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Inspection Summary

Inspection on September 6-8, 1978 (Report Nos. 50-390/78-24 and

50-391/78-21)
Areas Inspected: Reactor coolant pressure boundary piping (Unit 1);

safety-related piping (Unit 2); penetrations (Unit 1). The inspection

involved 25 inspector-hours on site by one NRC inspector.

Results: Of the three areas inspected, no apparent items of noncompliance

or deviations were identified in two areas; one apparent item of noncom-

pliance (infraction - failure to follow cleanliness procedure - Details I,

Paragraph 8.a) was identified in one area.
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DETAILS I Prepared b -

B. R. Crowley, Metallurgical Engineer
Engineering Support Section No. 2
Reactor Construction and Engineering
Support Branch
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Dates of Inspection: September 6-8, 1978

Reviewed-
T. E. Conlon, Chief
Engineering Support Section No. 2
Reactor Construction and Engineering
Support Branch
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1. Persons Contacted

Tennessee Valley Authority (TVA)
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Northern, Jr., Project Manager
Lamb, Supervisor, Mechanical Engineering
Heatherly, Supervisor, QC and Records
Castro, Mechanical Engineer
Ballard, Mechanical Engineer
Johnson, Mechanical Engineer
Vineyard, Electrical Engineer
Northard, Supervisor, Welding Engineering
Perdue, Supervisor, Electrical Engineering
McFarland, Site QA Representative

In addition to the above personnel, the inspector interviewed other
craft and inspection personnel.

*Denotes those present at the exit interview.

2. Licensee Action on Previous Inspection Findings

(Closed) Noncompliance (390/78-12-02): Failure to follow procedure
for inspection of equipment installation: The inspector reviewed
training records which documented reinstruction of engineering
personnel to the requirements of QCP-4.7. In addition, revised
operation sheets 1-74-F-3-1 RI and 1-74-F-3-2 RI were reviewed.

3. Unresolved Items

No unresolved items were identified during this inspection.
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4. Independent Inspection Effort

The following areas of interest were examined by the inspector.

a. Walk-through Inspection

A general walk-through inspection of the auxiliary building and
reactor buildings 1 and 2 was made. General housekeeping and
overall welding and inspection activities were observed.

b. Safety Related Tanks (Unit 2)

The Refueling Water Storage Tank is being welded in accordance
with the ASME Boiler and Pressure Vessel Code, Section III, Sub-
section NC, 1974 Edition with addenda through the winter of 1975.

The inspector observed in-process welding of the north and south
manway assemblies into the shell. Weld appearance, use of the
correct welding material, and use of the correct welding
procedure were verified.

c. Safety Related Piping (Welding) - Observation (Units 1 and 2)

Safety related piping is being welded in accordance with the ASME
Boiler and Pressure Vessel Code, Section III, Subsection NC, 1971
Edition with addenda through the summer of 1973.

The inspector observed in-process welding of welds 1-074A-QO51-09
(Unit 1) and 2-OOB-DO02-02 (Unit 2). Weld identification, use of
specified weld procedure, welder qualification, use of specified
preheat and interpass temperature, use of specified weld material,
use of specified purge, practice of grinding starts and stops and
weld appearance were verified.

In the areas inspected, no items of noncompliance or deviations were
identified.

5. Reactor Coolant Pressure Boundary Piping - (Welding) - Observation
of Work and Work Activities (Unit 1)

The inspector observed the welding activities described below relative
to reactor coolant pressure boundary pipe welding to determine whether
the requirements of applicable specifications, codes, standards, and
procedures were being met. The welding is being performed in accordance
with the ASME Boiler and Pressure Vessel Code, Section III, Subsection
NB, 1971 Edition with addenda through the summer of 1973. The following
welding was observed:
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a. Welds 1-074B-D053-06, 1-068A-D234-02 and 1-068A-D234-03 were
observed during intermediate pass welding. The inspector
verified weld identification, use of applicable weld procedure,
welder qualification, use of specified interpass temperature, use
of specified weld material, use of specified purge, practice of
grinding starts and stops and physical appearance of weld.

b. Welds 1-068A-D234-04, 1-068A-D234-05, and 1-063B-D092-02 were
examined after release for radiography to determine if weld
surfaces were suitable for the required nondestructive examina-
tion (NDE) and if the proper NDE was being performed at the
proper state of fabrication.

In the areas inspected, no items of noncompliance or deviations were
identified.

6. Containment (Penetrations) - Observation of Work and Work Activities
(Unit 1)

The inspector examined the work performance, partially completed work
and completed work described below relative to containment penetra-
tions to determine whether the requirements of applicable specifica-
tions, standards and procedures were being met in the areas of:
method of assembly of components, protection from construction debris
and physical damage, installation activities, NDE, and inspection
activities. The following was examined.

a. Piping Penetration X-17

This penetration was examined during welding of the process pipe
weld 1-074A-D051-09 (see paragraph 4.c. above). The partially
completed installation was compared with the requirement of:

(1) TVA Specification 2529
(2) TVA Dwg. 47W331 -1
(3) TVA Dwg. 47W432 -2

In addition to observing the partially completed installation and
verifying training and qualification for inspection personnel
involved in the process pipe weld, the inspector reviewed the
quality records described in paragraph 7.a. below.

b. Electrical Penetration No. (X-124)

The inspector examined this penetration after installation
was complete. The completed installation was covered with
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protective covers and the examination was to the extent possible
without removal of the protective covers. The installation was
compared with the requirements of:

(1) TVA Specifications 2697
(2) Conax Dwg. 7429-1000
(3) TVA Dwg. 45N860-3
(4) TVA QCP 3.8

In addition to observing the completed installation, the quality
records described in paragraph 7.b. were reviewed.

c. Instrumentation Penetration X-99

The inspector observed this penetration during fitup of weld
I-OOK-T003-01. The in-process installation was compared with
TVA Dwgs. 47W470-2 and 47W331-2. In addition, the inspector
reviewed the training and qualification records of the inspector
involved with the penetration installation.

In the areas inspected, no items of noncompliance or deviations were
identified.

7. Containment (Penetrations) - Review of Quality Records (Unit 1)

The inspector reviewed the quality records described below relative to
material certification, receipt inspection, and installation of
containment penetrations to determine whether these records reflected
work consistent with applicable specifications, and procedures. See
paragraph 6. above for the applicable specifications and procedures.
The following records were reviewed:

a. Piping Penetration X-17

(1) Material Certification and receipt inspection records -

TVA 209 No. WBNP77-4521
TVA "QC Checklist and Shipping Release" No. 14
TVA "Receiving Inspection Checklist" dated 1/28/77

(2) Installation Records -

MIQP 1-74-F-11

Operation Sheet 1-74-F-11-IA for Weld 1-074B-D054-O1A
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"QA Personnel Certification Record" for inspection

personnel involved in installation

"NDE Surface Data Sheet" for weld 1-074B-D054-OlA

b. Electrical Penetration No. 4 (X-124)

(1) Material Certification and receipt inspector records -

TVA 209 No. WBNP77-3003
TVA "QC Checklist and Shipping Release" No. 10
TVA "Receiving Inspection Checklist" dated 11/5/76

(2) Installation Records -

MIQP 1-293-E-1

Operation Sheets for Welds 1-293-TO01-08 and 1-293-TOO1-07

"Attachment K" to QCP 3.1 dated 6/77 thru 5/78

Computer card signoff for test No. 6-25 "Installation Inspection"

"QA Personnel Certification Record" for inspection personnel
involved in installation

In the areas inspected, no items of noncompliance or deviations were
identified.

8. Safety Related - Observation of Work and Work Activities (Unit 2)

The inspector examined the in-process activities, partially completed
work, and quality records described below relative to safety related
piping to verify conformance with work and inspection procedure,
conformance with record keeping requirements, conformance with construc-
tion specification requirements, performance of prescribed inspections
and utilization of qualified inspection and NDE personnel. See
paragraph 4.c. for the applicable fabrication code.

a. Pipe subassembly 63-SI-177, Serial No. 12974

The in-process installation and handling of the pipe was observed
during fitup of weld 2-063B-DI98-02. In addition the inspector
observed pre-fitup cleanliness check and marking verification
inspection.
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While reviewing the requirements for cleanliness of fluid systems,
the inspector found the following two areas where the site
cleanliness procedure (QCP 4.10, Appendix E) was not being
followed:

(1) Paragraph 6.2.2.2 of the QCP specifies that class B
(Nonaccessible surfaces) piping be assembled and cleaned in
"clean areas". "Clean areas" are defined in paragraph 4.1.1
and 4.1.2 which dictate very stringent cleanliness
requirements. Observations (fitup of the above pipe
subassembly) and discussions with the licensee reveal that
this requirement was not being used for field fitup of pipe.

(2) Paragraph 6.3.5.1 requires that piping be inspected for
clealiness before removing from storage and cleanliness
verified on the operation sheet. Discussions with the
licensee revealed that piping is not being inspected for
clealiness prior to removal from storage. In actual practice,
pipe is being inspected for cleanliness at the time of
fitup. This inspection is then documented on the operation
sheet at that time and not prior to removal from storage as
required by the aforementioned procedure.

This failure to follow procedure for the control of cleanliness is
considered to be in noncompliance with Criterion V of Appendix B to 10
CFR 50 as implemented by the FSAR, paragraph 17.1.A.5 and is identified
as Item Nos. 390/78-24-01 and 391/78-21-01.

b. Pipe Subassemblies 72-CS-152 and 72-CS-153 (Serial Nos. 8509
and 8510

These pipe assemblies were observed in temporary storage near
Unit 1 refueling water storage tank. In addition, the following
receiving inspection records were reviewed:

TVA 209 Nos. WBNP77-7025 and 5237

TVA " Receiving Inspection Checklists" date 5/16/77 and 4/2/77

c. Pipe Subassembly 03A-FW-6 (Serial No. 10353)

This pipe was observed during layout for cutting to length at
fitup. In addition, the operation sheet (2-03-F-3-24) for cutting
was reviewed.
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d. Personnel Qualification Records

"Personnel Certification Record" forms for inspection personnel
involved in the inspections of paragraphs a., b., and c. above
were reviewed.

In the areas inspected, no items of noncompliance, except as noted in
paragraph 8.a., or deviations were identified.

9. Exit Interview

The inspector met with the licensee representatives denoted in para-
graph 1 at the conclusion of the inspection and summarized the scope
and findings of the inspection. In reference to the noncompliance
paragraph 8.a., the licensee agreed that the cleanliness procedure was
not being followed, but stated that it was not the intent to fitup
pipe using the stringent "clean area" requirements specified in the
procedure or to inspect piping for cleanliness prior to removal from
storage. He further stated that QCP 4.10, Appendix E would be
revised.


