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accordance with the Summer 1978 Addenda of Section XI. Component support
examinations shall be in accordance with the 1977 Edition, 1978 Summer
Addenda of Section XI. Technique for ultrasonic examination of piping welds
shall be in accordance with IWA-2232(b) and IWA-2232(c) of the Summer 1978
Addenda of Section XI, and the Standards for Examination Evaluation of
Piping Welds (IWA-3000) shall be in accordance with the Summer 1978
Addenda. (See Request for Relief ISI-1)

Procedures for-eddy current examination of heat exchanger tubing,
which the Summer 1975 Addenda of ASME Section XI has no provisions
for, meets the requirements of the 1974 Edition, Summer 1976 Addenda
of ASME Section XI. Steam generator tubing examination requirements
are in accordance with Regulatory Guide 1.83, Revision 1.

The use of Code Cases N-234 and N-235 have been approved for TVA use

by NRC.

4.0 METHOD OF IMPLEMENTATION AND RESPONSIBILITIES

Preliminary weld maps and other pertinent component drawings and tables
are included in Appendix A of this program to define areas subject to
examination (in addition to sections 5.0, 6.0, 7.0, and 8.9). The prelim-
inary piping weld maps should be established by NUC PR from CONST's
latest revision weld maps.

Prior to performance of the examinations, each system shall be walked
* down by the ISI Programs Section of the Nuclear Central Office QE Staff

to verify that the NUC PR drawings depict field configurations. Any
drawing revisions that are necessary as a result of the walkdown will
be made before the drawings are included in this program.

* The NDE Section shall prepare scan plans using component drawings
* for systems or components requiring examinations. The plans shall

include as a minimum references to components to be examined, methods
of examination, examination procedures, and calibration standards.
Prior to performing examinations on a system or component, the scan
plans shall be established and submitted to the Plant Superintendent
for information, and system or component weld maps incorporated in
Appendix A of this program.

If variations in piping configurations are discovered or modifications
,or repairs to piping are made during the course of the PSI, these changes
shall be marked on field copies of drawings. This information shall be
communicated to the ISI Programs Section which shall be responsible for

* revising the original drawings. The NDE Section scan plan shall also

be revised to reflect these changes. Following completion of each
system examination, the revised drawings shall be incorporated into
this program as a reference for inservice inspections. All latest revi-
sion scan plan information and other pertinent information (i.e., as built
calibration block drawings) shall be incorporated in this program as a
reference for inservice inspections when all examinations required by this

Iprogram have been completed.



WBNP
TI-50A
Page 3 of 37
Revision 10

* The preservice examinations will be performed by either NDE Section
personnel or outside contractors. Contract preparation, administration,

* and supervision will be the responsibility of the NDE Section.
Inspection plans and/or Quality Assurance Programs submitted by outside

" contractors shall be reviewed and approved by the NDE Section prior
to use. All specific NDE procedures used during the inspection program
shall be reviewed and approved in accordance with OQAM Part II, Section 6.3.

Certain ASME Section III examinations performed in shop and/or by CONST
" will be identified by the ISI Programs Section and employed to serve for

the ASME Section XI PSI. When in shop examination records are employed,
the examination data sheets and the applicable data package form, with
the ANI sign-off, shall be obtained by the Programs and Procedures
Section. When CONST examination records are employed, CONST examination

" procedures shall be obtained by the NDE Section for reference (excluding
pressure test procedures).

Whenever inspection requirements are being accomplished under the
* jurisdiction of NUC PR, an NDE Section representative shall be

responsible for coordinating activities or obtaining inspection data.
He will be the designated TVA representative to ensure contract
compliance and to ensure proper disposition of needed procedure
changes to both TVA and/or contractor procedures in accordance with
approved vendor QA program and Section 6.3, Part II of the OQAM.

* Additionally, the NDE Section representative will be responsible
for notifying the Plant Superintendent of all unacceptable indications as
soon as practical. Whenever an unacceptable indication is discovered,
the procedure and form in Appendix D shall be utilized. In those cases
where an outside contractor is furnishing preservice examination
services, the contractor will normally initiate the form in Appendix D

* under the supervision of the NDE Section representative. See section 16.0
of this program.

" As examinations are completed, the NDE Section representative shall
sign for completion the appropriate sections of Data Sheet 1 in Appendix C
of this program. When all examinations of this program have been

" completed, Data Sheet I shall be signed for completion by the NDE
* Section representative and reviewed by the NDE Section Supervisor.

In the event system or component alterations or repairs are made which
require component reexamination, or components are reexamined for other
reasons, following sign-off of Data Sheet 1, the appropriate sections of

" Data Sheet 2 in Appendix C shall be completed and signed by the NDE
Section-representative.

All preservice examinations shall be completed prior to initial plant
startup (Operational Mode 2). Prior to initial plant startup, Data
Sheet 2, in addition to Data Sheet 1, in Appendix C shall be signed

" by the NDE Section representative and reviewed by the Inspection Section
* Supervisor, and the ISI Programs Supervisor. The Supervisor of the
* Inservice Inspection Group shall approve the data package (Data Sheets I
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and 2). These data sheets shall be filed at the plant-site with PSI exami-nation data and final reports discussed in Section 15.0 of this program.

* PSI program preparation is the responsibility of ISI Programs Section of
* the QE Branch. Any revisions initiated by other groups shall be submitted
* to the ISI Programs Section for approval prior to incorporating the
" revisions into this program.

5.0 ABBREVIATIONS AND DEFINITIONS

5.1 AIA - Authorized Inspection Agency

5.2 Al - Authorized Inspector (may denote an ANI or ANII)

5.3 ANI - Authorized Nuclear Inspector

5.4 ANII - Authorized Nuclear Inservice Inspector

5.5 Components - Denotes items in a nuclear plant such as pressure
vessels, piping systems, pumps, valves, and component supports.

5.6 Examination - Denotes the performance of all visual observation
and nondestructive testing such as radiography, ultrasonic, eddy
current, liquid penetrant, and magnetic particle methods.

5.7 Inspection - Denotes verifying the performance of examinations and
tests by an Inspector representing an Authorized Inspection Agency.

5.8 Maintenance - Routine servicing or work on a component undertaken
to correct or prevent an unsatisfactory condition. Maintenance
does not include welding, heat treating, or defect removal which
affects the pressure boundary. Maintenance includes operations
such as lapping of valve seats, adjustment of stem packing, pump
seal maintenance. Maintenance does not require the presence of or
verification by the Authorized Inspector.

5.09 Normal Operation - Normal plant operation conditions include reactor
startup, operation at power, hot standby, and reactor cooldown to
cold shutdown conditions. Test conditions are excluded.

5.10 Pressure-Retaining Material - Applies to items such as vessel
heads, nozzles, pipes, tubes, fittings, valve bodies, bonnets,
disks, pump castings, covers, and boltings which join pressure-
retaining items.

5.11 Repair - Those operations involving welding, heat treatment, or
defect removal which are required to restore a component or piping
system to a safe and satisfactory operating condition.
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6.1.2 Reactor Vessel Nozzle-To-Vessel Welds And Inside Radiused
Sections

There are four inlet nozzles (27.441 inch I.D.) and four
outlet nozzles (28.937 inch I.D.). The nozzle-to-vessel
welds and nozzle inside radiused sections (including
outlet nozzle integral extensions) will be ultrasonically
examined from the I.D. using remote inspection devices.

The nozzle forgings are fabricated of A-508, Class 2,
manganese-molybdenum steel and are clad with weld
deposited austenitic stainless steel.

6.1.3 Reactor Vessel Penetrations And Attachments

The control rod drive, upper head injection, vent pipe,
and instrumentation penetrations shall be visually
examined by CONST for leakage during the ASME Section III
hydrostatic pressure test.

6.1.4 Reactor Vessel Nozzle-To-Safe End Welds

The nozzle-to-safe end welds shall be ultrasonically
examined from the I.D. using remote inspection devices.
In addition, these welds will be liquid penetrant
examined (from O.D.).

The nozzle ends include a buttered safe-end of
309 and 308L and are extended with a stainless
steel ring of SA-182, Type 304.

6.1.5 Reactor Vessel Closure Studs, Nuts, Ligaments, And Washers

The vessel flange studs and nuts shall be ultrasonically
and magnetic particle examined. The vessel flange
ligaments between threaded stud holes shall be ultrasonically
examined, and closure washers shall be visually examined.
Threads in base material do not require additional
examination.

There is no additional pressure-retaining bolting
associated with the vessel.

Studs, nuts, and washers are fabricated of SA-540,
Gr. B24, nickle-chrome-molybdenum steel with a
manganese-phosphate surface treatment.
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external support attachments include those supports which

have attachment welds to the piping pressure-retaining

boundary.

6.4.6PiigSpot opoes

All piping support components shall be visually examined.
This examination includes integrally-welded and
nonintegrally-welded support components. 'The support
settings of constant and variable spring type hangers,
snubbers, and shock absorbers shall also be verified.

6.4.7 Piping Pressure-Retaining Bolting

There is no Class A pressure-retaining bolting 2 inches in

diameter or larger. Class A bolting less than 2 inches in1 diameter shall be visually examined. These examinations
shall include bolts, studs, and nuts. (See Weld Map

Isometrics in Appendix' A for location of bolted

connections).

The bolting may be examined either in place under tension,

when the connection is disassembled, or when the bolting
is removed.

6.4.8 Piping Safe-End Welds

There are no piping safe-end welds other than those

discussed in Sections 6.1.4, 6.2.4, and 6.3.3.

6.5 Reactor Coolant Pumps (4)-RCP

6.5.1 RCP Pressure-Retaining Bolting

The main flange on each pump includes 24 bolts at 4-1/2

*inches in diameter. The No. 1 lower seal housing on each pump

includes 12 socket head cap screws at 2 inches in diameter.

The bolts and screws shall be ultrasonically examined and

shall be surface examined if removed. Threads in the base
material and flange ligaments between thre-aded stud (screw)

holes shall be visually examined if the connection is
disassembled.

Pressure-retaining bolting 1'ess than two inches in diameter
*shall be visually examined (No. 2 and 3 seal assembly

bolting). The examinations shall include bolts or studs
and nuts.

All bolting may be examined either in place under tension,
when the connection is disassembled, or when the boltinga is removed.
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7.5.2 ELHX Nozzle To Vessel Welds

There are not any nozzles greater than 4 in. diameter.

The nozzles are fabricated to SA-312-304.

7.5.3 ELKX Integrally-Welded Supports

There are no integrally-welded supports to the tube side of
the heat exchanger.

7.5.4 ELEX Pressure Retaining Bolting
The channel flange bolting is less than 2 in. diameter.

(See Request for Relief ISI-8.)

7.6 Boron Injection Tank (1)-BIT

7.6.1 BIT Circumferential Welds

There are two circumferential welds located at structural
discontinuities on the BIT. These welds shall be ultra-
sonically examined. The examinations shall cover twenty
percent among three areas around the vessel circumference.

There are two head-to-shell welds. The head and shell are

fabricated to SA-240 TP304 and SA-351-CF8A respectively.

7.6.2 BIT Nozzle-to-Vessel Welds

There is one nozzle located on each head, both with a 6
inch inside diameter. These nozzle-to-vessel welds shall
be ultrasonically examined.

The nozzles are fabricated to SA-182-F304.

7.6.3 BIT Integrally-Welded Supports

There are four integrally-welded support attachment pads
welded to the shell. These welds shall be liquid penetrant
examined.

The pads are fabricated to SA-240-304 material.

7.6.4 BIT Pressure Retaining Bolting

There are 16-2k inch diameter manway cover studs and nuts.
The bolting shall be visually examined and either surface
or volumetrically examined.

** The studs and nuts are fabricated SA-193 GRB7 and SA-194
CL-2H respectively.
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7.7 UHI Water Accumulator (1)-WA

" 7.7.1 WA-Circumferential Welds

There are two circumferential welds located at the structural
discontinuities. These welds shall be ultrasonically

examined. The examinations shall cover twenty percent of

each weld and shall be uniformly distributed among three

areas around the vessel circumference.

These welds include two head to shell welds. The shell
and head are fabricated to SA-516-71-70.I

7.7.2 WA Nozzle-To-Vessel Welds

There are three 12 inch diameter nozzles on the accumulator,Ione on the top head and two on the bottom head. These
welds shall be ultrasonically examined.

The nozzles are fabricated to SA-350-LF2.

7.7.3 WA Integrally-Welded Supports

The accumulator has an integrally welded support skirt
attached to the bottom head. The support skirt-to-vessel
weld shall be liquid penetrant examined.

The integrally welded portion of the skirt is fabricated
to SA-516, GR70.

7.7.4 WA Pressure Retaining Bolting

There are 32-2½" diameter studs and nuts located on two
manholes covers installed on the head and shell. The bolt-

ing shall be visually examined and either surface or volometri-
cally examined.

The studs and nuts are fabricated to SA-193, GRB7 and SA-194,
CLH2 respectively.

7.8 UHI Surge Tank (1)-ST

7.8.1 ST Circumferential Welds

There are two circumferential welds located at structural
discontinuities. These welds shall be ultrasonically examined.
The examinations shall cover twenty percent of each weld
and shall be uniformly distributed among three areas around
the vessel circumference.

These welds include two head-to-shell welds. The shell
and heads are fabricated to SA-240-304.

20c
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7.12 CVCS Centrifugal Charging Pumps (2) CCP

7.12.1 CCP-Casing Welds

The CCP casing does not include any casing welds. The
casing consists of an upper and lower housing fabricated
to A216, GR WCB.

7.12.2 CCP Pressure Retaining Bolts

The casing bolting is not greater than 2 inches in
diameter. The connection includes 16 studs at
inches in diameter with nuts and washers. The studs
are fabricated to SA-193, GRB7, and the nuts to SA-194,
GR37. (See Request for Relief ISI-8.)

7.12.3 CCP-Integrally-Welded Supports

There are integrally-welded supports associated with
the CCP. These supports shall be ultrasonically examined.

7.12.4 CCP-Support Components

Each CCP includes a support component bolted to the
* pump feet, which are integrally welded with the pump.

The support component shall be visually examined.

7.13 Safety Injection Pumps (2)-SIP

7.13.1 The SIP casing does not include any casing welds. The
casing consists of two pieces manufactured of SA-182 F304.

7.13.2 SIP Pressure-Retaining Bolting

The casing bolting is not greater than 2 inches

in diameter. (See Request for Relief ISI-8.)

The casing bolting includes 32 studs at 2-inches in
diameter with nuts and washers and 6 studs at 1½
inches in diameter with nuts and washers. The studs
are fabricated to SA-193, GR87, and the nuts to SA-194.

7.13.3 SIP Integrally-Welded Supports

There are no integrally-welded supports associated
with the SIP.

7.13.4 SIP Support Components

Each SIP includes a support component bolted to
the pump casing. The support component shall be
visually examined.



WBNP
TI-50A
Page 22b of 37
Revision 10

7.14 Valves

7.14.1 Valve Body Welds

There are Class B valves with body welds. (See Appendix A
* Table C.)

7.14.2 Valve Pressure-Retaining Bolting

There is no Class B'pressure-retaining bolting greater
than 2 inches in diameter (See Request for Relief
ISI-8).

7.14.3 Valve Integrally-Welded Supports

All valve integrally-welded external support attachments
shall be surface examined. Integrally-welded external
support attachments include those supports which have
attachment welds to the valve pressure-retaining boundary.

7.14.4 Valve Support Components

All valve support components shall be visually
examined. This examination includes integrally
welded and nonintegrally welded support components.
The support settings of constant and variable spring
type hangers, snubbers, and shock absorbers shall
also be verified.

7.15 Exempted Components

All components exempted from examination in accordance with
IWC-1220 of ASME Section XI shall be visually examined for
leakage during system hydrostatic pressure tests. See Section
9.0 and Table 7.6.

Components exempted from examination include (1) components
in systems where both the design pressure and temperature
are equal to or less than 275 psig and 200 F, respectively;
(2) components in systems or portions of systems, other than
emergency core cooling systems, which do not function during
normal reactor operation (3) component connections, piping,
and associated valves, and vessels (and their supports),
that are 4-inch nominal pipe size and smaller.
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8.0 COMPONENTS SUBJECT TO EXAMINATION - TVA SAFETY CLASS C AND D

8.1 Hydrostatic Pressure Tests

In accordance with 10 CFR 50, Section 50.55a(g)(2), a
a preservice examination of TVA Class C and D (ASME Class 3)
components is not required. However, components will be
visually examined for leakage by CONST during the system
hydrostatic pressure tests required by ASME Section III.

8.2 Supports And Hangers

Supports and hangers for components exceeding 4-inch nominal pipe
size whose structural integrity is relied upon to withstand design
loads when the system function is required, shall be visually
examined to detect any loss of support capability, and evidence of
inadequate restraint.

When these examinations have been completed, the Data Sheets(s)
in Appendix C shall be completed.

9.0 HYDROSTATIC PRESSURE TESTS

Class A, B, C, and D components (including exempted components)
shall be visually examined for leakage during system hydrostatic
pressure tests. These examinations shall be performed by CONST
during the ASME Section III hydrostatic tests.

10.0 AUTHORIZED INSPECTOR

TVA shall employ an Authorized Inspectior(s) in accordance with ASME Section XI.
The Inspector shall verify, assure, or witness that code requirements have
been met. He shall have the prerogative and authorization to require.'
requalification of any operator or procedure when he has reason to believe
the requirements are not being met. TVA shall provide access for the ANI
in accordance with IWA-2140 of ASME Section XI. Requirements for interface
with the ANI and ANII are included in OQAM Part II, Section 2.3 and
5.] respectively.

11.0 EXAMINATION METHODS

11.1 Visual Examination

A visual examination is-employed to provide a report of the
general condition of thg part, component, or surface to be
examined, including such conditions as scratches, wear, cracks,
corrosion, or erosion on the surfaces; misalignment or
movement of the part for component; or evidence of leakage.

Visual examination shall be conducted in accordance with
Article 9, Section V, of the ASME Code, except that lighting
shall be sufficient to resolve the 1/32-inch wide black
line on an 18-percent neutral gray background.
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11.3 Surf ace Examination (Liquid Penetrant)

Liquid penetrant examination shall be conducted in

accordance with Article 6, Section V, of the ASME Code.

11.4 Volumetric Examination (Radiographic)

Radiographic techniques, employing penetrating radiation

such as X-rays, gamma rays, or thermalized neutrons, may be

utilized with appropriate image recording devices such as

photographic film or papers, electrostatic systems, direct-

image orthicons, or image converters. For radiographic

examinations employing either X-ray equipment or radioactive

isotopes and photographic films, the procedure shall be as

specified in Article 2, Section V, of the ASME Code.

11.5 Volumetric Examination (Ultrasonic)

Ultrasonic examination shall be conducted in accordance with

the provisions of Appendix I of Section XI of the ASME Code.

Where Appendix I (1-1200) is not applicable, the provisions

of Article 5 of Section V of the ASME Code shall apply except

as noted in Section 3.0 of this program.

11.6 Volumetric Examination (Eddy Current)

Eddy current examination of heat exchanger tubing shall be

conducted in accordance with the provisions of Appendix IV

of Section XI of the ASME Boiler and Pressure Vessel Code

(Summer 1976 Addenda).

12.0 QUALIFICATIONS OF NONDESTRUCTIVE EXAMINATION PERSONNEL

Personnel performing nondestructive examination operations shall

be qualified in accordance with IWA-2300 of ASME Section XI

(DPM N75CO1 for NUC PR).

13.0 ACCEPTANCE CRITERIA

All acceptance standards for Class A and B components shall
be in accordance with IWA-3000 of ASME Section XI except where ASME

Section III examinations are employed to satisfy ASME Section XI
requirements.

* 14.0 REPAIRS AND REPLACEMENTS

All repairs and replacements shall be performed in accordance with

DPM No. WB82MI, Preparation of Work Ihstructions for Repairs and
Replacements of ASME Section XI Components, and N-OQAM, Part II,

Section 2.3, Repairs and Replacements of ASME Section XI Components.
Repairs and replacements as necessary may be coordinated with the

Amb Chemical, Metallurgy and Standards Group of the Mechanical Branch.
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15.0 RECORDS AND REPORTS

15.1 Recording of and Report of Examinations

A detailed report of all examinations shall be prepared by

the performing or responsible organization and shall contain

but not be limited to the following information:

Title Page

Table of Contents

I. Introduction - The introduction should include the following

information: plant, unit number, preservice or in-service

inspection and cycle number, systems, components and vessels

examinations were performed on, organization examinations

were performed by, dates examinations were performed, ASME

Section XI Code of Record.

II. Summary - The summary should include a brief description of

the overall inspection: program, performance, personnel,

equipment, procedures, evaluations, and results.

III. Discussion - The discussion should discuss the governing

documents (ASME Code, Technical Specifications, etc.),

inspection schedule, materials, calibration standards,

calibration performance, reporting, recording, interpre-

tation, and brief evaluation.

IV. Evaluation - Evaluation is based on the indication's
location, metal path, general shape, and any tests that

could be applied, such as damping. The evaluation section

also should contain a listing of each examination performed
and the evaluated results.

V. Summary of Notifications - The summary of notifications shall

give a short summary of each notification report along with

the indication discrepancy and its location. It should also

contain the final disposition and the date of completion.

VI. Scan Plan - The Scan Plan shall give a detailed description
of all areas subject to examination during the inspection.

It shall contain the following information: examination

area, code category, weld size and/or number, reference

drawing, examination method, procedure, calibration block,

and any reference details pertaining to the exam area, such

as the weld number, meridional welds, pump studs.
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VII. Weld and Hanger Maps - The Weld and Hanger Maps are thereference drawings for the inspection. The weld maps areisometric drawings showing the location of both field andshop welds on each vessel, components, and piping systemsubject to examination. The hanger maps are also
isometrics showing the location of hangers, snubbers,and supports for each vessel, component, or pipingsystem subject to examination.

VIII. Log by System - The log is the daily status of theinspection section- representative of the areassubject to examination during the inspection. Thislog keeps an up-to-date status of work complete
and incomplete.

IX. Personnel Certifications

X. Equipment Certifications

XI. NDE Procedures

XII. Calibration Block Drawings

XIII. Calibration SheetsiXIV. Examination Report Forms
For eddy current examination of heat exchanger tubing, thereport shall include a record indicating the tube(s) examined(this may be marked on a tube sheet sketch or drawing), theextent to which each tube was examined, the location and depthof each reported indication, and the identification of theoperator(s) and data evaluator(s) who conducted each examination-or part thereof, and magnetic tape and strip char ts.

All required and pertinent information will be recorded on theappropriate data sheets by the performing organization. Whenportions of the inspection work are contracted, a detailed reportwill be submitted to TVA by the contractor with all pertinentand required information. TVA will retain the original copies ofall raw data taken.

The NCO NDE Section shall review and submit the final report.to the Plant Superintendent for review. These final reports shallbe filed at the plant site with the data sheets of Appendix C of-this program as dicussed in section 4.0 of this program. DataPackage Cover Sheet in Appendix C will be completed and usedas a cover sheet for the final report and to document thereview process.
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*15.1.1 Repair and Replacement Reports

The plant shall prepare a summary of repairs and replace-
ments for all Class 1 and 2 components. The report shall
include the applicable requirements of IWA-6220 of ASME
Section XI and shall be submitted to the NCO Quality
Engineering Branch within 45 days after initial plant
startup before the completion of PSI. After reviewing
the summary report, the NCO Quality Engineering Branch
shall submit it to the NRC via the Manager, Nuclear
Licensing, Office-of Power, within 90 days after completion
of PSI.

*15.2 PSI Report for Class A and B Components

* A PSI report(s) for Class A (ASMIE Class 1) and B (AStfE Class 2)
components shall be prepared and submitted to NRC within ninety
days after completion of the PSI. The report shall be prepared by

* the NDE Section and submitted to the Nuclear Licensing Staff for
submittal to NRC.

The PSI report shall have a cover sheet providing the

following information:

* (1) Date of completion of report

(2) Name of owner and address of corporate offices

(3) Name and address of nuclear generating plant in

which the nuclear power unit, is located

(4) Name or number assigned to the Inuclear power unit by
TVA

All reports shall have a summary providing the following

information:

(1) National Board Number assigned by the manufacturer to the
pressure vessel or component

(2) Names of the components or parts of the components for *which
this is a record, including such information regarding size,
capacity, material, location, and drawings as may aid
accurate identification..

(3) Name of the manufacturer of the components or parts for
which this is a record, including the manufacturer's component
or part numbers and such information regarding the
manufacturer's corporate office or manufacturing plant
locations as may aid in gaining access to the manufacturer's
records regarding the components or parts that the
manufacturer is maintaining in accordance with requirements
of ASIIE Section III.
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(4) Date of completion of the preservice inspection

(5) Name or names of the Inspector(s) when required
(6) Name and mailing address of the employer(s) of the Inspector(s)
(7) Abstract of examinations performed, conditions observed)corrective measures recommended and taken

(8) Signature of Inspector, when required
The PSI Report shall have an owaer's data report for inserviceinspection, Form NIS-, as shown in Appendix II of ASME Section XI.

* 15.3 Records for Class A, B, C, and D Components

'The following records shall be available for review:

(1) Examination Plans

(2) Examination Results and Reports

(3) Examination Methods and Procedures

(4) Evaluation of Results

*(5) Corrective Actions and Repairs

* 16.0 NOTIFICATION OF INDICATION
Plant management shall be formally notified of the presence of unacceptable
indications detected during the performance of nondestructive examinations.Unacceptable indications are defined by the applicable NDE procedure.-Formal notification shall consist of completing and submitting to the
Plant Superintendent the "Notification of Indication" form in Appendix Dof this program.

Part I of the "Notification of Indication" shall be completed andsigned by the NDE Level II or III examiner detecting the indication.* NDE Section representative of the NCO QE Branch shall review and signthe form. If the indication is detected by an outside contractor,the contractor's field supervisor shall review and sign the form.
Part II of the form shall be completed for evaluation of findings by a
TVA NDE Level III individual. This individual shall indicate under"Disposition" his recommended disposition of the indication. He shallreference examination procedures to be used if reexamination is arequirement. He shall then sign and date the form. Copies of the form* shall be distributed to the Plant Superintendent, NDE Section represen-* tative, ISI Programs Section, and if appropriate, the Field Services* Group Supervisor or Construction. One copy shall be filed with the
examination report.
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Upon receipt of the Notification of Indication form, the Plant
Superintendent shall be responsible for determining the organization
to -implement the disposition. If NUC PR is responsible for the repair,
the Plant Superintendent shall be responsible for preparing instructions

* to repair the indication in accordance with N-OQAM, Part II, Section 2.3
and the recommended disposition on the form. Dispositions other than
restoring to original requirements shall be processed as modifications in
accordance with N-OQAM, Part II, Section 3.0. If Construction is
responsible for the repair, it shall be performed in accordance with the
recommended disposition on the Notification of Indication Form and to the
satisfaction of the NDE Level III individual. The plant or Construction,

, as appropriate, shall coordinate with the NCO QE Branch to conduct
reexamination when reexamination is a requirement. Additionally,
coordination with the AIA representative shall be made when
appropriate, as follows:

(a) Make available to the ANII any records he needs to accomplish his duties.

(b) Give adequate notice to the AIA that an ANII and/or ANI will be
required for repair work.

Detailed requirements for interfacing with the AIA for repairs to cover
items are contained in N-OQAM, Part II, Section 2.3.

Upon completion of the action required to repair the indication, the
* NDE Section representative shall review the repair instructions to assure
completion, and shall sign and date the Notification of Indication form,
Part II. The review shall include referencing the repair instructions on
the completed form. The signed form shall remain with the examination
report for use as a quality assurance record. In addition, if the
component requires reexamination, one copy of the completed form
shall be filed with the new examination report. The reexamination
report number shall also be referenced on the completed form by

* the NDE Section representative. Additional distribution of the
form shall be performed as noted for Part II of the form.

* 17.0 CALIBRATION BLOCKS

Calibration blocks will be used for ultrasonic examinations (a
calibration tube will be used for eddy current examination of
steam generator tubing). The blocks will be fabricated to the
general requirements of ASME Section V and ASME Section XI. The
blocks shall be fabricated of the material to be examined or
equivalent P numbers. Mill test reports shall be obtained and
retained by the Inspection Section for all calibration blocks. The
blocks shall employ drilled holes and/or notches for calibration
reflectors (see Request For Relief ISI-1).

* The NDE Section shall maintain as built calibration block drawings,
copies of the original drawings and any revisions shall be submitted

* to the ISI Programs Section. The calibration blocks shall be stored
at the plant site and maintained by the plant.
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* 18.0 REQUESTS FOR RELIEF

Where TVA has determined that certain code requirements or examinations
are.impractical, TVA will submit written requests for relief to NRC
with information to support the determinations with any proposed
alternate examinations. The impractical code requirements or
examinations shall be identified in this program, and references
to particular requests for relief shall be included.

When impractical examination requirements are identified in the
* field, the NDE Section shall notify the ISI Programs Section such

that the information may be included in this program and requests
* for relief may be prepared if necessary. The NDE Section shall submit
* sketches to the ISI Programs Section to identify areas which cannot be
examined in accordance with codlrequirements.

* 19.0 AUGMENTED INSPECTIONS

19.1 Steam Generator Cold Leg Tubes

The augmented eddy-current test requirements of the steam generator
cold leg tubes are TVA imposed and are included in C.E. Cantrell's
memorandum to R.C. Parker (L26 811215 858). This is an inspection
of the steam generator tubes from the point of entry (cold leg side)
to the top support of the cold leg. This inspection will establish
baseline data for future inservice examinations. Report to be sub-mitted with final inservice report (section 16.0).I

I
I
I
I
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* 20.0 REFERENCES

20.1 ASME Boiler and Pressure Vessel Code - Section XI through
Summer 1975 addenda, Summer 1976 addenda.

20.2 ASME Boiler and Pressure Vessel Code - Section V through
Summer 1975 addenda.

20.3 Instruction Manual - 173-inch I.D. Reactor Pressure Vessel -
Rotterdam Dockyard Company, Contract No. 71C62-54114-I, N3M-
2-3.

20.4 Watts Bar Nuclear Plant Administrative Instruction 3.

20.5 Watts Bar Nuclear Plant Final Safety Analysis Report.

20.6 Westinghouse Technical Manual - Pressurizer, TM 1440-C225,
Contract No. 71C60-54114-I, N3M-2-6.

20.7 Westinghouse Technical Manual - Vertical Steam Generators,
TM 1440-C254, Contract No. 71C62-54114-l, N3M-2-4.

20.8 Westinghouse Instruction Manual - Auxiliary Heat Exchangers,
Contract No. 71C62-54114-I, N3M-2-30.

20.9 Westinghouse Instruction Book - Reactor Coolant Pump, Contract
No. 71C62-54114-I, N3M-2-5.

20.10 Ingersoll-Rand Instruction Manual - Residual Heat Removal
Pumps, Contract No. 71C62-54114-l, N3M-2-30.

20.11 Watts Bar Nuclear Plant Operational Quality Assurance

Manual, Part II, Section 5.1.

20.12 Division Procedure Manual N80E3, N75C01, and N76A10.

20.13 ASME Boiler and Pressure Vessel Code - Section XI thru Summer
1978 Addenda
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TABLE 7.15

TVA Safety Class B Components Exempt From Examination

Boundary *BasisReference of for* System Drawings Exempted Components Exemption (See Notes)

CVC (62) 47W809-1 All Components from
the 8" RWST pump supply
line to the centrifugal-1 
charging pumps IA-A and
lB-B and up to the 4" line
leading to the reciprocatingcharging pump IC.

SIS (63) 47W811-1 All components from and 147W810-1 including the refueling water47W812-1 storage tank, FCV-63-8 and

FCV-63-11 to LCV-62-135,
LCV-62-136, to the supply
side of the SIS pumps lA-A and
IB-B, FCV-63-1, HCV-74-34,

FCV-72-21, and FCV-72-22.

All components from the
containment sump toFCV-63-72, FCV-63-73,

FCV-72-44, and FCV-72-45.

CS(72) 47W812-1 All components from valves
FCV-72-2, 39, 40, and 41 toand including the ring headers.

All components from valves
72-503 and 72-504 through the
containment spray test line
to the RWST.

• 3 8
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TABLE 7.15 (Continued)

TVA Safety Class B Components Exempt From Examination

Boundary *Basis
Reference of for* System Drawings Exempted Components Exemption (See Notes)

CS(72) 47W812-1 All components from valves
FCV-72-21, 22, 44, and 45
to the suction side of the
containment spray pumps lA-A
and lB-B

All components from the discharge 2
of the containment spray pumps
IA-A and IB-B to valves

-FCV-72-2, FCV-72-39, 72-503,
and 72-504.

*NOTES:

(1) Components in systems where both the design pressure and
temperature are equal to or less than 275 psig and 200 F,
respectively,

(2) Components in systems or portions of sytems, other than
emergency core cooling systems, which do not function
during normal reactor operation,
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TABLE A "
WATTS BAR PRESERVICE INSPECTION PROGRAIA - CLASS A COMPONENTS

*Program Reference
Lo___nent Section

A. Reactor Vessel

1. Circumferential Shell
Weld-Beltline Region 6.1.1.1

2. Circumferential Shell
Welds 6.1.1.2

3. Lower Head Welds 6.1.1.3

4. Closure Head Circum-
ferential Weld 6.1.1.4

0
5. Vessel-to-Flange and

Head-to-Flange Welds 6.1.1.5

6. Nozzle-to-Vessel Welds
and Inside Radiused
Sections 6.1.2

7. Vessel Penetrations and
Attachments 6.1.3

8. Nozzle-to-Safe End
Welds 6.1.4

9. Closure Studs and Nuts 6.1.5

10. Ligaments Between
Threaded Stud Holes 6.1.5

11. Closure Washers 6.1.5

12. Closure Head Cladding 6.1.7

See Section 6.0 for additional information.

Item No. From Table
IWB-2600, Section X1

BI.1

B1.2

B1.2

B1.2

Examination Category
From Table IWB-2600,

Section XI

B-A

B-B

B-B

B-B

B1.3

B1.4

B1.5

B1.6

B1.8

B1.9

BI. 10

BI. 13

Method of Reference

Inspection Drawing No.

CH-M-2551-A

CH-M-2551-A

CH-M-2549-A

CH-M-2549-A

B-E

B-F

B-G-1

B-G-1

B-G-1

B-I-I

UT, PT

UT, MT

UT

VT

PT, VT

CH-M-2551-A

CH-M-2551-A

CH-M-2551-A

_j
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DATA PACKAGE COVER SHEET

PRESERVICE BASELINE INSPECTION FOR TENNESSEE VALLEY AUTHORITY
NUCLEAR PLANT

Unit

All preservice inspection requirements have been conducted in accordance
with this program and all acceptance criteria has been satisfied.

NUC PR QE Branch, Chief

Plant Superintendent

Date

Da te

WATTS BAR
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DATA SHEET I

* The Nuclear Power Quality Engineering Branch NDE Section representative
shall sign-off the applicable portions of this data sheet when theexamination requirements of Sections 6.0, 7.0, 8.0, and 9.0 of this
program have been completed.

* EXAMINATION SECTION

Class A Components
Reactor Vessel

6.1.1.1
6.1.1.2
6.1.1.3
6.1.1.4
6.1.1.5
6.1.2
6.1.3
6.1.4
6.1.5
6.1.7
6.1.8
6.1.9
6.1.10

Pressurizer

6.2.1
6.2.2
6.2.3
6.2.4
6.2.5
6.2.6
6.2.7

Steam Generators

6.3.1
6.3.2
6.3.3
6.3.4
6.3.6
6.3.7

NDE STAFF REPRESENTATIVE DATE
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DATA SHEET 1 (cont'd)

EXAMINATION SECTION QA STAFF REPRESENTATIVE

Class B Components (Continued)

SIP

7.13.3

Valves

7.14.3

All examinations required by the referenced sections of this data sheet have
been performed and acceptance criteria has been satisfied.

* QE NDE Section Representative Date

* Reviewed By:

* Reviewed By:

Supervisor, NDE Section

Supervisor, ISI Programs Section

Date

Date

* Approved by:
Inspection Group

DATE

Supervisor, Inservice Date
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TABLE C

LIST OF DRAWINGS -UNIT #1

REACTOR VESSEL

DRAWING NO.

CH-M-2549-A
CH-M-2551-A
CH-M-2684-C
CH-M-2685-B
ISI-0012-A

* ISI-0048-B

* CHM-2672-B

CH-M-2570

CH-M-2660-B

CH-M-2662

ISI-0053-B

* ISI-0072-A

" ISI-0075-A

" ISI-0076-A

APPENDIX A
TITLE PAGE NO.

Reactor Vessel Closure Head 2
Reactor Vessel 3-9
Upperhead Penetrations 10
Auxiliary Head Adapter 11
Control Rod Drive Housing 12

REACTOR COOLANT PUMPS

Reactor Coolant Pump Casing 75
Weld Locations
RCP Main Flange Bolt Circle 42

PRESSURIZER

Pressurizer 13-16

STEAM GENERATORS

Steam Generator 17-18

RESIDUAL HEAT REMOVAL HEAT
EXCHANGERS

Residual Heat Removal Heat 19
Exchanger Channel Welds

BORON INJECTION TANK

Boron Injection Tank Weld Locations 80

ACCUMULATOR SURGE TANK

Accumulator Surge Tank Weld Locations 80a

LETDOWN HEAT EXCHANGER

Letdown Heat Exchanger Weld Locations 80b

EXCESS LETDOWN HEAT EXCHANGER

Excess Letdown Heat Exchanger Weld 80c
Location
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TABLE C

LIST OF DRAWINGS -UNIT #1

DRAWING NO.

ISI-0077-A

* ISI-0073-B

REACTOR VESSEL

APPENDIX A

TITLE PAGE NO.

REGENERATIVE HEAT EXCHANGER

Regenerative Heat Exchanger Weld
Locations

UPPER HEAD INJECTION WATER
ACCUMULATOR

80d-80f

Upper Head Injection Water Accumulator 80g
Weld Locations

CH-M-2547-B
CH-H-2636-C
CH-M-2669-C
CH-M-2671-C
CH-M-2758-C
ISI-0004-C
ISI-0005-C
ISI-0017-C
ISI-0050-C
ISI-0081-A
ISI-0082-A

CH-M-2525

PIPING AND VALVE WELD MAPS

Reactor Coolant Piping
Residual Heat Removal
Mainsteam
Feedwater
Safety Injection
Upperhead Injection
Chemical and Volum.e Control
Reactor Coolant System
CVCS Seal Water Injection
lainsteam Relief Valve
Feedwater Check Valve

CLAD PATCH FRAMING FIXTURE

Steam Generator and Pressurizer

20-21
22-29
30-33
34-41
43-56
57-61
62-63
64-74
76-79
79a
79b
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REQUEST FOR RELIEF ISI-8

Component:

Class:

Inspection Requirement:

Pressure-retaining bolting

B

Visual, surface, and volumetric examination 
of

pressure-retaining bolting exceeding 
one inch

in diameter, examination category C-D.

Basis for Relief: Examination of class 2 pressure-retaining 
bolting

in accordance with the Summer 1975 Addenda of Section

XI exceeds inspection requirements for 
class I pressure-

retaining bolting. An examination program for class

2 pressure-retaining bolting similar to 
that for

class 1 could be desirable. This type of examination

has been incorporated in the 1977 Edition, 
1978

Addenda of Section XI, which Watts 
Bar Nuclear Plant

will be required to meet for inservice 
examinations.

Alternate Inspection: Class 2 pressure-retaining bolting exceeding two

inches in diameter shall be volumetrically 
examined

in accordance with Table IWC-2500-1, examination

category C-D of the 1977 Edition, Summer 
1978 Addenda

of Section XI. Pressure-retaining bolting two inches

or less in diameter will not be examined.




