecutive support points (i, j, k) is
(see Figure 4.4.5-F4):

MiL; + 2Mj(Li +1;) + MiL; = ~ 6Aya5/Li; — 6Anbj/Lix

where
M; = moment at support i
M; =moment at support j
My, =moment at supportk -
Lj = length of span between supports i and j

Lx  =length of span between supports j and k
A; = Area of BM diagram of applied load over span of length L;
Ap = Area of BM diagram of applied load over span of length L
a3 = distance of centroid of A; from support i
by = distance of centroid of Ay from support k
For a simple beam under uniform load, the bending moment diagram is a parabola with maximum ordinate
wl? /3. The area of the parabolic segment is

A =28Ix /8= cal/12
and its centroid is at mid-span, so that a =1/2.
On the C-188 model, supports are identified as 0, 1, 2, 3, and free end as 4.

For Spans 01 and 12:
0+2M,(2L) +MeL; =—6x(c,*/12 x Li/2)/L; ~ 6x(cdli*/12 x L,/2)/L,

AM,L; + M,L, =—ql,¥/4 - ol;/4
4M,L, + M,L,; =— 01.13/2
4M, + M, =—al}2
For Spans 12 and 23
ML, +2My(2L)) + ML, = - 6x(aL,*/12 x Li/2YL; — 6x(cd1 /12 x Li/2)/L,
M,L; +4M,L; + ML, =— ¥4 - al;/4
ML, +4M,L; + ML, =—al,’2
M+ 4M, + M; =—l,*2
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~ For Span 34
M; =- 07142/2 :
Therefore, 3 equations for 3 unknown moments M;, M, M; are:
aM;+ M, C=—al2
Mi+4M, + M =—l, P
M; =—al,}2
Substituting .
o  =28.126Db/in
L1 = 50 in.
L =2.77in.
We get
M,  =-77.54inlb.
M; =-4140inb.
M; =-1085inb.
The reactions at the supports are:
Ro =54851b. -
Ry =163.351b.
R =12000b.
Ra =161.83 Ib.

The shear and bending moment diagrams were oonstructed as per Fxgure 44. S-FS

The maximum stress was then evatuated

Maax = 108.5 in-Ib.

Gbeatizg = MC/I

where - .
CcC =0 376/2 188 .

I  =m64[0376'- 0326‘]=4.268x10" nt
 hending -1085x01ss/[4268x10“] =47,800 psi

During the drop tests, the maximum normal temperature of C-l 88, based on 360 ka of cobalt-60 case, is

842°F. At 842°F for ss316L,
YS =16,500 psi
UTS =60,000 psi
SF  =allowable stress/applied stress
=UTS of ss316L at 842°Flcmd;,,g
= 60,000/47,800 ‘
=125
Margin of Safety, (MS) = SF ~ 1 = 1,25 - 1=025

The C-188 is stressed beyond yield strws but not beyond static UTS Therefore the C-188 shall not fail.

The shear stress, T is evaluated next.

The maximum reaction force Renax = 163.4 ib.
‘The area of shear, ‘

Ager =T/4(0.376% - 0.326%) =2.757 x 102 in®
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Therefore shear stress, T
1 = Ronax /Adear = 163.4 b/ 2.757 x 107 in? = 5,926.5 psi
SF  =allowable stress / applied stress
=UTS of ss316L at 842°F/1
" =60,000/5,927
=10.1
Margin of Safety, MS=SF-1=10.1-1=9.1

Figure 4.4.5-F3
C-188 Model in a F-294 Side Drop Impact
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\_ Figure 4.4.5-F4
" Three Moment Equation: Identification of Terms
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Figure 4.4.5-F5 o
Shear Force and Moment Diagram of C-188 in a F-294 Side Drop ~
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- APPENDIX 4.4.6
/ STRESS ANALYSIS OF THE CONTAINMENT SYSTEM SUBJECT TO HYPOTHETICAL
ACCIDENT CONDITIONS OF TRANSPORT OF F-294

CONTENTS
1. INTRODUCTION

2. STRESS ANALYSIS OF CLOSURE PLUG BOLTED JOINT
2.1 CLOSURE PLUG BOLTED JOINT SUBJECT TO INTERNAL PRESSURE AND G-LOADS
2.1.1 Internal Pressure Load, Wop ... eisieeesiosnessensssisnsesassssssssssons ssasansosssonsassssssssarssssess

2.1.2 Gasket Seating Load, Fsg .
2.2 BOLT STRESS DUE TO APPLIED TORQUE PLUS G-LOAD (132 G’s)
2.3 SHEAR OF THREADS IN THE CONTAINER BOLT HOLES
2.4 CLOSURE PLUG BOLTING IN F-294 SIDE DROP ORIENTATION
24,1 Plug BOIS .....uceorivrncreecssnrasssssecsonssssonssssossstosssssnssssssssssnssssasassrsssssssassssssnsssases
2.4.2 Plug Cylindrical Body/Contamer Upper Cavity Tube.
2.4.3  Plug Weld: WPCIH .....u..ucveveisinsicsinsiirisrssronsesssssssssssssassassssasssssssasiosssssassssansontostossasessesasasssssn

3. STRESS ANALYSIS OF INNER SHELL ASSEMBLY COMPONENTS DUE TO BUILD-UP OF
INTERNAL PRESSURE AND G-LOADS 9

3.1 INNER SHELL ASSEMBLY COMPONENTS - INTERNAL PRESSURE . 9
3.1.1 Lower Cavity wall. teesssteesseetasssessnasererserses Rt eta e are e et e R tseasse e R T et eeent s ressansasnaessnas 9

9

9

OO~ WL W

3.1.2 Upper Cavity Wall : eeesestnarassase
3.1.3 Lower Cavity End Cap................ , cereressserneateassas st et st ansaterastsestses

3.1.4 Upper Cavity Ring Flange " .. 10
\_/ 3.2 INNER SHELL ASSEMBLY SUBJECT TO G-LOADS 11
3.2.1 Buckling of lower cavity tube eetstestetsbestorsReR Rt A s e S RSN L RO R SR R RS R e SA S SRR OSSR SRR SRS SO RSB S A SH SRS SR 1

3.2.2 Bending of Lower Cavity End Plate. ¥
-3.2.3 Buckling of Upper Cavity Tube : , - 12
3.2.4 Bending of Upper Cavity Ring Flange. 12

3.2.5 Container Top Flange.. ' 13

4. SUMMARY : 14
4.1 CLOSURE PLUG BOLTED JOINT . 14
4.2 INNER SHELL ASSEMBLY , 15

" 4.2.1 Summary of Stress Analysis of Inner Shell Assembly Components Under Internal Pressure............. 15
4.2.2 Summary of Stress Analysis of Inner Shell Assembly Components under HACOT G-Loads.............. 16

IN/TR 9301 F294, Revision 4 "= Appendix 44.6 Page I - July 2003



Chapter 4

This page left blank intentionally.

IN/TR 9301 F294, Revision 4 - Appendix 4.4.6 Page 2 - July 2003



Chapter 4

1. INTRODUCTION

The inner shell assembly and the lid (closure plug) is defined as the containment system of F-294
package. Figure 4.4.6-F1 depicts the F-294 containment system. :
During the hypothetical accident conditions of transport (HACOT), the F-294 backage with either the
F-313 or the F-457 source carrier is subjected to following: .

1. Internal pressure in the cavity of 20 psxg )
The cavity walls are at 500°F demgn (the actual cav:ty temperature is S05°F [263°C]).
See Chapter 3, Section 3.5.
The top closure is at 500°F de51gn (the actual top closure temperature is 471°F [244°C])).

2. In the actual 30 f.-free drop, the F-294 is subjected to 132 g's deceleration in the top drop
orientation or 136 g’s deceleration in the side obhque drop orientation. :

The purpose of the closure plug bolted joint is to provide adequate shielding, but not necessarily
leaktightness, of the joint between the closure plug and the inner shell assembly. In this Appendix it is
demonstrated that the closure plug is retained when F-294 is subject to combination of forces during
hypothetical accident conditions of transport. Consequently the closure plug, which provides adequate
shielding, shall be retained over the cavity of F-294, which houses Special Form cobalt-60 MDS Nordion
C-188 sealed sources. As C-188 is certified Special Form RAM, the 0-188 outer encapsulation provides
the leaktightness for retention of radloactlve material. , .

Therefore,
1. as C-188 is certified Speclal FormRAMandprowdm lmktlght conmmmentAND :
2. as the closure plug is retained over the inner shell assembly, which houses the cobalt-60 C-188

sealed sources,
F-294 shall meet the HACOT containment system reqmrements (10 CFR 71.51 (@) (2)).

2. STRESS ANALYSIS OF CLOSURE PLUG BOLTED JOINT

2.1 CLOSURE PLUG BOLTED JOINT SUBJECT TO INTERNAL PRESSURE
AND G-LOADS

Dueto bmld-up of intemal pressure, the main plug bolted closure is exammed in detail. The mternal
pressure in the cavity is 20 psig (see Figure 4.4. 6-F2) e

2.1.1 Internal Pressure Load, Wop

The internal pressure load, Wop is calculated as follows:
Wop = AP * Area
=AP*[n* G2/4]
=20%x* 15912/4[psx*m]
- =4,000 .

where
=20 pm (internal pressure - outside the F-294 conmmer at atmosphenc pressure)
= gasket reaction diameter = 1591 in.

=
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2.1.2 Gasket Seating Load, Fsg
Fsg =n*b*G* y
where
b = effective gasket seating width
G = gasket diameter
y = gasket seating stress = 200 psi
(Ref[17] i.e., ASME VIII Div. I: Table UA-49-1)
Basic gasket seating width, by = actual width of gasket/2
=(16.38 - 15.44) x 0.5/2
=0235in.
When bg < 1/4 in., the effective gasket seating width, b = bg = 0.235 in.

When bo £ 1/4 in., diameter at location of gasket reaction, G

G = Mean diameter of gasket contact face
= (1638 +15.44)x 0.5
= 1591 in.
Gasket seating Load, Fsg
Fsc =n*b*G* y
=71 *0.235* 1591 * 200
=2,400 Ib.
Therefore, gasket seating and internal pressure load acting on the plug,
W\,on Soad required = FSG + WOP
= 2,400 + 4,000
= 6,400

Design check: what is the total bolt load available on basis of UTS of the bolt material?
16 cap screws (1-8-UNC: UNBRAKO 1960) 1-in. are specified as closure plug bolts.
For UNBRAKO 1960 cap screw material, UTS = 180,000 psi; YS = 155,000 psi.
Bolt data - 1-in. nominal diameter
stressareaperbolt  =0.551 in®

root diameter =0.838 in

UNC = coarse thread

8 threads per inch (8 tpi).

‘Waokt load available = no. of bolts x bolt area x allowable stress
=16x0.551 x [UTS]
=16 x 0.551 x 180,000
=1,586,800 Ib.

AS Wit 1oad avaitable (1,586,800 1b.) > W popt 10ad required (6,400 1b.), the closure plug bolting design is more than
adequate to resist the forces on the closure plug due to internal pressure.

Now let us consider additional forces on the closure plug due to 132 g's on F-294 resulting from 30 ft. free
drop test of F-294, in top end drop orientation.
WaL0ap = Load due to G-load = W x Guacor=1,135Ib. x 132 g's
= 149,900 Ib.
where
W = Wprue + Weontent = 1,070 + 65 = 1,135 Ib.
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The total load on the closure plug required to maintain flanged, gasketed joint in HACOT is
Wiequired closure plug HACOT = Fsg + Wor+ Wo10ap
= 2,400 + 4,000 +149,900 Ib.
= 156,300
AS Wit oad avaitable (1,586,800 1b.) >Wrequired closure phug acot{ 156,300 Ib.), the closure plug bolting design is
more than adequate to resist the forces on the closure plug due to internal pressure and G-loads on F-294
arising from hypothetical accident drop tests. ,

Safety factor (SF) = Wt soad svaitble/ W required closure pug, HACOT
= 1,586,800 Ib./156, 300 '
=10.15

Margin of Safety =SF-1=10.15-1=09. 15

As the margin of safety (MS) is greater than zero, the bolted jomt as specxﬁed shall be maintained during
HACOT of F-294 package.

2.2  BOLTSTRESS DUE TO APPLIED TORQUE PLUS G;LOAD (132 G’y

100 ft.-1b. per bolt nominal torque is specified in the preparation for shipment procedure (see Chapter 7,
Section 7.1) for the closure plug bolts of the F-294 container.

UNBRAKO catalogue specifies for bolt (screw) material: 155,000 yield stress at room temperature

The direct bolt stress, s, due to torque is
s =F/A,
=[T/02 * Duc) VA, -
= 100 x 12/(0.2 * 1.0)/0.551
= 10,890 psi
s1, additional direct stress on the bolt due to G-load
S = force per bolt/stress area of bolt
= Wowroap per bolt/A, -
= 147,200/16 * 0.551
=16,700psi K
The shear stress, t, due to torque, T, is
t =TD/J
= [TD/2)[=D;32]
= 16T/[*D.]
=16*100* 12/[x * 0. sss’] =
= 10,390 psi

The prmclpal stress is:

Sp1 (G +sy2)+V[(s+s)2) +€]

(10,890 + 16,700)/2) + ‘J[((IO 890 + 16 700)/2) + 10 3902]

13,800+17,260
31,060 psi
The principal stress sp; of 31,060 psi is less than 180,000 psi UTS or 155 ,000 yleld stress for the bolt
material.

Safety Factor (SF) =gllowable stress/applied stress

- =180,000/31,060 '
=579
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Margin of Safety = SF -1 =5.79 ~1 =4.79
where
_ F Applied force per bolt, Ib.
T/CD
applied bolt torque ft.-Ib. or in.-Ib.
nominal bolt diameter, 1 inch
constant = 0.2 typical
area at minor dia. of thread = 0.551 in.
root diameter of external thread = 0.838 in.

polar moment of inertia for round shaft (in*)

23 SHEAR OF THREADS IN THE CONTAINER BOLT HOLES

Are the threads in the container flange bolt holes strong enough to resist operating pressure, gasket seating
and G loads? See Figure 4.4.6-F3 for force free body diagram.

Bolt hole - Internal thread specification:
1-8-UNC-2B
1.0 in. thread length of bolt engagement (i.c., bolt hole 1.25in. deep)
8 threads per inch (tpi)
0.9188 basic pitch diameter
0.125 pitch (p)
Socket Head screw specification:

e 1-8-UNC, 2.0 in. long.

o Effective thread length=1.0 in.
Shear area per bolt hole, Ag

As =%*Dm*h

“~grag-
o

where
Dpin = basic pitch diameter
h = effective length of threads in shear
= 0.5 * number of threads engaged by screw * pitch
=0.5*8tpi*1.0*0.125
=0.5m.
As =1 *09188 *0.5
=1.44 in®
W required closure phug, HACOT = Fsg + Wop+ Wg10aD
= 2,400 + 4,000 + 149,900 Ib.
= 156,300
T, shear stress in the internal threads per bolt hole
T = Whequired closure piug, HACOT/[N*As]
= 156,300/[16 * 1.44]
= 6,800 psi
For ss304L,
UTS = 70,000 psi. at 100°F;

Minimum YS = 25,000 at 100°F
YS = 17,800 at 330°F
Safety factor (SF) = allowable stress/applied stress

= 70,000/6,800
=10.29
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Margin of Safety = SF -~ 1 =10.29-1=9.29

As the shear stress of 6,800 ps1 is less than the stress of 17,800 psi (1 e., yield stress) the bolt hole tbread
will not yield.

As the Margin of Safety (MS) > 0, the bolt hole threads will not smp Therefore, the bolt hole thread
design meets the requirement that the closure plug shall remain fastened to the inner shell assembly
of F-294. ,

2.4 CLOSURE PLUG BOLTING IN F-294 SIDE DROP ORIENTATION

See Figure 4.4.6-F4.
In the side drop, the plug is held to the container by 16 fasteners of l in. d1a UNBRAKO (1 e., 180, 000
UTS). The clearance between the head of the fastener and the unthreaded hole in the closure plug flange is
0.0625 in. The clearance between the plug and the container upper cavity is 0.040 in. Therefore in the side
impact, the cylindrical side of the plug body will impact prior to the start of shearing of plug/container
bolts (bolt head from bolt shank). Normally, due to load sharing, -
1. 500 Ib., the weight of the ss flange of the plug assembly, is reszsted by 16 bolts AND
- 2. 570 b, the weight of the cylindrical section of the plug (i.., lead shielding, etc.) is resxstedby
the 1/3rd cylindrical arc of the plug and the container upper cavity.
However, in this calculation it is assumed that
1. the entire weight of the closure plug (1 0701b)1sreslstedby 16bolts and
2. the entire weight of the closure plug (1,070 Ib.) is resisted by 1/3rd arc of the container upper
cavity.
This is the conservative approach.
See Figure 4.4.6-F5: Shear Force Diagram.

24.1 Plug Bolts ,
The weight of the plugis Wng= 1,070 Ib. (Note: exclusive of the weight of contents 65 Ib. )

In the side oblique drop onentahon, the measured deceleratlon load is 136 g's. Therefore the impact load on
the bolts is
PIMPACI' = Wm,uax G-load

=1,070x 136
= 145,520 Ib.
Shear area per bolt, AsmnAm
Shear stress per bolt, T
T = PlMPACl'/[ASHF_ARAREA x number ofbolts]
= 145,520/[0.551 x 16]
= 145,520/8.816
= 16,500 psi.

In addition, each bolt is subjected to gasket seatmg load and operatmg load due to internal pressure of
20 psig. the tensile stress is s
s = (Fsg + Worytotal bolt area
= 6,400/0.551 x 16
= 726 psi
The principal stress is:
Sp1

s2) +V[(s2) + 7]

726/2 + V[(726/2)* + 16,5007]
363 + 15,780

16,500 psi
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The principal stress sp; of 16,500 psi is less than 180,000 psi allowable stress for the bolt material
(UTS of 180,000 psi).

Safety Factor (SF) = allowable stress/applied stress
= 180,000/16,500
=109

Margin of Safety=SF-1=10.9-1=9.9

2.4.2 Plug Cylindrical Body/Container Upper Cavity Tube
One-third (1/3) of the cylindrical plug body resists the side impact.
Wrwue =1,070 Ib.
The impact load, at deceleration of 136 g's is
Ppapact = Werue X 136 g's

=1070x 136
= 145,520 Ib.
Area resisting the impact A =033xnx14.790x 10
=154.7 in*
Bearing stress, Spearing
Sbearing =Pnpact/A
= 145,520/154.7
= 940 psi.
Safety Factor (SF)
SF = allowable stress/applied compressive stress
=UTS/ Sbearing
= 70,000/940
= 70,000/940
=744

Margm of Safety, MSgsmresspasep=SF—-1=744-1=73.4

243 Plug Weld: WPC1

There are two (2) plug circumferential welds in the plug (WPC1 and WPC2).However, only one plug weld
(WPC1) is conservatively assumed to resist the side impact (see Figure 4.4.6-F6).

Weld area = 7t x 12.710 x 0.38 x 0.707 = 10.72 in?

As the weld is fully radiographed, therefore joint efficiency is 100%.

Therefore the impact load is
Povpacr = Wrwuc X Deceleration load
=1,070x 136 g's
= 145,520 Ib.
Shear stress, T = Pnpacr/Weld area
= 145,520/10.72
= 13,600 psi
Safety Factor (SF)
SF  =allowable stress/applied shear stress
=UTS
=70,000/t
= 70,000/13,600
=5.14

Margin of Safety, MSsmresspasep=SF —1=15.14-1=4.14
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3. STRESS ANALYSIS OF INNER SHELL ASSEMBLY COMPONENTS DUE TO
BUILD-UP OF INTERNAL PRESSURE AND G-LOADS -

3.1  INNER SHELL ASSEMBLY COMPONENTS - INTERNAL PRESSURE
3.1  Lower Cavity wall. o

See Figure 4.4.6-F7
The hoop stress in the lower cavity tube, without mkmg lead restramt into account, is as follows:
Soop =P d/2t
=20x 12/2 x 0.5 =240 psi.
where
P = 20 psig internal pressure
d —mcandmmeteroflowercawtymbe 1201n.
t =(0.500 in.
For ss304L at 600°F UTS 60,000 psi.
Safety Factor (SF) = allowable stresslapphed sh'ess
= UTS/Spo0p
= 60,000/240
=250

Margin of Safety (MS)=SF—1=250-1=249
3.1.2 Upper Cavity Wall

See Figure 4.4.6-F8.
The hoop stress in the upper cavity tube, vmhout lakmg lead resnamt into account,
is as follows:
Sop =P /2t
=20x1522x05=304psi. -
where
P = 20 psig internal pressure :
d -meandlameterofuppercavxtymbe 15.2 in.
t =0.500 in. _ .
For ss304L at 600°F, UTS = 60,000 psi.

Safety Factor (SF) = allowable stress/applied stress -
= 60,000/304
=197

Margin of Safety (MS)=SF ~1=197-1=196

3.13 Lower Cavity End Cap

See Figure 4.4.6-F9 '
The bending stress in the lower cavity end cap, w1thout takmg restraint of lead into account,
is as follows:
ss  =cpfvdl’
=02 x 20/[0.75/11.5] = 940 psi.
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where
c = constant based on joint geometry
= 0.2 based on ASME VIII, Division 1, Figure UG = 34 (i)
P = internal pressure = 20 psig
t = thickness of end cap = 0.75 in.
d = internal diameter of the tube = 11.5 in.
For Hastelloy C-276, UTS, yield stress at 600 °F = 70,000 psi
(ASTM B-166)
Safety Factor (SF) = allowable stress/applied stress
=UTS/s,
= 70,000/940
=744

Margin of Safety MS)=SF-1=744-1=734

Therefore, the inner assembly under build-up of pressure of 20 psig has sufficient margin of safety that the

structural integrity of the inner assembly shall not be compromised.

314 Upper Cavity Ring Flange

See Figure 4.4.6-F10.
The bending stress in the upper cavity ring flange, without taking restraint of lead into account,
is as follows:
Case 77, Table X of Ref[4]
S =bwa/t :
=0.0195 x 20 * 7.892%/0.5% psi.
=97.5 psi
where
S = maximum radial stress
b = constant depending upon a/b = 7.892/6.25 = 1.262,
=0.0195
w = p = applied pressure = 20 psi
t = thickness of ring flange = 0.5 in.
a = 7.892 in. ring flange outside radius
b = 6.25 in. ring flange inside radius

For ss304L forging to ASTM A-182, the material properties are:
Ultimate Tensile Strength (UTS) = 60,000 psi. at 600°F

Safety Factor (SF) = allowable stress/applied stress
=UTS/98
= 60,000 psi/98 psi
=615

Margin of Safety (MS)=SF-1=615-1=614

Therefore, the ring flange is well below the static value of UTS.
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3.2  INNER SHELL ASSEMBLY SUBJECT TO G-LOADS

3.2.1 Buckling of lower cavity tube

See Figure 4.4.6-F11
The weight of lead borne by the steel tube+cap, '
W =1x625x1125x 041

W; =566 1b.

Assume the load is applied at the centre of the tube. Then, using Euler’s formula, the collapse pressure
load is

Pc = EV(L)
where , o
E =28x10°psi
L. =19.5in.
I = 2nd Moment of area = 340m

Pc =247x 1o°1b

Appliedload =566 Ib. X gaccment
=566 X 132
=74,712 Ib.
Safety Factor (SF) = Collapse load to buckle cav:ty tube/apphed load
=247x 10°174,712b.]
=247x 1074712
= 3,306
Margin of Safety (MS) = SF ~ 1 = 3,306 - 1 = 3,305
It is concluded that the lower cavity tube will ot buckle.

3.2.2 Behding of Lower Cavity EndPlate =

See Figure 4.4.6-F12
G=132g's
The applied pressure on the cavity tube cap is ,
P = weight of lead x 132 g's/ACAp
- =566x 132[nx 625%)
=74,712/122.73
- =609 psi

Is a 0.75 in. thick Hastelloy C-276 cap strong enough to resnst 609 psi maxxmum applied pressure?
For Hastelloy C-276, the material propertxes are:
Yield Stress (YS) = 30,000 psi.
Ultimate Tensile Strength (UTS) = 100, 000 psi.
Using ASME VI, Division 1 (Ref[17])
s = cp/[t/d]’
= 0.2 x 609/[0.75/11 5]
= 28,636 psi.
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where
c = constant depending on end tube to cap joint configuration
= (.2 (ASME VIIL, Division 1, Figure UG-34(i).
P = applied pressure = 609 psi
t = thickness of cap =0.75 in.
d =11.5 in. inside diameter
Safety Factor (SF) = allowable stress/applied stress
= UTS/28,630
= 70,000 psif28,636 psi
=24

Margin of Safety (MS)=SF-1=24-1=14
The maximum stress in the end cap s = 28,636 psi shall be below the allowable stress of 70,000 psi UTS.
Therefore, the end cap of the lower cavity of the inner shell assembly of F-294 shall not rupture.

3.23 Buckling of Upper Cavity Tube
See Figure 4.4.6.-F13. The weight of lead borne by the steel tube + flange,

w2 =7 x [7.8922-6.25%] x 31.75 x 0.41
w2 =950 Ib.
W1 +W2 =566 +950=1,516Ib.

The loads (W1 + W2) are applied at the centre of the tube. The line of action of deceleration force is in
line with the centre of gravity of the upper tube. Therefore, this is the case of compressive stress leading
to buckling. Then the collapse load, using Euler's formula is

Pc =mEIAL)
where
E =28x 10° psi
L. =1lin
I = 2nd Moment of area =&t /4 [ 7.89* - 7.39*] = 701 in*
Pc =1,601x10°D.
HACOT G-levels:
top of plug G1 =132g's
Applied load =1,516Ib. x G-load
=1,516x 132
=200,112 Ib.
Safety Factor (SF) = collapse load to buckle cavity tube/applied load
= 1,601 x 10%]200,112 Ib.]
= 8,000

Margin of Safety (MS) = SF - 1 = 8,000 - 1 = 7,999
It is concluded that the upper cavity tube shall not buckle.

3.24 Bending of Upper Cavity Ring Flange

See Figure 4.4.6-F14.
In this model, the cavity ring flange plate is under external applied pressure as a result of impact.
The applied pressure acts on the upper cavity tube & the cavity ring flange.
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Based on 132 g's deceleration load, the apphed pressure on the upper cavity nng ﬂange is
p = weight of lead x 132 g’s/Armc FLanGE
=950 x 132/[r x (7.892°- 6.25%)]
= 125,400/73
= 1,718 psi
Is20.5 in. thick stainless steel forging (ring flange) strong enough to resist 1,718 psi maximum applied pressure?
For stainless steel (ss304L)A-182, the material properties are:

Ultimate Tensile Stress (UTS) = 60,000 psi at 600°F.
Case 77, Table X of Ref]4]

S =bwa'tt’
s =bp*[@A]psi |
s =0.0195*1,718 * 7.892%0. s2
= 8,345 psi
where
S = maximum radial stress ‘
b = constant depending upon a/b = 7.892/6.25 = 1.262, b=0.0195
w = p = applied pressure = 1,718 psi S
t = thickness of ring flange = 0.5 in.
a = 7.892 in. ring flange outside radius
b = 6.25 in. ring flange inside radius
Safety Factor (SF) ‘= allowable stress/applied stress :
' - =UTS7,330 -
= 60,000 psi/8,345 ps1
=7.18

Margin of Safety (MS)=SF-1=7.18 - l =6.18

The maximum stress in the upper eavxty ring ﬂange 5= 8,345 psiis below the allowable stress of 60,000
psi (UTS at 600°F). Also, the maximum stress of 8,345 psi is below the yield stress 15,000 ps1 at 600°F.
Therefore, the upper cavity ring flange will not yield. - o

3.2.5 - -Container Top Flange

See Figure 44.6-F15 '
In this model, the container top flange plate is under external applied pressure as a result of impact.
The applied pressure acts on the container top ﬂange & the conical shell : _

Based on 132 g's deceleration load, the applied pressure on the container top flange is
P = weight of lead x 132 g's/Arnva rLanGe
= (W) + W, + W) x 132/[r x (12.968% — 7.892%)]
= (566 + 950 + 5,314) * 132/356.7
= 6,830 x 132/356.7 ’
=2,527 psi

Is a 1.5 in. thick stainless steel plate (ring ﬂange) strong enough to reslst 2,220 pm maxnnum applied
pressure? .
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For stainless steel (ss304L)A-240, the material properties are:
UTS = 60,000 psi at 600°F
Case 77, Table X, Roark (4th Edition)
S =bwa/t?
=bwa/t
=0.03 x 2,527 x 10.5%/1.5
= 3,710 psi
where
= maximum radial stress
= 10.5 in. ring flange outside radius (see Figure 4.3.3-F16)
= 7.892 in. ring flange inside radius
= constant depending upon a/b = 10.5/7.892 = 1.33, b= 0.03
= p = applied pressure = 2,527 psi
= thickness of ring flange = 1.5 in.
Safety Factor (SF) = allowable stress/applied stress
=UTS/3,260
= 60,000 psi/3,710 psi
= 60,000/3,710
=161
Margin of Safety (MS)=SF - 1=161-1= 160
The maximum stress in the ring flange, s, = 3,710 psi is below allowable YS of 17,800. Therefore, the ring

flange shall not yield. Also, the maximum stress of 3,710 psi is less than UTS of 60,000 psi. Therefore, the
ring flange will not rupture (crack).

~goony

4. SUMMARY

The following is a summary of the status of each of the components of the inner shell assembly and the
closure plug under appropriate driving forces and resulting in appropriate safety factors.

4.1 CLOSURE PLUG BOLTED JOINT

For the closure plug bolted joint components, the applied stresses, safety factors and margins of safety are
as follows:

A Closure plug bolted joint subject to internal pressure and G-loads:

Wrequired closure piug, HACOT = 156,300 Ib. |
Whott foad availzble = 1,586,000 Ib.
Safety factor (SF) =10.15 [

As the Safety Factor (SF) is greater than 1, the bolted joint as specified shall be maintained during HACOT
of F-294 package.

B. Bolt Stress due to applied torque of 100 ft.-Ib. per bolt + G-loads (132 g’s)

Applied stress =31,060 psi
Allowable stress = 180,000 psi
Safety factor (SF) =5.79

Margin of Safety (MS) = SF - 1=5.79 — 1 =4.79
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C. Stress in the threads of the bolthole ...~
Applied stress =6,800psi
Allowable stress ~ =70,000psi

Safety factor (SF)  =1029
Margin of Safety (MS) =SF -1 =1029~1=9.29 -
D. Closure plug: in side drop
1) Closure plug bolts: v e
Applied stress =16,500 psi -
Allowable stress = 180,000 psi
Safety Factor (SF) =109
Margin of Safety (MS) =SF -1 =109 -1=9.9
2) Plug cylindrical body: side jmpact:
Applied compressive stress =940 psi .
Allowable stress = 70,000 psi
- Safety Factor, (SF) =744
Margin of Safety (MS)=SF - 1= 744 1=734
3 Plug weld WPC1: :
Applied shear stress = 13,600 psi
Allowable stress = 70,000 psi
Safety Factor (SF) =5.14
Margin of Safety (MS)=SF—-1=5.14-1=4.14

42 INNER SHELL ASSEMBLY

For inner shell assembly and components, the stresses or collapse loads safety factors and margins of
safety are given below. The safety factor (SF) is defined as: allowable stress/applied stress. For buckling,
the safety factor is defined as critical load or collapse load/apphed load. The allowable stress is ultimate
tensile stress of material at appropriate temperature.

4.2.1 Summary of Stress Analysis of Inner Shell Assembly Components Under
Internal Pressure

Various components identified in Figure 4.4 6-F2 were sub_]ected to mtemal pressure of 20 psig and stress
analyzed. The details of the calculations are given m Appendxx 4 4.6. Summary is given here. - :
A Lower Cavxty wall due to bmld-up of mternal pressure: '

Swop =240 psi; SF=250; MS=249
B. Upper Cavity wall due to build-up of internal pressure:

Swcp =304 psi; SF=197; MS =196 -
C. The bendmg stress in the lower cavxty end cap, thhout takmg restraint of lead into

account, is

Sb —940p51,SF 744MS 734

D. The bending stress in the upper cavity ring flange, without taking restraint of lead into
account, is

s = 98 psi; SF = 615; MS = 614
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4.2.2 Summary of Stress Analysis of Inner Shell Assembly Components under
HACOT G-Loads '

Various components identified in Figure 4.4.6-F2 were subjected to G-loads of 132 g's and stress analyzed.
The details of the calculations are given in Appendix 4.4.6. Summary is given here.

A Lower cavity tube buckling:
Applied load =74,710 Ib.
Collapse load =247x10%Ib.
SF = 3,306; MS = 3,305

B. Lower cavity tube end cap:
Bending stress = 28,636 psi.
Allowable stress = 70,000 psi.
SF=24,MS=14

C. Upper cavity tube buckling:
Applied load = 200,100 Ib.
Collapse load =1,601x 10°Ib.

SF = 8,000; MS = 7,999

D. Bending of upper cavity ring flange
Bending stress = 8,345 psi.
Allowable stress = 70,000 psi.
SF=17.18; MS=6.18

E. Container top ring flange
Bending stress = 3,710 psi
Allowable stress = 60,000 psi.
SF = 161; MS = 160

As the safety factors (SF) > 1 and as the margin for safety (MS) > 0, the bolted closure joint over the
inner shell assembly of F-294 shall be maintained to resist internal pressure and G-loads encountered in
the F-294 containment system during the hypothetical accident conditions of transport of F-294.

The purpose of the closure plug bolted joint is to provide adequate shielding but not necessarily
leaktightness of the joint between the closure plug and the inner shell assembly. It has been demonstrated
that the closure plug is retained when F-294 is subject to combination of forces during hypothetical
accident conditions of transport. Consequently the closure plug, which provides adequate shielding,

shall be retained over the cavity of F-294, which houses Special Form cobalt-60 MDS Nordion C-188
sealed sources. As C-188 is certified Special Form RAM, the C-188 outer encapsulation provides the
leaktightness for retention of radioactive material.

Therefore
1. as C-188 is certified Special Form RAM and provides leak tight containment AND
2. as the closure plug (the shielding) is retained over the inner shell assembly, which houses
the cobalt-60 C-188 sealed sources,

F-294 shall meet the hypothetical accident conditions of transport (HACOT) containment system
requirements (10 CFR 71.51 (a) (2)).
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F-294 Containment System:

77

- Figure 4.4.6-F1

Inner Shell Assembly and Closure Plug
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Figure 4.4.6-F2
Closure Plug Bolted Joint: Applied/Reactive Forces
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Figure 4.4.6-F4

Plug Cylindrical Body Impacting on Side: Plug Bolt Shearing
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Plug: Side Drop: Shear Force Diagram -
i
] -

7 5 70bs

500 s
SHEAL ' -
Foecs) S

- o= I ry ;L 5 .‘;5? 4; remrwrererwre
ERRRNS -

Chapter 4

IN/TR 9301 F294, Revision 4

- Appendix 4.4.6 Page 21 -

July 2003



Chapter 4

Figure 4.4.6-F6
Plug Cylindrical Body Impacting on Side: Plug Welds
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Figure 4.4.6-F7
Lower Cavity Tube
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Figure 4.4.6-F9
Lower Cavity End Cap

20 psra

IRIRRRININE
§'P=20 psis

L

LoawES CAYLWTY
ENMD CAP

Figure 44.6-F10
Upper Cavity Ring Flange

=
20 psig St
leaTSAN /,O 4
faersuas Y

WPPSA CAITY
RAINEGE PLANEGS

IN/TR 9301 F294, Revision 4 - Appendix 4.4.6 Page 24 - July 2003



Chapter 4

Figure 44.6-F11
Lower Cavity Tube Assembly under Axial Load
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Figure 4.4.6-F13
Buckling of Upper Cavity Tube
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Figure 44.6-F15
Container Top Flange under Axial Load

Figure 4.4.6-F16
Container Top Flange under Axial Load: Details
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APPENDIX 4.4, 7 ,
F-294 PROTOTYPE CONTAINER TESTING: DROP TEST DATA
RELEVANT TO THE CONTAINMENT SYSTEM

1. INTRODUCTION

On 25 February 1998, a single full-scale prototype F -294 contamer was subjected to a series of eight (8)
drop tests as listed below:

Test #1: - Normal Free Drop Test: top end drop orientation
Test #2: 30 fi. Free Drop: side oblique drop orientation :
Test #3C: Puncture Test: impact on the zone near lift lug fin #4
Test #4: Puncture Test: impact cylindrical fireshield o
" Test#5: - Puncture Test: impact on fixed skid lower plate
Test #6: 30 fi. Free Drop Test: top end drop orientation.
Test #7: Puncture Test: impact on the crush shield upper plate =~
Test #8: - Puncture Test: impact cylindrical fireshield (nameplate zone)

The full details of the drop test and resulis are given in Chapter 2, Appendix 2.10.12. In this Appendix,
the key findings of the drop test program, apphcable to the contamment system, are re-captured

2. INTEGRITY OF THE CAVITY OF F294 o

See Figure 4.4.7-F1

Prior to the drop test the cavity of F-294 was air pressure tested at internal pressure of 45 psig. at 20°C
for a period of two hours. No loss of pressure was observed. Subsequently the cavity was subjected to
helium leak test. The cavity was leak tight | to 4.x 10‘7 atm cc/sec.

The F-294 was then subjected to 8 senes of exght @® drop tests.

After the drop tests, before opemng the closure plug, the container was subjected to air pressure test and
helium leak test. To conduct these tests, the drainline cap was fastened and torqued to 50 f.-1b. torque.

All other torques were not disturbed. The cavity was pressure tested at 45 psig at 20°C for a period of

two hours; there was no loss of pressure. Subsequently the cavity was pressurized to 15 psig and subjected
to sniffer helium leak test. The cavity was leaktight to 1 x 10 atm cc/sec.

Therefore, it is concluded that the integrity of the F-294 cavity is sound before the drop tests and after the
drop tests.

3. INTEGRITY OF THE CLOSURE PLUG
3.1 FASTENERS OF THE CONTAINMENT SYSTEM

The bolt torques:
Prior to the drop tests, the torques on the fasteners of the containment system were as follows:

1- Closure Plug Bolts: 100 fi.-Ib. + 10%.

2 Vent #1: : open, to permit accelerometer cablee
to go through.

3. Vent #2: 20 ft.-1b. £ 10%.

4. Drainline Cap: open, to permit accelerometer cables
to go through.
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After the drop tests, the torques on the fasteners of the containment system were as follows:

1.

Closure Plug Bolts: opening torques of the bolts are recorded
in Table 4.4.7-T1. The bolt numbering

is as per Figure 4.4.7-F2.

Vent #1: open, to permit accelerometer cables
to go through.

Vent #2: 20 ft.-Ib. - 10%

Drainline Cap: open, to permit accelerometer cables
to go through.

3.2 DAMAGE TO THE CLOSURE PLUG

After the drop tests, the closure plug bolts were not damaged.

After the drop tests, 15 of 16 closure plug bolts were not loose. One (1) closure plug of
sixteen (16) appeared to be loose.

Before the drop tests, closure plug lifting lug height was = 2.5 in. After the drop tests, the
closure plug lifting lug height is = 1.875 in. In other words, the lift lug of the closure plug
was “compressed” by 0.625 in. (i.e., 2.5 — 1.875). This damage was primarily due to three
drop tests:

Test #1: Normal free drop test: top end orientation
Test #6: 30 fi. free drop test: top end orientation
Test #7: Puncture pin (top): impact on crush shield upper plate.

The puncture pin impact was arrested by the lift lug of the closure plug, resulting in
compression of 5/8 in. of the lift lug of the closure plug. Despite this puncture pin impact
on the closure plug, the closure plug was not significantly damaged, with the exception of
one specific location (i.e., lift lug of closure plug).

After the drop tests, the bolt torques of the closure plug were of sufficient magnitude such
that the F-294 cavity passed 45 psig air pressure test and also 15 psig helium leak test.
Therefore, the integrity of the F-294 closure plug is sound.
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Table 4.4 .1-T1
Post-Drop: Opening Torques for F-294 Closure Plug

#1 ' 30.
#2 70
#3 e 90
#4 - - 90
#5 20.
#6 e 30
#7 ' ' 5
- #8 ~... 30
#9 o - 40 .
#10 0
#11 o 140+
#12 140+ —-- 220 - binding -
#13 - 120 ~-----binding
#14 140+ -—— 180
#15- 5 140+ ---—- 220
#16 140 + —-210 (2nd torque wrench)

4. THE INTEGRITY OF DUMMY C-188S
Prior to the drop tests of F-294, eight (8) dummy full-scale C-188s were helmm leak tested.

The same eight dummy C-188s were located in a F-313 carrier and installed in the cavity of F-294. See
Figure 4.4.7-F3. The F-313 carrier was buffered between the top of the carrier and the bottom of the plug
to protect the accelerometer cables during the drop tests. The C-188s were not restrained and were free to
bounce up or down and sideways. However, the carrier was restrained.

Afier the drop test of F-294, the dummy C-188s were hehum leak tested. They were leaktight to a level of
1x 107 atm cc/sec.

Therefore, it is concluded that the mtegnty of C-1885 is soxmd

5. CONCLUSIONS

The containment system of F-294 is defined as the inner assembly of F-294 (from closure plug to bottom of
the cavity), inclusive of C-188 cobalt-60 sealed sources. It has been demonstrated by tests that:

1. the integrity of C-188s is sound

2. the integrity of the cavity of F-294 is sound (i.c., no cracks, etc.)

3. the integrity of the closure plug is sound, as it did not come loose after eight (8) drop tests.

Given that the F-457 source carrier, loaded with 80 C-188 capsul&e', only weighs 23 Ib. more than the fully
loaded F-313, test results are expected to be the same for the F-294 with the F-457 source carrier as they
are for the F-294 with the F-313 source carrier.
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Figure 4.4.7-F1
The Cavity of F-294
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) ~ Figure 44.7-F2
“The Numbering of Closure Plug Bolts
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Figure 4.4.7-F3
Location of Dummy C-188s in F-313 Carrier during F-294 Drop Tests
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CHAPTER 5 — SHIELDING EVALUATION

5.1 DISCUSSION AND RESULTS

The F-294 package has been designed for 360 kCi 6"Co A vertical cross-section of the F-294 package
assembly is illustrated in Fig. 5.1-F1. There are two main shielding components of the F-294 flask:
steel-encased lead (11.25 in. [286 mm] Pb minimum typically) is used to reduce dose equivalent rates due
to radiation propagating through a solid shield (i.e., no ducts) to acceptable levels. The outer cylindrical
jacket is a 0.5 in. (12.7 mm) thick stainless steel plate; the second main component is the plug which is
used to reduce dose eqmvalent rates above the unit. The plug consists of 11.01in. (279 mm) Pb minimum

typically.

This shipping conﬁguratlon is designed to reduoe dose eqmvalent rates at any point on the external surface
to less than 200 mrem/h (2 mSv/h) and the T1 to less than 10,

Radiation fields are summarized in Tables 5.1-T1 and 5. 1-T2 for thc F-294 prototype flask with 375,510
Ciasof January 06, 1998, in the form of 40 C-188 capsules in an F-313 source carrier. This source was
used for F-294 external radiation measurements. The surface measurements (mR/h) and at 1m have not been
normalized to 360,000 Ci “Co, and therefore represent a coniservative estimate of the external radiation fields.
All measurements were performed using two radiation survey meters: Berthold Rato/F G-M Tube, and a
Nuclear Enterprises PDM-1 Ion Chamber. The location of the field point measurements are given in Figure
5.1-F2. The full-scale F-294 package was subjected to eight drop tests. The details of all the measurements
are given in Appendix 5.1-1 (Pre-drop) and Appendix 5.1-2 (Post-drop). The source activity for each date
of radiation survey measurement is given in Table 5.1-T1. Tables 5.1-T2 and 5.1-T3 summarize the Pre-
drop and Post-drop radiation survey usmg the Berthold Rato/F survey meter.

o Table 5 I-Tl
Source Activity for Various Radxatlon Survey Dates

Initial Source Activity” | amssi0 | 1998 3am.06
Pre-drop Test Survey 1 (with Crush Shleld 1 - 375360 | 1998 Jan. 07
and Fireshield in place) B IR -
Pre-drop Test Survey 2 (w1thout Crush theld | 374684 1998 Jan. 12
and Fireshield) | I : o
Post Drop Test Survey 1 (with Crush theld 1 365221 1998 Mar. 24
and Fireshield in place) T R ’
Post Drop Test Survey 2 (wnthout Crush Shield | - 364958 | 1998 Mar. 26
and Fireshield) ‘ o
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Table 5.1-T2
Radiation Fields for the F-294 Package Before the Drop (1998 January 07)
and After the Drop (1998 March 24)

" Surface Measuremenit (R/bY 1 meldatlmfromSurrace(mR/h"""
,kj’W‘th Crush Shleld&].i‘ireshlel ash i
Field Point | Before Drop_ | . AfterDrop
1 2.2 40
2 2.0 2.6 04 0.8
3 1.0 1.6 0.4 0.8
4 2.8 5.0 1.0 14
5 12 16 1.3 1.8
6 6.5 55 12 1.6
7 0.3 0.6 0.8 1.0
8 14 30 14 1.8
Table 5.1-T3

Radiation Fields for the F-294 container Before the Drop (1998 January 07)
and After the Drop (1998 March 24)

1

2 9.0 14 04 1.4
3 10.0 22 04 1.6
4 55 85 1.0 14
5 24 26 13 35
6 0.6 0.7 12 3.0
7 0.5 0.7 03 12
8 14 30 14 1.6

IN/TR 9301 F294, Revision 4 -52- July 2003



Chapter §

18052 | [ @B 00T (18 050

e e e e e

’

T T I RLE RS " W T R Y

Figure 5.1-F1
Vertical Cross-Section of the F-294 Package Assembly
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Figure 5.1-F2
Radiation Survey Field Points
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52 SOURCE SPECIFICATION ,
The capacity of the F-294 is 360 kCi ®Co. The number of nuclear transformations (disintegrations)
per second corresponding to 360 kCi is:

360,000 Cix3.7x 10" disintegrations/s/Ci = 1.332 x 10" dis/s

: The 9Co decay scheme is shown in Figure 5.2-F1 (see Ref. [1]). The average energy of the most probable
beta particle (99.9%) is approximately 96 keV, and therefore will not escape the double layers of
encapsulation and the source material; it will not be considered further since it will not contribute to

s external radiation fields.

Using the 99.9% and 100% probablhtles for the 1.173 MeV and 1.332 MeV gamma transitions
- respectlvely, Table 5 2-Tl summarizes the source strength as a function of energy. :

, Table 52-T1 |
 Source Strength for 360 kCi “Co -

1173 1  1561x10" 1.331 x 10
1332 -~ 1 1.774x10" 1332x 10"

MDS Nordion determines the contained activity of the C-188 source from the measurements of the

* exposure rate at approximately four meters from the side of the C-188 source. The measured exposure rate
is converted to activity (Ci) using the 1.29 R-m’/b/Ci (see Appendix 5.5.2) exposure rate constant for “Co
and applying corrections for distance, self-absorption and attenuation due to the double encapsulation of
the source capsule. The sclf-absorption factor for slugs or pellets used in the 0-188 source capsule was
determined from Monte Carlo calculations. -

53 MODEL SPECIFICATION -
531 DESCRIPHON OF THE RADIA.L Al\m AXIAL SHIELDING CONFIGURA TION

Figure 5 1-F1 shows the dimensions (to seale) of the radial and axial slneldmg materials. Radiation
surveys of F-294 prototype packaging show the highest fields on contact are below the package and in
the honzontal plane through the source centre

5.3. 2 SIIIELD REGIONAL DENSI TIES

The mass densities for lead and iron used in Section 5.4 are 11.3 g/ern’ and 7. 86 g/em’ respectlvely
For ease of calculation, steel was approximated by iron.
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Figure 5.2-F1
Cobalt-60 Decay Scheme
27 COBALT -80
HALFLIFE = 3271 YEARS 29-MAR-78
60 - DECAY MODE(SY: 4
27C0(5.2 1Y) RADI l(;N ‘Bgy(i)! ! (3‘ 3
. _RADIATION 8 _(MeV) y)xE)
o+ 0.0 ' 4 1 9.59E-01 95T7E-02*  35TE-02
A 3 " 8.00B-04 -8.258E-01°  5.01E-04
T3 9.99E-01 L173E 00 117E 00
ce K. v 3 1.50B-04 ~  1165E 00  1.7SE-04
v 1 1.00E 00 1.332E 00  1.33E 00
ce K, v ¢ LMB-04  134E 00  150E-04
LISTED X, ¥ AND ¢z RADIATIONS 25E 00
OMITTED X, y AND ys RADIATIONS** LI4E-04
LISTED 5, ce AND Auger RADIATIONS 9.65E-02
A ; OMITTED jJ, ce AND Auger RADIATIONS®*® 4.73E-08
0+ 0.0 LISTED RAD!A'I'X%I%S 260E 00
80 . OMITTED RADIATIONS** 161B-04
ng i(stable) ‘
: . * AVERAGE ENERGY (MesV)
*s EACH OMITTED TRANSITION CONTRIBUTES
<0.100'; TO Jy(DxEQ®) IN ITS CATEGORY.
NICKEL-60 DAUGHTER IS STABLE.

5.4 SHIELDING EVALUATION

Figure 5.4-F1 illustrates the field point locations before and after the Normal Conditions of Transport test

(3 ft. free drop in top end drop orientation).

Figure 5.4-F2 illustrates the field point locations in the Hypothetical Accident Conditions of Transport tests
(two [2] 30 &t. free drops and five [5] puncture pin drop tests.

The shielding evaluations in sections 5.4.1 and 5.4.2 were performed with the activity distributed in 40 C-188
sources in a single ring F-313 source carrier. When this activity is distributed in 80 C-188 sources in a double
ring F-457 source carrier, the shielding evaluation results can be assumed to be the same. This is a conservative

assumption based on the fact that the fields from the 40 sources on the inner ring of the double ring carrier will
be partially shielded by the 40 sources on the outer ring.

5.4.1 SHIELDING EVALUATION OF F-294 PACKAGE IN NORMAL CONDITIONS
OF TRANSPORT (NCOT)

The shielding evaluation of the F-294 package in normal conditions of transport (NCOT) was done for the
following case:

NCOT Case 1. Extemal fields were evaluated near the top plug area where the source cage moved 1 in.

(25 mm) closer to the outside, and the crush-shield was deformed by approximately 0.5 in. (12.7 mm).
The effect of this reduction in source-to-dose distance is presented here.

Before the drop test: Top of the crush shield (beyond top of the plug): Contact reading = 2.2 mrem/h
(375,360 Ci as of 1998-Jan-07).

On contact: Top of the crush shield (beyond top of the plug): Calculated dose = 1.7 mrem/h.

After the NCOT test assessment: Top of the plug: Contact calculated dose rate = 1.9 mrem/h
(See Appendix 5.5.6).
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Thmfom,memawscmm&amdoseaﬁamcnormﬂﬁwdropwstmmpmedmmeMmdose
before the normal free drop test = (l9mrem.’h)/(l7nnem/h)=l 12 = 12 % increase. Thlsoomplm
with 10 CFR, Para 71.43 (t)

5.4.2 SHIELDING EVALUATION OF F-294 PACKAGE UNDER HYPOTHETICAL
CONDITIONS OF TRANSPORT (HACOI)

The shielding evaluation of the F-294 packagc in hypotheucal condmons of transport (HACOT) was done for
the following two cases: R

HACOT Case 1. The side where the source eage moved 0.25in. (6 mm) closer to the outside,
and the fireshield moved-in by approxnnately 3.881 in. (98.6 mm),

HACOT Case 2. The bottom where 1.4 in. (35.6 mm) of Pb slump was evaluated (Reference:
1997 March 18 letter from Cass R. Chappell ('Package Cemﬁcahon Chief) to Joe Stirling
(MDS Nordion).

Other shielding thicknesses (e.g., steel encasemm) are assumed tobe unaﬂ'ected by the drop. MicroShield
Version 5 was used to calculate these fields (Ref. {2]). This method calculates radiation fields in exposure rate.
A 0.97 factor is used to convert from exposure to dose equivalent. The reduction in external radiation fields
due to self-absorption was 10%, and mutual absorption factors were assumed to be 0% and 30% for top
(plug geometry) and side geometry respectively. For this calculation, 360 kCi ®Co is distributed in a point
source at the centre of the cavity. ANS 6.4.3 attenuation coefficients and build-up factors are used by
MicroShield Version 5.01 (Refs. [2] and [3]). stng thc geometxy shown in Figure 5.4-F1, the results

are summarized in Table 5 4TI,

TableS4TI
Calculated Dose Equivalent Rates

NCOT Case 1 | 19(calculated) 0.7
" (Plug Area) - ' —, o
- HACOT Case 1 - v 334 ' 3.7
(Side Shield Area) ' : : o
HACOT Case2 - 224 35.7
(Bottom Area, with hypothetical ‘ o
14 in. [35.6 mm] lead stump®

5.4.3 IMPACT OF THE ALL STAINLESS STEEL CRACK SHIELD VERSUS STEEL-
ENCASED-LEAD CRACK SHIELD.

The F-294 test packaging crack shield assembly (located at top of the closure plug) is made up of steel-
encased lead. The F-294 transport package crack shield is all stainless steel assembly. In Appendix 5.5.8,
it is demonstrated that this-design change has minimum impact from view point of the external radiation
fields on the F-294 package.

3 1.4 inches of lead slump is only hypothetical. 0.44 inches was measured, so the fields would double in magnitude from
30mR/hm60mR/h(atdzebottom)
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5.5 APPENDICES

The build-up factor calculation for heterogeneous media is usually the largest source of error in shielding
calculations. During the integration (MicroShield), the build-up factor is calculated on all materials
between the source kernel and the dose point. The shielding mean free paths for all material between the
source and the dose point are used with the build-up characteristics of the dominant material (lead).
Typical output from MicroShield 5 is given in Appendix 5.5.4 (Ref. [2]). For most shielding calculations
investigated in Chapter 5, the fields calculated by MicroShield are in good agreement with the measured
values.

N

Appendices

5.5.1 List of References for Chapter §

5.5.2 Pre-drop Radiation Survey

5.5.3 Post-drop Radiation Survey

5.5.4 Converting Exposure to Dose Equivalent

5.5.5 Exposure Rate Constant for *Co

5.5.6 Typical MicroShield Output

5.5.7 Shielding Evaluation for the Hypothetical Accident conditions of Transport

5.5.8 Worst-case Estimate of the Increase in External Radiation Fields for the Re-designed
Crack Shield Assembly
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LIST OF REFERENCES FOR CHAPTER 5

ICRP Publication 38, Radionuclide Transformations. Energy and Intensity of Emissions,
Pergamon Press, 1983.

MicroShield Version 5.01, Grove Engineering, Inc., Rockville, Maryland, 1995-1996.

ANSVANS-64.3, Gamma-Ray Attenuation Coefficients and Build-up Factors for Engineering
Materials, Chicago, Illinois, 1992.

CCEMRYI, 1985, Comite consultatif pour les Etalone de Mesure des rayonnement ionisants,
Rapport de la 11 session (BIPM) pR 157.

Hubbell, J. H., “Photon Mass Attenuation and Energy-Absorptmn Coefficients from 1 keV to

20 MeV™, Intematlonal Journal of Applied Radiation Isotopes, Volume 33, Pergamon Press Ltd.,
1982. '

ICRU Report 31, Average Energy Reuired to Produce an Ion Fair, 1979.

IN/TR 9301 F294, Revision 4 -Appendix 5.5.1 Page I - July 2003



Chapter §

APPENDIX 5.5.2
PRE-DROP RADIATION SURVEY
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. -—-Report for F-294 Regulatory Tests of IN/QA 1368 F294 (1)

" Test # 5.1.9 Radiation Survev Befdré the Drop
* The F-294 was loaded with 375 <10 curies Cobalt-60 on 1998 January 06 in the form of

- The upper crushshield and fireshieid were assemb'ed in place. The loaded flask was then
moved on to the levelator for access to the underside (position #8 on the survey report),

. F-294 shipping package was surveyed with two calibrated instruments as outlined in the -

forty (40) C-188 sealed sources as per the loading diagram attached (see Figure 1). The
loading was done as any typical preparation for shipment, complete with a cavity argon
purge and all fasteners appropnatcly tomucd in Cell 06 within Industrial Operatxons
MDS Nordxon, Kanata.

which is also an area of low activity levels, providing for accurate survey results. The

Radiation Integrity for New Transport Packaging Procedure CO-QC/TP-0001 (2). Based

 onthe type of instrumentation and the last calibration data, all readings would be within

+ 5% of the actual. The highest reading for each elevation/location on the F-294 was

“recorded on the attached forms CO-QC/TPF4-0001 (2).

The initial survey was completed with the upper crushshield and fireshield in place on
1998 January 07 (see Figure 2). The second survey was completed on the container with
them removed on 1998 January 12 (see Figure 3).

" There were no unusual readings with either mstmment for both cenfigurations. All

readings indicated complete and sound shielding integrity.

Configuration Max. Reading on Contact ™ Max. Reading @ 1 Meter
F-294 Package ' 14mRAh - 1.8 mR/h
F-294 Container _, 24mR/h . 3.0mR/M

Conclusion: Both conﬁouranons meet thc acccptanc~ criteria of 200 mR/h on contact and
10 mR/h at 1 meter. -

Prepared By: ) /4/ | Date: 92.53 /).

D. Whitby, [ndustrial QC i ,

Reviewed By: ;,\,\ s , _Dete: 9 P &

hAvIndusmal Enome-—'ng, Physics A :

V Shah, Pn/cuvg,,E-ngme:ring 7
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APPENDIX 5.5.3 ,
POST-DROP RADIATION SURVEY
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Test # 5.3.9 Radiatioﬁ Survev After the Droo

The F-294 was loaded in the same manner as the pre-drop survey; with the same forty.
(40) C-188 sources decayed to 366,160 curies Cobalt-60 on 1998 March 17 as per the
loading diagram artached (see Figure 1). The loading was again done as any typical
preparation for shipment, comriete with a cavity argon purge and all fasteners
appropriately torqued in Csil 06 within Incustrial Operations. MDS Nordion, Kanata.
After the thermal testing, the upper crushshield was set in placs as well as close as it
could be to its proper damaged position. The thres segments of the cvlindrical sectioned
fireshield were assembled and secured in place. The loaded flask was then moved on to
the levelator for access to the underside (position #8 on the survey report), which is also
an area of low background activity levels, providing for accurate survey results. The
second and third survey were performed with the fireshield and crushshield removed.

The F-294 shipping package was surveyed with the same two calibrated instruments as
the pre-drop survey as outlined in the Radiation Integrity for New Transport Packaging
Procedure CO-QC/TP-0001 (2). The highest reading for each elevation/location on the
F-294 was recorded on the attached forms CO-QC/TPF4-0001 (2).

The first post-drop survey was completed with the upper crushshield and the sectioned
fireshield in place on 1993 March 24 (ses Figure 2).

The second survey was compieted cn the container with beth the fireshield and the
.crushshield removed on 1998 March 25 (see Figure 3). Both the first and second survey
included contac: readings within the damaged zones.

A varied third survey was compiete< on 1998 March 26 (se= Figure 4). The damaged
fins of the F-294 permitted a more intirate contact reading with the survey meter on the
container wall. Therefore, the readings gathersd on the first two surveys are the highest
readings attained per CO-QC, T2-0001, bur ars not necessarily good for before and after
comparison readings. as the proximity of the meter to the sourcss is closer on the
damaged F-294. Thereiore, the third survev was to attain readings as if the fins were not
damaged; the contac: readings were taken at approximately the same distance from the
container wall as the pre-drop survev. Reau..nﬂs were recorded. oniy if differsat rom the
second post-drop survey.

Thers were no unusually high locaiized readings with either instrumient for al!
configurations. . ’

Confiouration Max. Reading on Contact Max. Reading @ 1 Vierer Fioure
r-294 Package 20 mR'h 1.9 mR/h 2
F-"°4 Container 30 mR% . 3.5 mR/h 3
F-294 Contamner 26 mR/h N/A 4
(varied)



Special additional measurements around the F-294 damaged zones were taken. These are
recorded in Table 1.

Observations: There was a moderate increase in the fields around all areas. with a
considerable increase at the bottom center of the container:

(post- drop reading) / (pre-drop reading) = %increase

30/ 14 = 2.14 or aporoximately 200% increase.

Conclusions: All configurations me=t the acceptance criteria of 1 rem/h at 1 meter from
the external surface of the package. [10CFR 71.51 (a) (2) ]

/
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Radiatlon Survey at the F.294 Damayed Zones

ADDITIONAL READINGS

. CONTACT|1 METER CONTACT|1 METER

LOGATION, READIHG |READING |OPPOSITE POSITION RE BEADING
Figure 5 Position #1_Upper damaged zone al lift lug #4. 8.5 mR/h_ 1.4 mR/M_|[Upper section, at lift lug #2 3.0 mR/Mh 1.0 mRMh
Figure 6 Position #2 Puncture pin damage zone near lift lug #3 26 mR/M_ 3.5 mR/h_{Mid section, at lift fug #1 12 mR/Mh 2.0 mRMh
Figure § Posilion #3 Puncline pin midsection lift lug #4 26 mR/h_2.4 mR/h_Jmid-section near lift lug #2. 10.4 mR/h_ 2.2 mR/h
Figuis 7 Position #4_Tap of fins of dainaged zone, 16" fiom center 40 mR/M_1.4 mRM {Top of fins, between lift lugs #2 & #3. 3.0 mR/M 1.4 mR/Mh
Hlighiest ceading on tap of plug (over holt hole pattern) 22 mR/h_1.6 mR/h_|Over bolt holes on opposite side.(nr LL #1) 10 mR/Ah 1.4 mR/h

Over vent line : . 10 mR/h

Table 4
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Chapter 5

APPENDIX 5.5.4
CONVERTING EXPOSURE TO DOSE EQUIVALENT

The radiation fields are measured in exposure rate (mR/h). The conversion factor from exposure (mR)
to dose equivalence (mrem) is 0.97.

1 R =2.58 x 10* C/kg (by definition)

W/e = 33.97 J/C (average energy expended is dry air per ion pair formed) (see Ref. [6]).

1R=2.58x10* C/kg x 33.97 J/C =8.76 x 10-3 J/kg

1 rad = 0.01 J/kg (by definition)

Therefore, 1 R = 0.876 rad (in air)

To convert from absorbed dose in air to absorbed dose in water:
Dyaer (Men/ Plwarr  0.0297 cmi’lg

Da: (Men/ P 0.0267 cri’lg

where

(en / p), the mass-energy absorption coefficients, have been mtexpolated from Hubbell, 1982 (see Ref. [5)),
assuming 1.25 MeV gamma radiation.

Therefore,

1 R =0.876 rad (in air) = 0.876 x 1.112 rad (in water)
= 0.97 rad (in water)

Finally, the quality factor for gamma radiation is 1, so the 0.97 factor can be used to convert from
exposure (R) to dose equivalence (rem). '

1 mR =0.97 mrem

IN/TR 9301 F294, Revision 4 ' - Appendix 5.5.4 Page 1 - July 2003



Chapter §

APPENDIX 5.5.5
EXPOSURE RATE CONSTANT FOR %Co

W/e = 33.97 J C! (BIPM, 1985) (Ref. [4])

2. 1=1.173 MeV, 99.9% probability

2 =1.332 MeV, 100% probability (ICRP 38, Radionuclide Transformations)
3. The corresponding mass-energy absorption coefficients
(Rex) in dry air near sea level were interpolated from Hubbell (1982).

—  (Ref.[5])
P
(Hen)
_— = 0.270 cm’ g for 1.173 MeV
P
(Hea)
_— = 0.262 cm’ g’ for 1.332 MeV
P
4. IR = 2.58x10*  C/kg by definition

The exposure rate constant for “Co is:

3.7 x 10" disintegrations 3600 sec 1
————— X —X
- sec.Ci h 47 (100 cm)
S 10° g 1 ... 16022x10" )
X ——— X —_—— % R
258x10* C = kg 3397IC' R -\
kgR .
x 10° eV/MeV (1.173 MeV x 0.999 x 0.0270 cm¥g + 1.332 MeV x 1.000 x 0.0262 cm?/g)
= 1.29 R’
h.Ci

IN/TR 9301 F294, Revision 4 - Appendix 5.5.5 Page 1 - July 2003
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APPENDIX 5.5.6
TYPICAL MICROSHIELD OUTPUT

Microshieid v3.0L (5.vi-v0ia7)

MDS Nordion S
Page : 1 : - File Ref:
DOS File: NCOT1A.MSS o ~ 'Date:
Run Date: May 25, 1998 - : By:
Run Time: 3:16:01 PM S S Checked:
Duration: 00:00:00 o ; o
Case 'I':!.i:le: NCOT Case 1
Description: Ncot Case 1 (F294 Package) - After Drop
Geometry 1 - Poim: :
Dose Points )
£ Y Z
#1 . 76.835 om 0 cm 0 cm
2 ft 6.2 in 0.0 in 0.0 in
X Shields
s.b.i_L_a__.e d_Name w Materjal M&x
- Shield 1 22.86 ¢ Air 0.00122
Shield 2 1.27 cm -Iron 7.86
Shield 3 27.94 cm  Lead 11.34
Shield ¢ 6.35 cm Iron 7.86 °
Shield § 1.905 cm Iron 7.86
Shield 6 13.97 cm Aixr 0.00122
. Alr Gap ’ Air 0.00122
R Source Input
Group:lng Method : Actual Photon Energies
e -gurjes becquerele
,'CQ—GO 3.6000e+005 1.3320e+016
. Buildup
~ The material reference is Shield 3.
S : ' Results L E
~ Eneray - A_L‘_L_L_Y E.LL.sg_.&_ts ‘Fluence Rate w ' Exposure Rate
MeV nh_qs__Le_ M._‘L&m_lge_q -MeV/cm?/sec mR/hr pR/br
- With Buildup - No Buj h_Bu
0. 6938 2. 173e+12 2 4638-09 1.145e-08 4.755e-12 2.211le-11
1.1732 1.332€+16 = 1.919%e+01 1.335e+02 .-  3.429e-02 = 2.385e-01
1.3325 1.332e+16 1.464e402 1.110e+03 2.540e-01 1.925e+00
TOTALS: 2.664e+16 1.656e402 1.243e+03 2.883e-01 2.164€+00
IN/TR 9301 F294, Revision 4 - Appendix 5.5.6 Page I - July 2003



Chapter 5

MicroShield v5.01 (5.01-00157) ~
MDS Nordion
Page : 1 File Ref:
DOS File: NCOT1.MSS Date:
Run Date: May 25, 1998 By:
Run Time: 3:10:05 PM Checked:
Duration: 00:00:00
Casa Title: NCOT Case 1
Description: Ncot Case 1 (F2%94 Packags) - Before Drop
) Geometry: 1 - Point
Dose Points
X X 2
#$1 80.645 cm 0 cm 0 cm
2 ft 7.7 in 0.0 in 0.0 in
X Shields
Shield Name Dlmegg on atgrlg; Density
Y Shield 1 in Air 0.00122
3 Shield 2 ;S in Ircn 7.86
Shield 3 11.0 in Lead 11.34
Shield 4 2.5 in Iron 7.86
Shield S .75 in Iron 7.88
Shield 6 6.0 in Air 0.00122
Air Gap Air 0.0012~
Scurce Input N
Grouping Mathoed : Actual Photon Energies
Nuclide becquerelg
Co-60 3.6000e+005 1.3320e+016
Buildup
The material reference is : Shield 3
Results
Energy  Activity  Fluence Rate Fluence Rate Exposure Rate Exposure Rate
MeV  photons/sec MeV/cm? MeV/cm?/geg mR/hx mR/hx
No Buildup With Buildup No Buildup Wi du
0.6938 2.173e+12 2.235e-09 1.03%e-08 4.315e-12 2.006e-11
1.1732 1.332e+16 1.741e+01 1.211e+02 3.112e-02 2.164e-01
1.3325% 1.332e+16 1.329e+02 1.007e+03 2.305e-01 1.747e+00
TOTALS: 2.664e+16 1.503e+02 1.128e+03 2.61l6e-01 1.964e+00
|
N
IN/TR 9301 F294, Revision 4 - Appendix 5.5.6 Poge 2 - July 2003
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APPENDIX 5.5.7
SHIELDING EVALUATION FOR THE HYPOTHETICAL ACCIDENT
THERMAL CONDITIONS

The vertical cross-section of the F-294 package assembly (Figure 5.1-F1) shows 11.25 in. lead minimum
typically. The thermal model calculates no lead melt (see Section 3.5.6). The calculation, therefore, is
identical to the one that calculated dose equivalent rates before impact in Section 5.4.

MicroShield has been used to calculate these fields. The results are shown below in
Table 5.5-T1. '

Table 5.5-T1
- Calculated Dose Equivalent Rates Before and After
the Hypothetical Thermal Conditions

17.7 177 36 36

IN/IR 9301 F294, Revision 4 - Appendix 5.5.7 Page 1 - July 2003
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APPENDIX 5.5.8
WORST-CASE ESTIMATE OF THE INCREASE IN EXTERNAL RADIATION FIELDS
FOR THE RE-DESIGNED CRACK SHIELD ASSEMBLY

The F-294 test packaging crack shield assembly is comprised of steel-encased lead (3/16 in. [0.48 cm]
steel, 1.5 in. (38 mm) lead and 0.25 in. (6 mm steel). The increase in external radiation fields is estimated
if the 1.5 in. Pb is replaced by 1.5 in. steel.

The worst-case scenario is established by assuming no energy degradation as the “Co y-rays propagate
through the crack and strike the crack shield assembly. The transmission of ®Co radiation (1.25 MeV
average energy assumed) through 1.5 in. Pb and 1.5 in. steel (approximated by iron) will be calculated.

Case I - Transmission of “’Co Radiation through 3.81 cm Pb
mfp = (0.0572 cm’/g) (11.3 g/em’) (3.81 cm) = 2.46

Build-up (*Co in 2.46 mfp Pb) = 1.86
Transmission Factor = 1.86 exp (-2.46) = 0.16

Case II - Transmission of “°Co Radiation through 3.81 cm Fe
mfp = (0.0532 cm®/g) (7.86 cm’/g) (3.81 cm) = 1.59

Build-up (°Co in 1.59 mfp Fe) = 2.33
Transmission Factor = 2.33 exp (~1.59) = 0.48

The estimated worst-case increase in external radiation fields is 0.48/0.16 = 3.0. Table 5.5-T2 summarizes
the estimated external radiation fields at 5 cm and 100 cm in the plug area for 360 kCi co.

Table 5.5-T2
Estimated Radiation Fields for the Steel-Encased Lead and
Pure Steel Crack Shield Assemblies

Steel-encased Lead ' 1.52 1.2
Steel 4.56 3.6

! The radiation field at 1 meter will not increase three-fold since the crack-leakage contribution to the field at | meter is
small,

IN/TR 9301 F294, Revision 4 . - Appendix 5.5.8 Page 1 - July 2003



Chapter 6

CHAPTER 6 — CRITICALITY

The requirements of this chapter are not applicable
since F-294 package does not contain any fissile material.

IN/TR 9301 F294, Revision 4 : -6.1- ' July 2003



Chapter 7

CBAPTER 7 — OPERATING PROCEDURES

This chapter describes the operating procedures for the F-294 package. There are two (2) transport -
scenarios: i) international shxpments and ii) domestxc slnpments vnthm the USA.

D International shipments

For international shlpments originating ﬁ'am the Custamer.s site to MDS Nordxon lnc Ottawa, Ontano,
Canada, the F-294 is loaded and prepared for shxpment as per MDS Nordxon procedure IN/OP 0283 F294

Ref. [1)).
i)  Domestic shipments within the USA e A
For domestic shipments within the USA, there can be four dxstmct phases ina gggle round mp

Phase 1: Ane empty F-294 package with appropnate eqmpment is sent from MDS Nordion, Ottawa,
Ontario, Canada to 2 Wet Source Storage Gamma Irradiator (Category IV) customer's s1te A

Phase2: At customer's site A in the USA, the F-294 is loaded with the appropnate number of
C-188 sealed sources and prepared for shipment from customer'’s s1te A to customer s site B as
per MDS Nordion Procedure IN/OP 0283 (Ref. {1]). =

Phase 3: At customer's site B, the sources from the F-294 are unloaded and transferred to the nradxator at
site B as per MDS Nordion Prooedure IN/OP 0284 F294 (Ref. [2]) At the concluswn of this

‘ phase the F-294 package is empty. R

Phase 4: An empty F-294 package is shipped back to MDS Nordion, Ottawa, Ontano, Canada as per

MDS Nordion Procedure IN/OP 0285 F294 ( Ref. [3]).

“In addition, the F-294 package can be used for multiple round trips from a Wet Source Storage Gamma
Irradiator customer’s site A and to a Wet Source Storage Gamma Irradiator customer's site B or vice versa.
Phase 1: An empty F-294 package is sent to a customer’s site A from MDS Nordion.

Phase 2: The F-294 is loaded at the customer’s site A and prepared for shipment to the customer's site B.
Phase 3: The F-294 is unloaded at the customer’s site B. The empty F—294 is returned fo the customer’s
site A for a second trip.

Phase 4: The F-294 is loaded (second load) at the customex‘s sxte A and prepa.red for shlpment to the
customer’s site B.

Phase 5: The F-294 is unloaded (second unload) at the customer‘s site B. The empty F-294 is then
returned to the customer’s s1te A for a tlnrd tnp (thn‘d load) or returned empty to MDS Nordion,
Ottawa, Ontano, Canada

7.1 PROCEDURES F OR LOADING THE PACKAGE

The underwater loading of the C-188 sealed sources in the F-294 package at 2 customex’s site A and the
preparation for shipment of F-294 transport package is eamed out as follows:

71.1 PURPOSE

’IhlsoperatmgprooedmemMensmethatthetmderwaterloadmgofGISwaaItmsealedsmuoesandme
preparation for shipment of the F-294 transport package from a customer’s irradiator site A to the customer’s
sxteBmmmmphmoemthﬁedemgnspemﬁeahom,hmdmgmqmm&,mdmgda@qummmen&
'IheF-294transportpackageshallbetransponedas lusxveuse”shxpmentasperlOCFRPaxﬂl

INAIR 9301 F294, Revision 4 7- 7 "~ July 2003
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Chapter 7

712 SCOPE
This operating procedure describes the following operations:

1. The underwater loading of the F-313 cage (carrier) or F-457 cage (carrier), containing |

C-138s (cobalt-60) sources, into the cavity of the F-294 package.
2. Preparation for shipment of the F-294 package.
3. Instructions for securing the F-294 package on the road vehicle.

These are the minimum requirements that must be achieved.

7.1.3 COMPLIANCE AND RESPONSIBILITY

It is the responsibility of MDS Nordion International personnel or its agent to ensure that the F-294
transport package is prepared for transport in compliance with the regulatory requirements.

It is the responsibility of the customer, in the role of the consignor, to approve the release of the F-294
shipment.

It is the responsibility of the pertinent regulatory authority to enforce compliance as per the F-294
transport package license.

7.1.4 TRANSFERRING F-294 EMPTY PACKAGING FROM THE IRRADIATOR SITE

TO THE POOL
1. Verify that the F-294 packaging is empty.
2. Remove the shipping skid.
3. Remove the crush shield and the cylindrical fireshield from the packaging.
4, Inspection.
4.1 Inspection and replacement for top closure components.
a) Inspect the neoprene gasket, the sealing surfaces and the closure bolts.
b) If necessary, replace the gasket or closure bolts.
42 Inspection and replacement for the vent line closure components.
a) Inspect the vent line caps, gasket and seal surfaces.
b) If necessary, replace the gasket.
Ref: Apply 20 f.-Ib. £ 2 ft.-Ib. torque to close the vent line cap.
4.3 Inspection and replacement for the drain line closure components.
a) Inspect the vent line caps, gasket and seal surfaces.
b) If necessary, replace the gasket.
Ref: Apply 50 ft.-Ib. + 5 ft.-Ib. torque to close the drain line cap.
44  Inspection of the cylindrical fireshield.
a) Ensure that the openings of the fireshield that allow air to
flow through the transport package are unobstructed.
5. Confirm that the source rack is lowered into the pool and is fully disabled.
6. Sling the F-294 to the crane.
7. The F-294 packaging can now be transferred into the irradiator shielded building.
8. Lift the container and lower it into the pool.
9. Lift the shield plug clear of the container, giving access to the cavity of the F-294.

IN/TR 9301 F294, Revision 4 -72- July 2003
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Chapter 7

Note o ' :

When handling sources/source carriers underwater,

always have an audible radiation monitor at your work position - - -

Jor warning if;- by accident, any source/carrier is lified too close to thepaolsurface.
When removing any item from the pool, always check lt with the radiation monitor
as theztem is being brought to the swrface. . . - .

7. 1.5 UNDERWATER LOADING OF C-I 885’

L Load C-188s into the source carrier as pcr loadmg dxagram, see Flgure 7. l Fl a, for the F-313
source carrier or 7.1-F1b for the F-457 source carrier. Do not exceed 360 kCi of Cobalt-60, the
licensed limit of the F-294 transport package Retain all wxpes for thc possibthty of further testing.
* The activity should be distributed evenly armmd the carrier,

Note

The wipes of C-188s and source carrier
are taken underwater at the customer's site. o : : o
The wipes are returned to MDS Nordion or its agent for conf rmatory measurements -

N .

Lift the source carrier and place it on the bottom of the cavity of the F-294 container. v
3. Replace the shield plug. Fasten two out of sixteen bolts with the F-294 at the bottom of the pool
4.  Slowly raise the F-294 package out of the water from the bottom of the pool to the top of the pool.

Warping _
Stand clear as steam and hot water may blow out of the vent plug holes
when the container fs rafsed out of the water.

5.  Ensure that the shield plug is fully secured. Torque each bolt to 100 + 10 ft.-Ib. (133 + 13 N m).
6. Blow argon through the vent line, forcing out ALL the remaining water-in the F-294 cavity through
the drainline back into the pool. The following steps outline the procedure for purging F-294 cavity
with s argon and the criteria for ensunng all the water has been dramed ﬁ'om the F-294 cawty
6.1  Comnect the equipment as per Figure 7. I-F2 .
6.2  Open Valve VX to set argon pressure at 30 p51 and lct argon ﬂow ﬁ'om the center vent lme
. connection through the F-294 cavxty 7 7
6.3 Check for water or water spray ﬂowmg from the drain line outlet.

6.4 Repeat blowing argon until there is no water spray exiting from drain line outlet. Use a rag
- or paper towel for dctectmg water,

7. Swloﬁ‘venthneconnecuonusmggasket,venthneshxeldmsert,cap Use20ﬁ.-lb :t2ﬁ-lb torque on
the cap. Seal off drain lme connection usmg gasket and cap Use SOR-Ib.£5 ft.-lb torque on the
_cap.
8.  TheF-294 contamer is transferred from msnde thc m'adxator bmldmg to outmde the uradlator
building. The F-294 can be placed on the truck trailer bed or & designated staging area for a
specified period (Ref. [2]) before the final argon purge.
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7.1.6 PERFORM THE CAVITY WATER FLUSH TEST PROCEDURE

1.

10.

11.

12.

Remove the crush shield from the top of the container. Remove the cylindrical fireshield from
the container.

Remove the drainline cap and the top vent center cap and the vent-line shield plug from the
container. If any water drains from the container, collect the water and check it for any
contamination. Document and report the drainage of discolored water from the container.
Thread the brass adapter with the filter into top center vent plug.

Connect the brass adapter supplied to the lower drain tube of the F-294 package.

Close the spigot valve on the US 10-gallon plastic container, check all hose connections for
tightness and fill 4/5th full with de-ionized water. Use of two (2) US 5-gallon plastic containers
in place of one (1) US 10-gallon container is permitted.

With plastic tubing attached to each end of the filter, secure one end of plastic tube to the lower
draintube adapter on the F-294 package and the other end to the spigot on the US 10-gallon plastic
container.

Note

For optimum flow of the water into the cavity,

open the spigot with the water-filled plastic container below the drain-tube level
to allow water to fill the plastic tube,

then raise the water-filled plastic container to the top of the transport package.

Support the bottom of the water-filled plastic container above, or level with, the top of the F-294
package.

Remove the cap of the US 10-gallon plastic container and open the spigot, allowing water to slowly
fill the F-294 package cavity.

Warning
Steam and hot water may blow out of the vent holes as the cavity fills.

Monitor the filter on the top vent hole during filling for increase in the radiation fields. If the
radiation field at the monitoring position increases, immediately close the spigot to prevent further
entry of water into the cavity. Evacuate the area, taking care to prevent the possible spread of
contamination. Restrict access to the area. Notify the facility’s Radiation Safety Officer, the local
competent authority and MDS Nordion.

As soon as the cavity and the vent tube(s) are full, lower the plastic container to the ground and
allow all the water to drain back into the plastic container through the filter. Monitor the filter in
the plastic tube with the survey meter. '

When all the water has drained from the cavity, close the spigot on the plastic container, and
disconnect the plastic tube from the lower drain tube adapter on the F-294 package and the
brass adapter with the filter from the top center vent plug.

Remove the filters to a low background area and monitor the filters. Wearing protective gloves,
carefully cut open each filter and remove the filter material. Place the filter material in a labeled
and lockable plastic bag and slowly scan for radioactive contamination. Record the highest count
rate during the scan.
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Note

1. The instrument must be used in the geametry (or as close as pracncally poss:ble)
for which the instrument conversion factor was established.

The filter material, therefore, should be as flat as possible for the scan.

2. Care must be taken to ensure that the instrument is allowed to reach equilibrium -

| before the reading is made.

13.

14.
15.

16.

. 7.1.6.1
MDS Nordion, Ottawa, Ontario, Canada, or 1ts agent, shall be notxﬁed mmedlately if any of the following

Removable contamination test evaluation:

13. 1 If the net count rate corresponds to an actmty less than 5 nCi (185 Bq) the test is

negative. If the test is negative, no further action is required except proper record-keepmg

- Retain all wipes/filters for the possibility of further testing.
13.2  If the net count rate corresponds to an activity more than 5 nCi (185 Bq), the test is

positive. If the test is positive, mform the local Radiation Safety Officer and MDS Nordion

- . for further disposition.

13.3  If the net count rate is greater than 0.5 nC1, but less than 5 nCl, contact MDS Nordlon

Do not proceed further until authorized to do so.
Remove the brass adapter from the end of the lower drain tube of the shxppmg container. .

If the F-294 package is to be transferred to the pool in the irradiator shield bmldmg, proceed to

Section 5 of this procedure.

If the task is delayed, the cavity must be properly dramed and purged with Argon before vent and

drain cap may be replaced. _
Notifying MDS Nordion of Deﬁciencies ‘

deﬂclencnes are evident. .

1.

2.

3.
4.

7.1.7

Deficiencies of the F-294 on amval at the customer 5 srte B mcludmg q 7
a) Radiation levels over 200 mremvh at the surface of the transport package.
b) Transport Index (TI) greater than 10.

¢) Non-fixed contamination from the extemal surface showmg a wipe neadmg greater than

3nCi.

Drainage of dlscolored water from the contamer Ifthxs occurs, a sample of water shall be taken

and returned to MDS Nordion for analysis. - ..
Contamination found to be above 0.5 nCi when using the cavity water flush test procedure.
Any other abnormalities that are indicated when followmg the step-by—step procedures

PREPARATION F OR SHIPMENT OF LOADED F-294

1.  Afier a specified waiting period for F-294 as per Flgure 7 I-F3 a final argon purge of the
F-294 cavity can begin. The following steps outline the procedure for purging the F-294
cavity with argon and the criteria for ensuring all the water has been drained from the F-294 cav1ty

1.1 Openthe closures on vent lines and drain line. =
1.2 Connect the equipment as per Figure 7. 1-F2.

1.3 Open Valve VX to set argon pressure at 30 psx a.nd let argon flow from the center vent lme

connection through the F-294 cavity.
1.4 Check for water or water spray ﬂowmg from the dram line outlet.
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10.
11.
12.

1.5 Repeat blowing argon until there is no water spray exiting from drain line outlet. Use a rag
or paper towel for detecting water.

1.6 Seal off drain line connection using gasket and cap. Use 50 ft.-1b. £ 5 ft.-Ib. torque on the
cap.

1.7 Disconnect the argon line to center ventline.

1.8 Seal off vent line connection using gasket, vent line shield insert and cap. Use 20 ft.-Ib. £ 2
ft.-Ib. torque on the cap.

Check all external surfaces on the package for contamination. The level of non-fixed contamination
shall be determined by wiping an area of 300 cm? of the external surface by hand with a dry filter
paper or a wad of dry cotton wool or any other material of this nature. The maximum permissible
level of removable contamination on the wipe is 0.37 Bg/cm® (10~° uCi/cm?®). This translates to a
wipe reading of 110 Bq (3 nCi).

Perform a radiation survey of the assembled package. Radiation levels shall not exceed 2 mSv/h
(200 mrem/h) on the external surface of the package or 0.1 mSv/h (10 mrem/h) at any point one meter
from the surface of the package. See Table 7.1-T1.

Secure the cylindrical fireshield. Torque each bolt to 200 £ 20 ft.-1b. (272 £ 27 N-m).
Secure the crush shield on the package using sixteen (16) fasteners.
1. Secure with eight (8) top fasteners using torque of 200 + 20 ft.-lb. (272 £27 N-m) on
each fastener.
2. Secure with eight (8) side fasteners, using 50 £ 5 ft.-Ib. (68 £ 7 N-m) on each fastener.
Heat screen is not required as F-294 accessible surface temperatures are less than 82°C (182°F)
and as F-294 package is transported as “exclusive use” shipment.
Insert two wire seals through the crush shield and container ring. Join the wire with the lead pellet.
Secure the container to the shipping skid. Torque each bolt to 200 & 20 ft.-Ib. (272 + N-m).
Attach the completed “DANGER - This Package is Loaded with High Activity Source” placard.
Affix Category labels as per Table 7.1-T1.
Affix one UN2916 Label next to each of the Radioactive Category labels.
Transport vehicles and freight containers carrying radioactive material transport packages must display
placards in accordance with the applicable transport regulations. In case of road transport within North
America, the trailer of the transport vehicle must display placards on both sides, and front and rear,
indicating that it carries radioactive materials.
Table 7.1-T1
Package Label Requirements

Radioactive I (white) SSOuSv/h(OSmrem/h) - -
Radioactive II (yellow) >5.0 p Sv/h (0.5 mrem/h) <1.0
< 500 p Sv/h (50 mrem/h)
Radioactive II (yellow) >500 pu Sv/h (0.5 mrem/h) >1and
< 2,000 p Sv/h (200 mrem/h) <10.0
Radioactive IIf (yellow)* | >2,000 p Sv/h (200 mrem/h) - <2,000 pu Svh
< 10,000 p. Sv/h (1,000 mrem/h) (200 mremvh)

1T1. - Radiation level in microsieverts per hour at 1m from the external surface of the package divided by 10 (mrenvh at 1 m).

2 Exclusive use condition, road transport only. For further information on road transport, see IAEA TS-R-1, Regulations for the
Safe Transport of Radioactive Material, 1996 Edition (Revised).
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7.1.8
1.

3.
4.
5.

INSTRUCTIONS FOR SECURING THE PACKAGE ON ROAD VEHICLES

The F-294 transport package has been des1gned s0 that it can be secured to the transport vehicle.
As the transport package is a heavy load, local regulations relevant to the security of the load
during transport may apply. Due to the hxgh heat content of the F-294 transport package, the
following is mandatory:

¢ it is prohibited to cover the F-294 transport package

e it is prohibited to transport F-294 transport package in a closed vehicle.

The F-294 transport package should be positioned on the vehicle bed with skid channels parallel to

the direction of travel. Shocks should be used at the base of the skid channels (front and back, in

the direction of travel). These should be firmly fastened to the bed of the vehicle as described in

MDS Nordion Specification IN/GI 0006 Z000 (Ref. {4]). Section 2.3 (attachment) and 2.4 (fumber).
Bracing, if applicable, shallbemaeeordancevmhregulauons of the State from where the shipment
originates. :

If the package is hed down (rather 1 than braced), one-inch shackles with load binders or turnbuckles
and minimum 3/8 in. chains shall be used. The angle of the chain to the vertical should be between
50 and 60 degrees.

Tension the chains equelly, to the pomt that each one is taut, with all visible sag removed.

The appropnate reference documents may be supplied to the carrier by the shipper, if not alreedy
in their possession. Other guidelines and regulations may apply in other junsdlctmns '

ADDITIONAL IN.S'T RU CHONS

Any other additional instructions with respect to the shlpment as per USNRC Certificate of
Compliance shall be applicable. -

The following documents sha]lbcapprovedpnortoﬂieshxpmentdepm'hn'e

a) Release for Shipment

b) Radiation Survey

c) RecordofC-lSSSmnees,AcuwtyandSenalNumbers Ensmethatthetotalacuwtylsless

than the licensed capacity of the F-294 transport package.
Appropriate documents shall be provided to the carrier or his agent.

. F-294 transport package shall be transported as “exclusive-use” shipment.

Any instruction with respect to the safe dissipation of heat.

7.1.10 LOADING PROCEDURE

This loading procedure is formalized in the MDS Nordion Operating Procedure IN/OP 0283 F294 (Ref.
{1]) and only persons properly trained and authorized to handle the F-294 transport package are permitted
to carry out this work. This ensures the effectxvcness of the operating procedure and thereby the safety of
the package.
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Figure 7.1-Fla }
Loading Diagram for the F-313 Source Carrier ~—

TOP
Notch (T.D.C.)

N
Notes:
1. Mark hole with X if hole positionis -  CONTAINER NO:
empty. -
: ] CARRIER NO:
2. Mark hole with C-188 S/N if hole ‘
position is filled. : LOADING DATE
P&S NO:
WARRANTY YRS.
ACTIVITY CURIES
\\_/‘J
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Figure 7.1-F1b
Loading Diagram for the F-457 Source Carrier

 TOP
Notch (T.D.C.)

l Position |

Notes:

1. Mark hole with X if hole position CONTAINER NO:
is emply. o CARRIER:
2. Mark hole with C-188 S/N ifhole -~ LOADING DATE:
position is filled. : P&S NO:
WARRANTY: YRS.
ACTIVITY: CURIES
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Figure 7.1-F2 '
Argon Purging of F-294 Cavity \)
SS TUBING
AND FITTINGS
GATE
c VALVE
SIDE + <
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AN 222N REGULATOR
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Flgure 71-F3
Waitmg Permd Between Removal from Pool and Fmal I’urge of F-294 Package

WAITING PERIOD BETWEEN REMOVAL !
FROM FOOL AND |
. PURGEOFF294. .- |
400 \ ——— 14800
e , ‘ 0 @
2 | g
- : e { S ’ :
S = ~ 3
100 - - : ' : 3700
[ S N
1 2 3 4 s e 7 s

TIME (HR)- -
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7.2 PROCEDURES FOR UNLOADING THE PACKAGE J

The unloading of the C-188 sealed sources from the F-294 package at a customer’s site B is carried out as |
follows:

7.2.1 PURPOSE

This operating procedure is to ensure that the underwater unloading of C-188 (cobalt-60) sources from the

F-294 transport package at a customer’s irradiator site B is in compliance with the design specifications, handling |
requirements and regulatory requirements.

7.2.2 SCOPE

This operating procedure describes the following operations:
1. Receipt of the F-294 transport package.
1.1 Visual examination.
1.2 Surface wipe test
1.3 Radiation survey.
1.4 F-294 cavity water flush test for contamination and to verify the source integrity.
1.5 Cleaning of the F-294 package.
2. Transfer of loaded F-294 package to the bottom of the source storage pool.
3. Unloading of C-188s from the F-294 package.
4, Removal of the empty F-294 package from the pool.

These are the minimum requirements that must be achieved. J

7.2.3 COMPLIANCE AND RESPONSIBILITY

1 It is the responsibility of MDS Nordion International personnel or its qualified agent to ensure
that the operations described by these procedures are followed and the F-294 transport package
is prepared for shipment in compliance with the regulatory requirements.

2. It is the responsibility of the customer at site B, in the role of the consignee, to accept the receipt
of the F-294 shipment.

3. It is the responsibility of the pertinent regulatory authority to enforce compliance as per F-294
transport package license.

7.2.4 RECEIPT OF F-294 TRANSPORT PACKAGE

7.2.4.1 Visual Inspection

Visually inspect the F-294 transport package for damage and deterioration. Damage and deterioration,
if any, are designated as either superficial or integrity-related.

The fireshield, the crush shield and the packaging are to be inspected for the quality of the paint finish,
punctures and dents, and cracks or corrosion of welds.

Check and verify that the tamper-proof seal is intact. If the tamper-proof seal is not intact, contact the RSO
at the customer’s site or MDS Nordion for further disposition.
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Note
Immediately contact MDS Nordion's Package Engmeermg Group
regarding any damage or deterioration that may be mtegrzty-related _

Ensure that any damage or detenoratxon is clearly documented in the Installation Report. B

7242 Surface Wipe Test

Check all external surfaces on the package for contanunatlon The level of non-fixed contammatnon
shall be determined by wiping an area of 300 cm” of the external surface by hand with a dry filter paper
or a wad of dry cotton wool or any other material of this nature. The maximum permissible level of
removable contamination on the wipe is 0.37 Bq/cm (lO‘ Cl/cmz) This translates to a wipe
reading of 110 Bq (3 nCi). . _

7.2.4.3 Radiation Survey

Perform a radiation survey of the assembled package. Radxatlon levels shall not exceed 2 mSv/h
(200 mrem/h) on the extemal surface of the package or 0. 1 mSv/h (10 mrem/h) at any pomt one meter
from the surface of the package. See Table 7. 1-T1.

7244 Perform the Cavity Water Flush Test Procedure

1. Remove the crush shield from the top of the container. Remove the cylmdncal fireshield from

’ the container.

2. - Remove the drainline cap and the top vent center cap and the vent-line shield plug from the
container. If any water drains from the container, collect the water and check it for any
contamination. Document and report the dmmage of discolored water from the contamer

3. Thread the brass adapter with the filter into top center vent plug ‘

4. Connect the brass adapter supplied to the lower drain tube of the F-294 package.

5. Close the spigot valve on the US 10-gallon plastic container, check all hose connections for
tlghtness and fill 4/5th full with de-ionized water. Use of two (2) S-gallon (US) plast:c containers
in place of one (1) 10-gallon (US) container is permitted. -

6.  With plastic tubing attached to each end of the filter, secure one end of plastic tube to the lower

draintube adapter on the F -294 package and the other end to the splgot on the lO—gallon (US)
plastic container.

Note -

For optimum flow of the water into the cavzty ’
open the spigot with the water-filled plastzc container below the dram-tube Ievel
to allow water to fill the plastic tube,

then raise the water-filled plastic container to Ihe top of the transport package.

7. Support the bottom of the water-filled plasnc container above, or level with, the top of the F-294
package.

8. Remove the cap of the 10-gallon (US) plastic container and open the spigot, allowing water to
slowly fill the F-294 package cavity. -
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10.

11.

12.

13.

14.
15.

16.

Warning
Steam and hot water may blow out of the vent holes as the cavity fills.

Monitor the filter on the top vent hole during filling for an increase in the radiation fields. If the
radiation field at the monitoring position increases, immediately close the spigot to prevent further
entry of water into the cavity. Evacuate the area, taking care to prevent the possible spread of
contamination. Restrict access to the area. Notify the facility’s Radiation Safety Officer, the local
competent authority and MDS Nordion.

As soon as the cavity and the vent tube(s) are full, lower the plastic container to the ground and
allow all the water to drain back into the plastic container through the filter. Monitor the filter in
the plastic tube with the survey meter.

When all the water has drained from the cavity, close the spigot on the plastic container, and
disconnect the plastic tube from the lower drain tube adapter on the F-294 package and the
brass adapter with the filter from the top center vent plug.

Remove the filters to a low background area and monitor the filters. Wearing protective gloves,
carefully cut open each filter and remove the filter material. Place the filter material in a labeled
and lockable plastic bag and slowly scan for radioactive contamination. Record the highest count
rate during the scan.

Note

1. The instrument must be used in the geometry (or as close as practically possible)
Jor which the instrument conversion factor was established.

The filter material, therefore, should be as flat as possible for the scan.

2. Care must be taken to ensure that the instrument is allowed to reach equilibrium
before the reading is made.

Removable contamination test evaluation:

13.1  If the net count rate corresponds to an activity less than 5 nCi (185 Bq), the test is
negative. If the test is negative, no further action is required except proper record-keeping. Retain
all wipes/filters for the possibility of further testing.

13.2  If the net count rate corresponds to an activity more than 5 nCi (185 Bq), the test is
positive. If the test is positive, inform the local Radiation Safety Officer and MDS Nordion for
further disposition.

13.3  If the net count rate is greater than 0.5 nCi, but less than 5 nCi, contact MDS Nordion.
Do not proceed further until authorized to do so.

Remove the brass adapter from the end of the lower drain tube of the shipping container.

If the F-294 package is to be transferred to the pool in the irradiator shield building, proceed to
Section 5 of this procedure.

If the task is delayed, the cavity must be properly drained and purged with Argon before vent and
drain cap may be replaced.
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7245 Notifying MDS Nordion of Deﬁciencies ,
MDS Nordion, Ottawa, Ontario, Canada, or its agent, sha]l be not:ﬁed lmmediately 1f any of the fol]owmg !
deficiencies are evident.
1. Deficiencies of the F-294 on arnval at the customer’s site B mcludmg
a) Radiation levels over 200 mrem/h at the surface of the lransport package.
b) Transport Index (IT) greater than 10.

o “Non-fixed contamination from the extcrnal surface glvmg a w1pe reading greater than
3 nCi.

2. Dramage of dlscolored water ﬁ'om the contamer If thxs occurs, a sample of the water shall be
taken and returned to MDS Nordion for analysis.

3. Contamination found to be above 0.5 nCi when using the cavity water flush test procedure. -

4. Any other abnormalities that are mdrcated when following the:step-by-step‘precedures.

7.2.5 TRANSFER OF LOADED F-294 PACKAGE TO THE BOTTOM OF SOURCE
STORAGE POOL

After successful complenon of checkmg that the 0-188 source mtegnty is sound, perfoxm the following
operations on the F-294 package.

7.2.5.1 Transfer F-294 from Outside to Inside the Irradiator Building

Remove the shipping skid.
Sling the F-294 to the crane.
Confirm that the source rack is lowered into the pool and fully dxsabled
The F-294 package can now be transferred from the external grounds to the irradiator
shielded building.
Remove the roof plug of the irradiator shield building. - -
- Lower the F-294 package in the irradiator building into the pool. ,
Lift the shield plug clear of the container, giving access to the cavity of F-294.
Lift the source carrier out of the F-294 container cavity and place the source carrier at
the bottom of the pool, clear of the container. , ,
9. Replace the shield plug.

10. Lift the F-294 container and place itin the deslgnated stagmg area outside the irradiator
building. - -

11. IftheF-294contamerhastobexetmnedemptytoMDSNordmn,seeSecnon73

i

® N o w

7.26 EMERGENCY ACTION FOLLOWING A SUSPECTEDRADM TION INCIDENT

| P Donottryto cleanupthesuspectedcontammatlon , T '

2. Leave the area of suspected high fields, taking care to prevent the possible spread of
contamination. Post warning signs to restrict access to the area.

3. Check all operating personnel for possible contamination. -
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4, Inform the local Radiation Safety Officer, the pertinent regulatory authority, and MDS Nordion.

5. MDS Nordion will investigate every report of a suspected radiation incident. MDS Nordion may \xb
request the licensee to perform additional tests and arrange for qualified personnel to visit the site
and assess the situation. MDS Nordion will confirm or disprove the presence of contamination, and
report their findings to the pertinent regulatory authority.

7.2.7 UNLOADING PROCEDURE

This unloading procedure is formalized in the MDS Nordion Procedure IN/OP 0284 F294 (Ref. [2]) and
only persons properly trained and authorized to handle the F-294 transport package are permitted to carry
out this work. This ensures the effectiveness of the operating procedure and thereby the safety of the
package.

7.3 PREPARATION OF AN EMPTY PACKAGE FOR TRANSPORT
From a customer’s site, an empty F-294 package is prepared for shipment to MDS Nordion, Ottawa,
Ontario, Canada as follows:

7.3.1 PURPOSE

This operating procedure is to ensure that the preparation for shipment of the empty F-294 transport packaging to
MDS Nordion, Ottawa, Ontario, Canada, from a customer’s irradiator site B is in compliance with the design
specifications, handling requirements, and regulatory requirements.

73.2 SCOPE

This operating procedure describes the following operations: ]
e Preparation for shipment of the empty F-294 transport packaging. N
o Instructions for securing the F-294 packaging on the road vehicle.

These are the minimum requirements that must be achieved.

7.3.3 COMPLIANCE AND RESPONSIBILITY

1. It is the responsibility of MDS Nordion personnel or its agent to ensure that the F-294 transport l
packaging is prepared for shipment in compliance with the regulatory requirements.
2. It is the responsibility of the pertinent regulatory authority to enforce compliance as per F-294

transport package license.
7.3.4 OPERATIONS ON THE EMPTY F-294 TRANSPORT PACKAGING
1. After the container is empty and on the trailer truck or in the designated staging area, monitor the

radiation around the container to verify that it is definitely empty.

1.1 Surface Wipe Test.
Check all external surfaces on the package for contamination. The level of non-fixed
contamination shall be determined by wiping an area of 300 cm’ or the external surface

by hand with a dry filter paper or a wad of dry cotton wool or any other material of this
nature. The maximum permissible level of removable contamination on the wipe is

0.37 Bg/cm? (10~°uCi/em?). |
2. Secure the shield plug. Torque each bolt to 100 £ 10 ft.-Ib. (133 + 13 N-m)
3. After purging, ensure that vent and drain lines are sealed. ~
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Secure the cylmdncal fireshield to the retaining bracket on the fixed skid. Torque each bolt to

- 20020 ft.-1b. (272 £ 27 N-m).

- Secure the crush shield on the package using sixteen (16) fasteners.

-, 1. Secmemﬂaexght(S)topfastene:susmgmrquconOOi20ft-lb (272127Nm)on

0 0N

7.3.5

3.

each fastener.

~2. Secure with eight (8) side fasteners, usmgSO:tSft.-lb (68:I:7Nm)oneachfastener

Secwetheoontamertothesbnppmgskxd.TorquemchbolttoZOO:tZOft-lb (272 £ N..m).

‘Cover the “Radiation Caution” plates with the “EMPTY?’ labels.

Remove the Category III labels.
Affix MDS Nordion retumn address labels on two opposite sides of the container.
The F-294 packaging is now ready for EMPTY shipment to MDS Nordion. *

INSTRUCTIONS FOR SECURING THE EMPTY F-294 ON ROAD VEHICLES

The F-294 transport package has been designed so that it can be secured to the transport vehicle.
As the transport package is a heavy load, local regulations relevant to the security of the load
during transport may apply.

The F-294 package should be positioned on the vehicle bed with skid channels parallel to the
direction of travel. Shocks should be used at the base of the skid channels (front and back in

the direction of travel). These should be firmly fastened to the bed of the vehicle as described

in MDS Nordion Specification IN/GI 0006 Z000, Sectlon 2.3 (attachment) and 2.4.4 (lumber)
Ref. [4].

Bracing, if applicable, shall be in accordance thh Regulations of the State from where the
shipment originates.

If the package is tied down (rather than braced), one-inch shackles with load blnders or turnbuckles
and minimum 3/8 in. chains shall be used. The angle of the chain to the vertical should be between
50 and 60 degrees.

Tension the chains equally, to the point that each one is taut, with all visible sag removed.

The appropriate reference documents may be supplied to the carrier by the shipper, if not already
in their possession. Other guidelines and regulations may apply in other jurisdictions.

ADDITIONAL INSTRUCTIONS

Any other additional instructions with respect to the shipment as per USNRC Certificate of
Compliance shall be applicable.

“Release for Shipment” document for the empty F-294 shall be approved prior to the shipment
departure.
Appropriate documents shall be provided to the carrier or his agent.

7.3.7 OPERATING PROCEDURE

The procedure for handling the F-294 package is formalized as MDS Nordion Operating Procedure
IN/OP 0285 F294 (Ref. [3]) and only persons properly trained and authorized to handle the F-194
transport package are permitted to carry out this work. This ensures the effectiveness of the operating
procedure and thereby the safety of the package.
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74 REFERENCES

[1] MDS Nordion Procedure IN/OP 0283 F294, “Operating Procedure for the Underwater Loading
and the Preparation for Shipment of the F-294 Transport Package from the Customer’s Site A in
the USA”.

2] MDS Nordion Procedure IN/OP 0284 F294, “Operating Procedure for the Underwater Unloading
of the F-294 Transport Package at the Customer’s Site B in the USA”™,

[31 MDS Nordion Procedure IN/OP 0285 F294, “Preparation for Shipment of the Empty F-294
Transport Package”.

4 MDS Nordion Specification IN/GI 0006 Z000, “Guidelines for Securing Radioactive Packages
Shipped by Road”.
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CHAPTER 8 — ACCEPTANCE TESTS AND MAINTENANCE PROGRAM

This chapter discusses the acceptance test and maintenance program used on the F-294 transport package,
in comphance with the applicable subsections of 10 CFR Part 71. MDS Nordion Inc. has 2 quality
assurance program in place governing all aspects of the F-294 packaging (design, manufacturing, testing,
use, inspection and maintenance etc.) which meets the requirements of 10 CFR Part 71 and is approved
by USNRC: (Quality Assurance Program Approval No. 0703, docket No. 71-0703, expiration date

July 31, 2005).

8.1 ACCEPTANCE TESTS

All inspections and tests of the F-294 package, prior to its ﬁrst use, are an mtegral part of the
manufacturing process as described in the Techmcal Speclﬁcatron included in Chapter 1, Appendix 1.3.1
to this report. _ o ,

8.11 WSUAL INSPEC'TION

The package is visually examined for any non-conformance in matenals or fabncatlon using apphcable
codes, standards and drawings. In particular it is ensured that:
1. there is no interference fit between parts other than that called for in the engineering drawmgs
(see Chapter 1, Appendlx 1:3.1, Technical Specification for F-294).
2. all required fasteners are in place and properly mstalled, and -
3.vallsafetyfeetur¢saremplaoe :

8.1.2 STRUCTURAL Al\m PRESSURE TESTS

Inspections and tests to ensure the structural integrity of the F-294 package are an integral part of

the manufacturing and quality assurance program. All critical materials, components, welding supplies,
fasteners etc. are subject to the quality program and in particular the requirements of the F-294
Technical Specification in Chapter 1, Appendix 1.3.1 All critical welds surrounding the lead shielding - -
are inspected by radiography and/or by hquxd penetrant examination procedures. All critical components
and subassemblies are inspected to engmeermg dmwmgs and/or specifications at key points in the
manufacturing process.

The F-294 cavity is pressure tested at en internal pressure of 45 psig using air at 20°C. The purpose of

this pressure test is primarily to detect any leaks in the cavity welded structure and drainline assembly.

~ Should an inspection or test fail to meet the prescribed criteria, the quality assurance program (i.e., non-
conformances) and section 7 of the F-294 Technical Speclﬁcatlon (Chapter 1, Appendlx 1.3.1) formally

describe the corrective action to be taken.

8.1.3 LEAK TESTS

The following leak tests are specrﬁed for the F-294 container. -

1. The leak test of the cavity of F-294 container assembly using air at 45 psig. at 20°C.
(See Appendix 8.3.2, MDS Nordion Procedure IN/MP 0019 Z000).

2. The leak test of the cylindrical fireshield using air at 10 psig at 20°C. (See Appendix 8.3.2,
MDS Nordion Procedure IN/MP 0019 Z000).

3. The leak test of the cavity of the F-294 container assembly using helium at 14.7 psig to
meet acceptance standard of leak rate of less than 107 atm cc/sec at 20°C (see Appendix
8.3.4, MDS Nordion Procedure for Helium Leak Test of F-294 Cavity).
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38.1.4 COMPONENT TESTS
8.1.4.1 Valves, Rupture Discs, and Fluid Transfer Devices

This section is not applicable since there are no valves, rupture discs or fluid transfer devices on the
F-294 package.

8.14.2 Gaskets
There are the following gaskets on the F-294 package:

1. "Neoprene" gasket between the shield plug and the container body.
2. "Cajon" nickel gasket in the vent blind cap closures.
3. "Neoprene" gasket in the drain blind cap closure.

The F-294 container undergoes inspection and maintenance prior to each shipment from

MDS Nordion, Ottawa, Ontario, Canada. The gaskets are visually examined for defects. The seal
surfaces are visually examined for nicks or damage. New gaskets are installed on the F-294 during
the regular or annual inspection and maintenance procedure.

8.1.4.3 Miscellaneous

The F-294 package is designed and has been tested and analyzed to demonstrate that it meets all
requirements of use and safety prescribed by the regulations when used in the intended manner. The
quality program governing all aspects of the F-294 package ensure that it is both manufactured and used
in compliance with the prescribed requirements. Therefore, the requirements of this section are met in
that there are no additional components not already considered whose failure would impair the package
effectiveness.

8.1.5 TESTS FOR SHIELDING INTEGRITY

. The F-294 package is tested to ensure it mects the requirements for radiation shielding as specified in
section 7 of the Technical Specification, included as Chapter 1, Appendix 1.3.1 of this report. The
shielding test is performed by MDS Nordion as per MDS Nordion Specification CO-QC/TP-0001 (2),
attached in Appendix 8.3.1. The acceptance criteria prescribed is:

1. maximum of 200 mrem/h at any accessible external surface of the F-294 package, loaded with
360 kCi of cobalt-60, AND

2. maximum of 10 mremvh at 1 meter from any accessible external surface of the F-294 package,
loaded with 360 kCi of cobalt-60.

Extrapolation of dose rates is permitted provided the test source is not less than 60% of the maximum
license limit of the package.

If the results of the test do not meet the acceptance criteria prescribed, then section 7 of the Technical
Specification (Chapter 1, Appendix 1.3.1) and the general Quality Assurance Program describe the actions
to be taken.

There are no neutron sources in the F-294 package.
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8.1.6 THERMAL ACCEPTANCE TESTS

A thermal acceptance test is required for each F-294 package before first use. A thermal acceptance test
of the F-294 package before first use shall be carried out as per Appendix 8.3.3., MDS Nordion Procedure
IN/OP 0597 F294. See Chapter 3 for a full discussion of the thermal desrgn and performance of the F-294
package.

8.1.6.1 Discussion of Test Setup
See Appendix 8.3.3, MDS Nordion Procedure See Figure 8-F1.

8.1.6.2 Test Procedure
See Appendix 8.3.3, MDS Nordion Procedure.

8.1.6.3 Acceptance Criteria

8.1.6.3.1. Acceptance or re]ectzon of test data '

The following acceptance criteria assumes a 360 kCi of cobalt-60 load environment temperature of
38°C and no solar heat load. The results of the thermal test shall be extrapolated to these conditions
by MDS Nordion.

1. The maximum closure plug temperature at the bottom shall be less than 230°C.

2. The temperature gradient between the top and bottom surfaces of the closure plug shall
not exceed 100°C.

3. The maximum mvrty wall surfaoe temperature at mid- helght of the cavrty, shall not exceed
200°C.

4. The radial temperature gradient at the mxd-helght of the lead-shielded cask shall not
exceed 80°C.

Deviations from these criteria may be acceptable if the maximum lead tempetatures do not exceed 310°C,
when the unit is subjected to the hypothetical fire test in accordance with the thermal model presented in
Chapter 3, Appendix 3.6.4 for the F-313 source carrier and Appendix 3.6.7 for the F-457 source carrier. l

In such a case, the deviations shall be documented and approved in accordance with the Quality Assurance
program as provide in Chapter 9, Append1x932. :

. IN/TR 9301 F294, Revision 4 ‘ 0 -83- - ‘ July 2003



Chapter 8

Figure 8-F1

Locations of Thermocouples on F-294 Transport Package

T/C1l = Cavity Wall. Drainline Side
TIC2 = Outside Wall of Container, Mid Height
T/IC3 = Underside of Closure Plug
T/IC4 = Top of Closure Plug
T/IC5 = Ambient (side)
T/IC6 = Ambient (top)

=L o 1=
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8.2 MAINTENANCE PROGRAM

After the F-294 is "IN-SERVICE", this section describes the maintenance program used to ensure the
continued performance of the F-294 package. The F-294 package is inspected and maintained prior to
every reload of cobalt-60 sources. The inspection and maintenance is carried out as per MDS Nordion
ProcedureIN/MPOOl9ZOOO attached in Appendix 8.3.2. . : . ,

8.21 STRUCTURAL AND PRESSURE TESTS

- Prior to shipment of the package, all critical components are visually mspected to ensure that they
~ are undamaged and continue to meet the requirements of the applicable engineering drawings and
specifications. The pressure tests of the F-294 cav1ty and the cylindrical fireshield are carried out.

8.2.2 LEAKTESTS

The following leak tests are carried out for the F-294 container: |

1. The leak test of the cavity of F-294 using air at4s psig. th 20°C (See Append:x 8.3 2,
MDS NOI'leIl Procedure IN'MP 0019 ZOOO)

2. The leak test of the cylmdncal ﬁreshleld using air at 10 p51g at 20°C. (See Appendlx 8.3.2,
MDS Nordion Procedure IN/MP 0019 ZOOO)

8.2.3 SUBSYSTEM MAINTENANCE

The F-313 or F-457 source carrier for C-188 sources is thoroughly cleaned and decontaminated after
each use. '

8.2.4 VAL!ES‘,RUPTUREDISCS,AI\D QSETSONTTIECOMAMNTPES!S‘EI,
Some of the requirements of this section are not applicable to the F-294 package since it does not have any
valves, rupture discs on its containment system.

8.2.4.1 Gaskets for Containment;System (F-294 Inner Shell Assembly)

The F-294 container undergoes inspection and maintenance prior to each shipment from MDS Nordion,
Ottawa, Ontario, Canada. The gaskets are visually examined for defects. The seal surfaces are visually
examined for nicks or damage. New gaskets are installed on the F-294 during the regular or annual

inspection and maintenance procedure.
The replacement schedule for gaskets is as follows:

1. Neoprene gasket container to plug seal joint: Prior to each round trip of F-294.
2. Nickel gaskets vent-line caps: Prior to each round trip of F-294.
3. Neoprene gasket drain line cap: Prior to each round trip of F-294.

8.2.5 SHIELDING

The shielding tests used prior to any shipment of the F-294 package are the same as those used for the
initial shipment as described in section 8.1.5 of this report.
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8.2.6 THERMAL

Once every five (5)-year period of operation after F-294 is declared in-service, a heat removal capability
of the package shall be established using procedure in Appendix 8.3.3. The heat removal capability of the
F-294 shall be established by comparing the baseline temperature map of the F-294 before 1st use and the
temperature map of the F-294 every 3 years thereafter.

8.2.7 MISCELLANEOUS
This section is not applicable to the F-294 package.

8.3 APPENDICES

Appendix 8.3.1 MDS Nordion Specification, CO-QC/TP-0001, Procedure for Radiation Integrity
of New Shipping Containers

Appendix 8.3.2 MDS Nordion Procedure, IN/MP 0019 Z000, Radioactive Material Transport Packaging
Inspection and Maintenance Procedure

Appendix 8.3.3 MDS Nordion procedure, IN/OP 0597 F294, Procedure for F-294 Steady State
Thermal Test

Appendix 8.3.4 MDS Nordion Procedure, IN/OP 0598 F294, Procedure for Helium Leak Test of
F-294 Cavity

IN/TR 9301 F294, Revision 4 ) -86- July 2003



Chapter 8

APPEme 8.3.1
MDS NORDION PROCEDURE FOR RADIATION INTEGRITY
OF NEW SHIPPING CONTAINERS
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vl Radiation Integrity for new Transport Packages Procedure I

1. SCOPE

1. This specification covers the radiation survey conditions, instruments and procedures required for
verifying the radiation shield integrity of Transport Packages for transporting sources, pnncxpally
Cobalt 60.

2. PURPOSE

To ensure that the dose-equivalent rate when loaded with the design quantity of activity, does not exceed
the limits specified in "IAEA TS-R-1 - Regulations for the Safe Transport of Radioactive Material - 1996
Edition (Revised)”. The survey meter described in Section 5.1 is used to verify these limits.

and/or

To provide data to verify shielding calculations. In this case the technical data in the design specifications
identifies the amount of Cobalt 60 to be used to verify the Transport Packages shielding capacity for other
radionuclides.

3. EQUIPMENT REQUIRED

e 1. Radiation survey meters approved for use in surveying Transport Packages are as follows:

¢ Nuclear Enterprises survey meter PDM1 which has an ionization chamber volume of 450 cc
and a cross section (window) of 100 cm’ or a comparable instrument.

e A Berthold Rato/F, Bicron Surveyor 2000 or a comparable instrument. This meter is used to
identify any crack leakage.

¢ Survey meters (equivalent in area and sensitivity) to either of the above having detector cross
sections approaching but not exceeding 100 cm” and 10 cm’, for the 100 cm and 5 cm
measurement positions respectively. This meter is used to qualify section 2.1.

¢ GM Tube and Ion Chamber type instruments are used for all field measurements.

Note:

1. For the 5 cm field measurement, it is acceptable for the survey meter to be in intimate contact
- with the Transport Package.
2. A one meter stick should be used for maintaining an accurate distance from the surface of the
Transport Package.
3. Kodak Ready Pack X-ray film, type Industrial AA for identifying the distribution of leakage radiation
at any hot spot.
4. Radiation Survey Format.

4. PREPARATION
1. Remove fireshield and plug shielding plgtes for crack leakage tests.

2. The instruments defined in 3.1 will be calibrated according to SERA-OP-001-009. Instruments should
be calibrated one month prior to the survey. Ensure that the field reading has been adjusted, based on
the calibration factor.
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5. TRANSPORT PACKAGE SURVEY

5.1 Preliminary Survey

5.2

1.

The Transport Package is loaded with one or more sources at 5% to 15% of the maximum limit
and surveyed by the Industrial Operations Monitor. If surface fields of 100 mR/h or greater are
detected, notify a Quality Control Technician and Package Engineering.

Note: Ensure that the fireshield and plug shielding plates (if applicable)have been removed.

Determination of Crack Leakage or Volds in Container Shielding

1.

To achieve the purposes of the survey, the Transport Package must be loaded with at least 90%
of the design capacity. The source will be that for which the Transport Package was designed.
The radiation source will occupy a volume within the transport package’s cavity as close as
possible to the typical shipping configuration. Details of the source and all meter readings will
be recorded on the pertinent Radiation Survey Format.

The Monitor will survey the container in the cell to ensure that it is safe to approach and will -
notify the Quality Control Technician of the location of the highest radiation fields on the
container. '

The first survey will be of the outer surface of the Transport Package, without the fireshield and
plug shielding plates (if applicable). GM Tube and Jon Chamber measurements will be used.
The instrument will be placed in between any external fins of the Transport Package if possible.

The entire surface of the Transport Package must be scanned. Because most Transport
Packages are cylindrically symmetrical, a constant reading is expected at each particular
elevation around the Transport Package. These elevations are identified on the appropriate
Radiation Survey Format as 4, S and 6. )

Scanning the Cylindrical Surface - By scanning the entire vertical surface, the highest readings
at each elevation will be identified and recorded on the appropriate Radiation Survey Format.

Scanning Top and Bottom Surfaces - By scanning over the entire top and bottom surfaces, the
highest readings at position 1, (through the Transport Package plug) position 2, (up the interface
crack between the plug and body), position 3, (through the top surface of the body) and position
8, (through the bottom surface) will be identified and recorded on the appropriate Radiation
Survey Format. '

Scanning Special Areas - Special areas, such as the vent line exit, drain line exit, (position 7)
will be monitored, and the readings recorded, if in excess of that from adjacent areas.

Allowable Surface Radiation - Ifanyr region exceeds 200 mrem/h (when the container is fully
loaded), the need to radiograph that region using the x-ray film will be determined in conjunction
with Physics and Package Engineering. The typical exposure time is calculated to produce 1R
exposure. ,
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9. X-ray film, (e.g., Kodak AA 14" x 17" X-ray) is ndrmally used on the top surface and the
bottom surface of the transport package. The film's exposure should be about 1 R. Record
the following information on the film:

Date:

Transport Package type:

Transport Package #:

Top or Bottom:

Orientation:

Start Time of Exposure:

Finish Time of Exposure:

Source Activity: Ci
Source Type:

10. The developed films are retained by the Quality Control Technician.

5.3 Verification of Transport Package Requirements

1. The survey will be repeated as in steps 7.2.2 to 7.2.5 (positions 1 to 8) at the surface and at 1
meter from the surface using the instrument with a detector cross section of 100 cm ? or less.
The measurements will be recorded on the appropriate Radiation Survey Format. Similarly, any
hot spots will be also recorded.

2. Allowable Radiation at 1 meter from Surface - With the transport package loaded to the
designed capacity, the radiation fields at 1 meter must not exceed 10 mrem/h, (according to 2.1).

3. If any reading, when properly corrected for instrument calibration factor, exceeds 200 mrem/h
on the surface or 10 mrem/h at 1 meter from the surface, the completed handwritten Radiation |
Survey Form together with the film records and a deviation report, will be brought to the
immediate attention of Package Engineering and the Physics Department.

6. DOCUMENTATION REQUIREMENTS

1. The Radiation Survey Format must be completed in full by the Quality Control Technician, signed and
dated. :

2. Attach a copy of the instruments’ calibration certificates to the Radiation Survey Format.

3. The Radiation Survey Report will be checked, signed and dated by the Quality Control Measurement
Technician, a Radiation Physicist and Package Engineering as a complete and correct record of the unit
survey. The Quality Control Measurement Technician retains a copy.
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APPENDIX 8.3.2
MDS NORDION RADIOACTIVE MATERIAL TRANSPORT PACKAGING
INSPECTION AND MAINTENANCE PROCEDURE
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Radioactive Material Transport Packaging Inspection
and Maintenance Procedure

1. PURPOSE

This procedure is to be followed to ensure that Type B radioactive material transport packagings are
inspected and maintained in accordance with the design specifications and the regulatory requirements
for safety in transport [1,2].

2. SCOPE
This procedure is applicable to all returnable packagings used by Industrial Operations.

3. GENERAL REQUIREMENTS

3.1 General

1. There are two types of inspections. Routine inspections are completed after every shipment.
Annual inspections are completed at least once per year. For some components, they are
completed after every shipment. Any component that has not undergone a required inspection
shall not be shipped until the applicable inspection prooedure has been successfully
completed.

2. The inspection procedure shall be completed as specified on the procedure fiowchart and in
the applicable procedure.

3. Records of inspections are to be maintained on the ROMIS Contalner Management System by
the Technician responsible for inspection and malntenance '

4. A tag system shall be used to provide visual approval status of each packaging. The tag
system consists of any or all of the following:

« Inspection satisfactory: Blue tag stating "Acceptable for Service” .

Maintenance/Repair: Red tag stating "Maintenance/Repair Required”.

Not Contaminated: Yellow tag stating “No Removable Contamination Inside or Outside”.
Cleaning: Pink tag stating “Container Cleaned”.

Routine Testing: White tag stating "Routine Testing Completed”.

4. INSPECTION PROCEDURE
In general, inspections are carried out in the four stages identified in Table 1.

Table 1
Inspection Stages

Inspection Type Form Status
Recelving R
Quarantine - Q
Decontamination D
Annual i

The following sections define the inspechon requcrements in general terms. The procedure Is described
in Figure 1.
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\_/ 4.1 Recelving Inspection

1. Receiving inspections take place after the package components have been checked for
" contamination and radioactive material. After receiving inspection the yellow "No Removable
Contamination InS|de or Outside” Tag is attached.

if the component is not free of contamination and radioactive material, it is quarantmed and
decontaminated and/or emptied.

2. Any defects observed during a recelving inspection are logged on the inspection checklist. If
defects are observed, a red "Maintenance/Repair” tag is attached to the component.

Following receiving inspection, the packaging is transferred to the Decontamination Service
Area, or the Container Maintenance Room.

4.2 Decontamination Inspection

1. The Decontamination Inspection checklist includes all outstandmg items on the Receiving
Inspection checklist, plus the additional requirements on the Decontamination Inspection
Checklist. If applicable, @ white "Routine Testing Completed” tag is attached.

2. i applicable, decontamination of the oomponent is oompleted prior to the decontamination
inspection. Once the component has been cleaned, the pink "Container Cleaned” tag is
attached.

3. Any defects observed during the inspection are logged on the Inspection checklist. If defects
are observed, the red "Maintenance/Repair Required” tag is attached to the component.

4. If no defects are observed and if the component is not due for an annual inspection, the
component is moved into "Ava!lable status and the blue "Acceptable for Service" tag is

applied.

N '5. Al repair procedures are requlred to be documented on the Transport Packaging Repair
- Report (See reference 5), and require the approval of Package Engineering unless the repair
has been authorized as a Pre-approved Repair.

6. Once repairs have been completed; the repaired area of the component is re-tested. If the
component has been successfully repaired, the Transport Packaging Repair Report pertaining
to the repair is forwarded to the Manager, Industrial Quality Control for a documentation and
process review verification. Once the Manager, Industrial Quality Control has reviewed and
accepted the repair outlined in the Transport Packaging Repair Report, the red "Maintenance/
Repair Required” tag is removed and the Transport Packaging Repair Report Is stored in the
Corporate Records Unit History File.

If the component falls the repair inspection, a new IN/OP 0524 F000 F1 is generated and shall
contain a reference to the previous IN/OP 0524 FO00 F1. Then steps (5) and (6) are repeated
until the component passes the inspection or is removed from service.

43 Annual Inspection

1. Annual inspection includes receiving and decontamination inspections plus the additional
requirements defined on the component inspection checklist.

2. If no defects are observed, the annual inspection checklist is completed, the component is-
moved into "available status” and the blue "Acceptable for Service" tag is attached. If defects
are observed, steps 3, 4 and 5 must be completed. _

3. Al fepair procedures are required to be documented on the Transport Packaging Repair
Report, and require the approval of Package Engmeerlng unless the repair has been
authorized as a Pre-approved Repair.
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4. Once repairs have been competed; the repaired area of the component is re-tested. If the
component has been successfully repaired, the Transport Packaging Repair Report pertaining
to the repair is forwarded to the Manager, Industrial Quality Control for a documentation and
process review verification. Once the Manager, Industrial Quality Controt has reviewed and
accepted the repair outlined in the Transport Packaging Repair Report, the red "Maintenance/
Repair Required” tag is removed and the Transport Packaging Repair Report is stored in the
Corporate Records Unit History File.

if the component fails the repair inspection, a new IN/OP 0524 FO00 F1 is generated and shall
contain a reference to the previous IN/OP 0524 F000 F1. Then steps (3) and (4) are repeated
until the component passes the inspection or is removed from service. [Once the repair has
been approved by Package Engineering, the red tag is removed. The Transport Packaging
Repair Report and the final inspection checklist are submitted to the Supervisor, Industrial
Quality Control for review and approval.

5. Following QC approval, the component is moved into "Available” status and the blue
"Acceptable for Service” tag Is attached.
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\_/ 5. DOCUMENTATION

Electronic copies of all inspection records are kept on the ROMIS container management system. There
is no requirement to generate hard copies of inspection checklists.

*ROMIS: AACICKSOTOPE ORDER MANAGEMENT AND INFORMATION SYSTEM

\ FIGURE 1
"Procedure Flpwchart for the F-294
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APPENDIX 8.3.3
MDS NORDION PROCEDURE FOR F-294
STEADY STATE THERMAL TEST
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Ul Procedure for the F-294 Steady State Thermal Test @ I :

1. INTRODUCTION

The F-294 steady state thermal test is a method for measuring the temperature of the F-294 container at
specified locations. The temperature test information serves as a method of establishing heat removal
capability of the F-294 container.

The decay heat shall be provided by using cobalt-60 MDS Nordion C-188 sealed sources. The F<294
shall be loaded between 100% to 110% of the rated capacity of 360 kilo-curies of cobalt-60.

2. EQUIPMENT AND FACILITY REQUIRED

A shielded cell facility and qualified operators are required before this test can be plannedand
undertaken. In addition the equipment consists of: ,

1. F-294 container test specimen
Type K Thermocouples
Temperature Recorder

C-188 Sealed sources

F-313 or F-457 source carrier

o h N

3. DIAGRAM
See Figure F1 for Location of thermocouples on F-294 transpbrt package.

4. PROCEDURE

The standard operating procedures for the operation of a shielded cell in the Cobalt Operations Facility, ‘
MDS Nordion, Kanata are applicable. The following procedure outlines in general the steps required for
loading the C-188 sealed sources in F-294 conducting the thermal test and unloading the sealed sources
from F-294.

1. Plan the thermal test of F-294 with the co-operation of Cobalt Operations Department,
MDS Nordion.

2. Load the C-188 sources in a F-294 container in a shielded cell. Record the time/date when sealed
sources were loaded.

Install the closure plug. Torque 2 bolts out of 16. 100 ft.-Ib. £ 10 ft-Ibs torque on each bolt.
Remove the F-294 container from the shielded cell. 7

Ensure that the radiation fields are within allowable limits for working around the container.
Torque all 16 closure plug bolts . Use forque of 100 fi-lbs + 10 fi-lbs.

Install the thermocouples to the specified locations on the container as shown in Figure F1.
Connect the thermocouples to the temperature recorder(s).

Set the recorder(s) to record each thermocouple at every 0.5 hour or 1.0 hohr.

10. Continue the measurements for 48 hours or shorter period if the temperature data suggests that the
temperature measurements have reached steady state.

\— 11. Suspend the test. Disconnect the temperature instrumentation.

© ©° N O O AW
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12. Return the container to the shielded cell. Unload sources
13. Remove empty F-294 from the shielded cell.
14, Test complete.

5. TEST REPORT

A test report shall document the results of the test. It shall include the following information:
1. A brief description of the test specimen (container serial number).
2. Date of test; test conducted by (name of the operator);

3. Source loading chart, the number of curies; the number of C-188's, the Iocatlon and their serial
numbers; time/date when the F-294 was loaded.

The number of thermocouples & their locations; type of thermocouples;

The connection details of the thermocouple joints.

The measured temperature data; plots if any.

The conclusions: 7

1) The maximum & range of temperaturevrheasurement at each speciﬁed thermocouple location.

N o o A

6. ACCEPTANCE OR REJECTION OF F-294 THERMAL PERFORMANCE

The following acceptance criteria assumes a 360 kCi of cobalt -60 load; environment temperature of
38°C and no solar heat load. The results of the thermal test shall be extrapolated to these conditions by
MDS Nordion.

1) The maximum closure plug temperature at the bottom shall be less than 230°C.

2) The temperature gradient between the top and bottom surfaces of the closure plug shall not exceed
100°C.

3) The maximum cavity wall surface temperature (at mid-height of the cavity) shall not exceed 200°C.
4) The radia! temperature gradient at the mid-heights of the lead-shielded cask shall not exceed 80°C.

Deviations from these criteria may be acceptable if the maximum lead temperatures do not exceed
310°C, when the unit is subjected to the hypothetical fire test in accordance with the thermal mode!
presented in Chapter 3, Appendix 3.6.4 of Ref, [1]. In such a case, the deviations shall be documented
and approved in accordance with the Quality Assurance program as provide in Chapter 9, Appendix
9.3.2 of Ref. [1].

7. REFERENCED DOCUMENTATION

1. SAR:IN/TR-9301-F294
2. Omega Temperature Recorder Operators Manual
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Locations of Thermocouples on F-294 Transport Package
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\/l ~ Procedure for Helium Leak Test of F-294 Cavity ﬂ

1. INTRODUCTION

The Helium Leak Detection Sniffer Method Test (HLDSMT) is a simple method of identifying leaks in a
containment system. The test is applicable to mostly large vessels where the completed evacuation would
be time consuming. This test is applicable to sealed volumes greater than 1000cc. '

2. EQUIPMENT & APPARATUS

The equipment & apparatus consists of:

1. Helium leak detector comes with sniffer probe

2. Helium gas cylinder with regulator. Commercxal grade helium is acceptable.
3. Valves, tubing, tube fittings.

4. The test specimen (i.e. the F-294 contamer)

3. DIAGRAM
See Figure 1.

4. PROCEDURE | |
1. Connect the equipment as shown in Figure 1. Seal and torque the joints appropriately:
1) plug closure bolts: 100 ft-Ibs + 10 fi-lbs, g
2) vent line cap: 20 fi-lbs + 2 ﬂ-li)s, |
3) drain line cap: 50 ft-lbs £ 5 fi-Ibs.
2. A positive pressure of helium 15 + iO% psig is applied on the inside of the cavity of a container.
3. A probe is used to “sniff” the sealed joints of the cavity of the container.
4. Observation: |

1) If a leak exists the helium is “smffed” and detected It is relatively easy to pin point very
small leaks by this test.
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5. REPORT

A test report shall document the results of the 'tests. It shall include the following information:

1. A brief description of the test specimen including the type of seal, serial number of the container,
closure plug bolt torques, vent line cap torque, drain line cap torque etc.

The date of the test.

The ambient temperature.

The pressure differential.

The length of time the specimen was examined.
The result of the test. '

The operator’s signature.

® NS kWD

Any other relevant information.

6. ACCEPTANCE STANDARD ,
F-294 cavity assembly shall meet leak tightness to 1-X 10 atm. cc/sec at 20°C of Helium.

- 7. REFERENCES

N~ 1. ANSI-N14.5-88: American National Standard for Radioactive Materials - Leakage Tests on Packages
for Shipment. ‘
| L
1 petetioL.
N
e i, “ VA— C.
‘F =P : Pome

x—&a
) 1t 9
| i F-294 i I

CONTAINEL .

; Figure 1:
Flow diagram for Helium Leak Detection sniffer Method Test(HLDSMT).
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CHAPTER 9 — QUALITY ASSURANCE

This section describes the Quality Program in place at MDS Nordion Inc., Ottawa, Ontario, Canada, as it I
applies to the F-294 Transport Package in compliance with the applicable sections of 10 CFR Part 71.101

~ requirements. MDS Nordion Inc. has a quality assurance program in place governing all aspects of the |
Transport Packaging (design, manufacturing, testing, use, inspection and maintenance etc.) that meets the
requirements of 10 CFR Part 71 and is approved by USNRC; (Quality Assurance Program Approval No.
0703, Docket No. 71-0703, dated April 7, 2003).

9.1 QUALITY ASSURANCE PROGRAM AT MDS NORDION

The following is the history of status of QA program at MDS Nordion or its predecessors.

#1. The Quality Assurance Program in existence at MDS Nordion or its predecessors in May 1981 is
as per document attached in Appendix 9.1. '

#2. The Quality Assurance Program in existence currently at MDS Nordion is as per MDS Nordion
document IN/QA 0224 Z000 "RADIOACTIVE MATERIAL TRANSPORT PACKAGE
QUALITY PLAN", attached in Appendix 9.2.

9.2 MANUFACTURING HISTORY OF THE F-294
9.2.1 PROTOTYPE F-294 '

Manufacture: Start Date: Jan. 1984 (approx.).
' Completion Date: Oct. 1985.
Manufacturer: AECL-MEDICAL
Purchase Order or Equal Document: MorS 432-83150
QA Program: CSA Standards Z299.3-1979 and Z299.2-1979

Radiation and Thermal tests (steady state) were conducted around March 1986.

9.3 APPENDICES

Appendix 9.3.1 Quality Assurance Program at AECL Commercial Products* in 1981.
Appendix 9.3.2 Quality Assurance Program at MDS Nordion since 1992.

* Predecessors’ History ‘

- Operated as AECL Commercial Products from 1952 to 1985, In 1985 the Company was split into two divisions:
1. AECL RadioChemical Company
2. AECL Medical Co.

- In 1990 AECL-Radio Chemical Company was re-named Nordion International.

- In 1991 Nordion Intemational was privatized and sold to MSD Inc. of Toronto.

- In 1997, Nordion International Inc. was re-ramed MDS Nordion Inc.

IN/TR 9301 F294, Revision 4 ~9.1- July 2003
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INTRODUCTION -

1.1 Purpose

i The purpose of this plan is to define Atomic
‘ Energy of Canada Limited - Commercial Froducts'
(AECL-CP) quality assurance program for radio-
active material ‘packages used to deliver
~radioactive material to a carrier for transport
- as required by 10 CFR71.12. The- program is
limited to the company-operational dependent
activities in the shipment of packages contain-
ing radiocactive materials; therefore, the
package dependent elements of the quality
assurance program &s defined in 10 CFR71 -
Appendix E are nct adéressed.

1.2 Scope

1. 2 1 The scope of this program is limited
to the operational elements for
packages intended for use to ship
‘Type B quant;t;es of radioactive
mater1a1

'1.2.27"'As a general guldelzne, packages
' ‘normally ‘used by AECL-CP which are
under this guality program include,
but are not limited to, those
described in the following USNRC
and Agreement State Licences:

- 54-00300~04
" '54=00300-09
54=-00300-12
54-00300-13
12-18482-01 -
- 37=1931E-01
5-2623 (Texas)
“G.A. 695-1 (Georgia)

Also SpQlelc package design models
as follows-

p-121 . F-154

F-127 . FP-158
 P-127X% F-168
- P=131 F-168X
"F-143 F-245
F-144 F-247
F-146 F-251 .

F-147 - F-254
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1.2.3 This program applies to the integrity . J™
of the package as achieved by loading, )

clesure, monitoring, and labelling
prior to delivery to a cacrier for

transpor<t.
/
2. ORGANIZATION
AECL-CP organization is shown in Flgure 1. The structure
‘of the Quality Assurance Division is illustrated in Figure

2. Specific r35pon51b111t1e5 as they relate to
program's activities are summarized below. -

2.1 Executive Vice-President

The Executive Vice-President is responsible for
establishing the company's Quality Assurance
Policy and ensuring that all company operations
are carried out in full compliance with that
policy; this responsibility includes the guality
assurance program described herein.

2.2 General Manager, Quality Assurance

The General Manager, Quality Assurance, reports
directly to the Executive Vice-President and is
responsible for providing quality assurance
program management for cshipment of radioactive
material packages. He is the final authority
and represents AECL-CP on all gquality matters.
His specific duties with respect to packages
include:

(a) The responsibility for the promulgation :
and execution of instructions, policies
and procedures.

(b) The administration of the guality assur-
ance program.

(c) The authority to stop activities when
the sericusness of a condition may
adversely affect quality or safety.

(d) The overall activities reslated to
licensing of packages.

(e) The performance of quality assurance
audits of operations and the reporting
of non-conformances to established quality
assurance practices and procedures. s

(f) Conducting audit follow-up and monitoring
corrective action.
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- Manager, Regulatorv Affairs

The Maznager, Reguletory Affairs reports to the
General Manager, Quality Assurance, and is
responsible for the required activities for
the licensing ané provision of quality assur-

- ance documents of packages. He is a licensed

source handler ané.also serves as the Radiation

Safety Officer for all field operations, and as

such, assures that packages used have been
approved by the Competent Authority of Canada
and re-validated by the U.S. Department of
Transportetion for use in transporting radlo-

‘active by-nroduct materlal.

Generzl Mzanager, Industrzal Produc*s

The General Manager, Inﬁus;:;al Products reports
to the Executive Vice-President. He is respons-
ible for the activities and facilities related to

. the use of packages incident to transport of

radioactive materials for use in products under-

. his responsibility. He is responsible for en-

suring that these activities are carried out in
compliance with the guality assurance program
and procedures.

General Manaacer, Medical Products

The General Manager, Medical Froducts reports

' to the Executive Vice-President. He is

responsible for the activities and facilities
related to the use of packages used for trans-
port of radioactive materials to be installed
in medical products, He administers, through
the Manager, Medical Installation and Service,
and the Area Service Managers, the operations -
of the Area Offices.” He ensures that these
activities are carried out in compliance with
the quality assurance program and procedures.

Manager, Product Inteqgrity

.The Manager, Product Integrity reports to the

General Manager, Quality Assurance. He is
respons;ble for performing audits of those
activities related to the program and reporting
non~conformances to the responszible managers.
He also follows up audits, and requests and
monitors corrective actions.
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QUALITY ASSURANCE PROGRAM FOR OPERATIONS \))

3.1

3.4

The quality assurance program £or shipping
packages is implzmented through the use of
written procedures, instructions and
training. Also, it includes the document-
ation of work done, checks, inspections,
personnel and procedure qualifications and
audits. To comply with the guality assur-
ance program requirements, procedures and
instructions are available ané controlled
for the following areas: training of
authorized personnel, loading, closure,
monitoring and labelling of packages and
licensing.

Trainin

Personnel performing activities aZfecting
guality and safety are formally trained in
proper handling technigques for the packages
and also receive indoctrination in.

(a) Principles and practices of radiation
protection. \/}\

(b) Radiocactivity measurement stanéardization,
monitoring technigues and ianstruments.

(c) Mathematics and calculations basic to the
use and measurement of radioactivity, and

(d) Biological effects of radiation.

Personnel Qualifications

Personnel handling or preparing shipping packages
for delivery to a carrier for transport are com-

petent and duly licensed source handlers, and are
also appropriately trained and qualified.

Management Review

Review of the scope, status, implementation and
effectiveness of the quality, assurance program
is conducted by management on that portion of
the program for which they have designated res-
ponsibility. The reviews are conducted and
documented at least once every two years.
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3.5 - Revision

The General Manager, Quality Assurance is
responsible for maintaining the currency of
guality assurance program documents. New
i or revised guality assurance program reg-
. uirements are implemented within 90 days
following issue or as determined by the

IV 'VGeneral Menager;'Quality Assurance.

Temporazry deviations or additions to this
document may be made with the approval of
the General Manager, Quality Assurance and
authorized by the Executive Vice-President
and accepted by the responsible managers.
It is the responsibility of the Manager,
Regulatory Affairs to ensure that the re-
visions to these documents are approved
by the same‘signatories as the original
document and that, where necessary, it is
lodged with the appropriate lnternatlonal
competent authorities.

3.6 Packaqe'COnfiatratiob’

. "he ‘Radiation Safety ‘Officer assures that

. modifications to packages are approved by
the competent a@uthority in Canada and are
submitted to the U.S. Department of Trans-
portatlon for re-valldatlon.

'DOCUMENT CONTROL =~ ~ =

All docnments,relatethOjshipping packages are con-
trolled through the vse of written procedures. &all
changes to documents are performed according to
written procedures. approved by management. The

‘Padiation Safety Officer ensures that all relevant

guality assurance program procedures and revisions

.are provided to each Area Office and that line

responsibilities are conducted in accordance with
those procedures. .. Each of the Service Managers

-shall assure that the source handlers are aware of

the latest procedures and are requlred to satisfy

" the RSO of same. ﬁ,:;f” o L .
.CONTROL OF MEASURING AND TEST EQUIPMENT

For package_operatzons a portable radiation survey

instrument is used to establish the radiation level
of the shipping package and to determine if the



package is contaminated with radiocactive material.
The procedures used to control the standard of the
measuring instrument provide Ior:

5.1
,
5.2

Identification of the instrument.

Calibration of sources used for calibrating
the instruments in accordance with standards
established by the National Research Council
of Canada.

Establishment of freguency of calibration of
the instrument.

Maintenance of calibration records.

The removal from service and repair of damaged
or inaccurate instrumentation.

HANDLING, STORAGE AND SHIPPING

For package operations, written procedures provide for:

6.1

. 6.3

Work instructions for handling, preservation,
storage, cleaning, packaging, labelling,
monitoring and shipping requirements to be
completed by duly licensed source handiers.

Verification by the source handler that the
activities in Item 6.1 have been completed
and that the USNRC and U.S. Department of
Transportation shipping requirements are
properly satisfied prior to consignment to
a carrier for transport.

All shipping documentation (certification,
acceptances, etc.) to be prepared prior to
shipment by AECL-CP at the Ottawa Head Office
of AECL-CP.

The assurance that a duly licensed source
handler performs all the critical handling,
monitoring, storage and preparation for

" transport operations.

.

Emergency procedures by both AECL-CP (the
consignor) and the commercial carrier.
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-

° INSPECTION, TEST AND OPERATING STATUS

Ry

7.4

7.1

Inspection, test and operating status of the
package are indicated and controlled by written
procecures in conjunction with the handling,
storage, monltorlng, labelllng and shipping
operations. . .

" A check list is pfepared and signed by the

source handler and maintzined both at the U.S.

© Qffice and at AECL~-CP, Ottawa, for each ship-

ment. The check list identifies the

fregulatory’reauired inspections and tests as

QUALITY

in the wr;tten procedures.

’Each Area Serv;ce Manager ensures that these

functions are periormed. The Racdiation Safety
Officer, by verification of documentation, and
periodic inspection, assures that these functiorns

have been performed.

eIf\the paekage is,not suitable for shipment %

because of damage or non-conformance  the status
and disposition of the package is maintained by
written procedure.

ASSURANCE RECORDS

8.1

8.2

8.3

AUDITS
9.1

Sufficient records are prepared and maintained
in accordance with the written procedures of the
gquality assurance program to furnish objective
evidence of the integrity and safety of the
shipping package. These records are identif-
iable to written procedures and tracezble to the
package and its movements.

Records attesting to the personnel training and
qualifications are maintained at each Area
Office and at AECL-CP.

Records arevstored at AECL-CP Central Records
and -at the zpplicable Area Office for use as

.working records. Record retention times are

based on estzblished procedures consistent with
commitments to the competent authority.

Planned Quality Assurance audits are performed
by personnel who are approprlately trained and
have no direct responsibilities in the areas
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audited. The audits are performed in accoré- \\/F\
ance with written procedures and established
quality auéit techniques.

The audits determine the degree of conformance
to approved procedures and guality assurance
documents and provide objective evidence to
evaluate the effectiveness of the program.

Corrective action for non-conformance is re-
quested from the responsible manager and
complation of the corrective action is verified.
Uncorrecteé non-conformances are carried as Open
Audit Items until corrected. .

Audit frequency is based on the status, safety,
importance or problems. At least one activity
is audited each year.

Copies of audit reports are provided to res-
ponsible managers and senior management. Audit
reports and related corrective action are main-
tained in Central Records at the Ottawa Head -
Office of AECL-CP.
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\_/ l - Radioactive Material Transport Package Quality Plan , ' I

1. PURPOSE

This Quality Plan describes the actnvit:es associated with the design, fabrication, assembly, testing,
maintenance, repair, modification, and use of MDS Nordion radioactive material (RAM) transport
packaging. It identifies the activities, responsibilities, and action necessary to ensure that a transport
package meets all regulatory, customer, and internal Qualify Assurance Program requirements.

2. SCOPE
This plan is applicable to all MDS Nordion Transport Packages.

3. APPLICABLE DOCUMENTS _

1. MDS Nordion Specification QSF 00, lon Technologies Quality Manual

2. MDS Nordion SOP 5.00 —-QA-00, Therapy Systems Quality Assurance Manual
3. MDS Nordion Specification QAP AP- 00, Nuclear Medicine Quality Manual
4

. IAEA Safety Standard Series, Regulations for the Safe Transport of Radloactwe Material, Regulation
No. TS-R-1 (ST-1 Revised), 1996 Edition, (Revised)

IAEA Safety Guides, Safety Guide TS-G-1. 1(ST-2) Advisory Material for the IAEA Regulatlons for the
Safe Transport of Radioactive Material (2002)

US-NRC Regulation 10 CFR 71 Packaging and Transportation of Radioactive Material
Packaging and Transport of Nuclear Substances Regulations, Nuclear Safety and Control Act -
Intemational Standard ISO 9001-2000 Quality Systems Management - Requirements

MDS Nordion Specification QAG-01, Device Design Control

4. PROCEDURE
4.1 Management Responsibllity

4.1.1 Quality Policy

The MDS Nordion Quality Policy is maintained in the Business Unit Quality Manuals [1,2,3]
and is approved by senior management. it is the responsibility of all applicable staff, at all
levels, to be aware of and understand the Quality Policy and supporting procedures.

This Quality Plan Is used to ensure that the specified requirements of transport packaging
for radioactive material comply with pertinent regulatory requirements. This Plan defines the
standard operating practices that affect radioactive material transport package quality. it
establishes a documented system of management controls that provide confidence in the
quality of all associated work activities.

o

O O N O
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4.2

4.3

4.1.2 Organization
Responsibllity and Authority

Senior management responsibilities are described in references 1,2 and 3. Responsibility
assignments for other functions involved in quality related activities for transport packages
are described below:

Director, Quality Assurance

The authority for the administration of the Business Unit Quality Assurance Programs is
delegated to the Business Unit Directors of Quality Assurance, who report to the Vlce-
President, Quality and Regulatory Affairs.

Director, Regulatory Affalrs

The Director, Regulatory Affairs reports to the Vice-President Quality and Regulatory Affairs.
The Director is responsible to the identification of regulatory requirements and coordinates
the communications between MDS Nordion and the competent authorities.

Manager, Package Engineering

The Manager, Package Engineering reports to the Director, Radiopharmaceutical
Operations, Nuclear Medicine. The Manager is responsible for the design, specification and
testing of radioactive material packages and ongoing technical support. The Manager is
responsible for verifying that all regulatory submissmns for RAM transport package
certification are accurate and complete.

Project Engineer

The Project Engineer reports to the Manager, Package Engineering, and is responsible for
design projects from inception to completion. This includes the preparation or review of
design documentation, design qualification testing, the preparation of specifications for
manufacturing, and the review of Manufacturing, Inspection and Test Plans (MITP).

4.1.3 Management Review

Procedures for management review of the quality system are described in the Business Unit
Quality Assurance Manuals. [1,2,3]

Quality Plan and Quality Systems

The Business Unit Quality Systems are described in the Business Unit Quality Assurance Manuals
[1,2,3] Requirements specific to transport packages are defined in this Quality Plan.

Contract Review

Authority for selection of transport packaging is through the operating divisions. Proposed uses of
transport packaging which may not meet the specified requirements are referred to the Manager,
Package Engineering for review. Each nonstandard application is reviewed for its capability to meet
the standard, code, and regulatory requirements. For Type B packages, regulatory approval is
obtained before use of any new packaging configurations. -
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4.4 Deslign Control

4.4.1 Design Planning and Activity Assignment

Wiritten plans are prepared for design and verification activities for each new or modified
RAM package design at project initiation. [9] The Manager, Package Engineering assigns
the project to qualified personnel equipped with the resources necessary to prepare a fully
_ compliant design.
4.4.2 Design Input

The Project Engineer verifies design input requlrements for adequate ldentlﬁeatlon and
documentation. Design input verification involves, but is not limited to:

a) performance and functional criteria, including operational requirements
b) applicable codes and standards

The standard for the design of a radioactive transport package is reference [4].
However, other national codes shall be considered, as applicable [6,7]]

c) regulatory requirements, including applicable Package Design Approval or Special Form
Radioactive Material Certificates

d) environmental conditions .
e) documentation, training, maintenance and inspection plans

f) the need for Special Form Material Certification for the sealed source if initial evaluation
of radioactive material transport packaging/device or sealed source/packaging
combinations indicate a need -

g) where applicable, the results of contract review.

Incomplete, ambiguous, or conflicting requirements are resolved by the Projecf Engineer
with the responsibility for drawing up the requirements.

4.4.3 Design Output

Design output is documented and ekpressed in terms of requirements, calculations, tests,
and analysis. The design output shall:

a) meet the design input specification

b) show design analysis in sufficient detail to allow verification of the adequacy of the
design and conformity to appropriate regulatory requirements whether or not these have
been stated in the Design Pian,

¢) Include a Safety Analysis Report (SAR) in suitable detail to meet requirements of
regulatory guidelines. The extent of the analysis and testing chosen must be sufficient to
prove the validity of the design

All new RAM transport package designs must be evaluated to the applicable
requirements. For Type B designs, the evaluation is part of a safety analysis report
submitted to the competent authority. No Type B packaging design can be used before
the evaluation is complete and a license has been issued. The Project Engineer is
responsible for preparing an application for each new or modified Type B RAM transport
package design.

d) include engineering drawmgs and operating procedures
€) Include a Technical Specifi cation for Type B packages
f} Include a Design, Manpfacturing and Operating Specification.
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Safety Analysis Report

The application for cerhficatlon ofaType B radioacbve material transport package includes
at least the following:

a)

b)

i)

package description detailing radioactive contents, containment system, shielding, and
operational features

structural evaluation including but not Iimited to:

1. structural design

s design criteria refefencmg requirements for packages as defined in the design
inputs
¢ mechanical properties of structural materials
¢ weights and centres of gravity
2. general requirements for packages such as:
lifting devices
closure methods
tiedown devices
external pressure
chemical and galvanic reactlons

3. conditions of transport
thermal evaluation '

accident analysis, based on IAEA or national competent authority regulatory
requirements _

overview drawing
preparation for shipment and inspection and maintenance procedures ,

Special Form evaluation, as applicable
test results, and/or engineering justification
the Design, Manufacture and Operating Specification.

Technical Specification

The Technical Specification is an integral part of the design documentation for a Type B
package. it establishes the overall technical requirements for manufacture, assembly,
inspection, test and delivery for each modet of transport packaging. The Specification
defines:

a)
b)
c)
d)

e)

g)
h)

applicable engineering drawings
applicable standards
MDS Nordion specifications and procedures

quality program standards and codes required for manufacture. The manufacturer’s
quality program is normally subject to Intemnational Standard ISO 9001-2000 or CSA
CAN3-Z299.2-85: The code requirement for welding and welder qualification is normally
ASME BPV Code Section IX or CSA W59.

where applicable, requirements for welding, fitting and machining, surface finish and
cleanliness, lead pouring and bonding, and painting

nonconformance and corrective action
inspection requirements

tests for welds, mechanical operation, lead bonding, radiation shielding, and leakage
testing

requirements for supptier history file.
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Design, Manufacture and Operating Specification

Each new project involving a Type B package shall include the issue of a Design,
Manufacture and Operating Specification. The purpose of this document is to provide the
design envelope to the applicable regulatory authority. The design envelope summarizes
regulatory commitments and includes, et least:

a) the authorized contents, isotope, activity and form
b) the possible range of external dimensions

c) materials used and their thickness

d) alist of engineering drawings 'and procedures

€) reference to an information drawing which identifies the top manufacturing assembly
drawing

) marking and labeling
g) requirements for quality assurance in manufacture

h) requirements for use, including preparation for shipment and inspection and
maintenance.

When design changes result in changes to the Design, Manufacture and Operating Specification, regulatory
approval is required prior to transfer of the design to production.

4.4.4 Design Verification and Review

Designs and associated documents are verified and/or reviewed to ensure that they meet
specified design requirements. Design verification is performed by qualified staff by
conducting testing or by comparison to similar designs. The Manager, Package Engineering
determines the extent of verification and review required. This decision is based on
complexity, novelty, degree of standardization, and safety implications. The Design Plan
identifies the verification and review requirements. All verification and review activities are
documented. The nature of the verification process must conform to applicable codes and
standards. The process involves:

a) qualification testing or comparison review according to applicable IAEA standards and
competent regulatory authority regulations. Requirements, procedures, data,
assumptions, and results are documented and filed. Results are evaluated against
specified acceptance criteria. The conclusions of the tests or comparisons are recorded
and filed in the transport design history files.

b) design review by qualified persons other than those who executed the design. The
reviews determine if the design methods are appropriate and correctly applied. The
reviewers verify that the assumptions and simplifications used are justifiable, and the
design interfaces are properly addressed. Reviews are conducted before design
release. They are documented, and include dedsions

4.4.5 Design Changes

A design change system is used for the control of drawings and supporhng documentation.
All changes to the design of RAM transport packages are reviewed and approved by the
Manager, Package Engineering, Director, Quality Assurance; and where required, the
representatives from the affected operating divisions. The Project Leader documents the
change description, the reasons for it, and the implications. The method and extent of the
design verification are dependent upon the extent and nature of the changes. The Project
Leader identifies the necessary recipients of the revised design documents.

4.5 Document and Data Control

Documents and data that relate to the needs of the Quality Plan are controlled according to
established procedures. [1,2, or 3, as applicable)
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4.6

4.7

4.8

4.9

Purchasing

Documented policies and procedures are maintained to ensure that the purchased RAM transport
packaging, components, materials, and services conform to specified requirements. [1,3]

Suppliers are selected based on their ability to meet the quality requirements. Measures are in
place, through purchasing and QA policies and procedures, for the evaluation, selection and
approval of suppliers. It is the responsibility of the Manager, Package Engineering to ensure that
the purchasing documents clearly describe the material required. The key document for the
information necessary is the purchase requisition, which references technical requirements such as
the technical specification, drawings etc

Each order for a transport packaging requnres certain control activities and records, specifically:

a) purchase requisitions for transport packages are reviewed by Quality Assurance for
adherence to the quality assurance procedures, and requirements

b) selected suppliers are on an approved vendors list

"c) suppliers’ Inspection and Test Plans are reviewed and approved by Package Engineering

d) Incoming inspection is performed according to the Inspection and Test Plan

€) requests for disposition of nonconformances must be submitted to the purchasing department
In writing. Disposition Is decided by the Manager, Package Engineering, or desngnate, and the
Quality Englneer :

Control of Customer Supplied Product

Transport packaging supplied by customers is used in accordance with design and Ilcensmg
documentation. As a minimum requirement, the customer is required to provide:

a) copies of relevant transport certificates, including certification of Special Form Radioactive
Material Approval Certificates, if apphcable :

b) Operating Procedures.
Product Identification and Traceability

Each Type B package Is identified with a mode! number and a unique serial number During
manufacture, special processes are qualified by the manufacturer.

Process Control
This quality element does not apply to transport packages.

4.10 Inspection and Testing

Inspection Plans are written for mspections performed dunng the life cycle of RAM transport
packaging. These plans outline the type of inspection or testing to be undertaken. For each

returnable RAM transport packaging type, an inspection and maintenance plan is prepared.
The plans include, as applicable: -

a) new packaging first-off inspection and acceptance requirements

b) periodic inspections after shipment, and before reuse

¢) annual inspection and maintenance

d) inspection and malntenanoe checklists

€) instructions for special tests such as: leak testing, pressure tests, shieldlng tests etc.
f) quallty records to be kept.

Procedures for ongoing inspection and maintenance are normally prepared by the project
engineer, and require review by the division responsible for the implementation of the inspection
and maintenance procedure and the approva! of the Manager, Package Engineering.
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4.10.1 Package Qualification

Type B RAM packaging and components are inspected in accordance with the Technical
Specification. Inspection and testing during manufacture are carried out by a qualified
supplier using the Inspection and Test Plan approved by the Project Engineer. Supplier
Manufacturing, Inspection and Test Plans are retained with the Unit History File.

Confirmation testing and/or review of supplier generated records to specific requirements is
carried out at MDS Nordion prior to final acceptance of the RAM package. As a minimum
requirement, a radiation survey must be performed prior to release for shipmerit.
Documentation of the results is maintained in the unit manufactunng history file.

4.10.2 Inspection and Mamtenance
In use packaging is periodically inspected to the appropriate Inspection and Maintenance
Procedure by the applicable operating division.

4.11 Control of Inspection, Meésuring and Test Equipment

Procedures for the control of Inspection, Measuring and Test Equipment are described in the
Business Unit Quality Assurance Manuals. [1,2,3]

4.12 Inspection and Test Status

During manufacture, the inspection and test status of packagings is maintained in accordance with
the qualified supplier's procedures. Systems are in place to ensure that the inspection and test
status of all packagings is maintained. '

4.13 Control of Nonconforming Product

Following the procedures in the relevant Quality Manual, disposition of nonconforming material is
reviewed and the activity recorded. The system requires that the dlspositlon of nonconformances
be requested in writing. [1,3] '

4.14 Corrective and Preventive Action
Documented procedures are in place for implementing cotrective and preventive action. [1,2,3]

4.15 Handling, Storage, Packaglng, Preservation and Delivery

The Project Engineer identifies, in the Technical Specification for Type B packages, the
requirements for handling and storing by MDS Nordion’s suppliers.

All RAM transport packages are prepared for shipment in accordance with Preparation for
Shipment procedures. These procedures provide instructions to ensure the units are prepared for
shipment in accordance with the requirements of the package Safety Analysis Report and include
requirements for contamination testing, radiation surveys and labeling.

Documented procedures are in place to receive transport packages.

4.16 Control of Quality Records
Design Files
Project design files are normally filed with the design control documentation.

Manufacturing History Flle

Records are maintained to show that the specified quality requirements were met, and the quality
system is operating correctly. Pertinent supplier quality records are an element of these data.
The nature of the quality records is identified in the manufacturing plans. These records are
maintained as a Unit History File for each Type B radioactive material transport packaging
purchase. As a minimum, the following records are prepared by the supplier to form a
Manufacturing History File:
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a) Table of Contents
b) Copies of Purchase Orders and all amendments, if applicable

c) Supplier History File for components used, including, but not limited to:

« MDS Nordion QA Release Form
Inspection and Test Plans
completed inspection records
list of drawings and specifications with current revisions in effect at the time of
manufacturing and the serial numbers of the units supplied,
_copies of Deviation Disposition Requests
Certified Material Test Reports, Certificates of Compliance or similar
Certified Non-destructive Examination (NDE) reports,
Welders’ qualification certificates
radiation survey data.

-d) Reference to Manufacturing Plan used 7
e) Release for Shipment forms

f) Records are maintained in secured areas with limited access. The retention period for these
records is the life of the packaging + 15 years.
ice Histo

Service history is maintained for each transport package design. This includes inspection and
maintenance records.

Details of retentlon periads for specific records are detailed in the Quality Records procedure in
the relevant Quality Manual. [1,2,3]

4.17 Quality Audits

Intemal quality system audits are planned and performed in accordance with the Division Quality
Assurance Manuals. [1,2,3]

4.18 Training

Training requirements are defined for all key roles affecting safety of RAM transport. Actual training
is tracked against requirements including technical knowledge, control of process, specific skills
and general theory in quality issues, safety, and company policies.

Detailed instruction for the carrying out of training is provided in each Division’s administrative
procedures. The significant requirements are summarized below:

a) all personnel involved in the transport of radioactive material receive training in radiation safety
and transport regulations

b) specific qualification, training, and certification requirements are determined on an individual
basis by line management. This determination is based on: the type of work, potential effect on
quality, and the applicability of codes, standards or regulations

c) the line managers are responsible, with Human Resources, for maintaining records of staff
selection, qualification, certification, and training. They also provide for the necessary training,
and evaluate needs during staff performance reviews.

4.19 Servicing |
Routine inspection and maintenance to transport packages discussed in section 4.10.

4.20 Statistical Techniques
This quality element does not apply to transport packages.
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CHAPTER 10 — ABILITY OF THE-F-294 TRANSPORT PACKAGE
TO MEET THE'REQUIREMENTS OF TS-R-1

~ The following revised and additional requirements of TS-R-1 were conSLdered apphcable to the F-294 with
respect to package performance requirements.

¢ Inclusion of ambient temperature and pressure requirements (Paragraph 615 )
e Change in reduced ambient pressure requlrement (Paragraph 619 and 643)

10.1 GENERAL INFORMATION

There were no changes to the basic radionuclide (A, and Az) values for Cobalt-60 (Co-60) No changes in
the package designation or allowable contents are needed. :

There are no impacts on the F-294 package with respect to package designation, drawmgs, and authorized
contents as the result of the changes in the IAEA transport regulations.

10.2 STRUCTURAL EVALUATION
The requirements of Paragraphs 615, 619, and 643 of TS-R-1 state that:

613, The design of the package shall take into account ambient temperatures and pressures that are
likely to be encountered in routine conditions of transport.

619. Packages containing radioactive material transported by air shall have a containment system able
to withstand without leakage a reduction in ambient pressure to 5 kPa.

643. The containment system shall retain its radioactive contents under a reduction of ambient pressure
to 60 kPa. : -

Paragraph 615 is a new requirement in TS-R-1. With respect to the structural integrity under the new
requirement of Paragraph 615, the design of the F-294 takes into account ambient temperatures and
pressures likely to be encountered during routine conditions of transport. In the Safety Analysis Report
(SAR), it is shown that the F-294 package passes the tests demonstrating normal conditions of transport
as specified in 10 CFR 71.71.

The requirement of Paragraph 619 is similar to the requirement in Paragraph 518 of SS6 which was
applicable only to packages containing liquid radioactive materials. However, in TS-R-1, the requirement
in Paragraph 619 applies irrespective of the radioactive material form. Therefore, the requirement in
Paragraph 619 of TS-R-1 is applicable to the F-294 package which may be transported by air. Primary
containment is provided by the sealed sources and the effect of a pressure drop to 5 kPa can be assessed
as follows:

1. For typical applications, ISO 2919 (and cbmpénion standards ANSI N542, ANSI n43.6) requirés
sealed sources to remain leak free after being subjected to class 3 pressure test, which includes a
pressure range from 25 kPa to 2 Mpa (0.7 to 290 psi).

2. The C-188 capsules have been tested and found to meet the requiréments of a class 4 pressure test,
which includes a pressure range from 25 kPa to 7 Mpa (0.7 to 1015 psi). -

3. If the sources were loaded at 20°C and the final temperature is 1000°C, the normal operating pressure
would be about 50 psi. If the pressure drops to 0 kPa (even less than the 5 kPa required) the pressure
differential would be about 65 psi.
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Successful completion of either the ISO 2919 class 3 or 4 pressure tests provides a practical demonstration
of the ability of a sealed source to meet the requirements of Paragraph 619 of TS-R-1.

The requirement in Paragraph 643 changes the reduced extemal pressure requirement from 25 kPa in
Paragraph 534 of SS6 to 60 kPa. This requirement is bounded by the requirement in Paragraph 619.

The F-294 complies with the pressure requirements in Paragraphs 615, 619, and 643 of TS-R-1.

10.3 THERMAL EVALUATION

The design of the F-294 takes into account ambient temperatures and pressures likely to be encountered
during routine conditions of transport. In the Safety Analysis Report (SAR), it is shown that the F-294
package is in compliance with the thermal requirements under normal conditions as specified in 10 CFR
71.43(g) and 10 CFR 71.71. As such, the F-294 package meets the thermal requirement in Paragraph 615
of TS-R-1.

No other sections of the SAR are impacted by the new and revised requirements in TS-R-1.

IN/TR 9301 F294, Revision 4 -10.2 - ' July 2003



