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SUMMARY

Inspected on March 31 - April 3, 1981

Areas Inspected

This routine, unannounced inspection involved 62 inspector-hours onsite in the
areas of previously identified licensee items, previously identified inspector
items, safety related pipe welding (Unit 1), reactor coolant pressure boundary
pipe welding records (Unit 1), IE Bulletins 79-02 and 79-14.

Results

Of the five areas inspected, no violations or deviations were identified in four
areas; one violation was found in one area (Violation - Failure to follow proce-
dure for documentation of reactor coolant pressure boundary pipe weld records -
paragraph 7.a).
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REPORT DETAILS

1. Persons Contacted

Licensee Employees

*J. E. Wilkins, Project Manager, Watts Bar Nuclear Plant (WBNP)
*S. Johnson, Project Engineer Construction
*J. Weinbaum, Supervisor, QC&R Unit
*J. E. Treadway, Construction Superintendent
*T. R. Trail, Management Systems Unit
*J. P. Knight, Construction Engineer

C. Curtis, Quality Assurance, Power
B. Willis, Supervisor Quality Assurance, Power

NRC Resident Inspector

J. McDonald

*Attended exit interview

2. Exit interview

The inspection scope and findings were summarized on April 3, 1981 with
those persons indicated in paragraph 1 above.

3. Licensee Action on Previous Inspection Findings

(Closed) Unresolved Item 50-390/81-10-04, Concerns regarding feedwater
system weld. The licensee re-radiographed the area in question on this weld
and performed an additional ultrasonic test which was witnessed by the
inspector. The ultrasonic test was able to pinpoint the area in question so
that it could be compared to the radiograph. This comparison revealed that
the area of concern was root reinforcement on the weld. It should also be
noted that the licensee's Level III examiner had evaluated this area as
slag, which was considered the worst possible condition that could exist.
When using this criteria the area still met specifications in that it did
not exceed 100% DAC for any measurable length. This item is considered
closed.

(Closed) Unresolved Item 50-390/80-10-01 and 50-391/80-07-01, Assurance that
Nonforming conditions identified at other TVA sites are corrected at Watts
Bar. The licensee's Division of Power has revised their operational Quality
Assurance Manual which includes a requirement that NCO Metallurgy and
Standards Group shall evaluate PSI & IS! program deficiencies identified at
a particular plant for impact on other plant PSI & ISI programs. This item
is considered closed.
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(Closed) Unresolved Item 50-390/80-10-02 and 50-391/80-07-02, Inconsistency
noticed in ultrasonic testing procedures for calibration block reflectors.
The licensee has reviewed all reports submitted by their subcontractor
(Lambert, MacGill, Thomas, Inc.). The review revealed that all welds were
in fact, ultrasonic tested using either the required side drilled holes or a
5% notch which the licensee has proposed in their request for relief (ISI).
The procedure that required the licensee to use a 10% notch has been revised
to be consistent with code requirements and field practice. This item is
considered closed.

(Closed) Unresolved Item 50-391/80-10-01, Incomplete documentation for
notification of a reportable weld metal indication. The licensee has
reported the indication in question and it was subsequently removed. This
item is considered closed.

(Open) Unresolved Item 50-390/81-02-02, Concerns on RC piping to RV outlet
nozzle weld. This worker's concern dealt with an indication which Westing-
house had evaluated as an accepted base metal defect. Westinghouse memoran-
dum dated September 22, 1977 stated that a shop weld adjacent to the TVA
field weld #1-068D-WOO1-01 had been evaluated as 3 to 4 areas of intermit-
tent slag which Westinghouse considered acceptable to the ASME Code. The
inspector reviewed the radiographs in question and observed where the
Westinghouse examiner had marked 3 separate indications on one film. The
inspector however, double viewed the area in question and obtained one
continuous indication approximately 1 3/8 inch in length. Th Project
Manager for Westinghouse stated that Westinghouse would request a Level III
examiner be sent to the site to further evaluate the indication using the
double film technique. The licensee's action is incomplete to date and this
item will remain open.

(Open) Unresolved Item 50-390/80-10-03, Unacceptable RT indication in RC
system piping weld. Radiographs of weld no. 1-068F-WO01-01 for Unit 1 steam
generator safe end weld showed a linear indication in the weld that appeared
unacceptable. Parallax shots were made which apparently showed the indica-
tion to be in the base metal adjacent to the weld. This indication was
believed to have been located on the elbow side of the weld. The nuclear
steam system supplier, Westinghouse, reviewed the film and accepted the
condition. The licensee had been requested to have the radiographs which
were exposed using the parallax technique for acceptance available for NRC
review. The inspector also had requested that the specific acceptance
criteria be noted on the. report if it is considered a base metal discon-
tinuity. The licensee was unable to obtain the radiographs in question from
Westinghouse apparently because they have been misplaced. The Project
Manager stated that the area in question will be re-radiographed and. that
the film will be availble for review on a subsequent inspection.

(Closed) Unresolved Item 50-390/81-25-04 and 50-391/80-19-04, Deletion of
5/16" diameter self drilling anchors. This item pertained to revision of
the typical design drawings found under "Mechanical Category I Support
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process pipe 2 inch diameter and less" to reflect the use of a 3/8" diameter
in place of a 5/16" diameter self drilling anchor. The inspector reviewed
TVA drawing nos. 47A053-62C(R2), 47A053-63(R2) and 47A053-63A(R2) at two
different site locations and confirmed that the revision had been made. A
check at two different locations in the CVCS system where this type hanger
would be utilized revealed that currently none had been installed. This
matter is considered resolved.

4. Unresolved Items

Unresolved items were not identified during this inspection.

5. Independent Inspection Effort

a. Construction Activities (Units 1 and 2)

The inspectors conducted a general inspection of the auxiliary
building, turbine building, and Units 1 and 2 containments to observe
construction progress and construction activities such as welding,
nondestructive examination, material handling and control, housekeeping
and storage.

b. Office of Power Production (Preservice Inspection Units 1 and 2)

The inspectors reviewed corrective action reports pertaining to Preser-
vice Inspection conducted at Watts Bar. Discussions were held with
Power Production Quality Assurance supervision concerning Corrective
Action Report 80-05 which had placed a hold on preservice inspection at
Watts Bar. Implementing procedures for reporting a significant item to
NRC were also reviewed.

Within theareas inspected no violations or deviations were noted.

6. Safety-Related Piping (Welding) - Observation of Work and Work Activities
(Unit 1)

The inspectors observed field repair welding of safety-related piping
outside the reactor coolant pressure boundary. The welding observed was
accomplished to correct under-sized fillet welds. The applicable code for
the work was the ASME Boiler and Pressure Vessel Code, Section III, 1971
edition with addenda through the summer of 1973 as implemented by TVA
General Construction Specification G-29M. Welding for the following welds
were observed:

Weld ID Size Unit Class

1-063A-T020-01 1" X .250" 1 2
1-063A-T020-02 1" X .250" 1 2
1-063A-T020-03 1" X .250" 1 2
1-063A-T020-04 1" X .250" 1 2
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For the above welds, the inspectors reviewed applicable weld data sheets,
weld rod issue slips, welder certification and verified welding was being
performed within the parameters of the welding procedure.

Within the areas examined no violations or deviations were observed.

7. Reactor Coolant Pressure Boundary Piping (Welding)

a. Review of Quality Records

The inspectors reviewed 8 completed Unit I reactor coolant pressure
boundary pipe weld joint records. The applicable code for reactor
coolant pressure boundary pipe weld records is delineated in paragraph
6 above. Completed weld records for the following welds were observed:

Weld ID Size

1-068F-WO01-02 31" X 2.6"
1-068F-WOO1-01 31" X 2.6"
1-068D-WO04-01 29" X 2.45"
1-068D-WO01-01 29" X 2.45"
1-068F-WO03-01 31" X 2.6"
1-068D-WO02-01 29" X 2.45"
1-068D-WO04-02 31" X 2.6"
1-068F-WO02-01 31" X 2.6"

For the above welds the inspectors reviewed the weld data sheets.
Attributes such as hold points signed off, requisition forms for filler
material, NDE reports, weld repairs and radiographs were verified. The
inspectors noted that of the 8 completed weld joint records 4 were in
fact not complete. All 8 weld joint data sheets had been reviwed and a
completed operations list had been signed off for each weld. Deficient
records were as follows:

(1) RCPB pipe weld no. 1-068D-WO02-01, delta ferrite hold point missed
(no value recorded and no signature).

(2) RCPB pipe weld no. 1-068f-WO01-01, delta ferrite hold point missed
(no value recorded and no signature).

(3) RCPB pipe weld no. 1-068D-WO04-01, no delta ferrite number or
percent ferrite value recorded.

(4) RCPB pipe weld no. 1-068F-WO03-01, no delta ferrite number or
percent ferrite value recorded.

The licensee's OEDC Quality Assurance Manual Section 4.1 Rev. 13,
paragraph 2.3.3 requires all operations and hold point or witness
points to be signed off and dated on the operation sheets and the TVA
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inspector and/or the Authorized Nuclear Inspector must witness, verify,
or conduct an acceptable examination before the work can proceed to the
next operation. In addition, the licensee's Process Specification
5.M.2.1(a) requires all welds over one inch thick to be examined for
ferrite content and the ferrite number or ferrite percent to be
recorded on the weld inspection form for the weld. Failure to follow
procedures is a violation of 10 CFR 50, Appendix B Criterion V. This
is a Severity Level V violation and was assigned item number 50-390/
81-06-01, Failure to Follow Procedures for Accomplishing Work/Documen-
tation of RCPB Pipe Welds.

b. Records Retrievability

The inspectors requested the film packages for the 8 RCPB welds
reported above. Six of the film packages could not be readily
retrieved. All six film packages were found after a two day con-
scientious search. However, this was too late to support the
inspection. As a result of the inspectors involvement in the search
for this film the following apparent problems were noted in the storage
control of completed records;

(1) Transfer forms used to transfer accepted radiographs from produc-
tion to QC&R, were not filed in orderly manner. QC&R personnel
stated that there was considerable doubt if anyone was keeping
these forms at all anymore. Without these forms QC&R does not
know if they ever received completed film packages.

(2) Records have been taken out of QC&R and not recorded on the
records check-out list maintained by QC&R.

(3) Some film packages are stored in boxes and the boxes do not
adequately identify what the box contains. (This is where the 6
missing film packages noted above were found.)

(4) Records are not appearing to receive an adequate review by QC&R
prior to accepting responsibility for these records.

(5) Access to records appears to be too loosely controlled within
QC&R.

The inspectors held discussions with the supervisor of QC&R pertaining
to the concerns addressed above. The supervisor of QC&R stated that an
additional accountability and completeness review was in process that
would include all records stored in QC&R. In addition, the inspectors
were shown QC&R's tentative plans for correcting the concerns addressed
above and others that QC&R has encountered. Inspector followup item
no. 50-390/81-06-02 and 50-391/81-06-01 entitled "Retrievability of
Records/Radiographs" was opened to track the licensee's progress to
this verbal commitment.
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8. Licensee Identified Items (50.55(e))

(Closed) Licensee Identified Items 50-390/80-06-04 and 50-390/80-05-04,
Liquid Penetrant or Magnetic Particle Inspection not Performed in Qualifi-
cation of Cold Forming Procedures. TVA-WBNP letters of April 28, 1980,
August 7, 1980 and February 12, 1981 have been reviewed and determined
acceptable by Region II. The inspector held discussions with the cognizant
unit supervisor and examined the qualification data for all cold forming
procedures. The inspector concluded that the licensee has determined the
extent of the reported condition and performed the necessary survey and
followup action to correct this condition. This item is considered closed.

(Closed) Licensee Idenified Item no. 50-390/80-03, Incorrect Bore In Dravo
Transmitter. TVA-WBNP letter dated June 6, 1980 has been reviewed and
determined to be acceptable by Region II. The inspector held discussions
with the cognizant unit supervisor and review records of the completed
work. The inspector concluded that the licensee has determined the extent
of the reported condition, performed the necessary survey and followup
action to correct this condition. This item is considered closed.

(Closed) Licensee Identified Item 50-390/79-39-02, Surface Cracks in Loop
One Steam Generator. TVA-WBNP letter dated February 12, 1981 has been
reviewed and determined acceptable by Region II. The inspector held dis-
cussions with the cognizant unit supervisor and reviewed corrective action
taken by the licensee. The inspector concluded that the licensee has taken
the necessary corrective action and this item is considered closed.

9. IE Bulletins

a. (Open) Seismic Analysis for As-Built Safety Related Piping Systems (IE
Bulletin 79-14).

Discussions were held with cognizant licensee personnel in order to
determine the status of IE Bulletin 79-14. The licensee indicated that
procedures and programs were being developed to handle required
activities but finalization has not been completed.

b. (Open) Pipe Support Base Plate Design Using Concrete Expansion Anchor
Bolts (IE Bulletin 79-02)

The discussions were held with licensee to determine the status of IE
Bulletin 79-02. The licensee indicated that most of the sampling had
been accomplished. A few of the self-drilling type concrete anchors
that did not conform to drawing specifications are awaiting pull tests
to determine whether they are adequate.
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10. Inspector Followup Items

a. (Closed) Inspection Followup Item No. 390/80-25-06. This item per-
tained to not signing off an inspection ticket (Attachment A of
WBNP-QCP-4.28) after pipe inspection verification. The following TVA
documents were reviewed:

(1) WBN-QCP-4.28 R2, "Piping Location Verification"
(2) WBN-QCP-4.34 R2, "Preparation of Drawing for Identification of

-Pipe Sections, Pressure Test Sections"
(3) WBN-QCP-1.2 RI (Addendum No. 3), "Control of Nonconforming Items"

Examined inspection sign-off cards for the following:

(1) Segment 1 located on Identifier Map Drawing 1-074-47W810-1-1-R1 in
the RHR System

(2) Segment 11 located on Identifier Map Drawing 1-063-47W811-1-1-R2
in SI System.

The inspector observed that the inspection tickets were being signed
off after pipe inspection verification. This matter is considered
resolved.

b. (Closed) Inspection Followup Item \No. 390/80-25-05. This item
pertained to a conflict in scope between WBN-QCP-4.8 "Inspection and
Documen-tation Requirements for Mechanical Supports" and WBN-QCP-4.23
"Standard Inspection and Documentation Requirements for Seismic
Supports". A review of WBN-QCP-4.23 R1 and WBNP-QCP-4.8 RIO revealed
that the conflict in scope had been corrected. This matter is
considered resolved.


