
TENNESSEE VALLEY AUTHORITY

CHATTANOOGA. TENNESSEE 37401

500C Chestnut Street Tower II

FLB 2 1979

Mr. James P. O'Reilly, Director
Office of Inspection and Enforcement C. -

U.S. Nuclear Regulatory Commission c -

Region II - Suite 3100 .

101 Marietta Street
Atlanta, Georgia 30303

Dear Mr. O'Reilly:

WATTS BAR NUCLEAR PLANT UNITS 1 AND 2 - NRC-OIE REGION II LETTER

RII:EHG 50-390/78-31 - REQUEST FOR ADDITIONAL INFORMATION ON

INFRACTION 50-390/78-31-02

The subject letter dated February 1, 1979, documented a January 30,

1979, telephone conversation between NRC Inspector E. Girard and

L. Northard concerning the referenced infraction. Enclosed are

responses to E. Girard's questions.

If you have any questions concerning this matter, please get in touch

with M. R. Wisenburg at FTS 854-2581.

Very truly yours,

J. E. Gilleland
Assistant Manager of Power

Enclosure
cc: Mr. John C. Davis, Acting Director (Enclosure)

Office of Inspection and Enforcement
U.S. Nuclear Regulatory Commission
Washington, DC 20555
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ENCLOSURE

WATTS BAR NUCLEAR PLANT UNITS 1 AND 2

RESPONSES TO E. GIRARD'S QUESTIONS ON INFRACTION 390/78-31-02

Question 1

Has TVA verified that welders understand responsibilities on interpass

temperature?

Response

All welders performing welding on ASME Section III piping have been

given an additional training session on control of interpass temperature.

Question 2

Are surveillance checks of interpass temperature signed off?

Response

As interpass temperature requires surveillance only, this activity has

not been signed off on the operation sheet.

Question 3

What criteria is used for providing temperature inditating crayons to

welders? Is this criteria written down?

Response

There is no written criteria for providing temperature indicating materials

to welders. In specific instances where preheat above ambient is required,

these materials have been provided to welders to ensure the required pre-

heat temperature has been achieved before requesting welding inspection

check and signoff.

Question 4

Since surveillance is infrequent, how does TVA ensure compliance? Discuss

the variables.

Response

With the exception of the reactor cavity/fuel pool liners and the CRDH1 seal

weld, all multipass stainless steel welds have been made with a manual

welding process. The gas tungsten arc process has been used for welding

of stainless steel code piping as follows:

All diameters - standard weight

All diameters up to 16-inch O.D. x .500 wall maximum

All diameters up to 6-inch O.D. x .687 wall maximum.



All other diameters and wall thicknesses have been welded using a

gas tungsten arc/shielded metal arc combination process.

Based on the heat input values of these processes, material diameter

and wall thickness, welding position (i.e., 2G and 5G), observed weld

progress and quality, and the practical facts of the activity, we have

reasonable assurance that interpass temperatures have not been violated

at Watts Bar Nuclear Plant.


